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Our company’s name, “NIKKEN,” is derived from our desire to “always maintain the willingness
to study patiently on a daily basis and contribute to future industry with technology and ideas.”
Pursuing the development and production of tools for 60 years, we have developed peripheral
instruments such as NC tooling systems, reamers, CNC rotary tables and controllers
(NIKKEN-&21 series), etc. conforming to customers’ demands.

Today’s effort and study bear tomorrow’s fruits. NIKKEN wishes to provide you with original
products of the highest quality founded in everyday study and research.

Carbonizing & Sub-Zero Treatment
NIKKEN is the only tooling product manufacturer which performs
sub-zero treatment for tooling. This refers to a technique where
-90 deg. ultra-low-temperature processing is performed after
carbonizing and quenching in order to eliminate the residual
austenite and to form 100% martensite compositions to prevent
deterioration over time. This technique has been applied for block
gauges and for bearings of the highest grade in the past. Itisan
example of how NIKKEN pays attention to those aspects which =
are often hidden from view and how we put our hearts and souls |
into each and every tooling product.

lon Nitriding

lon nitriding refers to a nitriding process where glow discharges
are generated in a vacuum of a nitrogen-mixed gas atmosphere
to heat the workpieces at a low temperature of 450 deg. while at
the same time nitriding them by a sputtering action. This
processing improves both the wear resistance and sliding
performance.(lt reduces the surface friction coefficient.)The
experience and know-how of ion nitriding have been utilized in a
large number of NIKKEN's products, including worm wheels for
CNC Rotary Tables and Tough-Cut Skill Reamers.



NC Lathe Line

NIKKEN Oil Jetter Systemi1=="P.65
and Combat Z Drill == P.73
resolved the problems from the
cooling of the cutting edge and the
swarf removal, then, night time
un-manned operation could be
done.

M/C Line

The ANNIVERSARY Chuck is an
efficient multi purpose base holder
for M/C and conventional machine
use.

Please use it for versatile and
versatile purpose.

Tool Grinding Line
More than 80% Taper Contact is
needed for this vital linkage between
M/C and workpiece.

NIKKEN holders protect
the spindle.

(They eliminate“dance”in the
spindle.)

80% 60% 30%

NIKKEN X XX

Reamer Grinding Line

Reamer grinding line to seek the
ultimate unmanned operation with
high accuracy and high productivity.

—_—

RADICAL MILL REAMER

CNC Rotary Table Assembling Line

NIKKEN builds the most rigid,
precise and durable CNC Rotary
Table for the worldwide manufactur-
ing market.
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"ANNIVERSARY"

> MILLING CHUCK SYSTEM

S-C="P.10 KM =P.7
The method of tool clamping on a conventional _Cm_ ]
machine tool uses the draw bar system. This
method produces a very high pulling force and - == K-ZMAC-V
the ANNIVERSARY Chuck allows the machine RS
to perform to 100% of its capability. =7 K-DJ == P.14

6 K-RAC ==P.14

National Taper

K-SKi=P.11 SK =P.12

3 - I B—==

CCT =P.15 K-MMC =p.15 PMKi=rPr.15
— - ==
Quick Change Holder
HA=P17 CC ==P.15 NCD r=P.15
{3 = ) 0 L R =<
K-MT ="P.8
T HESSSSY
=S = —T—=
D-NPU =P8
Quick Change Type — S i
A> MCT =P.18 e — I
v KM= P7 | §-ZMACX-Ve= P13 ;
— S
S-SK = P.11 =P.12
— ZKG == P.29
Morse Taper K-MMP ==P.15 PMK _ _N:mjjz Ay =T
P MCM ==P.20 = T == F =P.10
——1 j -Clh-E-e-=
M 't —

| Ty S'MDPE =P.10

| A
K-SCA ="P.10

- B -g-é-@
The ANNIVERSARY Chuck is an efficient I-IMIED S-UMT, S-UMTX =="P.8
multi purpose base holder for conventional W
machine use. It incorporates a simple, DU e
easy to use chucking mechanism. :

-| IJ:I Y =P8
®Easy Operation
@High precision B
#High Rigidity « Powerful Performance BAL == P.16

is keeping the manufacturing not only the quality, but also the safety in mind.
Please be careful for the content maked A e.g. = P.27 CAUTION




"ANNIVERSARY"
type

MULTI LOCGK miLLin cHuck

It has been 55 years since NIKKEN developed the MULTI-LOCK MILLING CHUCK,
NIKKEN's technology has developed the new generation universal chuck.
We call this MULTI -LOCK MILLING CHUCK &N "ANNIVERSARY "type. AaAJE—

1 Chucking Torque and Durability

All the NIKKEN MULTI-LOCK Milling Chucks incorporate the
multi-roller system including 140% more needle rollers than the
other imitations. Besides, the retainer is not made of phosphor
bronze but of special steel which will never break.

4= NIKKEN fy) <= Imitation
MULTI-ROLLER i roller system
system

As seen from the cross sectional view, the needle rollers are
arranged in perfect order with a dense production, but they are
arranged to be scattered in the imitations.

4= NIKKEN <= |mitation
MULTI-ROLLER roller system
system

The larger quantity of needle rollers enables the moving of the same
load with a small force and less damage on the bearing surface,
thus providing a stronger chucking torque without creating even
rolling when tightening.

* NIKKEN | With Siots

5,000Nm | 4,800Nm (Only 5% Down
. Others=»| without Slots| 3,500Nm | 1,250Nm | 67%Down
Milling Chuck Test Bar

Sub-zero Treatment

NIKKEN Toolings are all subjected to
ultra-low temperature treatment of -90°C
after carburizing, as shown. This treatment
removes residual austenite to prevent from
deformation for many years. Thus all of our
NIKKEN toolings are produced one by one
with greatest possible care of NIKKEN
spirits.

2 Rigidity and Chucking Torque

Internal slots together with thickened wall of chuck body ensure no
distortion even at heavier milling. Thus, smooth milling work is
attained without the vibration or slipping of end mill.

Effects of Internal Slots

Thanks to internal slots, even if oil remains on the end mill shank,
there is no decreasing of chucking torque. In case of imitations
without slots, chucking torque is largely reduced by oil, causing the
shank to slip down.

Thick wall and slots provides strong
chucking torc#ue and rigidity.
Further,slots functions as escape of oil.

Chucking Torque Test Data(C42)

When il is removed | When a little

ly with thinner| oil is adhered. &




MULTI LOCK miLuine cHuck

Same Appearance,

JAPAN, USA, FRANCE, ITALY, SPAIN

ble Improvement can be found when cutting.

The cutting chips show us
the actual machining capability

Quiet,

Stab'l'e‘{iﬁi'sh.ing

KOREA, TAIWAN .
New Clamping at Root & : le Milli .
‘ \Vihrati - : t illing with St r
Anti-Vibration Mechanism : Stable g Stoppe
Cutting Data HSS Endmill-Carbide Endmill : .
B S TR R : Easyfor “anyone to attain a stable torque.”
CHUCK ENDMILL jCUTTINGY AdxRd , _ _ ,
HSS Coat - Wear of the bearing surface is only 1~2microns even after practical
@ Coating V 38m/min $55C. oiL - 5
BT50-C32-90 S 380min 60mm use of 4~5years owing to the use of 140% more needle rollers
Toes 3204t | F 152mm/min 12mm than imitations, the use of special material (steel) of NIKKEN own.
- V 30m/mi and the know-how of hardening. The stopper is therefore located to
» HSS Roughing m/min ssec_/ /oL the MULTI-LOCK Milling Chuck where the maximum efficiency of
BT50-C42-95 S 210min™ _ 2omm chucking torque is exerted. Tightening the chuck close to the
i F 130mm/min flange face gives a sign of“MILLING OK”to ensure smooth, stable
%@-020-135 Carbide Coating \SI ;7560%{:?:11 S%%%EEE : and reliable milling work.
=4 KM20-16 1694t | F 2,000mm/min 3mm . (Important : Good production with Assurance!!)
%3_40 ©25.70 HSS Coating V 38m/min S55C. oL .
-C25- S 480min"' somg E :
25%4t | F 192mm/min Smm : Close l l
@ Carbide Coating | V 200m/min $55G : CO ntact // il T /Q\
BT40-C16-60 $4,000min” | *™" Z [—mh > h
1694t | F 2,000mm/min s No Vibration e b
2 (
[Sv2) Carbide Coating | V 160m/min S50C H R=~A~R
SRR $5,000min” ‘“ﬁ@ tighiRigidity /
=4 KM12-10 1094t | F 2,000mm/min Bmm Chuck Ring .
V 30m/min 55%0 ATER SImp|e
S 800min"' 1emg A - i i
® HSS Non Goating _ ﬁ‘mm Minimum Axial Chucking/Unchucking //
BT30-C12-55 F 250mm/min :
1204t |V 228m/min PLUMNUY o : Movement //j
S 6,000min” " E :
F 3,600mm/min Smm . ]

The End Mill can perform at 100% of their capability by using the cutting data. If cutting condition is exceeded,
they may cause tool failure. For the M/C with ball guide mechanism, MAJOR DREAM HOLDER might perform
better than MULTI-LOCK milling chuck.

Clamping at Nose Mechanism

Clamping at nose - key Condition for Precise Milling.
Surface Finish and Tool Life are decided by Clamping at Nose, Rigidity .
and Run-Out Accuracy. Only our mechanism performs real clamping at ;
nose, never rivalled by imitations :
finishing. Only the NIKKEN MULTI-LOCK Milling Chuck perfectly -
clamps even at 3mm from chuck nose. .

NIKKEN MULTI-LOCK
Milling Chuck

Fine Run-Out Accuracy

Only NIKKEN MULTI-LOCK Milling Chuck can obtain the
run-out accuracy within 5um(T. I. R)at the position 100mm
apart from the nose.(C32 Style)

.
.
.
.
.
.
.

ideal for heavy milling to fine *

Within 5pm

)
‘\M‘

f

«— L=3xD —»

[ | e.g. C32:100mm

Other imitation chuck



AV <S> MULTI LOCK MILLING CHUCK for NATIONAL TAPER (NTKKEN

MCA ®National Taper TAPER Code No. ¢od [oD] & [ & Thread
MULTI LOCK MCA30F-16 16 | 45 | 46.1 | 36.5
Milling Chuck NT30 20 120 154 1596 596 1 ipmireads

-22 22 | 59 | 64.6 | 64.6
-25 25 | 62 | 77 77
MCA40F-16 16 | 45 | 48.1 | 36.5
-20 20 | 54 | 57 | 454
-22 22 | 59 | 60.8 | 47.2

5
NT40 25 25 | 62 | 57 |aga | Us—11Threads
-32 32 | 72 | 68.6 | 68.6
-42 42 | 88 |101.6/101.6
MCA50F-20 20 | 54 | 75 |59.8
-22 22 | 59 | 75 |59.8
NT Taper oy, NT50 -25 25 | 62 | 75 | 59.8 U1—28Threads
g2 — -32 32 | 72 | 73.6 | 52.4
Draw Bar Thread -42 492 20 79 54.8

% Chuck bore Dia. d=¢ 50mm and ¢ 50.8mm are also available.

‘ '*Jd(bD % Long Gauge Length series are also available.
} % Spanner is supplied as standard.

UJ\HJ: TAPER Code No. ¢d | ¢D A 02 Thread
Kﬁ: MCA30F-16M | 16 | 45 | 46.1 | 36.5
-20M 20 | 54 | 59.6 | 59.6
- M12 P=1.7
NT30 -22M 22 | 59 64.6 | 64.6 >
-25M 25 1 62 | 77 77
NT30 MCA40F-16M 16 | 45 | 48.1 | 36.5
-20M 20 | 54 | 57 | 454
_ , . . -22M | 22 | 59 | 60.8 | 47.2
Note: Please specify the Taper Size, Chuck Size, Thread. M16 P=2
e.g.[MCA| [40] [F] - NT40 -25M | 25 | 62 | 57 |45.4
@ Thread -32M | 32 | 72 | 68.6 | 68.6
_ No Letter: Unify -42M | 42 | 88 [101.6/101.6
Chuck Size M: Metric
Flange Type ;g:g;g Eq;;gmmi v(vc:)th;t w'?‘;_!h ) MCA50F-20M 20 | 54 | 75 | 59.8
: mm nly for NT30,
Taper Size 22:C22 ($22mm) ’ -22M 22 | 59 75 59.8
30- NT30 25: C25 (¢25mm) NT50 -25M 25 | 62 | 75 |59.8 M24 P=3
. 32: C32 ($p32mm)
soNTs 421042 (¢4zmm) -32M | 32 | 72 | 73.6 | 52.4
o Milling Chuck National Taper -42M 42 | 90 | 79 |54.8
% Chuck bore Dia. d=¢ 50mm and ¢ 50.8mm are also available.
%Long Gauge Length series are also available.
Y Spanner is supplied as standard.
KM Straight Collet Explanation of the Code No.

! ID of Collet
OD of Collet
S
KM

ymbol of Collet
L i :Standard
(O means with internal grooves for géK féii#t?;aglgolam
R’L(goKw%mﬁ|2rNIVERSARY gripping strongly to eliminate the oil. CCNK:Centre Coolant, Adjustable

Style L KM Collet Code No. (OD-ID)
Km12) 40 KM12-2,3,4,5,6,7,8,9,10
47.5 KM16-2,3,4,5,6,7,8,9,10,11,12
53 KM20-2, 3, 4,5, 6,7, 8,9,10,11,12,13,43,45,16
&mM22) 57 KM22-3, 4,5, 6,7, 8, 9,10,11,42,13,44,15,16,17,18,19, 20
(Km25) 59 KM25-3, 4,5, 6,7, 8,9,10,11,12,13,44,45,16,17,18,19, 20, 21, 22
(km32) 64.5 KM32-3, 4,5, 6,7, 8,9,10,11,42,13,14,45,16,17,18,19, 20, 21, 22, 23, 24, 25, 26, 30
73(78) | KM42-3.4,5.6,7,8,9,10,11,42,13.44,45.16.17.48.49. 20, 21, 22, 23, 24, 25. 26, 27, 28, 29, 30, 31, 82, 40

% [For Synchronous Tapping Program|: Special ID Collets for Tap Shank are also available.

% Other metric sizes and imperial sizes, 1/8, 1/4, 5/16, 3/8, 7/16, 1/2, 5/8, 3/4, 13/16, 7/8, 1, 1-1/8, 1-1/4, 1-1/2”are also available.

% The collets with bold character are the “ANNIVERSARY” type <&¥> KM Collet. Ordinary KM Collet can be used with “ANNIVERSARY” type <> Milling Chuck,
but better performance can be found with the “ANNIVERSARY” type <¥ KM Collet.

% Please note the acceptable shank tolerance is h6~h7.

% ( ): L dimension for KM42-12 or larger ID.

% Collet removal (9CKR) is an optional accessory for NC milling chuck. %




A/ ATTACHMENT for MULTI LOCK MILLING CHUCK

K-MT Morse Taper Collet

Y Centering Bar

Please also order optical measuring tools.

S-UMT Straight Shank UMT MICRO TOUCH

M For Morse taper shank drills and reamers

Milling Chuck ID Code No.
20 K20-MT1, 2
p22 K22-MT1, 2
25 K25-MT1, 2
32 K32-MT1, 2,3
942 K42-MT1, 2,3, 4

M Arbor complete with NPU Drill Chuck

Milling Chuck ID Code No. Drill Dia.
D32-NPU 8 0.3~8
»32 -NPU13 1~13
D42-NPU 8 0.3~8
042 -NPU13 1~13
W For positioning
Milling Chuck ID Code No.
¢20 Y20-10
¢22 Y22-10
¢ 32 Y32-10
¢42 Y42-15
* Easy positioning can be [10]
achieved by touching the F )
component with the bar. Gauge BarDia. $10,15
% An alternative bar with a Shank OD ¢20,22,32,42

60° point at the front end
is also available.

Centering Bar

Battery(Single-5 type X 2pcs.)

21 43—

— | MT2

Collet inner taper
MT

Collet OD
$20,22,25,32,42

Taper Collet

Chucklng
Capacny
DnII Chuck

Shank OD
Drill Chuck

Micro Touch

Universal
Shank OD
Straight Shank

Code No. ¢d 2 21 Weight (Kg)
S$20-UMT 20 68 61 0.4
S$32-UMT 32 65 65 0.7

*Ball type $6mm stylus is also available : S32-UMTB

S-UMTX Straight Shank UMTX MICRO TOUCH patiery(Single-5 type X 2pcs.) _
Internal Contact Type i — 1 o o
Tl B = edsoes v o
! Contact System
T Shank OD
. ‘ . Straight Shank
Code No. od 2 21 | Weight (Kg)
S$20-UMTX 20 68 64 0.5
S$32-UMTX 32 65 64 0.8

Ruby stylus is available as an option.

S-TP / TP Straight Shank TOUCH POINT

% ¢p4mm steel stylus and battery are supplied as standard.
*The delay of the system is within 0.01mm, because of the internal contact system.

Y For non conductive work

piece.

Battery (Single-5 type x 2pcs.)

3.5 LED (red lamp)

SO e

7 AN

@& —r\ d2

Tstraight Shank
Shank OD
T

ouch Point Sensor

FBaII Dia.

Touch Point Sensor

- ¢ Shank OD
Straight Shank
Code No. D di d2 L L+ L2 Ls Weight (Kg)
S10-TP8 10 - 8 110 77 - 30 0.12
TP-20 20 16 10 157 77 35 45 0.20
TP-32 32 16 10 | 157 | 71 41 45 0.50

% No Z-axis float in straight shank type TOUCH POINT.



MULTI LOCK

Y &S

S.MCA
Series

MILLING CHUCK ™

Y Photo shows the contents of S.MCA50F-A5N set.

STANDARD BOXED SET

< Please select the set which best suits your applications >

Boxed Set Content Code No.
Milling Chuck Straight Collet MT Collet Nzlduféﬂ" D;\né;:r;:?k Cenéerlng
Milling Chuck | chuck 2 il
TAPER Boxed .
Set Code No. | Size % % %
S.MCA30F-S2 ¢16 MCA30F-16 | KM16-6,8,10,12 — - — —
NT30 -E3 ¢20 MCA30F-20 | KM20-6,8,10,12,16 K20-MT1,2 - D20-6 -
-G2 25 MCA30F-25 | KM25-6, 8,10,12,16,20 — — — —
S.MCA40F -E5 K20-MT1,2 - D20-6 Y20-10
-E2 $20 MCA40F-20 | KM20-6,8,10,12,16 — - — -
-E3 K20-MT1,2 - D20-6 —
NT -G2 ¢25 MCA40F-25 | KM25-6, 8,10,12,16,20 — - — —
Y -A5N K32-MT1,2,3 D32-NPU13 — Y32-10
-A2 ¢32 MCA40F-32 | KM32-6,8,10,12,16,20,25 — - - -
-A3N K32-MT1,2,3 D32-NPU13 — -
-D3N| ¢42 MCA40F-42 | KM42-6,8,10,12,16,20,25,32 | K42-MT1,2,3,4 D42-NPU13 — —
S.MCA50F -G2 ¢25 MCA50F-25 | KM25-6,8,10,12,16,20 — - - -
-A5N K32-MT1,2,3 D32-NPU13 - Y32-10
-A2 ¢32 MCA50F-32 | KM32-6,8,10,12,16,20,25 — - - -
Y -A3N K32-MT1,2,3 D32-NPU13 - -
-D2 MCA50F-42 - = = =
-D3N 42 MCM3-16 KM42-6,8,10,12,16,20,25,32 K42-MT1,2,3,4 D42-NPU13 — —
S.MCM3 -S2 ¢16 MCM3-20 KM16-6,8,10,12 — - — —
MT 3 -E3 ¢20 MCM3-25 KM20-6,8,10,12,16 K20-MT1,2 - D20-6 -
-G2 ¢25 MCM3-32 KM25-6,8,10,12,16,20 — - - -
-A3N| ¢32 MCM4-20 KM32-6,8,10,12,16,20,25 K32-MT1,2,3 D32-NPU13 — —
S.MCM4 -E3 $20 MCM4-25 KM20-6,8,10,12,16 K20-MT1,2 - D20-6 -
MT 4 -G2 25 MCM4-32 KM25-6,8,10,12,16,20 — - — -
-A5N MCM5-32 K32-MT1,2,3 D32-NPU13 - Y32-10
-A3N ¢32 MCM5-42 b e B A K32-MT1,2,3 D32-NPU13 — —
MT 5 S.MCM5 -A3N| ¢32 MCM6-42 KM32-6,8,10,12,16,20,25 K32-MT1,2,3 D32-NPU13 — -
-D3N| ¢42 KM42-6,8,10,12,16,20,25,32 | K42-MT1,2,3,4 D42-NPU13 — —
MT 6 |S.MCM6 -D3N| ¢42 KM42-6,8,10,12,16,20,25,32 | K42-MT1,2,3,4 D42-NPU13 — —
% D32-NPUS8 is sold separately.
1.Please specify the Taper Size, Chuck Size, Thread and the Set Code No.
Set Code No.

egd.S. MCA40 F- A 2

Taper Size

MCA: Milling Chuck National Taper  30: NT30

MCM: Milling Chuck Morse Taper 40: NT40

Set Code No. 50: NT50

2
3
Chuck Size
Flange Type  16:C16 (¢ 16mm
20: C20 (¢ 20mm
22: C22 (¢ 22mm
25: C25 (¢ 25mm
(¢
(¢

5

32: C32 (¢ 32mm
42: C42 (p 42mm

2.Unless specified otherwise, the inch size draw bar thread is supplied. 1=="P.7

3.Chuck bore Dia. $22mm is also available.

: Chuck & set of Straight Collet
: Chuck & set of Straight Collet & Key type Drill Chuck Adapter
3N :

Chuck & set of Straight Collet & NPU Drill Chuck

: Chuck & set of Straight Collet & Key type Drill Chuck Adapter & Centering Bar
5N : Chuck & set of Straight Collet & NPU Drill Chuck & Centering Bar



& straigt Shank PRO-END MILL

“~
4 L3
—~
¢P1 - I JLO ¢LD
L1 L2
L
S-MDPE
MAX. Cutiing Depth| No. of Tip Clamp Tip Clamp | Weight

Coda i, ¢D | D L L L2 L3g ' Teeth Insert Code No. Bolt Wrench (Kg)
S16-MDPE16- 90 16 | 16 | 90 | 60 2 0.2
S20-MDPE20-100 20 | 20 | 100 | 70 30 10 3 AOMT123608PEER-M TPS-25 TIPO7F 0.2
$25-MDPE25-110 25 | 25 | 110 | 75 | 35 2 0.4
$32-MDPE32-120 32 | 32 | 120 | 80 | 40 15 3 AOMT184808PEER-M TPS-4 TIP15W 0.7

%2 tip clamp bolts and tip clamp wrench are supplied as standard.

AOMT (Insert Tip)
Insert Tip Code No. |L11

AOMT123608PEER-M | 12

AOMT184808PEER-M

L12
6.6
18] 9

L13
10
15

S1| F1
3.6/1.2
48(1.4

insert tip with other Nose R.

*Minimum order quantity: 10pcs.

Y% Coolant through tool is available as an standard for all series.

*Only Nose R = 0.8 is available. Please contact Mitsubishi for the rigid type insert tip and the

*Only grade of VP15TF (for steel, cast iron, hardened steel) is available. Please contact
Mitsubishi for VP20RT (for stainless steel) and TF15 (for aluminum).

A straight Shank Milling Chuck

i \ L | M For milling in confined spaces.
\ \
- = — T Style Code No. L
¢d gl P $32-C12 | 120,160,200
PR -
T 3=t (32 -C16 | 130
Photo. shows $32-C12-200 7
S-C C20 150
- S42-C16 180
-C20 185

-

*Please use NIKKEN KM collet, please refer =&~ P.7.

- c12]—{ 200

Total
Length

Milling Chuck size
Shank OD
Straight Shank

A straight Shank Face Mill Arbor

M For improved surface finishes.
Style Code No.

32 F32-2,3,4
F42-2,3.4

deal for finishing operations
F % Various types of face mill can be fitted
*Please refer[Z5~P.21 for cutter fitting dimensions.

Lcutter ID(mm)

Shank OD
Face Mill Arbor

Y /A Straight Shank Stub Arbor

—L—]—30—

K-SCA

P

]

@;@

Bolt Tightening
Stub Arbor

(3,5,7,8,10,12)

K-S
Style K No. ¢D -L H; C w G Weight (kg)
@ K32-SCA25.4-30 M24 12
-SCC25.4-30 M12 1.2
2 4 .
K42-SCA25.4-30 3 0 6.35 M24 13
.® -SCC25.4-30 M12 1.3

30 10

CC
10 T
J_Li{‘p
]
Thinner Bolt Head type is
also available.

|| Lo

SM12

Bolt Code No.

10
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A straight Shank SLIM CHUCK

K-SK

Fig. 1 Fig. 2
Explanat|on of the Code No. 9 ) SK Collet 9 SK Collet

G No. (Option)

!L th ! * HL Ei\ \ !
eng _ 4 —

MAX Chucking Dia. A y qJC U ‘m ¢6H H_‘_':ch
Symbol of Slim Chuck ‘ ‘ ! l

0D of shank W ‘« w J
Symbol of straight shank L L
Code No. D ) e |c| o Jcojw| H | SHOT Weight eole e
(Option) (kg)
K20-SK 6-100, 120 0.7~6.0 37,57 195 2 | o | 21~% | SKGE 02,02 |1|(SK6)
-8K10-100, 120 1.75~10.0 40, 60 275 275 30~50 | SKG12L | 03,03 |2
K22-SK 6-100, 120 0.7~6.0 37,57 ) 195 _ 27 . 21~35 | SKG-8 02,02 1
-8K10-100, 120 1.75~10.0 40, 60 275 275 30~50 | SKG12L | 0303 |2
K25-SK 6-100, 130 0.7~6.0 3,62 195 -_r 21~35 | SKG-8 03,03
-8K10-120, 150 175~100 | 50,80 275 30~50 | SKG-12L | 0.4,05
K32-SK 6-120, 140, 170 07~60 | 456563 | 53,73,100 |195| 32,3224 21~35 | SKG8 | 05,0505 |1
-8K10-120, 150, 180, 210 | 1.75~100 | 45,75,75,75 |53,83, 111, 141| 275 | 32,32,31.5,335 | 37 | 27 | 30~50 | SKG-12L | 0.6,0.7,08, 1.0
-SK13-120, 150, 180, 210 | 2.75~13.0 | 52, 82, 112, 142 3 31~65 | SKG-15 | 07,08,1.0,1.2 | |(SK13)
-8K16-120, 150, 180, 210 | 2.75~16.0 | 58, 88, 118, 148 40 40 | 36 | 45~70 | SKG-18L | 0.7,09,1.2,14
-8K20-120, 150, 180 35~200 | 5888118 ' 85 ) 40 | 41 | 47~80 | SKG-22 | 09,1317 |2 |(SK20)
-8K25-150 75~254 88 55 42 | 46 | 55~65 | SKG-18L 13 (8K25)
K42-SK 6-150, 170 0.7~6.0 52,62 61,78 | 195 2 21~35 | SKG-8 10,1.1
-8K10-150, 180 1.75~10.0 56, 78 275 " 30~50 | SKG12L | 14,13
-8K13-150, 180 2.75~13.0 56, 86 3 36 | 31~65 | SKG-15 o | (SK1D
-5K16-150, 180 2.75~16.0 58, 88 - 40 . 45~70 | SKG-18L o
-8K20-150, 180 35~20.0 68, 98 485 485 47~80 | SKG-22 15,19
-8K25-170 75~254 88 55 445 | 46 | 55~65 | SKG-18L 18 2 |(SK25)
% Collet, adjust screw (G No.) and spanner are available as an option. The Code No. of the spanner is SK6 (C=¢18) : SKL-6, — S

SK6 (C=919.5) : SKL-6W, SK10: SKL-10, SK13: 9HC12A, SK16: 9HC16, SK20: 9HC22, SK25: 9HC25
*Please refer z5-P.12 for SK Collet. YAll Slim Chucks are Centre Through Coolant type. % Please refer NC TOOLING cataloguerz=-P.44 for adjust screw (G No.).

Straight Shank SLIM CHUCK ULTRA LONG
$25-SK10-250,300 S25-SK10X-250,300

—_— ®25 {

250,300

-

Please refer NC TOOLING catalogue. ‘ 145~250

Insert into Multi-Lock Milling Chuck Axitial Direction Adjustable type.

A TiN BEARING NUT for SLIM CHUCK ear.

OTiN Bearing Nut can be used for currently used SLIM CHUCK.

BISK standard Nut &e :"-1 Cap is option
(for C- Spanner) i

R
8~
(%)

E

J Type Nut

J type C- WRENCH
TiN Bearing Nut| Spanner | for CAP—5

SK 6(019.5)| SKN- 6WK | SKN- 6WKJ | SKL- 6W | SKJL- 6 | please use both wrenches for SK

Style TiN Bearing Nut

gﬂg :} gg ::: ggj sgll:l-(;102A SKJL-10 nut (SKL, 9HC) and for J cap

SK16 -16B -16BJ 9HC16 SKJL-16 (SKJL) together, to attach J cap into
SK20 -20B -20BJ 9HC22 SK nut surely. This is recommended
SK25 -25B -25BJ 9HC25 SKJL-25 to fix a cap to the nut with an adhesive.




A sLIM CHUCK COLLET

The Secret of strong gripping power and high rigidity is 8'Taper
®0.7~25.4 Precise Collets are available in accordance with 6 styles of Slim Chuck,
SK10 SK 13) (SK16) (SK 20 (SK 25 . There are suitable for End Mill, Drill, Center-Drill,

SK

“A” type SK collet (for End Mill Shank) are marked

Tap, Reamer, Boring Tool for CNC Lathe.

“P” class SK collet (for drill) are available . (except for SK6-0.8) e.g. SK10-10P

Explanatlon of the Code No.

£Non Standard
P:P class (Run-out Accuracy=3um)
A:A type (for End Mill Shank)
MAX. Chucking Dia.
Style No.

Symbol of SK Collet

. The acceptable shank tolerance is hs.Code No. is e.g. SK10-10A

% For Set Code No. of all sizes collets, please add “FP” at the end
of Set Code No. e.g. S.SK6FP (1.0~6.0 15pcs set)

Code No. | Chucking D Code No. | Chucking D Code No. | Chucking D Code No. | Chucking D Code No. | Chucking D
SK 6- 08 |07 -~08 SK13-3 |275-30| |[SK16-3 |275~-30| |SK20-4 |35 -40 SK25- 8 7.5-8.0
-1 09 ~1.0 -35 [30-~35 -35 |30-~35 =45 | 40 ~45 -10 | 95-100
- 1.25| 1.15~1.25 -4 |35-40 -4 |35-40 -5 | 4550 =12 | 115120
-15 |13-~15 -45 |40~ 45 -45 |40~ 45 -55 | 50-~55 -16 | 155-16.0
- 1.75 | 155~ 175 -5 |45-50 -5 |45-50 -6 55 ~6.0 - 16.5 | 16.0~16.5
-2 1.8 ~2.0 =55 |50-~55 =55 |50-~55 -65 |60-~65 - 17 | 165~17.0
- 2.25 | 2.05~2.25 -6 [55-~60 -6 |55-~60 -7 |65-70 - 17.5 | 17.0~175
-25 | 23-~25 -65 [60~65 - 65 |60~65 -15 | 70-75 -18 | 175~180
- 2.75 | 255~ 2.75 -7 |65~70 -7 |65~70 -8 75 ~80 - 18.5 | 18.0~185
-3 | 28-30 -75 [70~75 -75 |70~75 -85 |80-~85 - 19 | 185-19.0
-35 |30-~35 -8 |75-~80 -8 |75-~80 -9 |85-~90 - 19,5 | 19.0~195
-4 | 35-40 -85 [80-~85 -85 |80-~85 -95 | 90-95 =20 | 195~20.0
- 45 | 40 ~45 -9 [85-~90 -9 |85-~90 -10 | 95 ~100 - 20.5 | 20.0~20.5
-5 | 45-50 -95 |90-~95 -95 |90-~95 - 10,5 | 10.0~105 -21 | 205-210
- 55 |50-~55 -10 |95 <100 -10 |95 ~100 =11 | 105110 - 21.5 | 21.0-215
-6 |55-60 - 10.5 | 10.0~105 - 10.5 | 10.0~105 - 11.5 | 11.0-115 =22 | 215220
SK10- 2 | 1.75~20 =11 | 105-110 =11 | 105-110 -12 | 115-120 - 225 | 220~225
- 22520 ~225 - 11.5 | 11.0-115 - 115 | 11.0-115 - 125 | 120~125 - 23 | 225-230
- 25 | 225-25 -12 | 115-120 -12 | 115-120 - 13 | 125-130 - 23.5 | 23.0~235
- 275 | 25 ~275 - 125 | 12.0~125 - 125 | 12.0~125 - 13.5 | 130~ 135 - 24 | 235-240
-3 | 275-30 - 13 | 125-130 - 13 | 125-130 - 14 | 135-140 - 24.5 | 24.0~245
-35 |30-35 - 13,5 | 13.0~135 - 145 | 140~ 145 =25 | 245250
-4 | 35-40 - 14 | 135-140 -15 | 145-150 - 254 | 25.0~254
249 | 40 -45 - 145 | 140-145 - 15,5 | 150~ 155 ] X  ee e e.
-5 45 ~50 - 15 | 145-150 - 16 | 155~ 16.0
- 55 | 50-55 - 15,5 | 15.0~155 - 16.5 | 16.0~ 16,5
-6 |55-~60 - 16 | 155-16.0 - 17 | 165-170
- 6.5 | 60-~65 - 17.5 | 17.0~175
-7 |65-70 - 18 | 175~180
-75 | 70-~75 - 18.5 | 18.0~ 185
-8 |75-80 -19 | 185-19.0
-85 | 80-85 ’ - - 19.5 | 19.0~195
S Y R T ot S =20 | 195-200
- 9.5 9.0 ~95 available as an option. Collet removal is not
necessary for the new types of collet (SK10 to
-10 95~10.0 | SK25 collet including SK13 and SK20).
Collet Code No. Set Code No. Explaniation of the Code No. High Precision SK Collet (P)
SK 6 1P~ 6P| S.5K 6P ( 1.0~ 60 6possel) | T @ugmme% Ay ims
SK10- 2P---10P | S.SK10P ( 2.0~10.0 9pcs set) o Chctine —1,
SK13- 3P---13P | S.SK13P ( 3.0~13.0 11pcs set) Svmbo'ofScha — —— = oo
SK16- 3P--16P | S.SK16P ( 3.0~16.0 14pCS Set) oo @pguarameed Even the above SK ColreDt can obtain the
SK20- 4P---20P | S.SK20P ( 4.0~20.0 17pcs set) Stylem runout accuracy within 5pbut more Precise
SK25-17P-25P | S.SK25P (17.0~25.0 9pcs set) ot oy of S ol R somitape e somaut accuracy witin 3 a

the nose (4D) from the chuck.
Additionally, Collet Set is also available.



A straight Shank ZMAC ADVANCED BORING BAR

. A
$32 = (.«ID
- T M
L
K-ZMAC-V
You can use following boring tools with C32 Milling Chuck. It is convenient for Various/Small Volume Productions.
Bon Borl A\ e
oring oring Shank P48 Weight
Code No. Range | Depth |C|Ci| soda No. /NG~ (kg)
D M Head No. |Insert No.| Head No. | Insert No.
- - 38 12-ZMAC16-45V 05
K32-ZMAC16- 65V 15.~20.2 15| - |kso-qi220
- 15V 48 12-ZMAC16-55V 0.5
- - - -Q 9-2 .
HoBUAL 1 19.8~25.2 > 19 Q 920 9-ZMAC20-40vV | 3MP-C,B - - 06
- 8ov 63 30 -Q 9-40 0.7
- - - -Q12-2 :
ZHACE:R60) 24.8~32.2 % 24 Q12:20 12-ZMAC25-40V 06
-100V 83 30 -Q12-60 0.7
-ZMAC32- 75V 70 -Q16-20 0.9
31.8~42.2 31 - 16-ZMAC32-55V | 4MP-C,B | 16-ZMAC32R-55V
-110V -Q16:55 ccopc L
-ZMAC42-110V | 41.8~55.2 105 40| - -Q20-40 | 20-ZMAC42-70V 6MP-C.B 20-ZMAC42R-T0V 1.5
-ZMAC55-110V | 54.8~70.2 53| - -Q26-40 | 26-ZMAC55-70V " |26-IMAC55R-70V 1.6

% All Codes shown are for Heads with Triangular Inserts. &
For Heads with Rhomboid Inserts, please add “R” to the Code No. e.g.) K32-ZMAC32 R -75V

% MIN. dial read out: ZMAC25-V and smaller is 0.02mm on dia. ZMAC32-V and larger is 0.01mm on dia. (Sub scale : 0.005)
*“C” grade (coated) Insert for Steel, Stainless and Cast Iron is supplied as standard with the Head.

(Smooth Boring and Long tool-life) Please refer I=5 P.45 for cutting condition.

We would recommend “B” grade (CBN) Insert for Hardened Steel and High Speed Boring of Cast Iron.

A/ straight Shank DEEP HOLE ZMACK ADVANCED BORING BAR

Axially Adjustable and Solid Carbide e .
s j j q?D
e, *1 1
A S T Axially Adjustable type //X\

S-ZMACX-V AN

Code. No. Boring Range | Boring Depth L s Unit Insert | Weight Suitable Holder
D M No. No. (ka) Chuck KM Collet
$12-BCBX12.7- 95 12.7~14.5 50~ 95 130 | 12 M1-12.7 AMP-T 02 KM32-12
$13-BCBX14.5-105 14.5~19.5 50~105 135 | 13 M1-14.5 ' -13
$15-ZMACX16-120V | 15.9~20.2 65~120 150 | 15 | M2HZ-16V 0.3 BT40-C32 -15
$19-ZMACX20-150V | 19.8~25.2 | 100~150 | 180 | 19 | M2HZ-20V | 3MP-C,B | 0.6 BT50-C32 -19
$24-ZMACX25-190V | 24.8~32.2 | 140~190 | 220 | 24 | M3HZ-25V 1.3 -24
S$30-ZMACX32-260V | 31.8~42.2 | 190~260 | 290 | 30 | M4HZ-32V | 4MP-C,B | 2.6 -30

$32-ZMACX42-275V | 41.8~55.2 | 205~275 | 305 | 32 | M5HZ-42V | 6MP-C,B | 3.8 -

*T grade (Cermet) insert tip or “C” grade (Coated) insert tip is supplied as standard for BCBX or S-ZMACX-V respectively.
"5 P.48 Please refer [Z& P.45 for cutting condition.

% MIN. dial read out: BCBX12.7,BCBX14.5 is 0.02mm (Sub scale : 0.004)
% MIN. dial read out: ZMAC25-V and smaller is 0.02mm on dia. ZMAC32-V and larger is 0.01mm on dia. (Sub scale : 0.005)



A straight Shank DJ BORING BAR NIKKEN

K-DJ Code No. | Boring Range :
e K No.-Min D-L D M J Bit

K32-DJ3-80A 3~28 14~ 80| 10
-DJ8-84AN 8~50 14~130| 16
K42-DJ3-80A 3~28 14~ 80| 10
-DJ8-84AN 8~50 14~130 | 16

Photo. shows cut-sample. % Min. dial readout for Dia. : Main scale 0.01mm, Sub scale 0.005mm.
% Each boxed set of DJ3 & DJ8 boring bars includes 4 pieces Carbide Cored
DJ Head Boring Bits as standard. I7=—P.40
Boring Depth *DJ }ype bqring heads wjthout Boring Bits are availaple. e.g. K32-DJ3-76‘-BD.
; —I\JU/TRMH‘ (*PS“((J:;d Carbide and Carbide Cored long and short series Bits are also available
() .40).
$32,42 . } i_,,, S ;IE *"C" grade (Coated) inserts are supplied as standard. [“=—P.48, 49
' | Lt : % One set of insert clamp spanner and micron adjusting spanner are supplied as
DJ Bit standard.
‘ % The straight shank (P.34) and DJ head (P.40) are delivered in separate
packages.
*Please refer 75 P.47 for cutting condition.

32

42

5558

P

A straight Shank BALANCE CUT BORING BAR

K-RAC Code No Boring Boring H
. ead :
Range Depth N Tip No.
. 0.
K No.-Min. D-L D M
RIEHIAG20RI0E 25~32 70 12-RAC025-55E | CCO07-C
-115E 93
il Tils 32-45 0 16-RAC 32-55E| CCO08-C
-110E 105
-RAC43-110E 43-~55 105 20-RAC 43-70E
-RAC53-110E 53~70 105 26-RAC 53-70E| CC12-C
-RAC70-110E | 70-~100 105 26-RAC 70-70E

*"C" grade (coated) Insert is supplied as standard. [==~P.49

% The straight shank (P.34) and RAC head (P.39) are delivered in separate packages.

% Cartridges & Inserts for Alloy Steel (E), for Aluminium & Cast iron (A) and for Through Hole
(K) are also available. Please refer P.39.

% «For RAC25, Cartridge No.RCC-25 & Tip No.CCO08 is available.

*Please refer [°=—P.46 for cutting condition.

A straight Shank TAPPER CHUCK

NZ BFor slim body and ultra smooth tapping
operations with float mechanism. RN L \ 0 |

Floating ZKG Tap Collet
Fie | F
—-Compression Tension+

F ¢d d- > T
“ e e o

Style Code No. Tapping Capacity L dh d de Float Weight Tap Collet
M P Fi F2 (kg)

NZ32-12-105 | M3-12 | P1/8~1/4 | 105~125| 19 45 5 15 1.3

32 -16-125 | M3-~16 | P1/8~3/8 | 125~145| 25 32 55 g 00 22
-24-140 | M8~24 | P1/4~5/8 | 140~160 | 30 63 2.8 (ZKG24)

NZ42-12- 90 | M3-~12 | P1/8~1/4| 90~125| 19 45 5 15 2.0

42 -16-125 | M3-~16 | P1/8~3/8 | 125~160| 25 42 55 6 20 3.0
-24-140 | M8-24 | P1/4~5/8 | 140~175| 30 63 36 (ZKG24)

*Please refer[Z=—P.29, 31 for details of ZKG Tap Collets.



A straight Shank MINI-MINI CHUCK

_ { = F_ - | | Ww—;"%bb#couet

od T
oD+

e Code No. oD L ¢ D1 L1 L2 Collet W

K16-MMP 4- 70 70 50 WK 4 0.1
16 -150 I~ 4 150 1° 130 20 (oK & 0.2
20 K20-MMC 8-100 3~ 8 100 20 80 20 (PMK 8 0.2

K32-MMC 8-122 122 05
32 160 3~ 8 160 20 67 40 07

K32-MMC12-1708 4~12 170 30 120 50 1.0

% Wrench is supplied as standard. Collet is available as an option.

MPK/PMK collet for the MINI-MINI CHUCK

— Style MPK/PMK Collet Code No.

— —| MPK 4-1,1.5,2, 2.5, 3, 3.5, 4
¢d PMK 8-2~8 each (0.2mm)

L—\/T PMK12-4, 5, 6, 8, 10, 12

M P K/P M K 1 *Please note the acceptable shank tolerance of MPK Collet is h6.
*Even the gripping range of PMK collet is 0.2mm /dia. (e.g. PMK8-2 : 1.8~2.0),
but the shank tolerance of h6 is highly recommended for precision machining.

’/ Straight Shank CENTER DRILL HOLDER

CD For Multi-Lock Milling Chuck Z 7N |
M Effective for centering in narrow places L ‘ {
————m ;
E 49 ] od
\
oD |
Style Code No. D L d: d Style Code No. D L ds d
NCD32- 5-100,150 5 85,135 NCD42- 5-100,150 5 82,132
NCD32- 6-100,150 6 85,135 16 NCD42- 6-100,150 6 82,132 16
NCD32- 8-100,150 8 85,135 NCD42- 8-100,150 8 82,132
32 NCD32-10-100,150 | 10 85,135 20 32 42 NCD42-10-100,150 | 10 82,132 20 42
NCD32-12-100,150 | 12 85,135 NCD42-12-100,150 | 12 82,132
NCD32-14-100,150 | 14 85,135 26 NCD42-14-100,150 | 14 82,132 26
NCD32-18-100,150 | 18 85,135 NCD42-18-100,150 | 18 82,132
CCT CENTERING TOOL CC CENTERING END MILL
CodeNo.| ¢D | ¢d | L | 2. | 2.
| | \ CC10-16| 10 | 16 | 130 | 95 | 35
e o
025 dil oD 118 > |[cC12-16| 12 | 16 | 145 | 100 | 45
24 22 Nikken Chamfering combined
! L ‘ " ; centering end mill 90 ° Twist type CC16-20| 16 | 20 | 150 | 100 | 50
H.S.S CC20-25| 20 | 25 | 155|100 | 55
M Three kinds of machining can be done with one cutting tool.
90" 90°
CodeNo. [ oD | L | & | & N > ]
CCT25-12-165| 12 165 100 / o /
-15-220 s 220 | 155
-15-330 330 265 65 @Centering @®Chamfering @®@Chamfering
-19-165 165 | 100 & AN
-19-220| 19 220 155 -+
-19-330 330 | 265 S T es




A CENTERING HOLDER

SY Large Measuring Range

: 0~240mm(560mm)
® Positioning Handle
Slide bar

Shank

Shim retain Dial gauge
\ Measuring range 10mm

1 division 0.01mm

@ Fine Adjust O 90°
screw i

® Dial gauge
adjust -
screw @ Clamp -
screw . "

® Setting 200° [~ Stylus
screw | (SY9)

Max120mm

Extension Plate
(SY9-EXT-560)

@ Wide Range Measuring is possible both for ID and OD.

M No need of changing the setting of dial Gauge. Only by
turning Knob, 1D, OD and Parallelism can be easily
measured.

M Large measuring range. Cross moving distance of
stylus is 120mm in radius.

B Up to $560mm can be measured by the extension

plate. It can be user on your existing centering
holder.

-
ey &

i Tl

L_!.«p'rh“m'fﬁr'

Centering Holder with Extension Plate

Parallelism Measuring

Centering Holder! 1 of Milling Chuck Mgf;]‘gjeng
SY20-120 $20
SY32-120 $32 0~240
SY42-120 D42

%0.01mm Dial Gauge is supplied as standard accessory.
*MT Shank (MT2~6) , and IT Shank (#40/#50) are available.

Explanation of the Code No.

-
MAX. Measuring Radius
0]
S

D of Shank :920, 32, 42
ymbol of Centering Holder

ID Centering OD Centering

A BALL CENTRALIZER

BAL
of $20 ball

v

2 eyl
¢ Dm(‘ — g (Fig-2)

Centering of ID and OD cén be done by the Ball

-

[3Te[Eol-1REE=1o][5Y for Accuracy Control

Universal Application

(Fig.1)

|
NIKKEN Milling Chuck

el
0 S\a“da‘d ° Lock Nut

——
Bh-2

KM collet

Fine Adjustment Screw
First Articulated Point

(20 ball)
Long Bracket

Second Articulated Point (180° Pivotable)

Centralizer gripping into Nikken Milling Chuck. y e Dial Gauge Fixture (360° Rotatable) BAL-20
M 0.01mm dial Gauge is supplied as standard accessory.
Code No. Measuring Range
Using Fig.1 Using Fig.2
BAL-20 ID :$3.5~¢p320 ID :3.5~$520
OD : MAX. ¢$300 OD : MAX. ¢$500

16
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A qUICK CHANGE HOLDER

B Efficiency with quick tool change
All types of conventional machining operations can be achieved with the added
advantage of quick tool change.

M Protection of machine spindle taper for long term, high precision use.

Mideal Taper holder
The master holder has an ISO taper both internally and externally, therefore this is an
ideal tool holder for heavy cutting applications and quick tool fitting and removal.

M High precision and long life.
The master holder is made of SNCM materials and sub-zero heat treated after
carburizing. This guarantees a high precision finish and high durability.

BModular System
Besides standard tool holders, a quick change spindle speeder (="P.22) and quick
change boring heads (=" P.41, 42, 44) are also available.

Quick Change
Master Holder
HA

@PIease refer P.19 for Boxed set.

/

Side Lock Screw
For safety during heavy
milling operations.

B Unless specified otherwise, draw bar threads for all holders
will be supplied as Inch.

Draw bar thread 7}
_’_J ¢>‘D
S
Internal Taper [ oP \—H; = K Interr\ml Taper
External Taper Cotter Hole  External Taper RN

— g — type <7£4>‘
EXT. EXT. Brass | Cap
Taper| CodeNo. |pypep| @D | ¢ Draw BarThread | Stopperkey |gpager| Screw | SCTew | Spanner ) B capscrew
NT30 | HA30-T30 | NT30 | 60 |41.6| W1/2—12 (M12P=1.75) 9H31  |9H30|9H42| 9H43 | 9HA30 Q‘ '
NT40 | HA40-T35 | NT35| 79|35.6|U5/8—11 (M16P=2) 9H41 9H42 9HA40 Stopper Key ®

H H 9H43 HA @@ Screw

NT50 | HA50-T45 | NT45| 103 |44.8| U1 —8 (M24P=3) 9H51 ohas 9H52 9HA50 Brass Spacer
MT5 | HM5T-T35 |NT35| 79| — B 9H41 9H42 oha 9HA40 Locking Spanner
MT6 | HM6T-T45 | NT45 | 103 | — 9H51 9H52 9HA50

% R8 Shank with Internal Taper=ISO30 is available, Code No. is HR8-T30



A/ ATTACHMENT for QUICK CHANGE HOLDER

Quick Change type MULTI LOCK Milling Chuck

Explanatlon of Code No.

chﬁ 0?(:] :rnge Code No.
HA 30 MCT30-16, 20, 22
HA 40 MCT35-20, 22, 25, 32
H A 50 MCT45-20, 22, 25, 32, 42

*Please note the acceptable shank tolerance is h6-h7.

IChuck Size

¢16, 20, 22, 25, 32, 42

Shank Taper ISO30, 35, 45

MCT
Quick Change Milling Chuck

Straight Collet

P
A

KM

% An oil groove in the internal bore of the
collet prevents the cutter from slipping.

Milling Chuck ID Code - No.
»16 KM16-6,8,10,12
$20 KM20-6,8,10,12,16
¢22 KM22-6,8,10,12,16,20
»25 KM25-6,8,10,12,16,20
$32 KM32-6,8,10,12,16,20,25
P42 KM42-6,8,10,12,16,20,25,32

*Internal bore size: The following special metric and imperial
sizes are also available.
2,3,4,5.56.2,7,8.5,9,10.5,11,12.5,13,14, 15,17, 18,19, 21,

22,23, 24, 26,27, 28, 29, 30, 31, 33, 34, 40
135 7 15 3 137

481616284168118 14 12
*KM50 & KM50.8 type collets are also available.
*The following ANNIVERSARY type KM collets are also available.

KM12-8,10, KM16-12, KM20-16, KM22-16, KM25-16, 20,

KM32-16, 20, 25, KM42-20, 25, 32
*Please note the acceptable shank tolerance is h6-h7.

ICollet ID

‘ | ‘ i—g|
Collet Ol

¢16, 20, 22, 25, 32, 42
Straight Collet

$6~32
D

Quick Change type Face Mill Arbor

QumHk oCIc:] :rnge Code No. | ¢d L |Drive Key*' %?en(;g FT
H A 30 FT30-2 |22.225| 26.4 | 9F2-W8.0 |FM10A*2
FT35-3 | 254 | 28.4| 9FW5 9F31
HA 40 413175 [ 28.4 [ 9FWT35-4 | 9F41
5] 381 [31.4 [9FWT35-5| 9F51 Q
FT45-3 | 254 | 28.6 FW5 9F31
413175 [ 29.6 FW13 9F41
H A 50 51 381 [38.6 [9FWT45-5| 9F51
6 | 50.8 [38.6 [9FWT45-6| 9F61

% Various types of face mill cutter can be fitted.
*Please refer = P.21 for cutter fitting dimensions.

% Drive keys, bolt and spanner are supplied as standard.
*If the protrusion is long, please contact L dimension.
%1 There are two types, new and old, so please be careful.
%2 It is a hexagon socket head bolt.

[Arbor oD

I Shank Taper ISO30, 35, 45
uick Change Face Mill Arbor

Quick Change type Morse Taper Sleeve

MFor drills and reamers with Morse Taper Shanks.

Quick Change TT - MT2
Holder Code No.
HA 30 TT30-MT1, 2 MT No
HA 40 TT35-MT1, 2, 3, *4 ’
HAS50 TT45-MT1. 2. 3. 4. %5 Shank Taper 1ISO30, 35, 45
% The sleeves marked * are only for reamer or light Quick Change Taper Sleeve
drilling only.
Quick Change Code No. Lmm) FT
Holder Length(inch)
HA 40 ET35-3,4,5 76,102,128 34,56
H A 50 ET45-3,4,5,6 |76,102,128,153 Shank Taper ISO30, 35, 45
%A spigot dia. is 25.4mm. Quick Change Stub Arbor
Nut

%5, 10, 20 & 40mm extended collars, drive key, and
nut are supplied as standard. Please refer ===P.21.
*f the protrusion is long, please contact L dimension.

i

B With NPU Drill Chuck

|DT|[45]-

Quick Change Code No. Drill Dia.
Holder

AT DT30-NPU 8 ¢0.3~ 8

-NPU13 $1 ~13

T DT35-NPU 8 ¢0.3~ 8

NPU13 ¢1 ~13

- DT45-NPU 8 $0.3~ 8

NPU13 ¢1 ~13

NPU:NPU Drill Chuck & MAX.

Chucking Dia.

Shank Taper ISO30, 35, 45

Quick Change Drill
Drill Chuck Adapter

Chuck or

18
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A quicK CHANGE HOLDER BOXED SET

B Quick Change Holder Standard Boxed Set.

NIKKEN

Boxed Set Content

Quick Change Owﬁoﬂgnge '\({}IL”HL?( izl ol A Gl F?frw'” Drilll\lgr?uck Drilll\lgr?uck Cl:l?\rllJItI':k gﬁape?/;
TAPER | Holder Boxed Cgilzjgk '
Set Code No. % @ % @.ﬁ .
i 'ﬁ?‘
S.MHA30-S8N | ¢16 | HA30-T30 |[MCT30-16 |KM16-6,8,10,12 - FT30-2 |DT30-NPU13 - = TT30-MT1,2
NT30 -E8N | $20 | HA30-T30 |MCT30-20 |KM20-6,8,10,12,16 - FT30-2 |DT30-NPU13 = = TT30-MT1,2
S.MHA40-E3 HA40-T35 | MCT35-20 [KM20-6,8,10,12,16 K20-MT1,2 | FT35-4 = — D20-6 -
-E4N | $20 | HA40-T35|MCT35-20 [KM20-6,8,10,12,16 — FT35-4 |DT35-NPU13 - - =
-ESN HA40-T35 | MCT35-20 [KM20-6,8,10,12,16 - FT35-4 |DT35-NPU13 = - [TT35-MT2,3,4
e -G4N 25 HA40-T35 |[MCT35-25 |KM25-6,8,10,12,16,20 - FT35-4 |DT35-NPU13 - - -
-G8N HA40-T35|MCT35-25 |KM25-6,8,10,12,16,20 = FT35-4 |DT35-NPU13 - - |TT35-MT2,3,4
-A3N HA40-T35 | MCT35-32 |[KM32-6,8,10,12,16,20,25  |K32-MT1,2,3| FT35-4 - D32-NPU13| - =
-A4N | $32 |HA40-T35 |MCT35-32 |KM32-6,8,10,12,16,20,25 - FT35-4 |DT35-NPU13 - - =
-A8N HA40-T35 | MCT35-32 |KM32-6,8,10,12,16,20,25 - FT35-4 |DT35-NPU13 — - [TT35-MT2,3,4
S.MHA50-A3N HA50-T45 | MCT45-32 |[KM32-6,8,10,12,16,20,25  |K32-MT1,2,3| FT45-6 - D32-NPU13| - =
-A4N | $32 |[HA50-T45|MCT45-32 |KM32-6,8,10,12,16,20,25 - FT45-6 |DT45-NPU13 = = =
NT50 -A8N HA50-T45 | MCT45-32 |KM32-6,8,10,12,16,20,25 - FT45-6 |DT45-NPU13 = - [TT45-MT2,3,4
-D4N 42 HA50-T45|MCT45-42 |KM42-6,8,10,12,16,20,25,32 — FT45-6 |DT45-NPU13 - - =
-D8N HA50-T45 | MCT45-42 |KM42-6,8,10,12,16,20,25,32 - FT45-6 |DT45-NPU13 - - [TT45-MT2,3,4

*Please refer iz~ P.7, P.8 for KM Straight Collet, MT Collet & NPU Drill Chuck.

oDT30-NPUS8 is sold separately.

< Please select the set which best suits your applications >

@®Set Code No.3N : With Straight Shank NPU Drill
Chuck and Morse Taper Collet.

Set Code No. : S.MHA50-A3N

@Set Code No.4N : With Quick Change type NPU Drill Chuck.

Set Code No. : S.MHA50-A4N

S.MHA Series

Note:

1. When purchasing the boxed set of quick change tooling, please
advise us of the machine details,the machine spindle size and the
required milling chuck size. Also advise the required Set Code No.

e.g.S. MH A40—B 4N
Set Code No.

Chuck Size

Ap32 Bip22 D:p42 Sip16 E:p20 G:p25
Taper Size
A30: NT30 A40: NT40 A50: NT50

Quick Change Holder
Set Code No.

@®Set Code No.8N : With Quick Change type NPU Drill Chuck
and Morse Taper Sleeve.

Set Code No. : S.MHA50-A8N




A/ WULTI LOCK MILLING CHUCK for MORSE TAPER (NIKKEN

MCM
(Draw Bar type)

MT Taper-
Draw Bar Thread
| = !
U 1 ‘ § ‘ od
Cotter Hole

MCMLT
(Tang type)

MT Taper\
N

i

Cotter Hole *Ba‘*Aa‘

(Draw Bar type)

TAPER| CodeNo. | ¢d | oD | & Thread
MCM3-16 | 16 | 44 [ 56.5

20 |20 ] 52| 69 W1/2-12

MT3 22 | 22 | 57 | 68.2 (M12)
25 | 25| 55| 73
MCM4-20 | 20 | 52 | 70

22 |22 | 57 | 70 U5/8-11

MT4 25 | 25| 60 | 745 (M16)
-32 [ 32]69]815

MT5 MCM5-32 | 32 [ 69 [ 76.5 U3/4-10

-42 | 42 | 86 | 94.5 (M20)

% Unless specified otherwise, draw bar threads for all
holders will be supplied as Inch.

*Draw bar threads are also metric. e.g. MCM3-16M

*B&S type is also available.

% Spanner is supplied as standard.

(Tang type)
TAPER Code No. ¢od | oD 2
MT4 MCM4T-25 25 | 60 | 745

-32 32 | 69 | 81.5

MCM5T-32 32 | 69 | 76.5
-42 42 | 86 | 94.5

MT5

MCM6T-32 32 | 69 | 63

LS -42 42 | 86 | 83

% If the cotter hole is required on the shank, please specify the
dimensions A, B & C. Please refer to the table below.
% Spanner is supplied as standard.

A COTTER HOLE DIMENSIONS

BWhat is a cotter hole?

Milling machines and Boring
machines that use Morse Taper
Spindles, normally have elliptically
shaped holes on the spindle quill.
The hole prevents the tooling from
dropping down during heavy cutting |
operations. In particular these
operations tend to be large dia. end MTNo./

milling and large dia. tapping.

During normal drilling, reaming and

boring operations, it is not necessary to use the cotter hole.
Please specify the size of the cotter hole from the attached list
of machine models, or simply supply the details of dimensions
A, B and C. We can then manufacture the holes to suit.

Tang Hole Cotter Hole

HCotter Hole

i
e ""\
Straight Hole
Tan ¢d (Reference Dia.)
J_V c l‘ r —
) '
"*B—”*Aa‘ T
Taper Hole ~
C ‘ | E
)
o @
& 551G nljji
LBHRAQ‘ !

Example of Japanese Machines

Cotter Cotter Hole
TAPER| MAKER | N0 | ¢d B 5 G | Shape
IKEGAI 7 33 24 10 | ) |*
M [ okuwa -B 27 28 | 84 | (T [*
T |KUuRASHIKI| K 31.267 | 263 | 28.7 | 122 | (C ) |*
4 OHYA -0 10 16 | 82 | T |*
YOSHIDA Y 6 20 8 (@GDRE
OKUMA B 27 | 385 | 124 | (C ) |=*
M | KEGAI ] (@D
T KURASHIKI B 44.399 R e B 1O |*
NOMURA -N 27 35 [ 122 | (CO [*
5 [shnaDA| s 37 | 37 | 16 | (D |*
TOSHIBA T 50.8 | 34.93[12.95| C ) [*
DIN 1806
Cotter d Cotter Hole
MTNo. |holeNo.| * A B c_| Shape
MT3 -DIN3 | 23.825 | 235 | 32 | 8.3 [ ]
MT4 -DIN4 | 31.267 | 225 | 37 | 83
DIN MT5 -DIN5 | 44.399 | 22 42 | 124 - |
MT6 -DIN6 | 63.348 | 21 35 | 16.4

€eg. MC M5 T-42-T

\—- Identification of Cotter Hole
(T = Toshiba)
Chuck Size 25, $32, p42mm
Tang
Morse Taper Size MT 3,4,5,6

Milling Chuck

Note:

1. Please specify dimensions A, B & C, if your machine
details are not listed.

2. Milling chucks marked #* are standard items.

20
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A FACE MILL ARBOR

FA Face Mill Arbor

Drive Key

[FA-P]1Centering Plug

Drive Key 2 pieces  Clamp Piece

NIKKEN

TAPER | Code No. Cutter Dia ¢d L Drive Key | Clamp Piece
FA40-3 37(75) 25.4 16 FW4 9F31
NT40 -4 4”(100) 31.75 | 245 FW12 9F41
-5 5”(125) 38.1 18.5 | 9F5-15.5*2 9F51
-6 6”(150) 50.8 | 18.5 | 9F6-18.5*2 9F61
FA50-3 3"(75) 25.4 16 FW4 9F31
-4 4”(100) 31.75 | 245 FW12 9F41
NT50 -5 5”(125) 38.1 18.5 | 9F5-15.5*2 9F51
-6 6" (150) 50.8 | 18.5 | 9F6-18.5*2 9F61
77777 -8 87(200) AL |47625| 32 FW26 -
Centering Plug -8P*1 | 8"(200) Uk |47.625| 38 -

*Only FA 50 - 8 uses four Hexagon socket head cap screws.

% Drive key, bolt and spanner are supplied as standard. (Not for centering plug)

% Unless specified otherwise, the inch size draw bar thread is supplied as standard.

% * 1 Centering Plug : Special flange type can be supplied to fit directly onto the
spindle for mounting larger cutters. YPlease order for Seco and Sandvik.

% * 2 Please note that there are new and old.

A PRO-END MILL

PE HC Code No. D D1 L Mo el Arbor
1_/@ o] | PE 50HC 50 22 45 5 FA2S-22
| P PE 60HC 60 | 254 | 45 5 o
-+ | FAS-3
. 1| Tolerance of D PE 80HC 80 | 254 | 45 6
= H[_| PE100HC 100 | 3175 | 50 6 FAL.4
Max. Cutti *Insert Clamp Bolt & Wrench are supplied as standard.
L Dot (a1 - * Suitable for Face Mill Arbor FA. % The Lock Bolt is not supplied for PESOHC.
epth (ap) : 13mm Please use the bolt (M10X30) attached to FAO-22.
‘fﬂ % The Lock Bolt is supplied for PEBOHC~PE100HC as standard.
PE60HC:M12X35,PES0HC:9PEM12-50,PE100HC:9PEM16-55
*Insert Tip is available as an option.
Code No. Dimension Grade Material ISO Code No. | Tip Clamp Bolt | Tip Clamp Wrench
9DKT15 -~ IC50M Steel ADKT1505 M 4090*'
ISzl Aluminum M 4012*2 PE-T15
S | . ’
9DKR15 A T g IC28 o Tt ADKR1505

*Please ask us if you require any other type of insert grade e.g. Coated, Cermet etc. For Heavy Cutting on Cast Iron, insert grade of IC520M is suitable.
% Purchase of Insert : box each (10 pcs.) % 1 For PES0CH, PEGOHC. ¥ * 2 For PEBOCH, PE100HC.

A sTUB ARBOR

EA Stub Arbor

ISO Taper

Draw Bar
Thread

e.g.)EA50-

¢25.4

|

Collar  Nut

11/4- 3
TL(inch)

spigot dia. : ¢31.75

TAPER Code No. L Draw Bar Thread
EA40-3 3"(75)
NT40 -4 4”(100) (legl 8',11_2)
5 5" (125) -
EA50-3 3" (75)
-4 4”(100) u1-8
LY 5 5" (125) (M24 P=3)
-6 6" (150)

% Spacer collars, drive key and front end nut are supplied as standard.
% Unless specified otherwise, the inch size draw bar thread is supplied as standard.

%A spigot dia. =¢31.75mm also available.

G, GNT Spacer Collar and Front End Nut

Front End Nut

@

Spacer
Collar

HFor Stub Arbor, Milling Machine Arbors with 7/24 tapers

Bearing Collar

For $25.4 : ¢25.4Xp55X1008 For ¢31.75 : $31.75X¢p62X1004

Collar

Size ¢d Code No. L D

For 25.4 G1  -3,5,7,8,10,12, 20, 40, 60, 80 40

For 31.75 G11/4-3, 5,7, 8,10, 12, 20, 40, 60, 80 46
% There are also ford = 1/2 ", 5/8", 7/8 ", 11/2". Front End Nut
Nut

Size ¢d Code No. Screw

For 25.4 GNT1 M24 P=2

For 31.75 GNT11/4 M30 P=2

Milling Machine Arbors are also available. Please contact us for more details.




A sPINDLE SPEEDER

NX  With an increasing speed ratio of 4 or 5 times, the machine spindle is prevented from
overheating and over loading, thus the machine productivity will be greatly improved.

Air Cylinder for Cooling

P

Nz with ON/OFF Magnet
| NXE-COOL
T i The best cooling is to cool the speeder
body directly.
NXE-COOL

Explanation of the Code No.
T40 U - NX 5 - 121

i IGauge Length
Ratio
Symbol of Spindle Speeder
T

hread Type
® Shank Size
TAPER Code No. D L ¢C 2 Ratio MAX.min-! | Weight(kg) Collet
NT40 T40U (M)-NX5-117 117 4.8
1.75~10 275 32 5 20,000
NT50 T50U (M)-NX5-122 122 6.8
-NX4-147  |2.75~16| 147 40 46 4 10,000 10.8

Y For End Mill, please use SK A type collet. For Drill, please use SK-P class collet. I7&~P.12

% Wrench, Collet Extractor and A type SK Collets are supplied as standard. NX5: SK10-6A, 8A, 10A NX4: SK16-8A, 10A, 12A, 16A
Y Air Clyinder for Cooling (NXE-COOL) is highly recommended to use for the stable milling.

% Special shank spindle speeder is also available on request.

A S0LID TYPE ANGULAR HEAD (Frec Postioning in 360°

L 23
| f
o 1 I
NIy ap/eE
i - D

D1

Explanation of the Code No.
T50 U - AH K 10 - 210 - 90 £s

=

D —|

—orangle 30°, 45°,60°, 90°
Length from Gauge Line
MAX. Chucking Dia. Taper No. of Adapter

Kind of chuck K: Slim Chuck
C: Milling Chuck
T: Quick type
Symbol of Spindle Speede  AH : 90°type
AF : Off-Set type

T\

i
T d
| ‘ |
1 ©
T
ii{‘
«&»‘*“
]

Thread Type
» Shank Size

~ oD ~—B—
¢D1
TAPER Code No. L-6 D Di | £ | & | £2 | £ | B | R | Adapter |Weight(kg) | min
T50U(M) -AHK10-200-90 | 1.75~10 | 275 | 18 | 45 | 57 | 32 | 60 15.0
4,000
-AHK16-200-90 | 2.75~16 | 40 | 25 | 41 | 58 | 35 | 70 15.7
-AHK25-210-90 | 7.5~254 | 55 - | (sK25> 17.2
57 | 60 | 82
NT50 -AHC32-210-90 | 3~32 69 90 CKM32> 17.5
-AHT35-210-90 = = 65 | 88 17.0
45 2,000
-AFC20-230-90 | 2~20 52 58 17.0
-AFC32-230-90 | 3~32 69 65 | 85 84 | 25 | CKM32> 17.2
-AFT35-230-90 = = = 16.0

*For SK Collet, please refer [Z=—P.12. For KM Collet , please refer [Z=— P.7.
Y Angle 30°, 45°, 60° are also available as an option.
“*For the Quick Type Angular Head'sAdapter , please refer NC TOTAL TOOLING SYSTEM catalog [“=— P.120.
Y Angular Heads of different shanks such as NT 40, Direct Mount Flange type Angular Head
(TOTAL TOOLING SYSTEM catalog [“=—P.124) are also available. Please contact with us.
*When AH90 (angle 30 °, 45 °, 60 °), CCW rotation of the machine spindle, the cutter rotates CW.
Therefore, the machine needs a reverse rotation function.
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AV TERO FIT TYPE MILLING CHUCK

CZF

MAX. run-out at 100mm

.y

¢*D $C16Co CZF20 | 0.050mm/dia.

] CZF25 | 0.050mm/dia.

CzF32 | 0.030mm/dia.

PAT.

TAPER Code No. Ci1 C2 L L1 [ Weight (Kg) Collet
T40U(M)-CZF20- 90 | 515 66.5 90 35 80 2.0
NT40 -CZF25- 90 | 59.5 74.5 2.3 (KM25)
-GZF32-105 69 80.5 105 42 105 2.6 (KM32)
T50U(M)-CZF20-105 515 66.5 35 80 4.6
NT50 -CZF25-105 | 59.5 74.5 105 5.0 (KM25)
-GZF32-105 69 80.5 42 105 5.3 (KM32)

% Spanner is available as an option.
CZF20 type : 9HC22, CZF25 type : 9HC25, CZF32 type : 9HC32

% Wrench to adjust run-out (9ZFL) is available as an option.

o
-~ Wrench to adjust

9ZFL

*Please refer 1=~ P.7 for KM collet.

7

A\

.

N

‘In case of CZF (Milling Chuck) style, please rotate the Adjust Cam to the
free position.

Then, tighten the nose ring until face contact. If the face contact is not

completed, the Adjust Cam can not function. (Free run) If the Adjust Cam

is not at the free position before tightening, you can not tighten the nose

ring until face contact correctly.

‘For the safety reason, the Cam Ring Lock Screws can not be loosen to
remove to the outside.

Please loose the Cam Ring Lock Screws slightly to rotate the Cam Ring.
/

A TER0 FIT TYPE SLIM CHUCK

NIKKEN

SZF
MAX. run-out at 100mm

Ty S o-{Opton) L<150 | 0.050mm/dia

I [~ H -~ . :

= | 0! (,,:C ¢TC1 SZF 6 L=150 [ 0.040mm/dia.

‘ WD - SZF10 0.050mm/dia.

i £ —- SZF16 0.040mm/dia.

SZF25 0.025mm/dia.

. PAT.

TAPER Code No. L 2 C C1 H G No.(Option) | Weight (Kg) | Collet
T40U(M)-SZF 6- 90 19.5 | 405 | 21~35 | SKG- 8 1.3
-SZF16- 90 40 | 59.5 | 40~70 | SKG-18L 1.8
-8ZF25-120 | 120 | 67.5 95 66.5 | 55~85 | SKG-28 2.4
T50U(M)-SZF 6-105 19.5 | 405 | 21~35 | SKG- 8 3.8
NT50 -SZF10-105 105 64 275 | 485 | 30~50 | SKG-12L 4.3
-SZF16-105 40 | 59.5 | 40~70 | SKG-18L 4.9
-SZF25-105 55 66.5 | 55~85 | SKG-28 5.7

*Adjust screw (G No.), wrench to adjust run-out (9ZFL) and SKL spanner are available as an option. o _ —n
SZF6: SKL-6W, SZF10: SKL-10, SZF16: 9HC16, SZF25: 9HC25 ¢~ Wrench to adjust —

*Please use “P” class or “A” type SK collet.;-="P.12 * r,  9ZFL

% Multi-Cam style is available. e.g. T40U-SZF16-90-C3. (3 Cams) Please contact us for more detail.



A/ MILLING CHUCK for HOBBING MACHINE

CF
MILLING CHUCK for
HOBBING MACHINE

Explanation of the Code No.

-

Chuck Size

MILLING CHUCK for
Hobbing Machine

L

The CF chuck is ideal for improving efficiency with its powerful gripping force.

Style Code No. oF D ¢ C1 L Lo V;/;(;Itfliﬁ)(i(:gg;%?t\'/se ¢ P,C,D | Thread hole A | Thread hole B
82 | CF32 | 165 | 32 69 7 5 | amm | 130 | poDi0 | PEDIM0
th | o .
42 | CFa2 | 175 | 42 | s | 8o | 57 | (MR gy | IWIO SN
ISpanner is available as an option. CF32 type : 9HC32, CF42 type : 9HC42.
Pl refer IZ5~ P.7 for KM collet.
*Plzzzg neotee the accep?table scr?ar?It( tolerance is h6~h7. (ﬁ

A FLANGE STYLE ZERO FIT TYPE MILLING CHUCK

Explanation of the Code No.

-|CZF32
Chucking Capacity

Zero Fit Type Milling Chuck
Symbol of Flange Style

CF-CZF |
A holder for gripping the cutter on a tool-grinding machine and adjusting run-out.
Style | CodeNo. | &F 6D | ¢Ci | ¢C2 L L1 L2 | ortsncbone | ®P.CD
32 CF-CZF32 165 32 69 80.5 93.2 43.5 70.2 14mm 130
42 | CF-CZF42 | 175 12 8 | %2 | 9% 46 79 | (hreePlacesh |y

% Spanner is available as an option. CF32 type : 9HC32, CF42 type : 9HC42.
Y Wrench to adjust run-out (Hexagon Key:4mm) does not provide. Please use commercially available products.

% Please refer z=~P.7 for KM collet.
*Please note the acceptable shank tolerance is h6~h7. (ﬁ

MIdeal for adjusting cutter run-out on an NC grinding machine or
universal grinding machine.

M3-point cam as a standard feature makes it easy to adjust runout
on a grinding machine.

( ‘In case of CZF (Milling Chuck) style, please rotate the Adjust Cam to the h

free position.
Then, tighten the nose ring until face contact.
If the face contact is not completed, the Adjust Cam can not function. (Free run)
If the Adjust Cam is not at the free position before tightening, you can not
tighten the

nose ring until face contact correctly.
For the safety reason, the Cam Ring Lock Screws can not be loosen to

remove to the outside.

Please loose the Cam Ring Lock Screws slightly to rotate the Cam Ring.

24
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A/ NON-STOP CHUCK - D.T BOXED SET

[) T | NON-STOP CHUCK
ayved DRILLING and TAPPING series

DT and S.NQM series

As a standard attachment of
the market boom product NPU
Drill Chuck, it is an easy-touse,
highly efficient set content.

P b

o
P [

D.T4-38BN and D.T5-38BN are
not wooden box sets.

D.T3-16 ANG
TG:with ZKG Tap Collet
Max. drilling diameter:AN=¢32 BN=¢50
Max. tapping capacity:M12, 16, 24 ,38

Size of Taper 3:MT3, 4:MT4, 5:MT5
D.T set:for drilling and tapping

@ Tapping from drilling can be done efficiently.

(”Non-Stop Chuck”is the trade name, do not change tools during spindle rotation) l
@ The floating mechanism is built into the Tupper chuck itself, so it

can be used for most machines.
/A Do not change tools during spindle rotation.

Set Content Code.No.
APER D.Ttwh Dl\::lzii)r(].g oG No-Stop Chuck Holder NPU Drhuck forp1~¢ 13 MT per Sleeve

Code No. . Cap. \ > T >

Dia. 2 ({i@ /% l@
- D.T3-12ANG | o32 [M2+12 | NQM3-35(1P) N35-NPU13 N35-MT1,2,3 (3P)
° |DT3-16ANG $32 E{\JA))f/Tefs o NQM3-35(1P) N35-NPU13 N35-MT1,2,3 (3P)
D.T4-12ANG | o32 |M2+12 | NQM4-35(1P) N35-NPU13 N35-MT1,2,3 (3P)
D.T4-16ANG | ¢32 |10 NQM4-35(1P) N35-NPU13 N35-MT1,2,3 (3P)
s |DT416BNG | e50 e NQM4-40(1P) N40-NPU13 N40-MT1, 2, 3, 4(4P)
D.T4-24ANG | o32 |(MIS>24 NQM4-35(1P) N35-NPU13 N35-MT1,2,3 (3P)
D.T4-24BNG | ¢50 E{\J"))f/’z“fj NQM4-40(1P) N40-NPU13 N40-MT1, 2, 3, 4(4P)
D.T4-38BN | o50 M)14~38 NQM4-40(1P) N40-NPU13 N40-MT1, 2, 3, 4(4P)
D.T5-16BNG | 50 |(W3-16 NQM5-40(1P) N40-NPU13 N40-MT1, 2, 3, 4(4P)
MT5 |D.T5-24BNG | ¢50 EBA))?/;E NQMS5-40(1P) N40-NPU13 N40-MT1, 2, 3, 4(4P)
D.T5-38BN | os0 [(M014~%8 NQMS5-40(1P) N40-NPU13 N40-MT1, 2, 3, 4(4P)

({ Note ] 1) When ordering D.T Set please decide model by taper shank of machine, max. tapping dia., and max. drill cap. e.g. D.T5-38BN

2) Please inform each Code No. when ordering as a single unit.




A/ NON-STOP CHUCK - D.T BOXED SET

NPU Dirill Chuck
N35-NPU13, N40-NPU13

Centering
=5 P.27 1
NON-STOP |___ MT Taper Sleeve MT1
CHUCK set ] a— s
D.T Set Drilling
B MT Taper Sleeve MT2
T ol
= Please refer REAMER SERIES catalogue.
v

Chamfering tool ==~ P.32
MT Taper Sleeve MT3

4

Chamfering
Tapper Chuck

Tapper Chuck
ZQ35-12

ZQ35-16
ZQ35-24
ZQ40-16
ZQ40-24
ZQ40-38

7

MT taper sleeve can Tapping
be used as a
centering tool by
installing a

commercial center.

®Tapper Chuck with safety clutch
mechanism.

Tap Collet

/A\ Do not change tools during M2~M38

spindle rotation.

Set Content Code.No. Tap collet outside the set
TAPPER CHUCK Tap Collet (JIS) (for unified, pipe etc)
.. :
23 —|
24 2 23 ¢d

ZQ35-12(1P) ZKG12-(M)4, 5, 6, 8, 10, 12 for ZKG12
Float : 15mm-5 Each one (6P) ZKG12 -(M)2, 3 & 120 % %
ZQ35-16(1P) ZKG16-(M)4, 5, 6, 8, 10, 12, 14, 16 ) -
Float : 20mm-8 Each one (8P) (U)1/8~1/2 7 Iy s i
ZQ35-12(1P) ZKG12-(M)4, 5, 6, 8, 10, 12 -(P)1/16, 1/8, 1/4
Float : 15mm-5 Each one (6P) for ZKG16 & Y 55 &
ZQ35-16(1P) ZKG16-(M)4, 5, 6, 8, 10, 12, 14, 16 ZKG16 -(M
Float : 20mm*8 Each one (8P) 2l EU))S - & 130 66 39
ZQ40-16(1P) ZKG16-(M)4, 5, 6, 8, 10, 12, 14, 16 B 1/8~5/8 98 130
Float : 20mm-8 Each one (8P) -(P)1/8~3/8
ZQ35-24(1P) ZKG24-(M)12, 14, 16, 18, 20, 22, 24
Float : 20mm*8 Each one (7P) s ZKGZZItG24 (M)8. 10 i lles 74 46
ZQ40-24(1P) ZKG24-(M)12, 14, 16, 18, 20, 22, 24 B 0 08 o~
Float : 20mm-8 Each one 7P) -(U)1/2~1
ZQ40-38(1P) ZKN38-(M)18, 20, 22, 24, 27, 30, 33, 36 ; -
Float - 0 Ench one &P) o 7KN3E (P)1/4~5/8 98 105 64 78
ZQ40-16(1P) ZKG16-(M)4, 5, 6, 8, 10, 12, 14, 16 ol
Float : 20mm-8 Each one (8P) ZKN38 -(M)38 82 130 66 39
ZQ40-24(1P) ZKG24-(M)12, 14, 16, 18, 20, 22, 24 -(U)3/4~13/8
Float : 20mm-8 Each one (7P) i 152 o w2
ZQ40-38(1P) | ZKN38-(M)18, 20, 22, 24, 27, 30, 33, 36 -(P)3/8~1
Float : 0 Each one (8P) For more information === P29, 30, 31 82 105 64 78

3)There are also shank shape of National Taper, NT 40, NT 50.

4)For drilling and reaming only, please use NON-STOP CHUCK set.



27

A/ NON-STOP CHUCK - BOXED SET

[Non-Stop Chuck internal mechanism)

Sleeve
Steel ball
Non-Stop Chuck SN TY

. e ‘. 2!
main body » A
W Sleeve-out
Sleeve-in
Bearings

Clamp collar

4Quick and easy tool change system.

("Non-Stop Chuck’is the trade name, do not change tools during spindle rotation)
#Damage to the machine tool spindle can be kept

to a minimum as the tool change is carried out

S.NQ M2 - 30N

¢ Internal Taper N30

N40

Shank Type : MT2, 3,4, 5

1 40=NT40, 50=NT50

Non-Stop Chuck
Set Code No.

smoothly and efficiently.

40nly 10mm clearance between the tool and the

workpiece is required for a tool change.
®Powerful tool clamping.
@NPU drill chuck is available.

BENon-Stop Chuck Set Contents

Non-Stop NPU Drill Chuck
Chuck $1~13mm MT Taper Sleeve
Non-Stop Max. S
TAPER | Chuck Set | Drilling
Code No. Dia. % %
@,
MT2 |S.NQM2-30N| ¢23 | NQM2-30(1P) | N30-NPU13(1P) Egg,;“gl;'(fp)
MT3 |S.NQM3-35N| #32 | NQM3-35(1P) | N35-NPU13(1P) E‘gg’hmgp?
S.NQM4-35N | #32 | NQM4-35(1P) | N35-NPU13(1P)| P ATl 2.
MT4
S.NQM4-40N | ¢50 | NQM4-40(1P) | N40-NPU13(1P) E:S,;'\QI;‘(E,’:)?’ o
. N40-MT1, 2, 3, 4
! : | ‘ MT5 |S.NQM5-40N | @50 NQM5-40(1P) | N40-NPU13(1P)| £ 0h one(4P)
N35-MT1, 2, 3
Only 10mm clearance NT40 |S.NQ40-35N | ¢32 | NQ40-35(1P) | N35-NPU13(1P)| g o'l Siany
between the tool and the N40-MT1, 2, 3, 4
: h . NT50 |S.NQ50-40N| #50 | NQ50-40(1P) | N40-NPU13(1P) Py
workpiece is required for ¢ Each one(4P)

% N30-NPU8, N35-NPU8 and N40-NPU8 are also available.
% Jacobs Taper Adapter are also available. e.g. N35-J6, N40-J6

A\ Do not change tools during spindle rotation.

a tool change.

/

General

+ Please use a (NIKKEN collet for the NIKKEN chucks.

+ Please use a NIKKEN chuck for the (NIKKEN) collets.
may not be performed 100% using on the other
makers chucks.

\

/\Caution for Tooling

the bottom end of the holder(pull stud end) by copper
hammer hardly.
+ For removal of the tool, insert a bar into tang hole
and hit the bar by hammer with special care to
prevent the tool from popping out.

Face Mill Arbor

+ Please use the bolt specified by the cutter maker.

+ When setting the face milling cutter onto the arbor, insert the spigot
of the arbor into the cutter bore and minimize the backlash between
the drive key and the slot against the direction of rotation, then

- Please be careful not to inflict personal injury at Stub Arbor tighten the end bolt.
your handling of cutting tools. ) . .
- Please clean the contact surface on a holder & When setting of side cutter or metal saw onto the Tapperr Chuckck

arbor, please adjust the location of the drive key.

Drill Chuck Adapter

« When setting drill chuck onto the arbor please put
the chuck onto the arbor with adjusting the locations
of male & female tapers and hit the bottom end of
the holder(pull stud end) by copper hammer.

NPU Drill Chuck

- Please insert the drill shank into the bottom, and chuck
the shank with the total chucking length of NPU.

« Please check the run-out accuracy before
machining especially for the small diameter drill. 2

+ When setting the drill onto the chuck, set the drill into
the chuck and tighten the chuck ring by hand then
tighten the ring by attached spanner to complete.

+ NIKKEN Tapper Chucks have a built-in floating mechanism which
creates tension and compression of the spindle body. This
mechanism prevents double threading and also ensure the

cutting tool shank.

+ Please pay attention to prevent from the rust at the
storage.

+ Please do not use the tooling that has scratches,
damaged or rusted on its taper. This may cause
false accuracy readings and reduce cutting
performance.

+ Please pay attention not to inflict personal injury
with the broken tools or swarfs.

synchronized movement between pitch thread of tap and Z axis
feed is smooth. Please use the floating
system within its limitation.

1). Too Much Tension
When tension movement exceeds the
limitation, the black line will appear. In €
this caseincrease machine feed.

- Please do not modify the holders by yourselves.

- Please do not touch the tool at its rotating.

+ Please do not touch the tool just after machining, it
might be very hot.

+ Please check if the cutting tool is held with the
holder properly before the machining.

Quatation fee of the repair is always necessary
whether repair or not.

MT Tapper Sleeve

+ Please insert the tool shank into the bore of the
holder with adjusting the tang location, and hold J

kthem with facing tool front end upwards, and hit ¢

& o0 mucH
COMPRESSION

>

. Too Much Compression
When machine feed is too fast for the
tap thread pitch, the compression floating
mechanism will work. The machine program should be modified to
slow feed rate down.

+ When the drilled hole diameter is too small ( this is often
caused by the drilling of the tough materials, extended
drilling diameter is not large enough.), the tap will slip before
the breakage due to torque limitter mechanism. In this case
enlarge the drilled hole and do not adjust the torque setting.

J




A TAPPER CHUCK SERIES

#ldeal for production lines and all mass
production.(Tapping only)
#The safety clutch guarantees long tap
— Pry life and no breakage.
Morse Taper : ~ #The floating mechanism is built into
Tapper Chuck ' tapper chuck itself.

ZM 2 - 12

Etyle: M12,M16,M24,M38,M65

Size of Taper 22MT2, 3:MT3, 4:MT4

Morse Taper Tapper Chuck

Foe—r—>F1

Morse Float Attached Tap collet for set case Tap collet outside the set
TAPER TL%%%I; Taprange| £2 | £3 | d
Chuck Fi F2
MT2 | ZM2-12 for Zi(lc(ﬂGz‘lZ -(M)2,3
E{\JA))12/;J12/2 97 | 55 | 32 | 15 | 5 |ZKG12-(M)4,5,6,8,10,12 Each one(6P) (U) 1/8~1/2
ZM3-12 -(P)1/16,1/8,1/4
(M)3~16 g for ZKG16
MT3 16 () pc | 120 | 66 | 39 | 20 | 8 | ZKG16-(M)4,5,6,8,10,12,14,16 Each one(sP) 16 -3
=~ -(U)1/8~5/8
-24 E{\JA))'?Q 2} | 120 74 | 46 | 20 | 8 | ZKG24-(M)12,14,16,18,20,22,24 Each one(7P) -(P)1/8~3/8
(M)3~16 g for ZKG24
e ZM4-16 |y oo | 120 | 65 | 39 | 20 | 8 | ZKG16-(M)4,56,8,10,12,14,16 Each one(sp) ZKG24 -(M)8, 10
= -(U)1/2~1
.24 E{\JA))?/Z 20 1120 | 74 | 46 | 20 | 8 | ZKG24-(M)12,14,16,18,20,22,24 Each one(7P) (P)1/4~5/8
g |(M)14~38 ] for ZKG38
e ZM5-38 | [iuu 10| 156 | 64 | 78 | 25 | 10 | ZKN38-(M)18,20,22,24,27,30,33,36 Each one(8P) ZRN38 -(M)38
-(U)3/4~13/8
-65* 192 | 89 | 110 | 25 10 -(P)3/8~1
E{\Jﬂ))?f/i{eﬂsgla ZKNG5-(M)36,39,42,45,48,50,52,56,60,64,65 Each one(11P) | _
MT6 | ZM6-65* 190 | 89 | 110 | 25 | 10 Formore 1-p29, 30, 31

* Please refer == P.29(JIS), P.31(1SO, DIN) for suitable ZKG tap collets and =" P.30(JIS) , P31(ISO, DIN) for suitable ZKN and ZK tap collet.
% Please specify the dimensions of the cotter hole, if required. Please refer ="P.20
% In case of set, please add "S." to the beginning.

e.g. S.ZM2-12G ( The last G means ZKG tap collet. )

xmark: The Code No. is S.ZM5-100, S.ZM6-100.



29

A ONE TOUCH TAP COLLET us,

BMHigh Accuracy, Quick Response and Long Tap Life.
ZKG Tap Collet NIKKEN ZKG Tap Collet can be used with all of NIKKEN
floating Tapper Chucks.
M Rotary Bearing Cam Mechanism
The ZKG tap collet can response very smoothly for the
change of the tapping torque.

Torque Curve of NIKKEN Tap Collet

|
Tap Breakage Torq‘ue ‘
100% /\/\//\/ Company A
(Torque changes
too much)

Rotary

60% Bearing Cam
\ System

\ Company B

Tapping Impossible T~ (Short tap life because

| | of too much wear)
0 10 102 108 104
Tapping—

obeyealg de] —

M The torque of CCW is 1.4 times of the torque of CW
to prevent the problem of the swarf.

M The tap can be clamped with one touch operation.

M The adjustment mechanism of the setting torque is
not installed on the ZKG tap collet. The high torque
setting type is available for the tapping on the

D3 Dimension

ZKG12:32mm stainless as an option. e.g ZKG12-4-HT
%ﬁg;gigmm The ZKG tap collet is not interchangable with ZKN

tap collet.

Code.No Ds | H Hi 2 Code.No Ds | H Hi 2 Code.No D4 H H+1 2
ZKG12- 2 72 | ZKG16- 3 855| ZKG24- 8 111
-3 75 -4 13 | 645 | 37.5 | 90.5 -10 19 | 73 | 45 | 116

-4 1315451305 =g -5 985 -12 122

-5 88 - 6 100.5 -14 123

Metric - 6 0 - 8 19 | 65 | 38 14 16 | o e

™ -8 19 | 55 | 31 |94 -10 109 -18 15 128
-10 99 -12 115 -20 136
Tz 105 -14 116 -22 141
-16 26| 66 | 42 -24 52 144
ZKG12-1/8 75 | ZKG16-1/8 855 | ZKG24-1/2 19 | 73 | 45 [ 124
4, ! 4, .

Unified 316 | 00 %0 e 36 | 0| *° % [ees 9/16 125
"'U'e 1/4 90 -1/4 1005 -5/8 | 2 129
) 5/16 935 5116 104 -3/ 74 | 48 [137
or -3/8 19 | 55 | 31 | 99 -3/8 19 | 65 | 38 | 109 -7/8 141

British 32

-7116 103 -7116 113 -1 149
Standard
) -1/2 107 -1/2 117

Whiteworth 9116 118
(W) 58 26 | 66 | 42 s
pipe | ZKG12-1/8P 19 [ 56 | 32 [ 83 | ZKG16-1/8P | 19 [66.5( 39 [ 93 [ 7KG24-1/4P | . 104
(PT) -1/4P 26 | 60 | 36 | 89 -1/4P 97 -3/8P 105
(PS) -116P | 19 | 56 | 32 [ 815 -3/8P 26 | 68.5 44 gg 12P | ,, [CN Ty
(PF) -1/16P-Y| 19 | 56 | 32 [ 815 -5/8P 115

% Tap for pipe thread is clamped with the side lock screw.

% High torque setting type example for stainless steel is available. Please add “-HT” at the end of Code No. e.g. ZKG12-4-HT

*Low torque setting is “-LT”. e.g. ZKG12-4-LT

% The ahank dimension of the 1/16P tap varies depending on the tap maker.

% The internal mechanism of the tap collet for the left handed tap is different from the standard one. Please use the special tap collet for the left handed tap.



A 76N TAP COLLET o

ZKN Tap Collet

Rotary Bearing Cam
Safe Torque Setting Nut

New Tap Clamp System

Rotary
Taper Cone

Spring

ﬁﬂ

Smaller equal to ZKG38-24

AT

All size for ZKN8
Larger equal to ZKN38-27
All size of ZKN65

‘i_‘

©
o
i

<] &D
=3 ¢D3T

R

=

BMHigh Accuracy, Quick Response and Long Tap Life.

B Rotary Bearing Cam Mechanism
NIKKEN ZKG Tap Collet can be used with the all
NIKKEN flaoting Tapper Chucks.

M The torque of CCW is 1.4 times of the torque of
CW to prevent the problem of the swarf.

B The setting torque can be adjusted.

Fig. 1 Fig. 2
: The tap collet fot the unified
thread is also available. (U,W)
138, 112, 158, 134, 178, 2, 214,
2172, 284, 3, 3'1a, 3112, 3%
ZKN8 ZKN38 ZKN65

M18~24 ‘ M27~36 M36~65 | M68~100

D, 23 78 110 125

D, — 56 — — —
ZKNS8 is semi-standard.
Code.No Ds | H | Hi 2 Code.No Ds | H | Hi 2 Code.No Ds | H | Hi 2
ZKN 8-2 50 | ZKN38-18 117 | ZKN65- 36 179
-3 55 -20 121 -39 187
4 s | 295 | 65 |56 22 | #1817 43 42 189
-5 ’ | 64 -24 133 - 45 194
. -6 66 -27 142 - 48 198
2
Mf“;r)": -8 73 -30 145 s | 882 s
-33 45 | 64 | 12 | 153 - 56 212
-36 161 - 60 222
-38 121 - 64 229
- 65 229
- 68 254
ZKN 8-1/8 55 | ZKN38-3/4 122 - 72 84 | o4 | o5 254
Unified -316 | 13 |295| 65 | 64 -1/8 32 | 61 | 17 | 130 - 80 264
';'U')e -1/4 66 1 138 -100" 274
or -11/8 145 | ZKN65-1P 127
British -11/4 45 | 64 | 12 | 153 -11/8P 135
-13/8 161 -11/4P 139
Standard
. -13/8P 144
Whiteworth

W) -11/2P | 68 | 89 | 20 | 144
-15/8P 144
ZKN38 -3/8P 26 24 91 -13/4P 144
Pipe -1/2P 61 100 -2P 149
PT) B8P | T 21/4p 159
(PS) -3/4P 103 -21/2P 174
(PF) -1/8P 45 64 12 | 106 -23/4P 84 94 25 | 174
-1P 109 -3P 174

% xmark: The Code No. of tap collet for M85 to M90 is ZKN65-100.
The Code No. of tap collet for M95 to M100 is ZKN65-100N.

% The internal mechanism of the tap collet for the left handed tap is different from the standard one.

Please use the special tap collet for the left handed tap.

30



A ONE TOUCH TAP COLLET so,om)

ZKG Tapping | ZKG12 ZKG16 ZKG24
. — Capacly| via~5 [M6~12 | M3~5 [M6~12[M14~20 | M8~12]M14~20[M22~24
®D: ¢DI i = ©D: $Ds D2 19 25 30
— - | Ds 32 39 46
HH‘j D4 13 19 13 19 26 19 26 \ 32
¢ H 545 | 55 | 645 | 65 66 73 74
Hi 30.5 31 37.5 38 42 45 48
¢i)‘ . $Ds $Ds
TAP ZKG12 | Ddw ||  ZKG16 o] — T || zKG24 oo — X
SPEC. - f t - t f - f f
Code No. D |Di| W ]| 2 Code No. D | Di|W]| ¢ Code No. D | Di|W]| ¢
ZKG12-28 2 | 25| 2 | 74 | |ZKG16-4S 4 | 4 |315| 93 ||ZKG24-12S 12 | 9 | 71129
-38 3 [315] 25 | 79 -5S 5 5 | 4 | o7 -148 14 | 112 9 | 130
-48 4 | 4 [315] 83 -6S 6 | 63| 5 | 102 -16S 16 | 125 | 10 | 136
ISO -58 5 5 | 4 | 87 -8S 8 8 | 63| 106 -18S 18 | 14 |11.2] 145
Metric -6S 6 | 63| 5 | 92 -10S 10 | 10 | 8 | 113 -20S 20 14 | 11.2] 145
-88 8 8 | 63 | 96 -128 12 9 | 71| 121 -228 22 16 | 12.5] 145
-108 10 | 10 | 8 | 103 -148 14 |11.2] 9 | 122 -24S 24 | 18 | 14 | 155
-128 12 9 | 71 | 111 -16S 16 |12.5] 10 | 128
ZKG12-1/8PS 9.728| 8 | 63 | 87 | [ZKG16-1/8PS [9728 | 8 | 6.3 | 97.5 | |ZKG24-1/4PS |13.157| 10 | 8 | 110
ISO -1/4PS  |13.157| 10 | 8 |1035 3/8PS  |16.662| 125 | 10 | 116
Pipe -3/8PS 16.662 | 12.5| 10 | 109.5 -12PS  [20.955| 16 |12.5| 122
-5/8PS  [22911] 18 | 14 | 124
ZKG12-2D(DIN352) 2 | 28|21 | 72 | |ZKG16-4D(DIN371)| 4 | 45 | 3.4 | 102 ||ZKG24-12D(DIN376)| 12 9 7 | 150
-3D(DIN371) | 3 |35 | 27 | 8 -SD(DIN371)] 5 | 6 | 49 | 107 -14DOIN3TE)| 14 | 11 | 9 | 145
-4D(DIN371) | 4 | 45 | 34 | 92 -6DDIN371)] 6 | & | 49 | 117 -16DON378)] 16 | 12 | 9 | 145
-5D(DIN37TY) | 5 | 6 | 49 | 97 -8D(DIN376)| 8 | 6 | 49 | 127 -18D(DIN376)[ 18 | 14 | 11 | 158
DIN -6D(DIN371) | 6 6 | 49 | 107 -8D7(DIN371)| 8 8 | 62| 123 -20D(DIN376)] 20 | 16 | 12 | 168
Metric -8D(DIN376) | 8 6 | 49 | 117 -10D(DIN376)] 10 | 7 | 55 | 134 -2D(DIN376)] 22 | 18 |14.5]| 166
-8D7(DIN371) | 8 | 8 | 6.2 | 113 -10D7(DIN37H)] 10 | 10 | 8 | 131 -0D(DIN3T6)| 24 | 18 |14.5| 186
-10D(DIN376) | 10 | 7 | 55 | 124 -12DDIN376)] 12 | 9 | 7 | 142
-1007(DIN371)| 10 | 10 | 8 | 12 -14D(DIN3T6)| 14 | 11 | 9 | 137
-12D(DIN376) [ 12 | 9 | 7 | 132 -16D(DIN376)| 16 | 12 | 9 | 137
ZKG12-1/8R(DIN353)| 9.728 | 7 | 55 | 92 | | ZKG16-1/8R(DIN3S3)| 9.728 | 7 | 5.5 | 102.5 | [ZKG24-1/4R(DIN353)| 13.157| 11 | 9 | 105
F'?i';‘; -4R(DIN3S3) | 13.157| 11 | 9 | 985 -38ROINSE)| 16.662] 12 | 9 | 112
-3/8R(DIN353)| 16.662| 12 | 9 | 1055 -12R(DIN353)] 20.955| 16 | 12 | 116

* Tap for pipe thread is clamped with the side lock screw.
% High torque setting type example for stainless steel is available. Please add “-HT” at the end of Code No.  e.g. ZKG12-3S-HT
*Low torque setting is “-LT". e.g.ZKG12-3S-LT

A 1K TAP COLLET (s0,om)

ZK e ] - ZK8 | ZK38 | ZK65

rz_ﬂﬁ D:| 13 45 68
o = RN W| e (RIS T’ﬂ Ds | 23 78 110
u@_{w_ Hi | 65 12 13
I H;.F@ 1 ;7.44,!*':@ 5 H 29.5 64 89

Total length “£” is calculated as; £= Tap length-£+ + H

ZK8 type is semi-standard.

D1 ®D1 D1
e | ZK8 |el[TTT DA | 2Kas |l T | 2Kes | <[ T
SPEC.

CodeNo. | D [Di | W [ & CodeNo. | D [ Di [ W] CodeNo. | D [ Di [ W[ &
% For the dimensions of ISO ( metric ) , ISO ( pipe ), DIN ( metric ) , DIN ( pipe ) of ZK TAP COLLET, please refer to NC TOTAL TOOLING SYSTEM catalog.




’/ CHAMFERING TOOL (Necessities of the drilling machine)

4 Chamfering Angle standard is 90.

BMHigh quality chamfering is possible.

B Suppresses chatter.

B Can accommodate wide range chamfering.
B Correspond to chamfering with electric drill.

#42-#80

[Features]

(Dlt is possible to correspond to many materials.
(®Pilot cone with spring makes centering easier.

B Chamfering Tool Standard Set

Option)

Relation between the work materials and the rake angle
There are 0° and 14° rake angle blades to suit each material.

Rakeangle 8° | 0° (F) 14° (E)
Cast iron, Soft &
Material Brass, Hard Steel,
Copper Bronze

3 Explanation of the Code No.

EMain Tool
e.g.) AM2-42-90-F
"4 Rake angle /E: 14" .F: 0"

Chamfering angle.” (60° ) , 90" ,

(120" )

TMAX. Chamfering diameter. /18 : $5~18, 42 : ¢ 15~42

80 : ¢40~80

Type of Shank./S : Straight Shank M1 : MT1, M2 : MT2,

Chamfering Tool

HlBlade

e.g.) AB42-90-F

M3 : MT3

T "éBlade rake angle /E : 14" ,F : 0"
c

hamfering angle” (60°), 90°, (120°)

[ Style No. (MAX. Chamfering diameter) 18, 42

SSA-42 (Capable to chamfer ¢ 5~42mm.) Spare blade (Option)
? Main Tool (With blades for Steel 18-90-E & 42-90-E) Easy exchanging operation by loosening/tightening of 2 screws.
ﬁ Style Chamferdia.|  Shank Cgﬁgﬂfr pcs Style Code No. Rake angle CQﬁgTLe'
d
#18 AB18-90-E 14°(Steel)
a
; $5~18 g’tlgight 90° | 1 N : 90°
d AB18-90-F | 0°(Castiron)
s
142 =, AB42-90-E 14°(Steel)
([ — N RN 512 w2 | 90 | 1 | SR 90°
AB42-90-F | O°(Castiron)
e AM3-80-90 ’¢>40~80 MT3 90° | 1 o AB42-90-E 14°(Steel)
With blades for Steel 42-90-E P N 90°
The above blade for #80 style tool i ible with th f o :
i\ #43 :tyﬁ;/e ade for #80 stye tool is compatl e V\‘Ilt the 0"19 or AB42'90'F 0 (Cast IrOI"I)

I The standard set includes the items marked.

A TAP EXTENSION

M3~M6 22
LK ° R e
S )
—— - \—V_rﬁ“ ‘T i T—T H
- A 1 ? = i u{_‘ %M 1 F|g_ 1
I ‘ 2k < 0
£1 P 0l e
(L)
M8, M10 = -
— "y 8 S
—3 | e : e IFE——T Fig. 2
£k < o
21— Bl
2
(L)
Code No. 2 £1 22 D d LK 2k Fig.
ZGE 3-M 3-150 127 23 11 4 3.2 6
ZGE 4-M 4-150 122 o4 12 5 4 ]
ZGE 5-M 5-150 114 12.5 515 7
150 45 45
ZGE 6-M 6-150 115 27 13 6
ZGE 8-M 8-150 108 o8 6.2 5 8 5
ZGE10-M10-150 103 14 7 55

Yt is dedicated for manual handling and drilling machine. It can not be used in machining centers or NC lathes.
*Please use cutting speed less than 6 m/min.

32



33

A/ VODULAR ZMAC ADVANCED BORING BAR

BMBASE-HOLDER

Q26type base holder can be used for various combinations.
Ideal for low volume production on manual machine with wide variety of boring sizes.
We recommend that you also use the Q42 base holder on #50 M/C.

B Spacer & Head

The extensive range of heads & spacers allow the correct selection to suit your boring

applications.

BMethod of Selection for Modular ZMAC-V Boring Arbors

Firstly, select a head,spacer and stepped spacer from boring diameter and depth.
Then select base holder and SP26 extension spacer by the length from gauge line.

No Micro Vibration due
to Double-Contact
Support of Cartridge.
Long Tool-Life & High
Accuracy.

NT Base Holder
= P.34

=5

Quick Change
Master Holder

= P.A7

Base Holder for
QUICK CHANGE
HOLDER

MT Base Holderi=="P.34

A P

(A B

MULTI LOCK Straight Shank

MILLING GHUCK Base Holder

r= P.7 r= P.34
=

RAC head

Boring Depth
Extension Spacer
for Boring Depth

\30 ‘45

Length from Gauge Line messss—)>
15

\.“"«2‘; ~

eMAC head

RAC head == P.39, DJ head = P.40,
eMAC head 7=~ P.50: It can be used after recombining as with ZMAC-V.

Spacer 75~ P.34 r ==
P Stepped Space e Boring Dia.
ZMAC-V head I P.35 130 45 SP9-9-30 ZMAC20-V
— - ~ o $20~25
Extension Spacer SP26-9-30 ZMAC16-V
for Length from \.‘ ‘<_’
Gauge Line. ’
=" ‘j‘ ¢ 16~20
30 45 60
= Jg
%0 %0 SP12-12-60 ZMAC25-V
| = — —— ¢25~32
SP26-12-30 é“s—ﬁo
6’07 ’9? 3 60 90 |_ SP16 1(15_45": ZMAC32V
! ‘ — -16- — =
— - ] 3 — : $32~42
i =A== = Ep—|
SP26-26-60 SP26-16-60
30 60 100 ZMAC42-V
j i = °1 p42~55
— e =1 =f-El
SP26-20-60
= ZMAC55-V
SP26-26-60 =]
E °t $55~70

Boring Depth

DJ3:¢3~¢28
DJ8 : ¢ 8~ ¢ 50
1= P.40

EMAC6011 : 6~ ¢ 110
= P.50

Extension Spacer

Il Example of small diameter boring in a deep
recess using the largest diameter extension
spacer in order to maintain rigidity.

960

e 120———*«—50—

BT40-Q26-95
SP26-26-60
SP26-12-30
12-ZMAC25-40V

M Example of deep hole boring using the extension
spacer with the same diameter as head.

BT40-Q26-95
SP26-12-30
SP12-12-60
12-ZMAC25-40V




A BASE HOLDER and SPACER for MODULAR TYPE

NT Base Holder ( for National Taper) TAPER TNz°de N‘;‘ | c °°;'z'|'t"9 Thread
Coupling Bok NT30 | T30W -Q26-40 | 50 B26 N W1/2-12
Sy NT40 T40U(M)-Q26 - 35 | 50 B26 N U5/8-11 (M16-2)
e - - Ho1#Q ¢C T50U(M)-Q26 - 45 | 50 B26 N
o = — Fl NT50 -Q34-50 | 64 B34 U1-8 (M24-3)
NT30,40,50 L L -Q42-95 | 83 B42
TT Base Holder ( for QUICK CHANGE HOLDER)  [Quick Change mf:""(’:“ - L ¢ | coupling Bot
C°up"Tg ot HA 40 TT35-Q26 - 35 35 50 B26N
77777 T*Q A HA 50 TT45-Q26 - 45 45 50 B26N
,,,,, IF i
TT35,45 ‘%La
MT Base Holder ( for Morse Taper) TAPER MTﬁﬁf’_e l(\;o.- L L c Coupling Bolt
—— Coupling Bolt MT3 MT3T -Q26 - 45 45 50 B26 N
& T MT4 MTAT -Q26 - 45 45 50 B26 N
— . | #C o o
ey e I = i e ———
MT3,4,5,6 L= ¢Q
MT6T -Q26 - 60 60 50 B26 N
MT6 -Q34 - 50 50 64 B34
-Q42 - 60 60 83 B42
% Draw bar thread type also is available.
K straight Shank Base Holder Style CEEDIE L c Coupling Bolt
(for MULTI LOCK MILLING CHUCK ) e fe L
- _ Goupling Bolt 32 K32-Q26 - 40 40 50 B26N
PI——— 7 _! - #ﬁ 42 K42-Q26 - 40 40 50 B26N
¥ ____»J il $32.42 %:% i:@*qbQ oCc  K32-Q 9-20,-40
\ L o ‘«L» . K32-Q12-20, -60 There are also available.
K32-Q16-20, -55
K32-Q20-40
SP Extension Spacer gtn_d;bfc:_- C(;ouplmg D‘l; B —
L SP 9- 9-30, 45 9 9 19 B19
'—* SP12-12-30, 45, 60 12 12 24 B12
- SP16-16-30, 45, 60 16 16 31 B16
_— Y SP20-20-45, 60 20 20 40 B20
SP26-26-60, 90 26 26 50 B26N
Stepped Spacer SP34-34-60, 90 34 34 64 B34
SP42-42-60, 90 42 42 83 B42
% Various kinds are prepared for changing the boring length. %Coupling bolt is supplied as standard.
go_d;‘l\ft:-. Cgupllng g:a (o5 C1 Coupling Bolt
SP12- 9-45 12 9 24 19 -
SP16- 9-45 16 9 31 19
SP16-12-60 16 12 31 24 B12
SP20- 9-45 20 9 40 19 B19
' SP20-12-60 20 12 40 24 B12
Coupling Bol SP20-16-60, 90 20 16 40 31 B16
L SP26- 9-30, 45 26 9 50 19 B19
SP26-12-30, 60 26 12 50 24 B12
SP26-16-30, 60, 90 26 16 50 31 B16
SP26-20-30, 60, 100 26 20 50 40 B20
L/D:MAX.6 times SP34-16-60, 90 34 16 64 31 B16
Coupling Dia_| o . SP34-20-60, 100 34 20 64 40 B20
Q Qs SP34-26-60, 100 34 26 64 50 B26N
192 ;g 18155 SP42-20-60, 100 42 20 83 40 B20
26 16 50 31 140 SP42-26-60, 100 42 26 83 50 B26N
20 40 180 SP42-34-60, 100 42 34 83 64 B34
26 50 190

Please specify the " length " when ordering. Code No. is
e.g) SP26-9-85-A1 (Q1=9 and L-85)

% C of Spacer has been increased from 45mm to 50mm due to improvement of its rigidity.
Y Various kinds are prepared for changing the boring diameter. Y Coupling bolt is supplied as standard.
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A/ VODULAR TYPE ZMAC ADVANCED BORING HEAD

ZMAC-V Triangular Insert type head

AN
P48,
Boring Boring Coupling Remarks Weight
Head No. Range Depth Dia. (Kg)
D M Q C Ci1 Unit No. Insert No. Fig.
12-ZMAC 16- 45V 38 0.4
15.9~20.2 12 15 24 M 2HZ- 16V 2
12-ZMAC 16- 55V 48 0.4
3MP-C,B
9-ZMAC 20- 40V 19.8~25.2 e 9 19 M 2HZ- 20V 0.4
12-ZMAC 25- 40V 24.8~32.2 12 24 M 3HZ- 25V 0.5
16-ZMAC 32- 55V 31.8~42.2 55 16 31 M 4HZ- 32V 4MP-C,B 0.7
20-ZMAC 42- 70V 41.8~55.2 20 40 - M 5HZ- 42V 1 1.1
26-ZMAC 55- 70V 54.8~70.2 70 26 53 M 5HZ- 55V 1.2
34-ZMAC 70- 70V 69.8~85.2 34 67 M 7HZ- 70V TR 2.0
42-ZMAC 85-100V 84.8~100.2 83 M10HZ- 85V ’ 43
42-ZMAC100-100V 99.5~140.5 100 42 95 83 M10HZ-100V 3 4.9
42-ZMAC140-100V 139.5~180.5 135 M10HZ-140V 6.3
*MIN. dial read out: ZMAC25-V and smaller is 0.02mm on dia.
ZMAC32-V and larger is 0.01mm on dia.(ZMAC25-V and lager : Sub scale : 0.005mm)
% The above boring ranges are based on heads with Nose/R 0.2 insert.
% “C” grade (Coated) insert for Steel is supplied as Standard with the head (Smooth boring & Long tool-life) . [“=~ P.48
Please refer [Z=—P.45 for cutting condition. We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron.
% Centre Through Tool Coolant function is available as standard.
% Code No. of the set with SP26 stepped spacer is Q26-Coupling Dia.-ZMACO-LengthV e.g. Q26-20-ZMAC42-100V [+—Length
*Please refer [Z=—P.36 for ZMAC ADOVANCED unit parts list.
I . Coupling Dia. Q
ZMAC- VR [ O ) Rhomboid Insert type head
q;C ‘ B T
qJ q> :::::::
Fig.2 P49
Boring Boring Coupling Remarks Weight
Head No. Range Depth Dia. (Kg)
D M Q © C1 Unit No. Insert No. Fig.
16-ZMAC 32R - 55V 31.8~42.2 55 16 31 M 4HZ- 32VR 0.7
20-ZMAC 42R- 70V 41.8~55.2 20 40 M 5HZ- 42VR| CCO06-C 1.1
26-ZMAC 55R - 70V 54.8~70.2 70 26 53 - | M 5HZ- 55VR 1 1.2
34-ZMAC 70R - 70V 69.8~85.2 34 67 M 7HZ- 70VR CCO8.C 2.0
42-ZMAC 85R -100V 84.8~100.2 83 M10HZ- 85VR 4.3
42-ZMAC 100R -100V 99.5~140.5 100 42 95 M10HZ-100VR 4.9
83 CC12-C 2
42-ZMAC 140R -100V 139.5~180.5 135 M10HZ-140VR 6.3
*MIN. dial read out: ZMAC32-VR and larger is 0.01mm on dia.(Sub scale : 0.005)
%*“C” grade (Coated) insert for Steel, Stainless & Cast Iron is supplied as Standard with the head (Smooth boring & Long tool-life) . l— Length
IZ5~ P.49 Please referZ& P.45 for cutting condition. —%
% Centre Through Tool Coolant function is available as standard. 2 !
% Code No. of the set with SP26 stepped spacer is Q26-Coupling Dia.-ZMACO-LengthV e.g. Q26-20-ZMAC42R-100V =~ — L _fE‘
*Please refer [7=—P.36 for ZMAC ADOVANCED unit parts list. Coupling Dia. Q



A 1MAC ADVANCED BORING UNIT PARTS LIST

NIKKEN ZMAC-V Boring Heads come
complete with the ZMAC-V Boring Unit.
Specify the part No. in the table below
when ordering spares.

Triangular Insert Heads and Rhomboid
Insert Heads use different boring units,
cartridges, insert tips, insert clamp
bolts, and insert clamp handles, but all

/
)
W'ﬂ'

N

N

N = other parts are common to both.

§ / ;
NED) Other manufacturers’ 1ISO standard
\/ insert tips available on the market may

have different insert clamp hole
diameters, so please contact us
regarding use.

** Boring heads that use ISO standard
insert tips available on the market are
also available with us.

ZMAC Advanced (ISO) Boring Head

4

ZMAC-VR

]

ZMAC-V

* The ZMAC units and new ZMAC-V, ZMAC-VR units are interchangeable.

= P.37
. Insert Insert - Unit
. Triangular Lock Adjustment
Unit Clamp Clamp Clam
A Insert Screw Handle Screw Handle Bonp
ZMAC-V
Style
Boring = @ N
Range </ H 59 £ / %
ZMAC16 -V 15.9~20.2 M 2HZ- 16V M361 M 2HZL-A V04
5
ZMAC20 -V 19.8~ 25.2 M 2HZ- 20V 3MP-C,B M2045 M362 M 2HZL-B
T-6
ZMAC25 -V 24.8~ 32.2 M 3HZ- 25V M363 M 3HZL
ZMAC32 -V 31.8~42.2 M 4HZ- 32V 4MP-C,B M2055 M365 M 4HZL -
ZMAC42 -V 41.8~ 55.2 M 5HZ- 42V M364
M 5HZL
ZMAC55 -V 54.8~70.2 | M 5HZ- 55V M366
ZMAC70 -V 69.8~ 85.2 M 7HZ- 70V M360 M 7HZL M3090
6MP-C,B M2577 T-8
ZMAC85 -V 84.8~100.2 M10HZ- 85V * M367
(M2562D)
ZMAC100-V 99.5~140.5 | M10HZ-100V M368 M10HZL M4012
ZMAC140-V 139.5~180.5 | M10HZ-140V M369
% Each Unit and Cartridge are supplied without Insert Tip.
* Cartridge for base forming of bore is an option.

Please specify the diameter and width of base forming. . . .
*For Diamond Insert Tip (6MP-D), M2562D* must be used. Special cartridge example for necking
% Cartridge can not be supplied alone, please order ZMAC-V unit. is available. Please contact us with the

work piece drawing.
: Insert | Insert
Unit Tr'ligg:tlar Clamp | Clamp
ZMAC-VR Screw | Handle | ¢ cartridge head can be exchanged itself for the
Style L %, head bigger equal to ZMAC42-V.
Boring (&)
Range E‘ @H Cartridge Head Head Clamp Bolt
g | £ | (O
ZMAC32 -VR | 31.8~ 42.2 | M 4HZ- 32VR M2560 Rormg 2N '
ange
ZMAC42 -VR | 41.8~ 552 | M 5HZ 42VR | CCO6-C T8 S /SN
M2577 v /é\
ZMAC55 -VR | 54.8~ 702 | M 5HZ- 55VR N7 =
ZMACT0 -VR | 698~ 852 w7z TovR | w0 | LB 820y o wstas
ZMAC85 -VR | 84.8~100.2 | M10HZ- 85VR M4012 69.8~ 85.2| M 7HZ- 70CH |M 7HZ- 70RCH  M625
o 5~140.5 | M10HZ-100VR 84.8~100.2| M10HZ- 85CH [M10HZ- 85RCH M825
ZMAC100-VR | 99.5 05 Oriz-100 CCi12-C M5012 | T-15 99.5~140.5
ZMAC140-VR |139.5~180.5 | M10HZ-140VR 139.5~1805 M10HZ-100 CH [M10HZ-100RCH M835

% Each Unit and Cartridge are supplied without Insert Tip.
Y Cartridge can not be supplied alone, please order ZMAC-V unit.

Attach

Detach eLoosen head clamp bolt after boring diameter is set to little larger than the MIN. boring diameter.

elnsert the head into cartridge, then tighten head clamp bolt temporary.
eLoosen side lock bolt.
®Rotate the dial ring 0.2~0.3mm to minus direction.
oTighten head clamp bolt by pushing the head to the support portion of the main body.
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A/ MODULAR TYPE ZMAC ADVANCED (1SO) BORING HEAD

These boring heads use insert tip sizes
A A that are widely available on the market.
ZMAC-V-I Triangular Insert type head * Only insert clamp bolts are supplied
(Insert tips are not supplied).

Boring Boring Coupling Remarks Weight

Head No. Range Depth Dia. I (Kg)

i Y T .

D M Q C C1 Unit No. Insert No. | 7220710 Fig,
16-ZMAC 32- 55V-I 31.8~42.2 55 16 31 M 4HZ- 32V-l TCO0090200L, M2.2 0.7
20-ZMAC 42- 70V-I 41.8~55.2 20 40 M 5HZ- 42V(M3) 11
26-ZMAC 55- 70V-I 54.8~70.2 70 26 53 = M 5HZ- 55V(M3) 1 1.2
34-ZMAC 70- 70V-I 69.8~85.2 34 67 M 7HZ- 70V(M3) 2.0
TPOO110300L M3

42-ZMAC 85-100V-I 84.8~100.2 83 M10HZ- 85V(M3) 4.3
42-ZMAC100-100V-I 99.5~140.5 100 42 95 M10HZ-100V(M3) 4.9

83 3
42-ZMAC140-100V-l | 139.5~180.5 135 M10HZ-140V(M3) 6.3

% MIN. dial read out: ZMAC32-V-I and larger is 0.01mm on dia.(Sub scale : 0.005)
% The above boring ranges are based on heads with Nose/R 0.2 insert.
We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron.
% Centre Through Tool Coolant function is available as standard.
% Code No. of the set with SP26 stepped spacer is Q26-Coupling Dia.-ZMACO-LengthV-I e.g. Q26-20-ZMAC42-100V-|

}-—Length——{
*Please refer [Z=~ P.38 for ZMAC ADOVANCED(ISO) unit parts list. / ]

Coupling Dia. Q



A 7nAc ADVANCED (1S0) BORING UNIT PARTS LIST

ZMAC-V-I

* The ZMAC units and new ZMAC-V-I units are interchangeable.

NIKKEN ZMAC-V-I Boring Heads come
complete with the ZMAC-V-I Boring Unit.
Specify the part No. in the table below when
ordering spares.

Triangular Insert Heads and Rhomboid Insert
Heads use different boring units, cartridges,
insert tips, insert clamp bolts, and insert clamp
handles, but all other parts are common to both.

. Insert Insert . Unit
Unit Trllangtrjtlar Clamp Clamp SL(?I’ZSV Adﬁt;sr:(rﬂgnt Clamp
ZMAC-V-I A\ nse Screw Handle Bolt
Style NS/
Boring y o ﬁ
R = =
ange </ Y/ : EH 5 . / &
ZMAC 32-V-l | 31.8~42.2 | M 4Hz- 32V-I TCO0090200L M2255 T-6 M365 M 4HZL
ZMAC 42-V-| 41.8~55.2 | M 5HZ- 42V(M3) M364 M2577
M 5HZL
ZMAC 55-V-l | 54.8~70.2 | M 5HzZ- 55V(M3) M366
ZMAC 70-V-I 69.8~ 85.2 | M 7HzZ- 70V(M3) M360 M 7HZL M3090
TPOO110300L M3070 T-10
ZMAC 85-V-I 84.8~100.2 | M10HZ- 85V(M3) M367
ZMAC 100-V-I | 99.5~140.5 | M10HZ-100V(M3) M368 M10HZL M4012
ZMAC 140-V-1 |139.5~180.5 | M10HZ-140V(M3) M369
*Each Unit and Cartridge are supplied without Insert Tip.
Special cartridge example for necking
is available. Please contact us with the
_ Insert | Insert work piece drawing.
- Unit Trllanglrjtlar Clamp | Clamp
ZMAC-VR nse Screw | Handle | 1pe cartridge head can be exchanged itself for the
Style AT head bigger equal to ZMAC42-V.
Boring (&)
Range g H bﬁ Cartridge Head Head Clamp
(ISO code) A
ZMAC 32-VR | 31.8~ 422 | M 4HZ- 2R M2560 Boring /L 2 L
Range
ZMAC 42-VR | 418~ 552 | MSHZ- 4R | coosC || T8 g ﬁ @
(CCn060200) NG >
ZMAC 55-VR | 54.8~ 70.2 | M 5HZ- 55\R \v/ é/
ZMAC 70-VR | 69.8~ 85.2 | M 7HZ- 70VR CC08-C M4090 15 glg: 33: M 5HZ- 42 CH(M3) |M 5HZ- 42RCH| M512C
ZMAC 85-VR | 84.8~100.2 | MiOHZ- 85VR | (COROITS)| M4p12 69.8~ 85.2|M 7Hz- 70 CH(M3)|M 7HZ- 70RCH| M625
ZMAC 100-VR | 99.5~140.5 | M10HZ-100VR o 84.8~100.2 [M10HZ- 85 CH(M3) [M10HZ- 85RCH M825
§ Ms012 | T-15 99.5~140.5
ZMAC 140-VR |139.5~180.5 | M10HZ-140VR | (CCOO120400) 130.5~180.5 | ''10HZ100 CH(M3)|M10HZ-100RCH| ~ M835
*Each Unit and Cartridge are supplied without Insert Tip. Detach eLoosen head clamp bolt after boring diameter is set to little larger

% Cartridge can not be supplied alone, please order ZMAC-V unit.

M INSERT TIP (please refer to the ISO code below to purchase.)

Attach

than the MIN. boring diameter.
eInsert the head into cartridge, then tighten head clamp bolt temporary.
eLoosen side lock bolt.
eRotate the dial ring 0.2~0.3mm to minus direction.
eTighten head clamp bolt by pushing the head to the support portion
of the main body.

B Code No. of I1SO standard Insert Tip

ZMAC-V-| Style Dimension ISO code [0] [3] [0]
2.38 ﬁ n Cutting Edge Thickness Comer Radius ~ Cuting L : Left
ZMAC32-V-I I TCOD090200L Length Direction N : Either
#5.56 (92.5)
T
ﬂ h Insert T: /\ Nomal B: 5° [ Tolerance Class TipBreaker& W :UHT
ZMAC42-V-1 S8Ry Shape w: [ soe Clearance ¢ . 7 3 G : Ground  Hole Configuration T : =M
2 I TPO0110300L c: [Y 80 P:11° 23 M : Pressed R: ™
$6.35 (03.3) M: D e N: oo B:[(ED
ZMAC140-V-I T s: [ o0° Ex20° [P H: B
A:[ Y8 M: B3
X : Special
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A MODULAR TYPE RAC BORING HEAD

RAC-E Balance-Cut Boring Head

— Cartridge No.
R
o) #-_cuing | For Steel, Stainless Steel and Cast Iron
Vi Edge ’
oc ool | ® oo engn | CC Insert (Positive type)
el T
/
Boring Range | Boring Depth | Coupling Dia : Cutting Edge | Weight
Head Code No. D M Q C Cartridge No. Insert No. Length (Kg)
12-RAC 25 - 55E 25~ 32 55 12 24 RCC-025E cco7 8.0 0.4
16-RAC 32 - 55E 32~ 45 16 31 RCC- 32E CCo8 9.7 0.5
20-RAC 43 - 70E 43~ 55 20 40 RCC- 43E 0.7
26-RAC 53 - 70E 53~ 70 70 26 50 RCC- 53E 0.8
26-RAC 70 - 70E 70 ~100 RCC- 70E cCi12 12.9 1.0
34-RAC 70 - 85E 85 34 64 1.5
42-RAC100 -100E 100~130 100 42 83 RCC-100E 2.9

*Insert tips are supplied as an option. == P.49 Please referrz=-P.46 for cutting condition.
*For centre through tool coolant type, please add “-C” at the end of Code No. e.g. 26-RAC53-70E-C

RAC Balance-Cut Boring Head

‘ M /@f;g?tgﬁgf"‘ For Heavy Duty Boring of Iron and Cast Iron
ﬁi T cuing CN Insert (Negative type)
¥ Ed
C PQfi— - — S 4D Lengh
A Z
o Y
Boring Range | Boring Depth | Coupling Dia - Cutting Edge | Weight
Head Code No. 5 o Q o Cartridge No. | Insert No. Length (Kg)
20-RAC 43 - 70 4352055 20 40 RCC- 43 0.7
26-RAC 53 - 70 53~ 70 70 26 50 RCC- 53 0.8
26-RAC 70 - 70 70 ~100 RCC- 70 CNO8 12.9 1.0
34-RAC 70 - 85 85 34 64 1.5
42-RAC100 -100 100~—130 100 42 83 RCC-100 2.9
*Insert tips are supplied as an option. 1=~ P.49 Please refer Iz~ P.46 for cutting condition.
*For centre through tool coolant type, please add “-C” at the end of Code No. e.g. 26-RAC53-70-C
RAC-A Balance-Cut Boring Head Cartridge No.
[e——M—| Insert No.
— =
I o fe” | For Aluminum
oC QI - | 9 oD Length
N ré o
Boring Range | Boring Depth | Coupling Dia . Cutting Edge| Weight
Head Code No. 5 i Q c Cartridge No. | Insert No. Length (Kg)
12-RAC 25 - 55A 25~ 32 12 24 RAC- 25A 0.4
16-RAC 32 - 55A 32~ 45 55 16 31 RAC- 32A Ll ek9 0.5
20-RAC 43 - 70A 43~ 55 20 40 RAC- 43A 0.7
26-RAC 53 - 70A 53~ 70 70 26 50 RAC- 53A 0.8
26-RAC 70 - 70A 20 ~100 RAC- 70A AEG16 15.875 1.0
34-RAC 70 - 85A 85 34 64 1.5
42-RAC100 -100A 100—~—130 100 42 83 RAC-100A 2.9

*Insert tips are supplied as an option.1==" P.49 Please refer IZ=~ P.46 for cutting condition.
*For centre through tool coolant type, please add “-C” at the end of Code No. e.g. 26-RAC53-70A-C

RAC-K Balance-Cut Boring Head

Cartridge No.
M

Tl20°

Cutting
ﬁi 55~ | For Through Hole
W eng a
ecoafl | 0 o -isertno. | @Nd Multi Sheets
l R 16
Boring Range | Boring Depth | Coupling Dia - Cutting Edge| Weight
Head Code No. D ! Q (0] Cartridge No. Insert No. Lengh (Kg)
12-RAC 25 - 55K 25~ 32 12 24 RAC- 25K 0.4
16-RAC 32 - 55K 32~ 45 55 16 31 RAC- 32K — e 0.5
20-RAC 43 - 70K 43055 20 40 RAC- 43K 0.7
26-RAC 53 - 70K 53~ 70 70 26 50 RAC- 53K 0.8
26-RAC 70 - 70K _ SC12 11.9 1.0
34-RAC 70 - 85K 705100 85 34 64 | RAC- 70K 15
42-RAC100 -100K 100~—130 100 42 83 RAC-100K 2.9

*Insert tips are supplied as an option. IZ=~P.49 Please refer IZ=~P.46 for cutting condition.
*For centre through tool coolant type, please add “-C” at the end of Code No. e.g. 26-RAC53-70K-C




A DJ BORING HEAD WITH DJ BORING BT NIKKEN

Bit Code No.
DJ (DJ Boring Head) Code No. = L (Standard Accessories)

Q26-DJ3-40A 3-28 | 14~ 80 | 40 | 45
Q26-DJ8-44AN 3~50 | 14~130 | 44 | 54

% MIN. dial readout on dia.: 0.01mm, Sub scale: 0.005mm, 0.8mm/rev.
% Each boxed set of DJ3 and DJ8 Boring Bars include 4 pcs. of DJ Bits, Insert, Insert

-———"‘0 - . ) . Clamp Handle, (T6, T8, (10S for DJ3) )Micro Adjusting Handle (M2.5) as standard.
. I % “C” grade (Coated) insert tip is supplied. Please refer 1=~ P.47 for cutting condition.
g % DJ Boring Head without Bits is also available.Please add “-BD” at the end of
L 1) -u.

(¢}

Code No. e.g. Q26-DJ3-40A-BD, Q26-DJ8-44A-BD

N

—— =
T*H*“hFTMT‘ ]\S H H:_ M h
@] =t Fig.1 1 .
7‘ ®C SLoIid épal::bide Bar '9 QEJ | — Kﬂ%qﬁ[}
N H : M , Carbide Cored Bar
@ [ =, Fig2 Fig.5
o '9C Carbide Cored Bar i O ‘ L v i
TR M— R ﬁ[ﬁ
Explanatlon of the Code No. o - — J@ ¢T‘JI | . S¢D
oJ - Fig.3 — .
E |_3—15_| - '$C Carbide C;rSdDBar Hardened steel oG FIgG
Boring I H —L N |
Depth( mm)ﬁ\ | | é—rD F
oy Do s'ﬁfagf ;"g b @ | J 0 Fig.4 150/
reviation it .
eretene "%C Solid Carbide Bar g\ P49/ Ada J410-314 Fig.7
New Bit Series for DJ8 P48, 9DJ8-010-ADP
Boring Range | Boring Depth Insert Clamping | Insert Clamping | . _ |Weight
Style Code No. D M J L H | Hi | C | S | InsertNo. Bolt No. Handle No. | F19- Q)
J10- 3- 14 3~ 8 14 62 18 |22 | 15 = - - 1|30
-5-30" | . 30 60 - ) 28
5. 35 5~15 35 70 30 50 43| 25 CC03-C M611 10S 5 30
- 8- 35" 35 65 = 43
- 8- 40 8~18 40 75 35| 25 72| 4.0 2 | 50
- 8- 55" 5D, 90 ) ) 3MP-C M2040 T-6 70
-12- 40:- — 40 10 | 70 | 30 80
42- 855 | 272 55 85 | 26 UES 100
-18- 65 65 91 26 130
-18- 62A..] 18—~28 62 91 12 | 9.0 6MP-C M2577 T-8
-18- 80:: 80 106 26 130
-18- 77A% 77 29
J10- 3- 14" &~ B 14 10 | 62 | 30 | 18 |22 1.5 = - - 7 | 30
J16- 5- 25" — 25 60 | 31.5]| 35 . 76
-5 35° 5~15 35 78 33 | 10 43| 25 CC03-C M611 10S 5) 80
- 8- 35" 35 70 | 325 25 2 19
-8 40 8~18 40 83 32 10 72| 4.0 M2040 3 100
- 8- 55" 55 98 3MP-C T-6 110
-12- 50" — 50 90 | 35 - 140
42-60° | 2% 60 103 [405] 25 | 2| 60 P 2 1470
-18- 60 60 93 6 | 150
-18- 80 — 80 113 300
48100 | €% T q00 | 16 [133 o 4 [350
-18-120" 120 153 400
-28- 65 65 98 16 6 | 150
-28- 85 — 85 118 _ R 3 300
-28-100° 28~39 100 133 33 140, 6MP-C M2577 T-8 4 350
-28-130" 130 163 450
-38- 65 65 98 6 | 200
-38- 85 — 85 118 350
-38-100" | 750 00 133 53| 190 4 [370
-38-130" 130 163 16 470
% The Bits marked * are optional accessories. *Please refer =5 P.47 for cutting condition.

%*9DJ8-J10-ADP adapter option is necessary to use J10-3-14 for DJ8 head.

* The shorter bits are added for J10-5, J10-8, J10-12 and J10-18. % The shorter bits are added for J16-5, J16-8 and J16-12.

*“C” grade (Coated) insert tip is supplied. Please refer i===P.47 for cutting condition.

% Coolant through tool is basically available for the boring bits with MIN. boring diameter is ¢$12mm. e.g. J16-12-60C Please contact us.

% * 1 meaus bits for old type DJ3. % 2 meaus bits for new type DJ8. It can be used for old type DJ8, but M will be 3mm longer than aboue figure. e.g. J10-18-65A
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A 1MAC ADVANCED BORING ARBOR (ZMAC-V)

The World Leading Boring Head

High rigidity

_I-Iigh-precision /
Easy micro-adjustment /

Thread on Cartridge:

Precision ground

Explanation of the Code No.
(e.9.)T50U-ZMAC 32 -150 V

L

Boring Range
ZMAC
National Taper

Hardness of HRC50-55 &

Internal thread of dial ring:
Special heat-treated to HV800

AC-V

Gauge Length

Quick Change Holder (TT35, TT45)
(MT3, MT4, MT5)+Tang type(T)

23;'&?{“”"‘“‘ High durability / I
High rigidity RN

(T40, T50)+Thread (U, M)

@
)

AN A
All codes shown are for heads with triangular inserts For heads with rhomboid inserts

@ please add the letter “R” to the code No. (ZMAC32 or more).

T-ZMAC-V <for National Taper> TAPER Code No. Boring RangeD | M Unit No.
T40U(M) -ZMAC16  -110V 15.9~20.2 38 | M2HZ-16V
-ZMAC20  -105V 19.8~25.2 55 | M2HZ-20V
NT40 -ZMAC25  -105V 24.8~32.2 55 | M3HZ-25V
-ZMAC32(R) -150V 31.8~42.2 100 | M4HZ-32V(R)
-ZMAC42(R) -165V 41.8~55.2 115 | M5HZ-42V(R)
-ZMAC55(R) -165V 54.8~70.2 150 | M5HZ-55V(R)
T50U(M) -ZMAC16  -120V 15.9~20.2 38 | M2HZ-16V
-ZMAC20  -115V 19.8~25.2 55 | M2HZ-20V
-ZMAC25  -115V 24.8~32.2 55 | M3HZ-25V
NT50 -ZMAC32(R) -160V 31.8~42.2 100 | M4HZ-32V(R)
-ZMAC42(R) -175V 41.8~55.2 115 | M5HZ-42V(R)
-ZMAC55(R) -175V 54.8~70.2 155 | M5HZ-55V(R)
-ZMAC70(R) -210V 69.8~85.2 185 | M7HZ-70V(R)
TT-ZMAC-V <for QUICK CHANGE HOLDER> [ ..
. Code No. Boring Range D M Unit No
Master Holder :
TT35 -ZMAC16 __ -110V 15.9~20.2 38 | M2HZ-16V
-ZMAC20  -105V 19.8~25.2 55 | M2HZ-20V
HA40 -ZMAC25  -105V 24.8~32.2 55 | M3HZ-25V
-ZMAC32(R) -150V 31.8~42.2 100 | M4HZ-32V(R)
-ZMAC42(R) -165V 41.8~55.2 115 | M5HZ-42V(R)
-ZMAC55(R) -165V 54.8~70.2 145 | M5HZ-55V(R)
TT45 -ZMAC16  -120V 15.9~20.2 38 | M2HZ-16V
-ZMAC20  -115V 19.8~25.2 55 | M2HZ-20V
-ZMAC25  -115V 24.8~32.2 55 | M3HZ-25V
HA50 -ZMAC32(R) -160V 31.8~42.2 100 | M4HZ-32V(R)
-ZMAC42(R) -175V 41.8~55.2 115 | M5HZ-42V(R)
-ZMAC55(R) -175V 54.8~70.2 150 | M5HZ-55V(R)
TAPER Code No. Boring Range D M Unit No.
MT5T  -ZMAC16  -110V 15.9~20.2 38 | M2HZ-16V
-ZMAC20  -105V 19.8~25.2 55 | M2HZ-20V
MT5 -ZMAC25  -105V 24.8~32.2 55 | M3HZ-25V
-ZMAC32(R) -150V 31.8~42.2 100 | M4HZ-32V(R)
-ZMAC42(R) -165V 41.8~55.2 115 | M5HZ-42V(R)
-ZMAC55(R) -165V 54.8~70.2 165 | M5HZ-55V(R)
| LT" % Draw bar thread type also is available. Please consult us.
— — *MT3 and MT4 also are available. Please consult us.
N rzz:ﬂ JD
, el o
‘ i ,,,,, X,;

% MIN. dial read out : ZMAC25-V & smalller is 0.02mm on dia.

ZMAC32-V and larger is 0.01mm on dia.(ZMAC25-V and larger : Sub scale : 0.005mm)
% ZMAC42-V or less with stepped spacer, ZMAC55-V or more with a Q26 extension spacer.
% Shank (1°==P.34 ) , spacer (7= P.34 ), head (“=— P.35 ) are shipped in separate packaging.

*All codes shown are for units with Triangular Inserts. ©) ),

(o) For Heads with Rhomboid inserts, please add “R” to the code No. e.g.) M4HZ-32V R
*“C” grade (Coated) insert for Steel, is supplied as Standard with the head (Smooth boring & Long tool-life). IZ=P.48 Please refer[Z=P.45 for cutting condition.



A BALANCE-CUT BORING ARBOR

MPower of Shoulder Support

>

Cutting
Force

Perfect
Contact

e

M Various Cartridges & Inserts

For Heavy Duty Boring |

| For Aluminum |

| For Through Hole |

Explanation of the Code No.

(€.9.)T40U- RAC 25-120 E

T o

Boring Range A

RAC
Shank Size
National Taper

: Positive type
Gauge Length  none : Negative type

: For Aluminum

K : For Through Hole

(T40, T50)+Thread (U, M)

Quick Change Holder (TT35, TT45)

Morse Taper

(MT3, MT4, MT5)-+Tang type(T)

&

******

TAPER Code No. Boring Range D M | Cartridge No.
T40U (M) -RAC25-120E 25-32 70 | RCC-025E

NT40 -RAC32-150E 32~45 100 | RCC- 32E
-RAC43-165E 43~55 115 | RCC- 43E

-RAC53-165E 53~70 150 | RCC- 53E

T50U (M) -RAC25-130E 25~32 70 | RCC-025E
-RAC32-160E 32~45 100 | RCC- 32E

NT50 -RAC43-175E 43~55 115 | RCC- 43E
-RAC53-175E 53~70 155 | RCC- 53E

-RAC70-175E 70~100 155 | RCC- 70E

TAPER Code No. Boring Range D M | Cartridge No.
TT35 -RAC25-120E 25~32 70 | RCC-025E

HA40 -RAC32-150E 32~45 100 | RCC- 32E
-RAC43-165E 43~55 115 | RCC- 43E

-RAC53-165E 53~70 145 | RCC- 53E

TT45 -RAC25-130E 25~32 70 | RCC-025E
-RAC32-160E 32~45 100 | RCC- 32E

HA50 -RAC43-175E 43~55 115 | RCC- 43E
-RAC53-175E 53~70 150 | RCC- 53E

-RAC70-175E 70~100 150 | RCC- 70E

TAPER Code No. Boring Range D M | Cartridge No.
MT5T  -RAC25-120E 25~32 70 | RCC-025E
-RAC32-150E 32~45 100 | RCC- 32E

MT5 -RAC43-165E 43~55 115 | RCC- 43E
-RAC53-165E 53~70 165 | RCC- 53E

-RAC70-165E 70~100 165 | RCC- 70E

(]

% Draw bar thread type also is available. Please consult us.
% MT3 and MT4 also are available. Please consult us.

% “C” grade (Coated) insert are supplied as Standard with the head. [Z5~P.49 Please refer[==—P.46 for cutting condition.
*RAC43 or less with stepped spacer, RAC53 or more with a Q26 extension spacer.
% Shank ([Z==P.34 ) , spacer (1°="P.34 ), head ([“=—P.39 ) are shipped in separate packaging.
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A/ RAC BALANCE-CUT BORING ARBOR for LARGE DIA.

B With the screws for slight adjustment
M Boring Dia. : $130~¢580mm

T-RAC

For Roughing

Insert

L i CNO08
NT50 I ‘
pC—— D
A1
of
RAK Arbor ! 7 1
. P RPC Plate @
Boring Dia. : $130~580mm RCC Cartridge
D RPC RCC Weight
TAPER Code No. MINZMAX. L C RAK Arbor Code No. Plate No. Cartridge No. | (Kg)
T50U(M)-RAC130-185 185 T50U (M) -RAK-110 11.8
-RAC130-235 130~180 235 90 -RAK-160 RPC-130 RCC-130 13.3
-RAC130-285 285 -RAK-210 16.3
-RAC180-185 185 -RAK-110 12.3
-RAC180-235 180~230 235 90 -RAK-160 RPC-180 RCC-130 13.8
NT50 -RAC180-285 285 -RAK-210 16.8
-RAC230-185 185 -RAK-110 12.8
-RAC230-235 230~280 235 90 -RAK-160 RPC-230 RCC-130 14.3
-RAC230-285 285 -RAK-210 17.3
-RAC280-185 185 -RAK-110 13.5
-RAC280-235 280~330 235 90 -RAK-160 RPC-280 RCC-130 15.0
-RAC280-285 285 -RAK-210 18.0

*“C” grade (Coated) insert are supplied as Standard with the head. IZ5-P.49 Please refer[“=—P.46 for cutting condition.

% Various wrenches are supplied as Standard.

AV BALANGE-CUT BAC ADVANCED BORING ARBOR for LARGE DIA

T-BAC-V

HEMIN. dial readout

Insert 6MP

NIKKEN

For Finishing i ZMAC-V Unit
on dia. : 0.01lmm
(Sul_) sca!e : 0.005) (:D
MBoring Dia: | [ L= ZMAC-V Cartridge
$130~¢595mm
\ T d
E=lys
A i 27
J
RAK Arbor
Boring Dia:$130~595mm 8
TAPER Code No. P L c RAK Arbor Code No. RPC Cartridge | Weight
MIN.~MAX. Plate No. (Balancer) (Kg)
T50U (M)-BAC130-185V 185 T50U (M) -RAK-110 13.5
-BAC130-235V 130~195 235 -RAK-160 RPC-130 15.0
-BAC130-285V 285 -RAK-210 18.0
-BAC180-185V 185 -RAK-110 14.0
-BAC180-235V 180~245 235 -RAK-160 RPC-180 15.5
i -BAC180-285V 285 - -RAK-210 MCCZ-130V | 18.5
-BAC230-185V 185 -RAK-110 (MCC-130B) | 14.5
-BAC230-235V 230~295 235 -RAK-160 RPC-230 16.0
-BAC230-285V 285 -RAK-210 19.0
-BAC280-185V 185 -RAK-110 15.0
-BAC280-235V 280~345 235 -RAK-160 RPC-280 16.5
-BAC280-285V 285 -RAK-210 19.5

*“C” grade (Coated) insert are supplied as Standard with the head. 1Z5~P.49
Y% Various wrenches are supplied as Standard.

Please refer1Z=—P.45 for cutting condition.



A 1) BORING BAR With DJ BORING BIT

Easy to Set Micron Accuracy

Explanation of Code No.
(e.g.) T40U — DJ 3 - 75A

—fNew model

A:DJ3
AN:DJ8
Gauge Length
Min Boring dia.
DJ
Shank Size

National Taper (T30, T40,T50)+Thread (U, M)
Quick Change Holder (TT35, TT45)

Morse Taper (MT3, MT4, MT5)+Tang type(T)
A 1Graduation:0.01mm on dia.
NT-DJ <for National Taper> o
TAPER e Boring Range D M E0HED Bit
NT No. -Min.D- L sizeJ | Code No.
= *, — - T40U (M)-DJ3-75A 3~28 14~ 80| 10
Q- -DJ8-79AN 3~50 14~130 | 16
Cibeaq Boring Depth res T50U (M)-DJ3-85A 3~28 14~ 80| 10
«—M
’_r/%—% j -DJ8-89AN 3~50 14-130 | 16
o o
, Lot r
l_U\ —o— : ?\:ﬁ 5
Solid Carbide DJ Bit
L
TT-DJ < for QUICK CHANGE HOLDER> Quick Change Code No. cornerance bl o Bit
Master Holder | NT No. -Min.D- L grang SizeJ | Code No.
TT35 -DJ3-75A 3-28 14~ 80| 10
HA40
-DJ8-79AN |  3-50  [14-130| 16
TT45 -DJ3-85A 3-28 14~ 80| 10
HA50
DJ Head Boring Depth gy y _ ~
AT DJ8-89AN|  3-50 | 14-130| 16
r | J
P T
: - #D
— Solid Carbide DJ Bit
| L
MT-DJ <for Morse Taper> APER Code No. || st -
NT No. -Min.D- L grang Sized | Code No.
MT3T -DJ3-85A 3~28 14~ 80| 10
MT3
-DJ8-89AN 3-50 14-130 | 16
MT4T -DJ3-85A 3-28 14~ 80| 10
MT4
Dy Heag  Boring Depth -DJ8-89AN 3-50 14-130| 16
M
]—@1 ﬂ MT5T -DJ3-75A 3-28 14~ 80| 10
[N ! o1 | - MT5
/ ! ' ] #ﬂ o -DJ8-79AN 3~50 14-130 | 16
Solid Carbide DJ Bit

‘<7|_4>

% Draw bar thread type also is available. Please consult us.

% MIN. dial readout on dia.: 0.01mm, Sub scale: 0.005mm, 0.8mm/rev.
*Each boxed set of DJ3 and DJ8 Boring Bars include 4 pcs of DJ Boring Bits as standard. Iz=~P.40
*“C” grade (Coated) insert for Steel, Stainless & Cast Iron is supplied as Standard with the head (Smooth boring & Long tool-life) .

175~ P.48, P49 Please refer [Z=P.47 for cutting condition.
% Bolts and wrenches are supplied as Standard

% Shank (7= P.34 ), spacer (15~ P.34 ),head (IZ=— P.40 )are shipped in separate packaging.
% DJ Boring Head without Bits is also available. Please add “-BD” at the end of Code No. e.g. T50U-DJ3-85A-BD

44
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A 1MAC ADVANCED BORING SYSTEM CUTTING DATA

M Selection of Insert Tip for each material.

Coated

TiAZN

/LA

(Dry or Wet cutting)

(Wet cutting)

(Dry or Wet cutting)

Material
Steel 100~400m/min.
Stainless Steel| 80~150m/min.
Cast Iron 150~250m/min.
Hardened Steel | 100~150m/min.

High Speed finish
for Cast Iron

(Dry or Wet cutting)

400~1000m/min. (Dry or Wet cutting)

Wet Cutting AR
K grade Carbide | & Al . . Wet cutting - N \\
uminium, | " Kgrade carbide v
Diamond — Non-ferrous metal Please use RAC Head | X ‘
for Aluminium. \i
Please use ZMAC &-V head
for Diamond. Please refer === P.39 \
Please refer to
NC TOTAL TOOLING
SYSTEM catalog.
B Recommended cutting Speed ©O---Best O::Good —:--Unsuitable
Insert Hardened Steel Inter-
SS41 | S55C | SCM | SKD SC |FC,FCD| SuS |ALALC rupted
ﬁgde Grade SCM | SKD SUJ  [cuting
@) O O O © O (@)
C | Coated | 199~400 | 150~400 | 150~400 | 80~150 | 80~150 | 150~250 | 80~150 - - - - |©
O O O O (@) _ O _ _ _ _
@\ E P10 | 6o~100 | 60~100 | 80~120 | 40~100 | 60~100 40~ 80 ©
(NN @ O
F | L - - - - T leo~130 | T la0~000] T - - |©
O (@) O (@) O _ O _ _ - -
T |Cermet | 5002400 | 200~400 | 200~400 | 80~150 | 80~150 120~180 O
@) O O O
B | CBN - - - - - |a00~800| - = | 100~150 | 70~100 | 120~150 | ©
D |Diamond| - - - - - - - 40092000 - - - -
Coated O O O © O O ©) = = = - |o
@ . Carbide M | 100~400 | 150~400 | 150~400 | 80~150 | 80~150 | 150~250 | 80~150
A Coated | O O 0 O o © O _ _ _ _
Carbide K | 100~400 | 150~400 | 150~400 | 80~150 | 80~150 |150~250 | 80~150

* Existing Inserts (Cermet,P grade Carbide & K grade Carbide) are available.

% The cutting speed is recommended to be reduced to 50% for the interrupted cutting.
*When L/D is longer, the insert tip with small Nose R is recommended.
*When L/D is longer, the feed rate at the entrance is recommended to be reduced to 60 to 70%.

B Recommended Cutting Condition (removal,feed)

A
/LA

Boring Range|  Type

Lo)

Best Condition MAX. Condition

Best Condition

MAX. Condition

Removal mm/® |Feed mm/rev.| Removal mm/® (Feed mm/rev.

Removal mm/

Feed mm/rev.| Removal mm/® |Feed mm/rev.

¢16~ 20 |ZMAC16-V | 0.2~0.4 | 0.05~0.07 1.0 0.1

$20~ 25 |ZMAC20-V | 0.2~0.4 | 0.05~0.07| 1.5 0.1

$25~ 32 |ZMAC25-V | 0.2~0.4 | 0.05~0.07| 2.0 0.1

$32~ 42 |ZMAC32-V | 0.2~0.4 | 0.05~0.08| 2.0 0.2 1.0~8.0 |0.1~0.15| 5.0 0.2
®42~ 55 |ZMAC42-V | 0.2~0.5 | 0.05~0.08| 4.0 0.2 1.0~8.0 |0.1~0.15| 5.0 0.2
$55~ 70 |ZMAC55-V | 0.2~0.5 | 0.05~0.08| 4.0 0.2 1.0~8.0 |0.1~0.15| 5.0 0.2
¢70~ 85 |ZMAC70-V | 0.2~0.8 | 0.05~0.1 4.0 0.25 | 1.0~4.0 |0.1~0.2 8.0 0.25
¢85~  |ZMAC85-V~| 0.2~0.8 | 0.05~0.1 4.0 0.25 | 1.0~4.0 |0.1~0.2 8.0 0.25

In case of CBN insert, reduce L/D
as small as possible : MAX. 3 times.
Stock removal on diameter.
D<32mm : less than 0.25mm
D>32mm : less than 0.3mm

Feed per rev. depends on
Nose/R and accuracy required.

(Feed per rev.)?

Logical Surface Finish : axNoso/R



A/ RAC BALANCE-CUT BORING ARBOR CUTTING DATA

CC (Positive type) RAC-E
Material

Steel 60~150m/mim. (Dry or Wet cutting)

Stainless Steel| 40~80m/mim. (Wet cutting)

Cast Iron 60~150m/mim. (Dry or Wet cutting)

Aluminium,
Non-ferrous metal

200~500m/mim. (Wet cutting)

Multiple Sheets,

Through Hole 40~120m/mim. (Dry or Wet cutting)

B Recommended cutting Speed ©O---Best O--Good —:-Unsuitable

neer SS41 S55C SCM SKD sc FCFCD | sus | ALaLc |'mterrupted
ﬁgde Grade ? ’ Cuttlng
Coated ©) ©) ©) ©) O O ©) _ O
@ ce Carbide M| 60~120 60~150 60~150 50~80 80~120 60~150 40~80
L Coated . _ _ _ ©) ©) _ —
Carbide K 80~120 60~150 -
CN Coated O O O O O O O _ O
Carbide M| 60~120 60~150 60~150 50~80 50~80 60~150 40~80
AEG | K10 - — — — - - - 400~800 -
Coated ) ©) o o O O ©) _ o
sc Carbide M| 60~120 60~150 60~150 50~80 80~120 60~150 40~80
Coated © o -
Carbide K - - - - 80~120 60~150 - -

% The cutting speed is recommended to be reduced to 50% for the interrupted cutting.
*When L/D is longer, the insert tip with small Nose R is recommended.
*When L/D is longer, the feed rate at the entrance is recommended to be reduced to 60 to 70%.

MRelation between Boring Dia. & MAX. Removal BMRecommended Cutting Condition (removal,feed)

MAX. Removal These figures are based on the application of L/D=3~3.5 times on cast iron.
on Dia. (mm)
i ) Best Condition MAX. Condition
28 Boring Range Type
R Removal mm/®| Feed mm/rev. | Removal mm/®| Feed mm/rev.
20 J BACIo P25~ 32 RAC 25 | 2.0~ 40| 0.2~03 |05~ 6.0/ 0.1~04
16 \/ / 32~ 43| RAC 32 | 3.0~ 5.0| 0.2~0.3 |1.0~ 8.0/ 0.1~0.4
1o L 7 |RACY70 43~ 53 | RAC 43 | 40~ 7.0| 0.2~0.3 |1.0~10.0| 0.1~0.5
v AC32 /s 53~ 70| RAC 53 | 40~ 70| 02-03 |1.0~100| 0.1~05

70~100 | RAC 70 | 5.0~10.0| 0.3~0.4 |1.0~15.0| 0.1~0.5

| 100~130 | RAC100 | 7.0~12.0| 0.3~0.4 |1.0~22.0| 0.1~0.5
30 40 50 60 70 80 90 100 110 120 130
Boring Range (mm)
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A 1J BORING ARBOR CUTTING DATA

[l Selection of Insert Tip for each material.

No
LAON [

Coated
TiAZN

CBN

MAX. L/D for CBN
insert tip is 3 times.

.
NS/

/
\

=

Material

Steel

Stainless Steel

Cast Iron

Hardened Steel

100~300m/min. (Dry or Wet cutting)
80~150m/min. (Wet cutting)
150~250m/min. (Dry or Wet cutting)

60~120m/min. (Dry or Wet cutting)

Aluminium . .
K grade Carbide | ~<& ’ 300~500m/min. (Wet cuttin
Non-ferrous metal ( 9)
B Recommended cutting Speed ©O---Best O--Good —:--Unsuitable
Insert Hardened Steel Inter-
SS41 | S55C | SCM | SKD SC |FCFCD | SUS |ALALC rupted
ﬁgde Grade SCM SKD SUJ  [cuting
@) @) @) O (@) O (@) _ _ _ _
C | Coated | 100~300 | 100~300 | 100~300 | 80~150 | 80~150 | 150~250 | 80~150 ©
O O O O O _ O _ _ _ _
@ E P10 | 6o~100 | 60~100 | 80~120 | 40~100 | 60~100 40~ 80 ©
(NN (@) O
F | Ki0 - - - - - 60~130 | ~  |300~500| - - |0
(@) @) O (@) (@) _ O _ _ _ _
T |Cermet | 4507300 | 100~300 | 100~300 | 80~150 | 80~150 80~150 O
© O @) (@)
B | CBN - - - - - |200~500| - = | 60~120 | 60~100 | 60~120 | ©
"~y o o @ © © © ©
C | Coated | 14,500 | 100~300 | 100~300 | 80~150 | 80~150 | 150~250 | 80~150 ©

* Existing Inserts (Cermet,P grade Carbide & K grade Carbide) are available.
% The cutting speed is recommended to be reduced to 50% for the interrupted cutting.

B Recommended Cutting Condition (removal,feed)

N N In case of CBN insert, reduce L/D
Boring Range Type Best Condition MAX. Condition as small as possible : MAX. 3 times.
DJ3 DJ8 mm/ mm/rev. mm/ mm/rev. Stock removal on diameter.
¢ i D<32mm : less than 0.25mm
¢ 3~ 8 J10- 3 ~0.1 0.03~0.07 D>32mm : less than 0.3mm
¢ 5~ 15 J10- 5 0.1~0.2 0.05~0.07
¢ 8~ 18 J10- 8 J16- 8 0.1~0.2 0.05~0.08 Feed per rev. depends on
Nose/R and accuracy required.

$18~ 28 J10-18 J16-18 0.2~0.4 0.05~0.08 1.0 0.1 ,
©28~ 39 J16-28 0.2~0.4 0.05~0.08 15 0.15 Logical Surface Finish : 7“;%(‘::;/’3"')
$38~ 50 J16-38 0.2~0.5 0.05~0.08 2.0 0.15

B Example of hardened steel A
boring with CBN Insert

Reduce L/D as small as possible:MAX. 3times
For bits of L/D shorter than standard one are
also available. Please contact with us.

Results of concentricity on
24 pes. were all within 3ym.

o
==  500um

Example of intermittent
boring of hardened
steel (HRC60) $10mm

I
|
I
I s
I | g5 R iy ithe
~___"7 m

Results of surface finish on 24 pcs.
were all within 3.3 microns. (R MAX.)

No.20
C($20)
Example of intermittent g5 R
boring of hardened 3 £
steel (HRC60)$p20mm :g p—

Results of concentricity on
24 pes. were all within 3.6pum.

Results of surface finish on 24 pcs.
were all within 2.8 microns. (R MAX.)



A Niken INSERT TIP (EXCLUSIVE FOR BORING ARBOR) (1) (NIKKEN
Steel [ J [ J [
Stainless Steel [ J [ J
Cast Iron [ J [ J [ J
Material Aluminium L J
High Speed finish for Cast Iron (]
Hardened Steel (]
High Speed finish for Aluminium [}
. . Coated Cermet Carbid Carbide :
For the Boring of Large Diameter and Short Depth, the Cermet (wlo coating) arp' ¢ K' CBN | Diamond
use of insert with large nose radius is recommended. ETE
The smaller nose radius inserts are ideal for smaller Grade c T E wobreaker | B D
diameter boring or finishing operation. ] = =
g oo e Dimension Code No. |NOSER PV90|T2000Z |NS530 | TN90 | ST10P H1 KBN10B | KPD010
BOV — [—
1.59‘ ‘ 54
— Tf
BCB12.7,BCB14.5 #3175 $1.40 iMP-O2| 02 | @ o ([ o
t
(WBGT050102L)
Iy
BCB19, W
BCB22, sa069 N 1s230| 3MS-O2| 02 | @ o ® o2 @ O
BCB29 | T
TBGT06010L
2w s
ZMAC16-V, ' Sy | 3mP-O2| 0.2 ) ) ) o2 @ © °
ZMAC20-V, — n
ZMAC25-V $3.969 ¢2.30
for DJ Bi T
or DJ B — b | amp-O4 04 ° ° °
WBGT06010L
S
‘ % 4aMP-O2| 0.2 [ ) [ ) ) o2 @ °
— o
ZMAC32-V $4.762 $2.30
b P amp-0O4| 04 ° o2 ® © [
WBGT08020L
a1l [, | 6MP-O2| 02 |@*1 ° *2 *4
ZMAC42-V-ZMAC140-V Ej* o ® * o o ®
BCB38, BCB48 — ne
DJ Bit, MCCZ130-V 0635 v2as| 6MP-O4| 0.4 | @+ o o2 @ @+
BAC130-V - BAC530-V K
TPGTi1030L | 6MP-O8| 0.8 |@*! ® o2 @ @+
5971 \?a 10MP-O2| 0.2 |@*1 o o2 | @
%
BCB62, BCB82, I {
tPaTieTaoL |1OMP-O8| 0.8 | @1 o 2| @ o
:Minimum quantity of CBN and Diamond: 1pcs, All other insert tip: 10pcs BCode No. of ISO standard Insert Tip
*1 Changes it to PV720 seguentially as stock disappears.
%2 “-NB” (w/0 breaker) is recommended for cast iron. @ @
%3 Hole diameter of 6MP is ¢$2.8mm. M2562D (Optional tip clamp bolt) is
required for the ISO standard insert tip with the hole diameter of $3.3~
$3.5mm. Cutting Edge Thickness Comer Radius ~ Cutting L : Left
%4 M2562D is necessary for 6MP-D (Diamond) , because of the hole diameter is Length Direction N : Either
different.
% The ISO code No. surrounded with () is the Nikken original insert tip.
%5 Changes it to NS9530 seguentially as soon as stock disappears.
%6 Changes it to KBN510 seguentially as soon as stock disappears. Insert T: /\ Normal B : 5° &= Tolerance Class Tip Breaker & Ru=wj
Shape w: ([ goo Cleaance ¢ 7o .3 G : Ground  Hole Configuration T : EM
Please add the grade indication into O, and ¢ g ol ZT:;JLE M - Pressed .
add the insert tip material indication at the s: [ o =" =
end off the Code No. A: [ 85 M : B
e.g. 6MP-C4 (PV90) , 6MP-F4-NB (H1) X : Special
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@ : Best | O : Good
Steel [ ] [ ] [ )
. Stainless Steel [ J [ ] [
Material Cast Iron [ J [ ) O [ J
Alumiuium [
. . . Coated Coated Coated Coated Carbide
For the Boring of Large Diameter and Short Depth, the use of insert Cermet | Carbide M | Carbide M | Carbide K K
with large nose radius is recommended. The smaller nose radius
inserts are ideal for smaller diameter boring or finishing operation. Grade c F
Material
Applicable Arbor Dimension Code No. |NOSER Pl SR L el LA
ol iy
1105, 4165 SV EEEM cco3-O2| 02| @
L 2 ceaTos010L
ZMAC32-VR, =7, CC06-O4 | 0.4 ° P
ZMAC42-VR R EE%S
ZMAC55-VR > B 2 CC06-08| 0.8
L gL CCMT06020N o ®
~ 538 [7, cco7-O4| 0.4 PY PY
RAC25E , IM J?E% a
‘ T Ccco7-O8| 0.8
L g1 CCMT08030L - -
ZMACT0-VR, 57l _[7, Oal 04
ZMAC85-VR, AT = Ecoees) 0. ® ®
RAC25E(CC08), * 9.525 ’*3@-4 -
RAC32E . commostson | CC08-O8/ 0. ® o
476] [o
RAC43 - RAC530 KD I CN08-08
(BEWS(THE) G 8| 08 —
(C+NMM120408)
ZMAC100-VR, _aml [, cC12-0O4| 0.4
ZMAC140-VR 12 ] ¢5 ]
RACA43E - RAC100E
L conrizoson | C€1 208 08
95 — AEG12-O1| 0.1 (]
il E ﬂ}’ 3'18:25 s AEG12-02| 0.2 °
RAC32A sl P || - ;
(AEGT090304L) | AEG12-O4| 0.4 o
\qwsﬁ\7 3ﬁ‘<%2o° AEG16-O1| 0.1 ®
RAC43A-RAC530A gogr{}r 91.525 1:?4.4 AEG16-02| 0.2 ®
= 7 (AEGT150304L) | AEG16-O4| 0.4 o
i 2381 7%70
RAC25K, Wi
RAC32K Eﬂ 7194 %33.4 SC09-O4| 0.4 o
— SCMT070204N
a78l
=
RACASK-RACTOOK | [ ey ibr s sc12-08| 08 [
L] ] T
— SCMT120408N
*Minimum quantity of CBN and Dilamond:‘ 1pcs, AII other_in‘sert‘tip: 10905 .Code No. of ISO standard Insert Tip
% The I1SO code No. surrounded with () is the Nikken original insert tip. @ @
Please add the grade indication into O, and
add the insert tip material indication at the Cutting Edge Thickness Comer Radius ~ Cutiing L : Left

end off the Code No.
e.g. 6MP-C4 (PV90) , 6MP-F4-NB (H1)

Insert T :

Direction N : Either

yaN Nomal B: 5° [z Tolerance Class TipBreaker& W :UHJ
Shape w: [ soe Clearance ¢ 7 3 G : Ground  Hole Configuration T : EM
c: [Y s P:11° [} M : Pressed R:F
M:<>86° N: o[ B:[H1
s: [ 90° E 20° &2 H: B
A:[ 985 M : E
X : Special



A MODULAR TYPE eMAC BORING HEAD

Cartridge
ECC-54-19

I

’e

Boring Bit
T N - s |9
© & o2 T
950 926 TS lg~ (0

==
¢
M

Il q)

TJVi
5

0 ¢26

©

@)

T2

I
|

eMAC $6~¢110
«— M —>
Q No. Boring Head Code No. Borlni;!ange Borlng';VIDepth Boring Bit Solid Boring Bit Cartridge
EJ16- 6-21 EJX16- 6- 45
- 8-28 - 8- 60
-10-35 -10- 75
-11-40 — ECC-28- 10
026 026-EMAC6110-61 $®6~ 9110 21~(94) -12-42 -12- 90 -36-11.5
* Please refer to R Ll S -54- 19
-16-50 -16-120
the layout below 18-63 —
-22-68 —
*Please refer [Z&P.34 for Shank and [“&—P.34 for Spacer.
% Centre Through Tool Coolant function is available as standard.(MAX.4MPa)
*Please refer [Z5—P.52 for Boring Bit, Cartridge and Insert Tip.
*Please refer [==—P.53 for Cutting Condition.
$6-30 $28-56 $54-86 $80-110 $92-110

8 < <
v
ECC-92-CW
L (%) (<)
a4 $80-110 ECCP-14
$8-12 @ L ECCB-53 | ECC-54-19 $92-110
EJ16-8-28 o $28-44 Solid Boring Bit ECC-54-19
o ECC-28-10
¢11-17 &
EJ16-11-40 $36-56 .
A ECC-36-11.5
$16-23 EJX16-6-45 | o
@__ v

EJ16-16-50 $8-10 S % ¢6 to ¢30 bits are the minimum

EJX16-8-60 9 layout for set products.

I A+ |~ The ideal bits are also available.
10-12 o

$22-30 mé = For details, please refer to the Boring Bit
EJ16-22-68 01214 A Cartridge table on 1”&~ P.52.

Yle17 ] )

EJX16-12-90

¢14-16 A4

EJX16-14-105

$16-18 a1

EJX16-16-120
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A MODULAR TYPE eMAC-W BORING HEAD

EJX16-16-120

Cartridge
Boring Bit EC:/:-54-19
—— T I A
O s —t $83 942 oD
D A
«——106 ——>8{<«M->| ——84.5—>
eMAC-W ¢6~9200
— M —>
Q No. Boring Head Code No. Borini;tange BoringNIDepth Boring Bit Solid Boring Bit Cartridge
EJ16- 6-21 EJX16- 6- 45
- 8-28 - 8- 60
-10-35 -10- 75
-11-40 — ECC-28- 10
Q42 Q42-EMAC6200W-85 ®6 ~ $200 21~(125.5) -12-42 -12- 90 -36-11.5
% Please refer to sl S -54- 19
the layout below :}g:gg -35-120
-22-68 —
* Please refer [Z5~ P.34 for Shank and =&~ P.34 for Spacer.
% Centre Through Tool Coolant function is available as standard.(MAX.4MPa)
*Please refer ;7= P.52 for Boring Bit, Cartridge and Insert Tip.
*Please refer [=&~ P.53 for Cutting Condition.
B COMBINATION OF PROCESSING EACH DIAMETER
$6-30 $28-56 $40-86 $85-116 $115-200
| O Lo
83 ]
(€] e o 8 @ e e g e e g €] e e g €] e e LO
©Lock AR © Look - §©Loc»< © Lock AR © Lock "é’
] '\ \J % Y. L e % ] ECCB 78 : 7, Le % —
© [EVLVD=/0 |
ECCP-23\ - LT A L4l
6.8 o 2 $85-116 | ECC-92-CW
e | Ny ECCSA19 ¢115-160
3 A [— ECCP-23
a__
$8-12 o gég's;é — $155-200
-8- © -36-11.5 o ECCP-23L
EJ16-8-28 $54.86 ‘
3 ECC-54-19 Solid Boring Bit %
¢11-17 T |~ ECCP-23L
EJ16-11-20 ECC-36-11.5 —T g
A Em =
EJ16-16-50 $6-8 3
EJX16-6-45 2 % ¢6 to ¢30 bits are the minimum
$22-30 N $8-10 o layout for set products.
EJ16-22-68 EJX16-8-60 ¢ 0 The ideal bits are also available.
$10-12 A+ |~ ° For details, please refer to the Boring Bit
EJX16-10-75 & Cartridge table on I =n P.52.
$12-14 4
EJX16-12-90
¢14-16 A
EJX16-14-105
$16-18 e p—




A/ BORING BIT & CARTRIDGE for eMAC BORING SYSTEM

BMeMAC Boring Head & eMAC-W Boring Head

Q26-EMAC6110-61

42

Q42-EMAC6200W-85

* Select the ideal bit, cartridge, and insert tip based on the boring head and the equipment conditions
IBoring Bit & Cartridge #Each Boring bit and Cartridge are supplied without insert tip.

. . . . . . . Torx
. Boring bit | Solid carbide bit| Cartridge Insert ti Clamp bolt
Boring Range 9 9 P P Wrench
¢ areare LA | & | A Theed \ T
6- 8 EJ16- 6-21 EJX16- 6- 45 TS21
EMO02 - M2 T-6
8- 10 EJ16- 8-28 EJX16- 8- 60 TS211
10- 12 EJ16-10-35 EJX16-10- 75
11- 13 EJ16-11-40 -
12- 14 EJ16-12-42 EJX16-12- 90 -
14- 16 EJ16-14-50 EJX16-14-105 - EMO09 CS250T M2.5 T-8
16- 18 EJ16-16-50 EJX16-16-120
18- 22 EJ16-18-63 -
22- 30 EJ16-22-68 =
28- 44 ECC-28-10
- EM09 CS250T M2.5 T-8
36- 56 == — ECC-36-11.5
54 - 200 ECC-54-19 - EM11 CS300890T M3 T-8
% The EJ16-10-35, EJ16-12-42, EJ16-14-50, EJ16-18-63 bits, and the EJX16 carbide bit series are not included in sets. These products should be purchased separately.
Minserts
Steel o
Stainless Steel [
Material Cast Iron o o
Aluminium (
Titanium Alloy, Heat Resistant Alloy [
, . , , - Cermet Carbide K
Insert with large nose radius have a stronger cutting edge,and are therefore ideal for large diameter (w/o coating)
boring of short holes. Small nose radius insert is ideal for smaller diameter boring or finishing. Grade T F
Material
Boring head type Dimension Code No. NSSSE?:( NX HTI
7531 ‘F+ . EM02-O2 0.2 () ®
EJ16-6-21 EJX16-6-45 -t i
-8-28 EJX16-8-60 $3.97 $2.30
EM02-O4 0.4 o (
WCGT02010L
EJ16-10-35 ECC -28-10 507 e )
-11-40 -36-11.5 238 h ‘o EM09-O2 0.2 o ®
-12-42 7,
-14-50 EJX16-10-75 $5.56 $2.80
-16-50 -12-90 o — F
-18-63 -14-105 EM09-O4 0.4 J ®
pa pcalles TPGX09020L
313\ EM11-O2 0.2 o o
ECC -54-19 ¢6 5 ¢3 10
EM11-O4 0.4 o (
TPGX1103OL

Y Minimum order quantity : 10pcs

*When you use the other brand insert, use same brand Clamp bolt.
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A eMAC BORING SYSTEM CUTTING DATA

M Code No. of ISO standard Insert Tip

Gl (11 [ [ [o]

afojalal

Cutting Edge  Thickness  Comer Radius Cuttng L : Left

Length

Direction N : Either

i

Please add the grade indication into O, and add the
insert tip material indication at the end of the Code No.

e.g. EM09-T4 (NX)

Insert T: /\ Nomal B: 5° &> ToleranceClass TipBreakerd W : THJ
Shape w : /) so- Cleaance c: 7o .3 G : Ground  Hole Configuration T : LEM
c: [ 80 P:11° &2 M : Pressed R:
M: P eee N: oo B : D
s: [ 90 E 20° [ H: B
A:[ 985 M EH
X' : Special
M Grade & Material
Grade Grade Indication | Insert Tip Material Indication Specification
. The general material for the steel and the cast iron
(CImES (20 CRETE) B 2 with the heat resistence and the toughness.
. Toughness and the excellent wear resistance.
Carbide K 7 o Applicable for the cast iron, non-ferrous metal and the non-metal.

BRecommended Cutting Speed ©---Best O--Good —:-Unsuitable

Insert

SS41 S55C | SCM SKD SC |FC,FCD| SUS ALC Ti
A Code No.| Material
‘
=3 T 5 © o o o o | O o _ _
or 100~300 | 100~300 | 100~300 | 80~150 | 80~150 | 150~160 | 80~150
A

O O

INSZA F HTI - - - - - 60~130 - 300~500 | 30~40

% The cutting speed is recommended to be reduced to 50% for the interrupted cutting. Y Rapid speed : ~6000min-1.
% Please be sure to make a test run and confirm of no deflection, vibration and unusual sound.

BRecommended Cutting Condition (removal,feed)

Boring Boring head type Best Condition MAX. Condition
AR Boring bit | Solid carbide bit| Cartridge | Removalmm/¢ | Feed mm/rev | Removalmm/¢| Feed mm/rev
EJ16- 6-21 | EJX16- 6- 45
¢ 6~ 12 . 8-28 - 8- 60 0.1~0.2 | 0.083~0.07
EJ16-10-35 | EJX16-10- 75
-11-40
-12-42 -12- 90
¢ 10~ 30 -14-50 -14-105 0.1~0.3 | 0.05~0.07 - -
-16-50 -16-120
-18-63
-22-68
—_ ECC-28-10 _ _
¢ 28~ 56 -36-11.5 0.2~0.4 | 0.05~0.08 1.0 0.1
¢ 54~200 ECC-54-19 0.2~0.5 | 0.05~0.08 2.0 0.15
, Vc - 1000 Vc: Cutting Speed(m/min)
Speed n(min™) =~ T 314
_ B D : Borling dia(mm)
Feed Vf(mm/min) = n-f f : Feed(mm/rev)

Logical Surface Finish (min) =

(Feed per rev.)?

F
8XNose/R eed pe

r rev. depends on Nose/R and accuracy required.




A eMAC BORING SET PARTS LIST

HMeMAC Boring Set

* Photo Shows

S.EMAC6110
¢ 6 ~110 eMAC Boring Set
Code. No. Part name Code No. Q'ty V\éi'g)ht
eMAC Boring Head Q26-EMAC6110-61 1 0.85
EJ16-6-21 1 0.04
EJ16-8-28 1 0.04
Boring Bit EJ16-11-40 1 0.06
EJ16-16-50 1 0.07
EJ16-22-68 1 0.1
Extension Bar for Cartridge (S/M) ECCB-53 1 0.5
S ECC -28-10 1 0.01
Cartridge M ECC -36-11.5 1 0.02
L ECC -54-19 1 0.08
S.EMAC6110 Bush ECC -54-BM10 1 0.02
Plate for Cartridge ECCP-14 1 0.2
Counter Weight for Large Dia. ECC-92-CW 1 05
EM02-T2(NX) 2 —
Insert Tip EM09-T2(NX) 5 —
EM11-T2(NX) 1 —
TS21 1 —
_ _ TS211 1 —
Tip Clamping Bolt / Spare CS250T 1 —
CS300890T 1 —
Wrench Set 1 -
Case S.EMAC6200W-EB 1 —

% Base Holder for eMAC Boring Head is available as an option. Please refer [Z&— P.34
% Please refer [Z&~P.53 for Insert Tip. % Gross weight : 2.9kg Case Size : 330x290x 120

* Photo Shows

. S.EMAC6200
BeMAC-W Boring Set W85200
¢ 85 ~200 eMAC-W Boring Set Parts List
Code. No. Part name Code No. Q'ty V\éi'g)ht
eMAC-W Boring Head Q42-EMAC6200W-85 1 3.4
Cartridge (L) ECC-54-19 1 0.08
ECCP-23 1 0.4
Plate for Cartridge (L)
ECCP-23L 1 0.6
S.EMAC6200 : :
-W85200 Counter Weight for Large Dia. ECC-92-CW 1 0.05
Insert Tip EM11-T2(NX) 1 =
Tip Clamping Bolt / Spare CS300890T 1 —
Wrench Set 1 =
Case 1 —

% Base Holder for eMAC-W Boring Head is available as an option. Please refer 75~ P.94
*Please refer 175~ P.95 for Insert Tip. % Gross weight : 5.7kg Case Size : 330x290x 120
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A HEIGHT PRESETTER

Reference point of work piece can be measured very
quickly and accurately without damage of tool teeth.

M Proximity Lamp

+ HP-100

Red Lamp

Dial Gauge

Powerful Magnetic Base can
be switched on and off.

2 of Batteries LR44(HC) are supplied as standard.

The red lamp is activated when the plunger comes
within the measuring range of the reference height.

HP-50X
INTERNAL CONTACT TYPE
HEIGHT PRESETTER
2
HP50K 2 HP-50X 5o
v S s S
+ B
3mm s,
o~ : BN
50mm 50mm &
2
&
| 4

HP-50K can not be used for
work piece without conductivity.

<—¢46mm4>l

+ $0.2mm drill can be measured.
(Feed rate must be lower than 5mm/min.)
- It can be used for not conductive
machine and work piece.

A UNIVERSAL MICRO STAND

Code No. Style
UDS-1 With magnet base UDS=2l
UDS-2 With precision casting base Remote Fine

% Dial gauge is supplied as an option. Adjusting Knob

B Long Reach 300mm

Free flexing with single knob,
no dead angle and long reach,
two arms incorporating ball joint
mechanism at both ends

direction such as vertical,
) lateral, longitudinal

or rotational etc. If

stretched
horizontally, a reach

as long as 300mm can be

attained. Measurements of
inside dia., outside dia., end
face and back face etc, can be
& made at will.

B New mechanism permitting no looseness
due to vibration

By only tightening rClamp Mechanism 4 )
the single red clamp Clamp Rod |
knob, all articulated TR Nesde l
joints are Iockgd @‘l@;' |
firmly and no fine —
(micron) movement ﬁ" A
will occur even after [ wesoo pito
being left as they
are for 100 hours.

. J

M Remote Fine Adjusting Knob

(UDS-2)
The base is made by heavy and precision casting and
arms are clamped by a remote knob with fine
adjustment. Measurement position of dial gauge can

be easily adjusted without losing setup of Universal
Micro Stand.

M Any dial gauge, pick tester can be
connected with this attachment.

Attachment for $6mm Hole
(UDS-93)

Slight Adjusting Knob

Indicator Fixing
(UDS-94-N)
Hol
#8mm Hole Indicator Fixing Body
(UDs-91)
Concave Groove



A 100L PRESETTER

B Rapid & Accurate Measurement Non-Contact Type
C MOS Sensor
Autocollimation
(The cutting edge is detected
automatically and displayed.)
Rapid Positioning & Fine Adjustment
B Rapid Positioning & Fine Adjustment
Granite Column and Base Spindle (Option)
M Spindle can be exchanged.
(BT, HSK, CAPTO TOOLING)

MFine and Easy Screen . ¥
5.7" LCD Monitor (80 X 60mm) p\ e

Magnification: 20 b -
M Various Functions
for Measurement Printer WASP-PT

Measuring of the Angle of the Nose R of the
cutting edge cutting edge cutting edge
E236N (Each 1 deg.) (Concentric circle
by each 0.2mm)
Item Contents E236N-40 E236N-50 646
Measuring Range X Axis: Dia. of Tool 0~¢$260mm 0~¢$260mm
9 1ange 77 axis: Length of Tool 30~360mm 30~360mm g
AX Scale Counter )
i Xis i g
MIN. Reading Reading Method 0.001mm (Radius) g
MIN. Reading 4 Scale Counter E
Axis 0.001mm 8
Monitor Magnification: 20 5.7" LCD Monitor =
Tool Clamp Not installed ]
Spindle NT40 NT50
Master Gauge *1 GN40K GN50K
The spindle can be exchanged.
Spindle (Option) NT40, 50, HSK32, 40, 50, 63, 80, CAPTO TOOLING C4, 5, 6
Z stroke will be shortened for HSK and CAPTO TOOLING.
Reduction Sleeve (Option) TN430 : NT40-NT30 \ TN540 : NT50-NT40
Power AC100~230V
% The spindle for HSK100A, CAPTO TOOLING C8, 3LOCK, NC5 can not be supplied.
% Box size : W x H x D = 900 x 550 x 600mm, Box weight : 53Kg
* Printer (WASP-PT) and 10 pcs of the roll papers with seal (WASP-PTP) are available as an option.

% * 1 Master gauge for BT40, BT50 are only standard accessory. Master gauge for HSK or CAPTO TOOLING is available as an option.
% Spindle for HSK32, 40, 50, 80 and CAPTO TOOLING C4, C5, C6 are order made spindles.

M Super Precision & High Accuracy
Granite Column and Base

M Touch Panel Display with Quick & Easy Operation

Non-Contact Type Fine Screen -15" LCD Monitor
Z:600mm Magnification: X30
Changeable of C MOS Sensor/ Micro Scope
P X:400mm (Dia.)

1070

Micro Scope

1140

M Rapid & Accurate Measurement
Changeable Clutch of
Rapid/Fine Feed

M Spindle can be exchanged.
Vacuum Clamping for NT30, 40 and 50 1070
Manual Clamping for HSK and Polygon taper = ED

il

M Tool Management System

E236N "TOOLIVE"

®Measuring Range ®MIN. Reading M/C data: MAX.1000
X : 400mm (diameter) X :0.001mm (radius) The management of the difference of the i

Z : 400mm Z :0.001mm gauge line of M/C can be done. Box size: W X H X D: 1,100 X 1,200 X 700mm
Tool Set (Layout) Data: MAX.1000 Presetter Weight: 145Kg, Box Weight: 170Kg
Tool Data: MAX.1000

595
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A UNIVERSAL ROTARY & TILTING TABLE

Universal Rotary & Tilting Table

NST-250HP NST-3OOHP

el il

With Universal Dividing Mechanism
With Quick Dividing Mechanism

HP is an abbreviation for High Precision.

M0°~ 90° Universal Use
The work setting angle can be shifted between 0°~90°,
and the table can be rotated.

The spindle rotation part adopts .
the full-range bearing.

M Full Bearing
Since hollow roller bearings are adopted as the spindle rotation part,
light operation, high precision, super rigidity are realized.

B Minimum Table Height
To minimize the machining area of the machine, the height of the
table from the base is designed to be minimum.

NST_250HP ....................................... 151 mm
NST_300HP ....................................... 172mm
NST_SOOHP ....................................... 285mm

M Rotary Indexing Angle
The majority of the 1 to 100 equalized dividing indexing operation
can be done easily by attached dividing plates.

M Quick Indexing
Quick indexing for equal dividing of 2,3,4,6,8,12 and 24 can be done
with using of indexing notch pin and 24 holes on the external dia. of
the face plate.

B Max. Work Load on the Table

Hollow roller

vertical Horizontal Bearings are adopted for all rotating sliding parts,
NST-250HP 100kg 200kg operation is light and keeps accuracy for a long time.
NST-300HP 100kg 200kg Particularly in the thrust direction subject to high load,
NST-500HP 200kg 500kg hollow roller preloaded is adopted to suppress

occurrence of displacement and chatter.
Therefore even if 500 kg workpieces are placed on
the table surface, it rotates lightly.




A UNIVERSAL ROTARY & TILTING TABLE

Minimum Incremental: 10 sec. Indexing Accuracy : =15 sec.

NST-500HP

B Specifications
Code. No. NST-250HP NST-300HP NST-500HP
Table Dia. 250mm 300mm 500mm
Table Height at 0°Pos. 151mm 172mm 285mm
Total Table height at 90°Pos. 307mm 370mm 575mm
Center Bore Dia.(Inside diameter of socket) %5007 (MT #3) %k p60H7 (MT £4) %7517 (MT #5)
Table Center Height at 90°Pos. 155mm 198mm 288mm
Through Hole Dia. $»50 $60 $61.5
Net Weight 67kg 93kg 310kg
Number of Quick dividing 24 24 24
Guide Key Slot Width 16h7 16h7 20h7
T-slot on the Face Plate 10H7 12H7 14H7
Circular Handle One Rotation 3° 3° 2°
Circular Handle One Graduation 1min. 1min. 20sec.
Circular Handle Sub-Scale 10sec. 10sec. 5sec.
Tilting Handle One Rotation 3° 3° 2°
Tilting Handle One Graduation 5min. 5min. 1min.
Tilting Handle Sub-Scale 1min. 1min. 10sec.
M Accuracy
Code. No. NST-250HP NST-300HP NST-500HP
Parallelism between Table Surface & Base 0.015mm 0.02mm 0.02mm
Run-out of Table Surface 0.015mm 0.02mm 0.02mm
Run-out of Table Outside Dia. 0.015mm 0.02mm 0.02mm
Run-out of Table Centre Bore 0.01mm 0.01mm 0.01mm
Quick Dividing Accuracy 40sec. 40sec. 40sec.
Rotating Indexing Accuracy 15sec. 15sec. 15sec.
Tilting Indexing Accuracy 40sec. 60sec. 60sec.
B Accessories
Code. No. NST-250HP NST-300HP NST-500HP
Tail Stock *P-150S *P-190S *P-280S
Dividing Plate A & B Each 1 Each 1 Each 1
Guide Key 2 2 2
Clamp Bolt 4 set 4 set 4 set
Lifting Hook 2 2 4 set
Chuck Plate & Scroll Chuck *X-7E *X-7B,-9A,-10B,-12A *X-7G,-9B,-10C,-12

*ltems marked * are optional accessories.

*Please contact us if you need a guidepiece width other than standard. 1= P.59
% For NST300HP and NST500HP, 7 to 12 inch scroll chuck can be mounted by chuck plate.

With Universal Dividing Mechanism
With Quick Dividing Mechanism

05 P.64
i~ P.59

o5 P.59
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A UNIVERSAL ROTARY & TILTING TABLE

M

Tilting operation

NST-300HP

Machining example at UNIVERSAL ROTARY & TILTING TABLE.

Vertical in

NST-500HP

448
680

NST,SRI Circular table accessories

dexing operation

e
a7 e
CH 7 g R v
e Jig plate e Scroll chuck
e Circular handle e Dividing plate (NST :as standard) (SRI-200 : as option ) (SRI-ZOO : as standard
(as standard) SRI : as option SRI-150 : as option SRI-150 : as standard
M w FA Code No. A | B
L W -14A 16
ST X X, -14B 18
) N
=N J -14C | 1420
L -14H 12
e Mask plate for 2, 3, 4, 6, 8, 12, 24 equal division Bﬁ - 141 10
(SRl as standard) Stepped Guide piece W - 16A 14
(as option) -16B 18
It is one set with 2 each -16C 16 20
-16J 12
« Chuck plate Code No. A | B W-18A 14
NST:300, sagoo:p as option) W - 20A 16 -18B 16
-20B 20 18 -18C 18 | 20
-20C 22 -18D 22
- 20D 24 - 18E 12
.




A UNIVERSAL ROTARY & TILTING TABLE

4 Exploded View & Part List NST-300HP N

‘ ¢
"l il
Ty 5
o

*kEach part is assembled in micrometers.
Please do not disassemble it carelessly/

35) Set bolt

36)  Round handle lever (B)
37) Washer

38) Box nut

39)  Dividing plate (A) 24-43
40) Dividing plate (B) 46-66
41) Spring ring

42)  Divider (A)

43) Divider (B)

44) Set screw

45) Round nut (M45)
46) Adjustment piece

47) Safety collar

48) Dividing guide bush
49) Notch pin

50)  Coil spring (for notch)
51) Dividing lever

52)  Round nut (M15)

53)  Guide screw

54)  Tubular roller (Thrust)
55) Retainer (Thrust)

56 ) Retainer (Radial)
57) Rotary table spindle
58) Retainer (Thrust)
59) Bearing ring

60)  Round nut (M88)

61)  Cover

62) Brake guide bush

63)  Clamp pin

64) Brake

65) Brake washer

66) Clamp nut

67)  Clamp lever

68)  Tilting axis housing
69) Round nut (M10)

1)  Tilting axis base

2)  Segment plate

3)  Segment worm wheel

4)  Tilting axis shaft

5)  Tilting axis shaft locking bolt
6)  Segment clamp bolt

7)  Rotary axis body

8)  Level adjustment bolt

9)  Setting piece

10)  Hexagon socket flat point set screw
11)  Level stopper

12)  Eccentric housing

13) Bearing holder (A)

14)  Worm screw

15) Distance collar

16) Oil seal case

17) Bearing holder (B)

18) Flange

19) Stopper key

20)  Setting collar

21) Dividing plate mounting housing
22)  Single-function switchover handle
23A) Clamp screw for eccentric housing
23B) Clamp lever for eccentric housing
24)  Clamp piece

25)  Cover for eccentric housing
26) Round handle

27) Clamp piece

28) Scale collar

29) Waved spring

30) Round nut (M75)

31) Clamp screw

32) Handle guide

33) Round handle lever (A)

34) Washer

70) Worm screw for tilting axis
71) Dial scale

72) Scale plate

73) Adjustment bolt

74) Tilting handle

75) T slot cover

76 ) Reference plate for tilting axis
77) Setscrew

78) Scale for tilting axis

79) Base line plate

80) Base line plate set screw

81) Notch bush

82) Single-function guide bush
83) Notch rod

84) Guide bush set screw (pointed end)
85) Shimplate (single-function dividing)
86) Notch spring

87) Notch body

88) Guide screw

89) Spring holder

90) Notch grip

91) Centre socket (Option)

92) Guide piece

93) Hacker

94) Hacker piece

95) Table fitting metal

96) Table fitting bolt

98) Swivel wrench
100) Chuck plate 71/2” or7” (Option)
101) Chuck plate mounting bolt
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A ROTARY SUPER INDEX TABLE NIKKEN

-

Minimum Read Out : 10 sec.
Indexing Accuracy : 15 sec.

Bearings are adopted for all rotating

/

sliding parts, operation is light and
keeps accuracy for a long time.
Particularly in the thrust direction subject
to high load, hollow roller preloaded is
adopted to suppress occurrence of
displacement and chatter.
Therefore even if 200 kg workpieces are

\. placed on the table surface,

it rotates lightly.

Max. Work Load on the Table

~

¢150,9200 & ¢ 300
Index Table

can be used both
vertically & horizontally.

Code No. | Vertical |Horizontal
SRI-150 50kg 100kg
-200 1ogtg iggtg With Quick Dividing Mechanism
-300 50kg g With 6 inch Scroll Chuck
SR I - 1 5 Grasping range : Internal jaw --- ¢$3.0~¢42mm
External jaw -.- $62~¢p127mm /
MQuick indexing

Quick indexing for equal division 2, 3, 4, 6, 8, 12 and 24 can be done

with using of built-in master plate.

BMFunctional design
It is designed to match every milling machine and drilling machine,

and it can be used vertically and horizontally freely, and free reading
of the minimum unit of 10 seconds is possible.

BFull Bearing

Since hollow roller bearings are adopted as the spindle rotation part,
light operation, high precision, super rigidity are realized.

BRotary Indexing Angle

High precision worm wheel, and quenching, gear grinding, sub-zero
treatment axis are used, so high precision indexing is possible.

The majority of the 1 to 100 equalized dividing indexing operation can
be done easily by attached dividing plates of option.

{ Machining parts sample)

\,

~

SRI-1 50 6 inch scroll chuck: 2 piece jaw

(spigot diameter : ¢130)

\ 40«68»‘H126—ﬂ77
“

224

&

ﬁjzo—ﬁlwesa
Eﬁ] [




A/ ROTARY SUPER INDEX TABLE

NIKKEN

-

¢ 150,9200 & ¢ 300
Index Table

SRI-200

With Quick Dividing Mechanism
With 7 inch Scroll Chuck

Simple indexing by handle

Quick dividing with the
built-in master plates

PRl
S

~

Universal dividing

-
R

\J
Com L ™

...
L 4
L

a

H

SR

igh durability in
both the vertical
& horizontal
position

1-300

) ) With Quick Dividing
Grasping range : Internal jaw -.- $3.0~@53mm Mechanism
KExternaI jaw -.. ¢73~¢p146mm /
SRI'ZOO 7 inph scroll chuck: 2 piece jaw B Specifications
(spigot diameter : ¢155) Code No.| __SRI-150 SRI-200 SRI-300
310 ‘ 270 Table Face Plate Dia. 168mm 213mn 300mn
$213 118 152 Table Surface He.ight at Horiz.onta\ Pos. | 126mm(No Chuck) | 152mm(No Chuck) 180mm
Table Total Height at Vertical Pos. 224mm 290mm 355mm
C Circular Handle One Rotation 4° 4° 3
4} -i:o r Circular Handle One Graduation 1min. 1min. 1min.
| t Circular Handle Sub-Scale 10sec. 10sec. 10sec.
/' JJ—HJ:O 3 & One Graduation on the Face Plate 1° 1° 1°
7 N 7 — Quick Dividing 2.3.4.6.8.12.24 2.3.4.6.8.12.24 2.3.4.6.8.12.24
g 1 — T-slot on the Face Plate 12H7 (Jig Plate Installation) | 12H7 (Jig Plate Installation) 12H7
A |3 7 1 o Guide Key Slot Width 14h7 16h7 16h7
g I & [ centre Bore Dia. Root: ¢43mm Through : ¢38mm 63.5mn 60mm
® Centre Socket Bore Size — — *p60H7(MT #4)
3 Scroll Chuck to suit R-6(Bore : $43) R-7(Bore : $54) * 7" 9" 10" 12"
J - Weight 37kg 65kg 85kg
M Accuracy
Code No. SRI-150 SRI-200 SRI-300
260 Parallelism between Table Surface and Base 0.015mm 0.015mm 0.02mm
190 Run-Out of Table Surface 0.015mm 0.015mm 0.02mm
Quick Dividing Accuracy +20sec. +20sec. +20sec.
s R I '300 180 Positioning Indexing Accuracy +15sec. +15sec. +15sec.
487 144 — o B Accessories
36 A Code No.[|  SRI-150 SRI-200 SRI-300
Ire) Circular Handle 1 1 1
T ' % j}g Table Clamps & Bolts 4 3 4
S Scroll Chuck R-6---1pcs R-7---1pcs *
! : Guide Key 2 2 2
=} Jig Plate * * —
g > = 2 [ g EH» ﬁ Multi Indexing Plate A, B * * *
> o Tail Stock * P-110S * P-150S * P-190S
‘ N S Chuck Plate = = * X-7B-9A-10B-12A
e ltems marked * are optional accessories.
l Please contact us if you need a guidepiece width other than standard. iz~ P.59
& The scroll chuck has been changed by the manufacturer since 2007.
fe—— 165 —=]=— 130 —| -~ 176 —»| It is NIKKEN standard 2-pcs jaw type. (Top jaw is changeable.).
295 For Tailstock, please refer iz5-P.64
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A MACHINE VISE

BM4KN strong clamping easily by hand tightening.
The screw adopts ion nitriding treatment which is
superior in hardness and sliding performance
equivalent to that of cemented carbide.

L Shape Handle (Optional)

Jaw N-130G Standard  L-130
N-1200 \‘ Handle -150(Combined with SN-150, 180)

4 l EHigh rigidity rib realizes
excellent tightening
force and accuracy. 1-130

-150 (Combined with SN-150, 180)

) Swivel N-130S
BWith Work stopper bracket -150S
-180S
BS.N-130 HES.N-150 ES.N-180
M Parallelism between the bottom of the main unit and jaw sliding surface - 0.015mm/100mm
M Parallelism of gripping surfaces of both jaw  -+«-+eoeeeererreerereininii., 0.015mm/100mm
MSquareness of the gripping surfaces of both jaw --+---ccoseeerererreeeereeneeenenene. 0.03mm/100mm
M Squareness of the guide block on the bottom of the main unit and the gripping surface of jaw---+-- 0.015mm/100mm
M Parallelism between the top and bottom of the swivel base «-+--++=+r-seeeereeeeeees 0.015mm/100mm

M Parallelism between the top surface of the test piece and the bottom surface of the main body----- 0.02mm/100mm

BFeatures

(1)NIKKEN Machine Vice is a precision grinding finish of all sliding surfaces and mounting surfaces.
In particular, the fastening screw is grinding special steel after quenching.

(2) As the material of each part is made of special steel, Miehanite metal is used for frame, slide and
swivel, so maintain durability and accuracy for a long time.

M Specification

ltem Code No.| 5.N-130 | S.N-150 | S.N-180
A Jaw Width 130mm 150mm 180mm
B Jaw Hight 40 45 50
C Jaw Opening Width (Max.) 86 120 139
D Guide Key Slot Width 14 16 16
E Overall Length 357 440 525
F Diameter of Swivel 215 246 316
G Square Width of Handle 17 19 19

. Main Unit 21.0kg 30.5kg 50.6kg

Weight Swivel 6.5kg 10.0kg 17.3kg

% In case of no swivels, Code No. are N-130, N-150, N-180.

% Swivel only, Code No. are N - 130S, N - 150S, N - 180S.

% If two or more units are used in conjunction, please contact us.
% Other guide piece widths are also as option. [Z=—P.59




A s0LID VISE SYSTEM for long length

Solid vise produced ideas
and technology

This solid vise can make full use of planing machine,
milling and boring machine. This means that the
workpiece can be clamped reliably on the table with
the principle of the wedge using the slope, so it is
possible to machine the top of the workpiece to full.

HSV-62
BSV-85
BSV-120

M Specification MStandard accessories
ltem Code No. SV-62 SV-85 SV-120 ( )
A Jaw Width 62mm 85mm 120mm
B Min. Jaw Hight 56 82 135
C Max. Length 120 185 230
D Bolt Thread Size 14 14 16

It is one set with 2 each

il A
Grinding '
Clamping surface Jaw

force direction et ,
— f Direction of Jaw xgg g File pattern surface Jaw ?;‘U)per 1)
” -85, 120 only,

T Please do not clamp as shown below. V120-G V62-Y
B Please close the bottom of the work to V85-Y

the bed. V120-Y
r S NG J/

Pulling down
force direction

— A—= C

A TAILSTOCK (MANUAL)

e Code No. | CenterHight || w | wy | we WS suitable Table

P-110S 110~120 150 | 14 | 55| 70 | 10.0 | SRI-150

P-150S 145~160 195 | 16 | 77 | 98 | 22.0 | SRI-200, NST-250HP
P-190S 180~200 195 | 16 | 77 | 98 | 235 | SRI-300, NST-300HP
P-280S 280~300 235 | 20 | 103| 124| 41.0 | NST-500HP

For P-150S, P-190S, P-280S, PC-1, -2, -3, -4, -5, -6 are included as standard.
% For P-110S, PC-1 and PS-2 are included as standard.
*Please contact us if you need a guidepiece width other than standard. (=== P.59

,,,,,,

‘ —| ~—wW *Left handed tailstocks are available in all sizes.
. cw A

é ) L Code No L ¢d Fi

TAIL ; Changeable S  ETEE 19
5 H

STOCK  * @ .2,  Center D e B

. — \‘f@ 5 (Fig.1) -4 | 20 | 3 2

: DD 6 L— -5 20 40 2

; ~ \9 \\».% Sy g 6 | 20 | 50 | 2

1..___"-. [ ] . E: ¢ -1 Changeable Center Base
) (Fig.2)
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A OIL JETTER SYSTEM for NC LATHE

The problem of NC lathe process is said to
be inner diameter machining.

Drilling

Trouble frequent due to
insufficient supply of coolant

Cutting feed movement

Coolant is not enou
for external supply

Boring
Variation in inner

gh

diameter dimension

NIKKEN OIL JETTER SYSTEM developed for
rationalization solves this problem.

internal

Coolant is not supplied to required area.

Drilling

Matarial : JIS S55C, Boring Bar : ¢12mm Shank Protruding Length 65mm Matarial : JIS SUJ2, Drill : $23mm Shank Protruding Length 65mm
Insert tip : Cermet, Depth of Cut : 0.5mm/¢ . . - Cutting Length : 85mm Through Hole, Cutting Speed : 30m/min Outer Coner Wear
X).Ile;r) Wear Cutting Speed : 100m/min, Feed : 0.3mm/rev With reliable jetting Feed : 0.3mm/rev 3
; ; v T 9
o ,?’x 1 Edge Cooling Drill with oil hole
oolant External Suppl! i i -
o i i Chip Discharge Sandard drill with THE OIL JETTER DRILL SLEEVE SYSTEM Flank Wear
y 4 OIL-JETTER BITE SLEEVE SYSTEM| X v X
20 / Long Service Life of Cutting Outer Coner Wear
// Tool Reduction of Setup Time T | and Flank W‘ea'
and Setup Times Unattended
10 20 30 40 50 60 0 i i 2 3 4 5 6 7
peration at Night o
Standard drill with Coolant Total cutting length (m)

Total cutting length (m)

oWith external supply, the total cutting
length is 17m and wears by 70pum, and
the service life is reached.

ein THE OIL JETTER BITE SLEEVE
SYSTEM it is possible to continue with
wear of 50pm even after cutting 60m.

Oil hole drill is good for life expectancy,

®The outer corner wear and there are
many regrinding steps.

eoNot suitable for through holes.

e®There is a limit to the discharge amou

elt is expensive.

External Supply

In contrast, THE OIL JETTER SLEEVE SYSTEM
eMainly flank are wear, easy to regrinding.
eSuitable for through holes.

®|t is proportional to the tank discharge amount
and the discharge amount is large.

elt is also possible to use a standard drill.

nt.

& o JETTER BITE with CARBIDE MANDREL

LST _».'-'ﬂ g
— - - D [— m n—
= OIL JETTER BITE OB L= i""
v =E while stocks last. -t A Fig 1
; B '
_ / ] } Iq’d
*4- Fig 2
Accessories Code No.
DMIN . Clamp Screw Clamp Handle
Code No. d L [/ a Fig )
D Insert Ch
nse ip @N
LST- 6 8.0 6 80 | 13 | 0.25 3LP-T2 (TBMT 06010) M 2045 T- 6
-8 10.0 8 | 100 | 17 1 /A 4LP-T4 (TPMT 08020)
-10 12.0 10 120 | 20 | 0.5 5LP-T4 (TPMT 09020) M 2555 T- 8
-12 15.0 12 140 | 25 6LP-T4 (TPMT 11030) M 3075 T-10
LSC-12 15.0 12 | 140 | 25 | 05 2 | [o] | 8CP-T4(CPMT 09030) M 4047 T-15

% The included insert chip is T (Cermet).

Y% Special steel boring tool also available. A LNT-6, 8, 10, 12, 16, 20, 25 [°] LNC- 12, 16, 20



A OIL JETTER SYSTEM for NC LATHE

MOil Jetter Bite Sleeve (for Commercially Available Boring Bar)

®\With powerful coolant discharge groove. PAT.
®Excellent coolant effect for boring.
®Always remove chips with strong pressure to protect the cutting edge.

Code No. c ¢ | o G

. Code No. ;
d- D Fig 4 D C 2 | £ G Fig
LEA16- 6 | 155 2-M5 LEA32-16 | 30
-8 16 26 | 70 >-M6 1 20 |315 26 70 2-M8 1
LEA20- 6 18 2-M5 -25 43 | 15 M10 2
-8 |195]( 26 LEA40-10 | 24 S
10 | 195 70 | 2-M6 | 1 -12 | 26 1
-12 | 30 -16 | 30 | 26 | 70
LEA25- 6 | 20 | ° M6 | 2 20 | 34 2-M8
-8 | 22 2-M5 -25 | 48 o-M8 | 3
- 22 -
10 26 | 70 1 32 53 | 20 M12 2
-12 24 2-M6 LEA50-12 26 | 26 2-M6
-16 |24.5 -16 30 | 30 1
LEA32- 8 22 -20 34 | 34 | 75 | 2-M8
-10 24 | 26 | 70 | 2-M6 1 -25 48 | 48
-12 26 -32 58 | 58 2-M10( 3

®With 4 coolant discharge nozzles along the drill groove.
®Since the nozzle position is variable, it exhibits the coolant effect.
®An expensive oil hole drill is unnecessary and continuous operation

is possible.
{For MT Shank Drill)
Code No. Code No.
d-MT C 2 21 d-MT C 2 21
LE25-MT1 445 LE50-MT1 75
47 1 1
-MT2 ® 57 M2 | 66 | ° [ 75
LE32-MT1 | 4, | 15 | 445 -MT3 20 | 70
-MT2 59 -MT4 | 83 | 38 | 75
2> £ -MT3 56 25 65
— = LE40-MT1 18 415
MT No. | Drill diameter Ring -MT2 56 56
¢ 8.1~12 9LSR2-1 -MT3 25
MT1 p12.1~14 9LSR2-2 -MT4 83 48 g
»14.1~19 9LSR4-1
MT2 $19.1~23 9LSR4-2
$23.1~26 9LSR5-1
MT3 $26.1~32 9LSR5-2
MT4 $32.1~44 9LSR7-1
LS (For Straight Shank Drill)
CodeMo-lc | o | ||| |c| e a]a
LS16-10 | 47 | 25 | 60 | M8 |[ LS40-10
LS20-10 -12 M8
47 25 60 | M8 18
-12 -16 | 56 70
LS25-10 -20
2 | 47 15 60 M6 25 30 M10
T T -16 25 M8 -32 | 66 35 M12
| LS32-10 Ve || _LS50-10
J -12 | 47 15 70 -12 18 M8
-20 | 56 30 M10 -20 M10
g | 81 -25 20
oD Drill diameter -32 £5 Mile
10 ¢ 8.1~10 Back cover LES
12 $10.1~13 *Please use the coolant-through type base holder (internal supply type).
16 ¢13.1~14.5 Y% A one-touch back cover is also available that can change the external
20 $14.6~18.5 supply type base holder to the internal supply type. Please contact us
25 $18.6~23.5 separately.
32 $23.6~32 * Corresponding to the drill diameter, the Ring is attached. gﬁ
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A OIL JETTER SYSTEM for NC LATHE

i Code No. L D dlcl e[t SK Collet
HOil Jetter SLIM CHUCK [
STH20-SK16-130 3~16 | 20 | 40 | 60 | 70 SK 16
STH25-SK16-130 3~16 |25 | 40 | 60 | 70 SK 16
STH32-SK16-120 3~16 | 32|40 | 40 | 70 SK 16
STH40-SK16-120 3~16 |40 | 40 | 40 | 70 SK 16
STH50-SK16-120 3~16 |50 | 40 | 40 | 70 SK 16
% STH is unified from ST
% STH20-SK10 type is available as option. Please ask us.
*Please refer I°="P.72 for SK Collet.
J TYPE NUT for SLIM CHUCK Cap
N

R

eJ type nut and cap fit all existing e

Slim Chuck.
oWith the standard drill, the effect like

the oil hole drill is expected.

J type Nut

J type Nut Wrench
Code No. Cap Code No. Code No.
. . SKN-10KJ SKJ10-3, 4, 5, 6, 8, 10 SKJL-10
M Adjust type Centering Holder SKN-16BJ SKJ16-8, 10, 12, 16 SKJL-16

H H Y% Cap for Tap Shank, Drill Shank are also available.
& Centerlng Dlal Gauge Please refer NC Tooling Catalogue. 1= P.39
LCH'SK . Adjustment Screw eAdjust any radial direction 0.5mm.
- 70 e Adjust misalignment within +0.01mm

between a chuck and a turret head.

T oD| | = ¥ eStable drilling and perfect finishing.
¢C ¢d elmprove tool life and promote high precision
L | {  and unmanned operation.
eEspecially, it is essential for carbide and
The angle of the flat surface of the shank and the SK Collet small diameter center drill.

adjusting screw is 45 ° as standard.
For different angles, please contact us separately.

Code No. D d L C SK Collet

LCD Dial Gauge LCH16-SK10 1.75~10 16 46 | 27.5 S S:J

LCH20-SK16 3~16 20 58 40 CSK16 >

LCH25-SK16 3~16 25 | 58 | 40 SK16 >

LCH32-SK16 3~16 32 58 40 SK 16

LCH40-SK16 3~16 40 58 40 SK 16

LCH50-SK16 3~16 50 58 40 SK 16

% Please refer =" P.72 for SK Collet.

e 6" to 12" chuck is available.
(Magnet mounted) e |t is possible to put on lathe chuck jaws and measure directly runout turret head.
Easy centering o Double Sided Dial Gauge with excellent visibility is attached.

Indicator Fixing Knob
@ Slight Adjusting Knob

Double Sided Dial Gauge

6 "and 12" T

soft jaw 42 - / 45 N
width only : | [
Magnet 165

A TAPPER CHUCK for NC LATHE

eTapper chuck dedicated to the center tap.
eFollows freely with long float mechanism and is ideal for precision tap work.

Code No. L Tapping CapabilityD| d | C | £ | £ SK Collet
ST25-ZT12 M3~M12 25 32 |48 | 70
ST32-ZT12 M3~M12 a0 | 32 [ 48170
-ZT16 M4~M16 42 | 55 | 70 MK 1

% Tap collet is sold separately. 175 P.68

i Tap Collet : q)& _ *

9D ° : . . o
?

2 * 21
67 Compression Tension
7 3




A LIVE CENTER

(Live Center and Centering Equipment)-M

B With the same machine, same worker, the same work,
the work will be easy and accurate.

Urethane Rubber Spring

B Standard Set

Set No. Live Center Holder Collet
S.LM3-C LM3-C LC LK-%HF;?
S-LM4-C Li4-C Lc e
sumen| | Lo g
susH| - wen | wl

%1 off collet setting and extracting tool is 9 LMR supplied in
each set as standard.

Y% The center drill can be purchased from Nikken. It is also possible to
use commercially available products cut in half.

Y Optional collet for center drill : LK-4 , -5, -11 , -12

L

Center Drill
for the Live Center Bl For the Nikken Live

Center use only

g ]

HLive Center Dimensions

( T
|} Ili @ e

iy

MT— ] *

— D1 d

t

o
L
MLive Center Main Body
Code No. MT L D d
LM3-C* 3 158 44 24
LM4-C* 4 181 44 24
LM4-M 4 188 55 24.7
LM5-H 5 228 62 29.7
% 3k C type is designed for copy lathing.

Code No. [0)e] oD 2 L Collet

LQ2 -6 20 | 6.0 | 23 | 21 LK- 6
LQ25- 7.7 | 25 | 7.7 | 2.7 | 26 LK- 7.7
LQ2.5- 8 25 | 80 | 27 | 24 LK- 8
LQ3 - 77| 30 | 77 | 3.0 | 26 LK- 7.7

LQ3 -10 3.0 | 100 | 3.0 | 26 LK-10

LQ4 -11 40 | 11.0 | 85 | 29 LK-11

LQ4 -12 40 | 120 | 35 | 26 LK-12

’/ TAP BOLLET for Nc I_ATHE (without Torque Limitter Mechanism)

Code No. £ | D|H Code No. £ | D|H
ZMK12- 3 |475 ZMK16- 4 |[535
-4 [485] 5| 45 -5 |615]| 13
-5 |[565 -6 |635
Metric -6 |585 -8 |66 o
(M) -8 |65 10 |71 | 19
10 |70 | 19 | 20 A2 |77
12 |76 14 |78 | 5
-16 |83
ZMK12-1/8 |47.5 ZMK16-1/8 |52.5
Unified -3/16 (56.5| 13 | 16 -3/16|61.5| 13
(V) -1/4 |585 -1/4 |635
Br?tifsh -5/16 |65 -5/16 |66
; %_m Standard E ;g 19 | 20 -3/8 |71 | 49 | 2
o - ] Whitewort s ook
- h -1/2 |78 -1/2_|79
(W) -9/16 (80 | ¢
-5/8 [84
AR ‘ Pipe ZMK12-1/8P |51 19 | 20 || ZMK16-1/8P [54 | 19
e | (PT) -1/4P 56 26 21
(PF) -3/8P |57
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A/ 116K PRECISION SLEEVE for CNC Automatic Turning Lathe

The tool holder with good run-out accuracy is essential for high precision hole machining on NC lathe.
Please use NIKKEN Slim Chuck or Mini-Mini Chuck.

BSLIM CHUCK for NC Lathe For Turning Skill Reamer 1= P.70, Slim Chuck and Mini - Mini Chuck with excellent runout

- accuracy are indispensable. t & No.(Option) LSCXLSON K collet
. - Spanner is available as an option.
— SKL-6W,SKL-10 E 76‘:&;# = ‘U—é A T% é
—_— [=]
Reaming can be successfully performed by
using high precision tool holder. LTA
*The chuck is holding the RSST-6.0F in the picture. OAL
*Please use SKL-6WS spanner
in case of narrow space.
I~ ~ G No. | Weight SK Spanner
Code.No. DCON t | DCONN~DCONX| OAL | LTA DLN |LSCN~LSCX (Optiory|  (k g) Collet Option)
ST3/4 -SK6 - 81 80.5 195 0.14
ST3/4 -SK6 -141 19.05 140.5 ) 0.26
ST3/4CM-SK6 - 97 9 96.5 19.0 0.17 SKL-6W
ST20  -SK6-81] 0.7~6.0 | 80.5 | 205 21~85 |SKG-8| 0.14 |(SK6) | (g cws)
ST20  -SK6 -141 140.5 195 0.26
ST22 8C-SK6-97| 22 105 96.5 0.18
ST1 - SK10 - 82 82.1 30~57 0.23
ST1 - SK10-142 25.4 142.1 0.40
ST1 CM-SK10- 97 11 1.75~10.0 97.1 22.1 27.5 30~60 SKG-12L| 0.30 (SK1 0) SKL-10
ST25  -SK10- 82 82.1 0.23
sT25  -skio-de|  2° 142.1 80~57 0.40

% Nut is supplied as standard.

*Please use SKL-6WS spanner in case of narrow space.

% Collet is available as an option. Please refer =5~ P.12 and P.72 for SK Collet. Please refer z="P.72 for SK-AC Collet.

*Type A and AC ( for through coolant ) collect : Chucking range : h8

% There are also shank diameters of 22 and 15.875. Y Shank shape may need to be changed by machine. Please check the shape of the shank.

B Mini-Mini CHUCK for NC Lathe

Clamp/Unclamp directly from the ) Lsoxisen Kol
— — end of tool just with a wrench
: 4 EA573KL-6
N % %ﬁ JT_T T _ xTZ
| — 9 1 ZIZz
\ 38
Clamp / Unclump from backside with only | wrench. G i aa
#The chuck is holding the SRST-6.0F in the picture. i OAL
Code.No. DCON t  |DCONN~DCONX OAL LSCN~LSCX Collet (S 3{?&?{
K 5/8 GM - MMC4 - 50 15.875 7 1.0~4.0 52.0 16~24 (MPK4) Allen Key 4mm
K 3/4 CM - MMC8 - 80 19.05 9 81.5
K1 CM-MMCG8 -100 254 11
K20 CM-MMC8 -100 |  20.0 9 1.8~8.0 Allen Key 6mm
~ or
K 22 SC -MMC8 -100 22.0 10.5 1015 22~4 EA573KL-6
2.0~8.0 VMK8
o . 11.5
K25 TG -MMCBC-100 | 250 | 115 | (§eTo0) (D)
% Collet is available as an option.
PMK Collet - - - - Please select PMK collet for the MINI-MINI Chuck without coolant through capability.
Explanation of the Code No. PMK Collet Code No.
P [ 8]- MPK 4-1,15,2,25,3,35,4
- ID of Collet PMK 8-2,22,24,°3,***4,-++5,+++6,++-7,- -8 (each 0.2mm)
Style No. PMK12-4,5, 6,8, 10, 12
Symbol of PMK Collet % Please note the acceptable shank tolerance of MPK Collet is h6.

% Even the gripping range of PMK collet is 0.2mm/dia. (e.g. PMK8-2 : 1.8~2.0),
but the shank tolerance of h6 is highly recommended for precision machining.

VMK, VMK-J Collet - - - - For centre through tool coolant type MINI-MINI Chuck ; VMK Collet Code No.
- Standard VMK collet is for the cutting tool with coolant hole. VMK _8-2J,3J,4J,5J,6J,8J

) - * VMK-J collet is for the cutting tool without coolant hole. VMK12-4J,5J,6J,8J,10J,12J
i ‘ Explanation of the Code No. l @ *Please note the acceptable shank tolerance is h6.
- - - "o %Q *VMK8-2J is Jet Spread Hole type.
lj—g| I——T| E\lon : Without Jet Spread Groove T
s

J : With Jet Spread Groove

ID of Collet Jet Spread Groove (J type)

tyle No.
Symbol of VMK Collet



A/ NIKKEN TURNING SKILL REAMER for NC Lathe

BSHORT TYPE FOR CNC TURNING MACHINE AND BAR FEEDER
BMILLING BLADE MAKES FINE STARIGHTNESS AND ROUNDNESS
BLINEUP FOR PRIMARY SPINDLE AND BACK SPINDLE
BFOR TURNING SKILL REAMER, SLIM CHUCK AND MINI - MINI CHUCK
WITH EXCELLENT RUNOUT ACCURACY ARE INDISPENSABLE. =" P.69

RIGHT HAND HELICAL For BLIND HOLE
Turning skill Reamer (=)

———SeSSS ek

Be sure to select the reamer shape according to the hole shape.

Explanation of the Code No.

For THROGH HOLE, STEPPED HOLE
Turning skill Reamer (&)

Explanation of the Code No.

| T | T ; | 1
} ‘ } RSST|-[10.0] - ‘ : \ ‘ \ SRST]-[10.0] -
geeeeeedenenen FOR BLIND HOLE ‘ | ‘ L | J FOR STEPPED HOLE
DIAMETER ) ‘ i = = DIAMETER
TURNING SKILL REAMER SERIES ‘ ‘ A V TURNING SKILL REAMER SERIES
RSS : STRAIGHT SHANK RIGHT HAND ' SRST : STRAIGHT SHANK SHORT
HELICAL FOR BLIND HOLE
| OAL ‘ OAL
LH

LH
| - tor ]
4—( |
SrTEma—ton) o P27%
”ﬁ— L) ‘- T

t
MILLING JJLH-HELIX MILLING JLH-HELIX
BLADE §30-40° BLADE 45°

Code No. DC H7 OAL |DCON| PL |DCN | LCF LH Code No. DC H7 OAL |DCON | PL |DCN | LCF LH
RSST-3.0F 3.0 60 3 0.6 1.5 20 35 SRST-3.0F 3.0 60 3 0.6 1.5 20 35
RSST-4.0F 4.0 60 3 0.6 1.5 20 20 SRST-4.0F 4.0 60 3 0.6 1.5 20 20
RSST-5.0F 5.0 65 4 0.6 2.0 25 25 SRST-5.0F 5.0 65 4 0.6 2.0 25 25
RSST-6.0F 6.0 65 5 0.6 3.0 25 25 SRST-6.0F 6.0 65 5 0.6 3.0 25 25
RSST-7.0F 7.0 70 6 0.6 3.0 25 25 SRST-7.0F 7.0 70 6 0.6 3.0 25 25
RSST-8.0F 8.0 70 6 0.6 3.5 25 25 SRST-8.0F 8.0 70 6 0.6 3.5 25 25
RSST-9.0F 9.0 70 8 0.6 4.0 25 25 SRST-9.0F 9.0 70 8 0.6 4.0 25 25
RSST-10.0F 10.0 70 8 0.6 4.5 25 25 SRST-10.0F 10.0 70 8 0.6 4.5 25 25
RSST-11.0F 11.0 80 10 0.6 4.5 30 30 SRST-11.0F 11.0 80 10 0.6 4.5 30 30
RSST-12.0F 12.0 80 10 0.6 5.5 30 30 SRST-12.0F 12.0 80 10 0.6 5.5 30 30

*PL means chamfering length to DC.

%DCN is the front end bore diameter without bottom teeth, thus please make sure predrilled
hole should be larger than DCN.

*There is also an intermediate processing diameter. Please consult us.

% For detailed dimensions please refer to Reamer series catalog.

O : Optimal

%OH Type is also available. Coated Carbide is also available. Please consult us.

*Please slightly decrease feed rate before reaching the bottom of the hole without using G86.
*There is also an intermediate processing diameter. Please consult us.

*For detailed dimensions please refer to Reamer series catalog.

M Apitude for material O : Suitable

Mid steel Carbon steel | Carbon steel|  Free- | Alloy steel | Tool steel ) Brass | Castiron | Auminium
Material Coolant | o™ | (Annealed) | (Tempered) | cutting | SUJ | SKH Stainless | ppog phor DlIJ:CCt”e ALcasting
S55C S55C steel SCM SKD Sus bronze FCD Diecast
Cutting speed water/oil (@) @) O O @) @) O O O O
m/min 10~16 | 10~16 10~14 | 10~16 | 10~16 | 8~14 | 6~10 | 10~18 |10~18 | 12~22
M Spindle speed S (min1) mCoolant

Determine material and cutting speed. Recommend JIS A1 no.1(former W1 no.2)

with dilution ratio of 5 to 10.

M"dgtsee'ss The value in left side is minimum condition.

Please use the valu in middle.

10~16
__ Cutting speed (m/min.)X1000
3.14xReamer dia.(mm)
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A/ NIKKEN ZER0-ZERO HOLDER for Turning Machine

Ideal for Ultra Deep Drilling and Precise Reaming

Lock screw

SK collet(option)

GNo.(option) For supplying coolant
H / /Reil2

E /
o1 == Tlﬂd

ij@m‘f ——\

LCH40-SZF16S-55

G No. Nut SK Spanner

Code.No. D d L ai o c & (Option) (Standard) Collet (8ption)
LCH32-SZF10S-52 32 w100
Lorsaszrosson | 770 [ap | % 50 % | % S0P |51 108-P

; o - - SK10-AC
LCH40-SZF16S-52-A 40 68 o SKN-108B-11L
LCH32-SZF16S-55 32 -
LcHisz-szriessea | 275" [5p | ™ 70 45 |sKataL (K62 | g1 -165-P

- e - - K16-A
LCH40-SZF16S-55-A 40 SKN-16SB-9L

*Nut is supplied as standard.
*Collet is available as an option. Please refer Z&~P.12 and 72.

- J
&7’
%A Type and SK Coolant Collect : Chucking range : h8 e B ,
% Tightening Spanner SKL-10S-P, SKL-16S-P is available as an option. 'f’ g R
% Adjustment Wrench 9ZFL is available as an option. o ! o

% Dial Gauge LCD is available as an option. Please refer iz=~P.67. Tightening Spanner Adjustment Wrench Dial Gauge
SKL-10S-P, SKL-16S-P 9ZFL LCD

g

«

B Run-out adjustment to ZERO ZERO HOLDER
LCD dial gauge

Component

L
”

Cam to adjust run-out of
the cutting edge

Run-out adjustment range at the tip of 100mm test bar : 0.05
(Cam ring indication : ¢0.1)

B Misalignment adjustment to ZERO ZERO HOLDER

o
I

Screw to adjust misalignment
of the spindle center

Misalignment adjustment range : 0.5mm/diameter




’/ SLIM CHUCK CGOLLET additional SK Coolant Collet

SK SK Coolant Collet are marked.

“P” class SK collet (for drill) are available for all series. e.g. SK10-10P

Explanatlon of the Code No.

iNon Standard
P : P class (Run-out Accuracy=3um)
A Atype ( for End Mill Shank)
AC : SK Coolant Collet
MAX. Chucking Dia.
Style No.

Symbol of SK Collet

The acceptable shank tolerance is hs.Code No. is e.g. SK10-10AC

Code No. | Chucking D Code No. |Chucking D Code No. |Chucking D Code No. |Chucking D Code No. |Chucking D
SK 6- 0.8 |07 ~0.8 SK13- 3 2.75~ 3.0 SK16- 3 2.75~ 3.0 SK20- 4 35 ~4.0 SK25- 8 7.5~8.0
-1 09 ~1.0 -35 [30~35 -35 |30~35 -45 |40 ~45 - 10 9.5~10.0
- 1.25 1.15~1.25 -4 35 ~ 40 -4 35 ~ 4.0 -5 45 ~5.0 - 12 | 115~12.0
-15 (1.3 ~15 -45 |40 ~ 45 -45 |40 ~ 45 -55 |50 ~55 -16 | 155~16.0
- 1,75 | 1.55~1.75 -5 45 ~ 5.0 -5 45 ~ 5.0 - 6 55 ~6.0 - 16.5 | 16.0~16.5
-2 |18-~20 -55 |50~55 -55 |50 ~55 - 65 60 ~65 - 17 | 165~17.0
- 2.25 |2.05~2.25 -6 55 ~ 6.0 -6 55 ~ 6.0 -7 6.5 ~7.0 - 17.5 | 17.0~17.5
-25 |23 ~25 -65 |60 ~65 -65 |60~ 65 -75 |70 ~75 - 18 | 175~18.0
- 2.75 |2.55~2.75 -7 6.5~ 70 -7 6.5 ~70 -8 75 ~8.0 - 18.5 | 18.0~18.5
-3 2.8 ~3.0 -75 |70~ 75 -75 |70~75 -85 |80 -~85 -19 | 185~19.0
-35 [30~35 -8 75 ~ 8.0 -8 75 ~ 8.0 -9 85 ~9.0 - 19.5 | 19.0~19.5
-4 35 ~40 -85 [80~85 -85 |80 ~85 -95 /9.0 ~95 -20 |19.5~20.0
-45 |40 ~45 -9 85 ~ 9.0 -9 85~ 00 -10 |95 ~100 - 20.5 | 20.0~20.5
-5 45 ~5.0 -95 |90 ~95 -95 |90~ 95 - 10.5 [10.0~ 10.5 -21 | 205~21.0
-55 |50 ~55 -10 [9.5 ~10.0 -10 |95 ~10.0 -11 [105~11.0 -21.5|21.0~215
-6 55 ~6.0 - 10.5 | 10.0~10.5 - 10.5 | 10.0~10.5 - 115 |11.0~ 115 - 22 | 215~220
SK10- 2 1.75~ 2.0 -11 | 105~11.0 -11 | 105~11.0 -12 [115~12.0 - 22.5 | 22.0~22.5
- 22520 ~2.25 - 11,5 | 11.0~115 - 11.5 | 11.0~11.5 - 125 |12.0~125 - 23 | 225~230
- 25 |225~25 - 12 | 11.5~12.0 -12 | 115~120 - 13 [125-13.0 - 23.5 | 23.0~235
- 27525 ~275 - 12,5 | 12.0~12.5 - 125 | 12.0~125 - 13.5 [13.0~ 135 - 24 | 235~24.0
-3 2.75~ 3.0 - 13 [125~13.0 -13 | 125-13.0 - 14 [135~14.0 - 24.5 | 24.0~245
-35 |30 ~35 - 13.5 | 13.0~13.5 - 145 [14.0~ 145 - 25 | 245~25.0
-4 35 ~4.0 - 14 | 135~14.0 - 15 [145~15.0 - 254 | 25.0~25.4
=35 140 -45 M| 14.0-145 = 155 [150- 165|  *5Ke coteLvit e sbeel
-5 45 ~5.0 -15 | 145-15.0 - 16 |155~16.0
-55 |50 ~55 - 15.5 | 15.0~15.5 - 16.5 [16.0~ 16.5
-6 55 ~6.0 -16 | 155~16.0 -17 [165~17.0
- 6.5 (6.0 ~65 - 17.5 [17.0~ 175
-7 6.5 ~7.0 -18 [175~18.0
-75 70 ~75 s | s 185 180-185]  momtmo e <
-8 75 ~8.0 * oo -19 [185~19.0 cuting tools with oil holes.
-85 80 -85 Lﬂ - 195 [19.0-195] Mo e en.
-9 85 ~9.0 "m oJik -20 [195~20.0
-95 [90-~95 Collet removal (SKR-6) is supplied as standard
-10 9.5~10.0 only for SK6. SKR-10, SKR-16 and SKR-25 are
available as an option. Collet removal is not
necessary for the new types of collet (SK10 to
SK25 collet including SK13 and SK20) .
W“P” class SK collet for drill

It guarantees the Run-out accuracy within 3 micron at the nose (4D) from the chuck.

Additionally Collet Set is also available.

H“A” type SK collet for endmill shank

The acceptable shank tolerance ids hs.

===

within Sum

|
i

SK Collet A Type

SK Collet A Type (Inch)

SK 6-3A, 4A, 5A, 6A

SK 6 -1/8A, 3/16A

SK10-3A, 4A, 5A, 6A, 8A, 10A

SK10 -1/8A, 3/16A, 1/4A, 5/16A, 3/8A

SK13-3A, 4A, 5A, 6A, 8A, 10A, 12A, 13A

SK13 -1/8A, 3/16A, 1/4A, 5/16A, 3/8A, 7/16A, 1/2A

SK16-3A, 4A, 5A, 6A, 8A, 10A, 12A, 16A

SK16 -1/8A, 3/16A, 1/4A, 5/16A, 3/8A, 7/16A, 1/2A, 9/16A, 5/8A

SK20-4A, 5A, 6A, 8A, 10A, 12A, 16A, 20A

SK20 -1/8A, 3/16A, 1/4A, 5/16A, 3/8A, 7/16A, 1/2A, 9/16A, 5/8A, 3/4A

SK25-8A, 10A, 12A, 16A, 20A, 25A

SK25 -3/16A, 1/4A, 5/16A, 3/8A, 7/16A, 1/2A, 5/8A, 3/4A, 25.4A
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Cost down can be achieved by
improvement of drilling operation.

*1 Dimension
$16~¢20.5:2.1mm

A comBAT Z DRILL

Dimensions of $p16~42 mm
COMBAT Z DRILL

73

®21~p26 :2.4mm
*1 $26.5~@35:2.8mm
$»36~¢p42 :3.4mm

$16~¢$35mm by every 0.5mm increment, $36~¢$p60mm by every Tmm

$16~¢38 increment,$p60~¢80mm by every 5mm increment are standard.
L D=3 or4 Each 0.1mm increment drill is available as an option.
3D Series 4D Series 3D, 4D
Pilot | Insert | Clamp |Tip Clamp
Drill Dia. Code No. P 2 Code No. P o - 25 Drill Tip rew Handle
od -¢D -2 od -6D -2 %j@ <
16 ST20-COMZ16 - 50 ST20-COMZ16 - 65
16.5 -COMZ16.5- 50 50 75 -COMZ16.5- 65 65 90 V1840
17 -COMz17 - 50 -COMZ17 - 65
17.5 -COMZ17.5- 50 -COMZ17.5- 65
18 -COMz18 - 55 -COMz18 - 75 9CMD5 | 9CMT4
20 43 T-6
185 -COMZ18.5- 55 | 55 80 -COMZ18.5- 75 | 75 100 =95 | 2 pes
19 -COMz19 - 55 -COMz19 - 75 V1845
19.5 -COMZ19.5- 60 -COMZ19.5- 80
20 -COMZ20 - 60 60 85 -COMZ20 - 80 80 105
20.5 -COMZ20.5- 60 -COMZ20.5- 80
21 ST25-COMZ21 - 60 ST25-COMZ21 - 80
21.5 -COMZ21.5- 60 60 8 -COMZz21.5- 80 8 105
22 -COMZ22 - 65 65 9% -COMZz22 - 85 85 110
225 -COMZ22.5- 65 -COMZ22.5- 85
23 -Comz23 - 70 -COMZz23 - 90
23.5 -C0MZ23.5- 70 70 95 -COMZ23.5- 90 9% 115 25 53 9CMD6 | 9CMT6 M2560 T8
24 -COMZ24 - 70 -COMZ24 - 90 di=06 | 2 pcs
245 -COMZ24.5- 70 -COMZ24.5- 90
25 -COMz25 - 75 -COMz25 -100
255 -COMZ25.5- 75 75 100 -COMZ25.5-100 100 125
26 -COMZ26 - 75 -COMZ26 -100
26.5 ST32-COMZ26.5-80N ST32-COMZ26.5-110N
27 -COMz27 - 80 80 105 -CoOmMz27 -110 110 135
27.5 -COMZz27.5- 80 -COMZ27.5-110
28 -COmMz28 - 80 -COmMz28 -110
28.5 -COMZz28.5- 90 -COMZ28.5-120
29 -COMz29 - 90 -COMZ29 -120
29.5 -COMZ29.5- 90 -COMZ29.5-120
30 -COMZz30 - 90 -COMZ30 -120
30.5 -COMZ30.5- 90 -COMZ30.5-120 9CMD8 | 9CMT7
31 -COMZ31 - 90 -COmMz31 -120 di=p8 | 2 pes M3070 | T-10
SIS -COMZ31.5- 90 -COMZ31.5-120 32 58
90 115 120 145
32 -COMz32 - 90 -COMZ32 -120
325 -COMZ32.5- 90 -COMZ32.5-120
88 -COMz33 - 90 -COMZ33 -120
3815 -COMZ33.5- 90 -COMZ33.5-120
34 -COMz34 - 90 -COMZ34 -120
345 -COMZ34.5- 90 -COMZ34.5-120
35 -COMz35 - 90 -COMZ35 -120
36 -COMZ36 -100 -COMZ36 -140 9CMD10| 9CMTO
37 -COMz37 -100 100 125 -COMZ37 -140 125 125 =010 | 2 pes M4090 T-15
38 -COmMz38 -100 -COMz38 -140

%2 off Pilot Drill, one set of Insert and Insert Clamp Handle are supplied as standard.
*For use at MC, for Center Through ,Flange Through Side Lock Holder and Oil Hole Holder ,please refer to NC TOTAL TOOLING SYSTEM catalog.




A comsaT Z DRILL

$39~¢949 L D=2,3o0r4

Cost down can be achieved by
improvement of drilling operation.

NIKKEN

2D Series 3D Series 4D Series 2D,3D,4D
Drill Pilot | Insert glamp EpCI?jrlnp
! Code No. Code No. Code No. Drill | Tip crew |Handle
Dia. oce e 2 | o ece o 2 | o oce e 2| &1 | gd | £ o
¢od -oD  -£ ¢od -9D  -£ od -¢D -2 %
39 [ST32-COMZ39- 80 ST32-COMZ39-120 ST32-COMZ39-160
40 -COMZ40- 80 -COMZ40-120 -COMZ40-160 9T ool T
41 -COMZ41- 80 -COMZ41-120 -COMZ41-160 2 pes
42 -COMZ42- 80 -COMZ42-120 -COMZ42-160
43 -COMZz43- 80 -COMZ43-120 -COMZ43-160 9CMD10
44 -COMZ44- 80| 80 | 105 -COMZ44-120| 120 | 145 -COMz44-160| 160 | 185 | 32 | 58 |di=¢10
45 -COMZz45- 80 -COMZ45-120 -COMZ45-160 e
46 -COMZ46- 80 -COMZ46-120 -COMZ46-160 M2560 | T-8
47 -COMZ47- 80 -COMZ47-120 -COMZ47-160
48 -COMZ48- 80 -C0MZ48-120 -COMZ48-160
49 -COMZ49- 80 -COMZ49-120 -COMZ49-160
Dimensions of¢43mm or larger $50~¢80 L D=2
COMBAT Z DRILL 2D Series Pilot | Insert|Clamp |Tip Clamp
. . . Drill | Tip |Screw |Handle
4 insert tips are installed on | pri Gl P
the drill larger thang43mm | Dia. ode o. o | g | W #2 o
for less cutting s o0 0 %@ << /4%
resistance. ¥
50 |ST32-COMZ50-100
51 -COMZ51-100
52 -COMZ52-100 9CMT6
*1 Dimension 100 125 M2560 | T-8
‘722%&2: ‘ £ 2 $43~¢49:3.4mm 53 -COMZ53-100
2o 7 | 050~080:4.3mm | 54 -COMZ54-100
s | s [9CMDI2
i : i i [ 55 -COMZ55-100 =12
i “ — & ir'qj 56 -COMZ56-110
— 57 -COMZ57-110 9cMT7
10 | 135 .
& 58 -COMZ58-110 M3070| T-10
a0 ST couteo-1z SEHTT
L/D=6.2 : . _
= comzes-1z0] 120 | 145 _— M3070| T-10
r'4
ity COMZ70-130| ., | 155 | 40 | 68 di=12 |9CMT
Photo. shows ST25-COMZ21-130 75 -COMZ75-130 M4090 | T-15
80 -COMZ80-150| 150 | 175

The extended drill longer than L/ D=5 or with chamfering
tool are available as an option.
MIN. order quantity of special drill is 2 off.

M Insert Tip for COMBAT Z DRILL

%2 off Pilot Drill, one set of Insert and Insert Clamp Handle are supplied as standard.
*For use at MC, for Center Through ,Flange Through Side Lock Holder and Oil Hole Holder ,
please refer to NC TOTAL TOOLING SYSTEM catalog.

Insert Tip 1SO
Code No. Grade Material | Applicable Drill
Dimensions oD T ¢d R’\é%siﬁs Code No. PP
9CMT4 _R 4.76 1.98 1.9 04 MPMT04T104 COMZ16~20.5
' COMZ21~26
T T | | 8 e
9cMTY 9525 44 MPMT090308 COMZ66—~80

% The Rhomboid insert tips are installed on the drill. Total 4 corners at 2 external and 2 internal diameters can be used. Please pay attention to install the insert into the

pockets correctly. % The spare Insert Tips are available per a box (10 off).

I COMBAT Z DRILL Economical Cutting Condition

e For Steel/Cast Iron

“40,000” is the basic figure for cutting speed, and the rotation speed
could be obtained by dividing above figure by the drill diameter.

e.g. forp32mm diameter drill:40,000--32=1,250 (min-1)
e For Stainless Steel/Steel Plate SS41

“25,000” is the basic figure for cutting speed, and the rotation speed
could be obtained by dividing above figure by the drill diameter.

e.g. forp32mm diameter drill:25,000+-32= 780 (min-1)
o Feed Rate

4 A )

*How to install Insert Tips

% Coolant higher than 0.5MPa pressure must be supplied.

*For Stainless Steel/Steel Plate, even the cutting speed is
reduced to meet with the materials, please do not reduce
the feed rate and keep it as for steel.

*For tough materials, e.g. steel plate, please use stepped

feed (G73) for breaking the swarf.

Drill Dia d16~d26 $26.5~42 $43~d85
Mild Steel Feed per rev. 0.1~0.15 0.1~0.2 0.15~0.2
Cast Iron  Feed per rev. 0.15~0.2 0.2~0.3 0.2~0.35

*This drill is suitable for offset hole, or inter-merged twin
\_ bore, but not suitable for stacked plate drilling. )
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A/ NIKKEN REAMER SERIES

Wide Product Range to meet All Material Requirements
Long Tool LifecHigh Finishing Accuracy on Tough Materials

Cutting Speed on Each Material for Oil Base Coolant Use

10~20m/min
| Mild Steel ?ﬁ Cr,Mo.or Ni,Cr.Mo.
. - SS400 Steel ~HRC20
\\ BROACH —
WUELAN ~20m/min
> Steel S35C~S55C REAMER
~HRC20 ‘
— . ~ Cr,Mo.or Ni,Cr.Mo.
[t o Steel HRC20~30
Steel S35C~S55C \ ,
HRC20~30 .. NC SENSOR 4 &~ 12m/min

25~60m/min

6~12m/min
[—— Stainless Steel
Die Steel i
T 6~10m/min
§~14m/min TOUGH-CUT SKILL REAMER
Phosphor Bronze Ma”eﬁgfhggﬁé Iron,
y N ST~ (|

10~30m/min q
Nélll:kllgléi 20~30m/min

20~35m/min

BROACH REAMER FC450~FC600

This is just a guide line for the best combination between NIKKEN ‘ 20~30m/min
reamers and each material, Therefore Broach reamer also ‘

TURNING SKILL REAMER 44
\
_ FCD200~FCD300
20~30m/min k < ‘ '
\ A
Die Cast CARBIDE
can be used on die steel or non-alloy steel.

(The above cutting speed in red shows the cutting speed by carbide reamer.)

BREAMERS FOR THROUGH HOLE / STEPPED HOLE / BLIND HOLE
CAN BE SELECTED BY SHAPE OF THE HOLE

EXCELLENT STRAIGHTNESS EXCELLENT STRAIGHTNESS EXCELLENT STRAIGHTNESS

AND CIRCULARTY. AND CIRCULARTY. AND CIRCULARTY.

FORTHROUGHHOLE 1) FORSTEPPEDHOLE  }.J FOR BLIND HOLE

AT

iy | u

WHEN YOU CANNOT GET GOOD RESULT FOR BLIND HOLE BY USING ENDMILL,
BORING ARBOR AND SO ON, PLEASE TRY “REAMERS FOR BLIND HOLE

PARTICULAR CASE |

*kCoated reamer is normally not suitable for the cast iron, however(PF)RADICAL REAMER / NC SENSOR REAMER may be suitable for FCD400-600.
*kUnder normal conditions, coated reamer is not suitable for the aluminium, however (PF)RADICAL REAMER may be suitable for ADC as well.
*For the cast iron with soluable coolant, CARBIDE MILL REAMER (K01 GRADE) may be used.

75 1“=~|_ Please refer to REAMER SERIES Catalogue. |




A NIKKEN REAMER SERIES

Wide Product Range to meet All Material Requirements
Long Tool Life*High Finishing Accuracy on Tough Materials 4

Cutting Speed on Each Material for Soluble Coolant Use

: 20~ 50m/min o
Mlslcéit)gel Cr,Mo.or Ni,Cr.Mo.
PF RADICAL REAMER Steel ~HRC20
20~50m/min
Steel S35C~S55C

RADICAL REAMER
~HRC20 MILLING Cr,Mo.or Ni,Cr.Mo.

BLADE
15~ 50m/min Steel HRC20~30

Steel S35C~S55C \
HRC20~30
MILLING \

15~40m/min

alleable Cast Iron,

Meehanite
15~40m/min FC200~FC300
= DICAL MILL REAMERY * e aom/min
Die Steel Stainless, VOLUTION @
Heat ReS|stance Pre Harden Ductile Cast |
A”OVStee' Steel Titanium, Nickel Alloy ( 2uctl’e ast fron
= Titanium Heat Registance FC450~FC600
10~30m/min Al
10~25m/min k 2 25~35m/min

6~20m/min

®Please select the other reamers as PF radical reamer(below) for alminium / copper / no-ferrous alloy.
e®\When using oil base coolant, you could get better accuracy and longer tool life.

Cutting Speed on Each Material for Soluble Coolant Use

LG 25~60m/min

Carbide Radical
PHOSPHOR
BRONZE

M|II Reamer DLC Coatln
15~35m/min

ALUMINUM
BLONZE

15~35m/min

MILLING
BLADE

Carbide PF

BERYLIUM
COPPER

15~35m/min

®Please select the other reamers for the other materials.
e®With using oil base coolant, you could get better accuracy and longer tool life.

7= (_ Please refer to REAMER SERIES Catalogue. |
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A NIKKEN REAMER SERIES PRODUCTIVITY COMPARISON

Reamer Revolution - NIKKEN reamer series 5 times productivity compared to straight blade reamer.
M Productivity comparison of BRS(M)

Material Carbon steel(S50C) Coolant = Oil base ReamerBRS-10.0
H.S.S. Straight Reamer BRS (M) NIKKEN H.S.S. Broach Reamer || Material:S50C
Processing Cutting flud:Oil
diameter
i N (f _ N N PRODUCTIVITY
®10H7 ( L
I8 o
Prepared hole $9.8~¢9.9 $9.6~¢9.9
Ratation speed 160min-" 480min-! Competitor 50mm/min
feed 50 mm/min © 144 mm/min =
roughness 4.2um © 0.8um Feed (productivity)

M Productivity comparison of RMSS

b F T

Material Casting(FC250) Coolant = Soluble coolant ReamerRMSS-10.0
Carbide Straight Reamer RMSS NIKKEN carbide Radical mill reamer || - paterial:Casting(FC250)
Processing Cutting flud:Water
diameter n - S ———=——3| PRODUCTIVITY @
$®10H7 ( J { I
RMSS
Prepared hole ®9.8~¢9.9 $9.5~¢9.8
Ratation speed 390min? 1,150min! Competitor 70mm/min
feed 70 Mm/min © 350 mm/min —
roughness 3.5uM © 1.0um Feed (productivity)

M Productivity comparison of RMSS

b

Material Prehardened steel(NAK80)HRC45 Coolant = Soluble coolant ReamerRMSS-10.0
Carbide Straight Reamer RMSS NIKKEN carbide Radical mill reamer || Material-Prehardened steel (NAK80)HRC45
Processing Cutting flud:Oil
diameter — | ———=——]|| PRODUCTIVITY
$®10H7 ( J ( I
RMSS
Prepared hole $9.8~¢9.9 $9.7~¢9.9
Ratation speed 230min-’ 470min-! Competitor 23mm/min
feed 23 mm/min © 110 mm/min —
roughness 6.5um © 0.8um Feed (productivity)

M Productivity comparison of HMS (M)

P eyt gt
Material Aluminium alloy(A7075, ADC) Coolant = Soluble coolant ReamerHMS-10.0
Carbide Straight Reamer HMS (M) NIKKEN mill reamer Material:Aluminium alloy(A7075)
Processing Cutting flud:water
diameter ( - ) — ——=——3/| PRODUCTIVITY
®»10H7 ( ] ( I
HMS
Prepared hole $9.8~¢9.9 $9.5~¢9.8
Ratation speed 640min’! 1,900min! Competitor 130mm/min
feed 130 mm/min © 570 mm/min
roughness 3.3um © 0.6um Feed (productivity)

*This data is data obtained under a specific processing environment.
Please choose better cutting condition depending on the combination of machining condition and machining environment.

7=~ Please refer to REAMER SERIES Catalogue. |




’/ CNB ROTARY TABLE Worldwide Field-proven NIKKEN CNC ROTARY TABLE
Consequently and finally, NIKKEN Carbide Worm Screw System

M Carbide Worm System

lon-Nitrided For heavy duty capability and high speed rotation with
Worm Wheel maintaining the high accuracy, the carbide worm screw
HV980 is used for the hardened worm wheel. The wearing of
the worm wheel is reduced and rotary table is used for
more years comparing with the conventional worm
system of soft material. For better impact capability,
the special alloy steel worm screw is used for the worm

screw of the small tooth module.
Steel Way

HRC58-60 W ' : ==

Phosphor Bronze/
Aluminium Bronze
/&~ \Worm Wheel (22.2min"!)

NIKKEN CNC ROTARY TABLE

/ CNCZ202

(66.6min" ™)

@ S
uopesuadwo)
ysepjoeg
uonesuadwog
ysepoeg

3mon. 6mion. 12mon. 2yrs. 3yrs.
Useful Life

(Burrespy Jo Junowy) ysepjoeg,

* Rotation speed of motor = 3,000min""

B Worm Wheel N
Material is special NIKKEN | poogo. o |
order made steel. Inside

Specially hardened and
furthermore ion-nitro
treated on teeth. Thus, the

Carbide Worm Screw problem of sliding friction

is solved. Hardness of Worm Wheelj

Photo shows C
CNC ROTARY TABLE ¢105~¢1600 TILTING ROTARY TABLE
HIGH SPEED Z SERIES (66.6min ") $100~¢1200

T o—
L’

5AX-201 5AX-1200

MANUAL TILTING ROTARY TABLE
$250~¢$500

N NSVX400 % NST300

MULTI-SPINDLE TILTING
ROTARY TABLE ¢105~¢200

MULTI-SPINDLE ROTARY TABLE
(2w, 3w, 4W) ¢100~¢260

e CNC100-4W 5AX-4MT-120
7=~ Please refer to CNC ROTARY TABLE Catalogue. |
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ALPHABETICAL INDEX OF THE PRODUCTS

FIGURES
OLpP-TO
O-RACO-O
O-RACO-OA
O-RACO-OE
O-RACO-0OK
O-zMACO-0OOV
O-zZMACO-OIV-I
0-ZMACOR-OOIV
10PM-O

10S

1MP-O
3MP-O
3MS-O
4MP-O
5AX-1200
5AX-201
5AX-4MT-120
6MP-1
8CP-T4
9CMDO
oCcCMTO
9DJ8-J10--ADP
9DKR15
9DKT15

oFO

oFO

oF0-O
9F2-W8.0
9FW-5
9WT35-[1
9WT45-1
9HO

9HIM

9HO2

9HO3

9HAO

9HCO

9HCO

9HCO

ILMR
9LSROI-OI
9SY-EXT-560
9SZF

9ZFL

A
ABOI-010
AC410K
AC630
AC630M
AEG12-0
AEG16-0
AHK35-1
AMO-0O-0
ASO-O

B
BAL-20
BRS-10.0

Insert Tip for OIL JETTER BITE
MODULAR TYPE RAC BORING HEAD for Heavy Duty Boring of ron and Cast lron - - 39
MODULAR TYPE RAC BORING HEAD for Aluminum- - - - 39
MODULAR TYPE RAC BORING HEAD for Steel, Stainless Steel and Cast Iron - = 39
MODULAR TYPE RAC BORING HEAD for Through Hole and Mutti Sheets - - 39
MODULAR TYPE ZMAC ADVANCED BORING HEAD- - 35
MODULAR TYPE ZMAC ADVANCED(ISO)BORING HEAD- - 37
MODULAR TYPE ZMAC ADVANCED BORING HEAD- - 35

Insert Tlp .................................. 48
Insert Clamp Handle for DJ BORING BIT ------ 40
|nsert Tlp .................................. 48
Insert Tlp .................................. 48
Insert T|p .................................. 48
|nsert Tlp .................................. 48
TILTING ROTARY TABLE -« -« cocveeeeeeeeees 78
TILTING ROTARY TABLE - -« c-vvvreeeecnees 78
MULTI-SPINDLE TILTING ROTARY TABLE- - - - - - 78
Insert Tlp .................................. 48
Insert Tip for OILJETTERBITE <+ v--vvv-- 65
Pilot Drill for COMBAT ZDRILL =~ = «--ccveeee-s 73
Insert Tip for COMBAT Z DRILL =+ :cvceveeeees 73

Adapter for using J10-3-14 for DJ8 -« -« -+« -+ 40

Insert Tip for PRO-END MILL - -ccceveeeeeeees 21
Insert Tip for PRO-END MILL =+« -coeeeeeeee 21
Bolt for Quick Change type Face Mill Arbor - --- -+ 18
Clamp Piece for FACE MILLABOR - - «------- 21
Drive Key for FACE MILLABOR =+ --cccvveees 21
Drive key for FT30-2 +««ccvoveerereenenen.. 18
Drive key for FT35-3 ++ccvvereeeeeee . 18
Drive key fOr FT35-[] +vvvvvrvrrreeeeeeeeennns 18
Drive key for FT45-[] « -« -cvvvveeeeveeeeens 18
Brass Spacer for QUICK CHANGE HOLDER: - - - 17
Stopper key for QUICK CHANGE HOLDER -« 17
Cap Screw for QUICK CHANGE HOLDER: - - - - - 17
Screw for QUICK CHANGE HOLDER -+ -+ - -+ - - - 17
Spanner for QUICK CHANGE HOLDER - - - - - - - - 17

Spanner for SLIM CHUK
Spanner for ZERO FIT HOLDER CZF / SZF ---- 23
Spanner for CF
Collet setting and extracting tool for LIVE CENTER- - 68
Ring of Oil Jetter Drill Sleeve for MT Shank Drill - - 66

Extension Plate for CENTERING HOLDER ---- 16
Adjustment Wrench for ZERO-ZERO HOLDER - - 71
Wrench for ZERO FIT HOLDER =« ««ccxvovvvee 23
Blade for CHAMFERRING TOOL -« - -+ -+ v v e 32
Material of Insert Tip ( Coated Carbide K) -+~ - - 49
Material of Insert Tip ( Coated Carbide M) - - - - 49
Material of Insert Tip ( Coated Carbide M) - - - - - - 49
|nsert Tlp .................................. 49
|nsert T|p .................................. 49

Adapter for QUICK TYPE ANGULAR HEAD ---- NC
CHAMFERRING TOOL for MORSE TAPER - --- 32
CHAMFERRING TOOL for NATIONAL TAPER - - 32

BALL CENTRALIZER «+ v v vverrreeneneneanns 16
BROACH REAMER Straight Shank for TROUGH HOLE - - 77

C

cco-g
Ccco3-
CCo6-0
Ccco7-O0
Cccos8-
CCi12-00
ccTo-0-0O
CF-O
CF-CZFO
CH

CN8-
CNC100-4W
CNC1600
CNCZ401
csO

D

D.TO-O
DO-NPUO
DTO-NPULO
DV

E

E236N
E460N
EAO-O
EA573KL-6
ECC-I-0O0
EJ16-0O0
EJX16-01
EMO02-1
EMO09-1
EM11-0O
ETO-O

F

FO-O
FAO-O
FAO-OOP
FM10A
FTO-O
FwO

GNOK
GNT

H

H1
HAO-TO
HMO-TO
HMS-10.0
HP-OI

HTI

|
1-100
IC28
IC50M

CENTERING END MILL *++cvvvvvrrsreneeennns 15
INSEIETIP v e et eemee et 49
INSEIE TP v v s e e e e e eee e 49
INSEIt Tip v v werrs e e 49
INSEIETIP v e et eere e e et 49
INSEIE TP v v s e e e e e ee et 49
CENTERING TOOL -+ v rrvrrrrrnmeeeneennns 15
MILLING CHUCK for HOBBING MACHINE - --- 24

FLANGE STYLE ZERO FIT TYPE MILLING CHUCK - - 24
Circular handle for UNIVERSAL ROTARY & TILTING TABLE - - 59

|nsert Tlp .................................. 49
MULTI-SPINDLE ROTARY TABLE - :-::--c---- 78
CNC ROTARY TABLE  +cvvvvvvrrrrnneeennnnn 78
High Speed CNC ROTARY TABLE - --:------- 78
Clamp Bolt for eMAC BORING SYSTEM - --- - 52
NON-STOP CHUCK - D.T BOXED SET -+ ---- - 26
Straight Shank NPU Drill Chuck =« ««cccvoveee 8
Quick Change type NPU Drill Chuck « -« «------ 18

Dividing plate for UNIVERSAL ROTARY & TILTING TABLE - - 59

TOOL PRESETTER ........................ 56
TOOL PRESETTER ........................ 56
STUB ARBOR .............................. 2]
Spanner fOr MMCS .......................... 69
Cartridge for eMAC BORING SYSTEM -« -+ -+ 52
BORING bite for eMAC BORING SYSTEM - --- 52

BORING bite for eMAC BORING SYSTEM (Solid carbide bit) - - 52

Insert Tip for eMAC BORING SYSTEM - -+~ 52
Insert Tip for eMAC BORING SYSTEM - ----- 52
Insert Tip for eMAC BORING SYSTEM - --- - 52
Quick Change type Stub Arbor ««----c-vvevee- 18
Straight Shank Face Mill Arbor « - =« -« -eceeeeee 10
FACE MILLABOR ¢ tcovvreeeercecnuteanune. 2]
Centering p|ug .............................. 2]
BOIfOr FT30-2 - -+ v vververeeeneeneeneeneen.n. 18
Quick Change type Face Mill Arbor ««---««----- 18
Drive Key for FACE MILLABOR - --------- 18,21
Spacer Collar for STUBARBOR « <« «cx-vve- 21
Master Gauge for TOOL PRESETTER -« - -- 56
Front End Nut for STUBARBOR -+ ------------ 21
Material of Insert Tip (Carbide K) -+« ««---v-- - 48

QUICK CHANGE HOLDER for NATIONAL TAPER- - 17
QUICK CHANGE HOLDER for MORSE TAPER: - 17
MILL REAMER Morse Taper Shank for TROUGH HOLE - - 77
HEIGHT PRESETTER
Insert Tip for eMAC BORING SYSTEM (Carbide K) - - - - 52

Standard Handle for MACHINE VISE -+ --«----- 63
Material of Insert Tip for PRO-END MILL (Carbide P30-P50, M30-M40) - - 21
Material of Insert Tip for PRO-END MILL (Carbide P20-P30) - - 21



J
J
Jo-0-0

K
KO-DJO-O
KO-MMCO-O
KO-MMCO-O
KO-MMPO-O
KO-MTO
KO-RACC-OE
KO-SCAO
KO-SccO
KO-SKO

Jig plate for UNIVERSAL ROTARY & TILTING TABLE- - 59

DJ BOR'NG BlT ............................ 40
Straight Shank DJ BORING BAR =« -« -« -xv - 14
Straight Shank MINI-MINI CHUCK® - -+ ---vv - 15
MINI-MINI CHUCK for NC Lathe «««««ccxoovvee 69
Straight Shank MINI-MINI CHUCK® -+ ---vve - 15
Morse Taper Collet »+rvrrrrrree i 8
Straight Shank BALANCE CUT BORING BAR - 14
Straight Shank Stub Arbor - -+ -« v eveeeeeeeee 10
Straight Shank Stub Arbor -« =+« - eeeeeeeneee 10

Straight Shank SLIM CHUCK

KO-ZMACO-1V Straight Shank ZMAC ADVANCED BORING BAR- - 13

KBN10B
KBN510
KMO-O
KPDO010
KW10

L

LO

L-1000

LCD
LCHO-SKO
LCHO-SZFS-O
LEADC-O
LEAC-MTO
LK-O
LMO-O
LNC-O
LNT-OI
LQO-0O
LsO-O
LSC-O
LST-O

M

M

MO

MO

MO

MO

MO

MO

MO

MO

MO
MOHZ-OCH
MOHZ-COCH(M3)
MOHZ-COORCH
MOHZ-OOV
MOHZ-OV(M3)
MOHZ-OV-1
MOHZ-OVR
MOHZL
MOHZL
M2562D

M30

M30

M4012

Material of Insert Tip (CBN) +vrvvrvrreneneenns 48
Material of Insert Tip (CBN) « =« -v-eveveveeeen. 48
Straight Collet + =« v e eresssemeeeeeeannnn. 7.18
Material of Insert Tip (Diamond) -« «-«-------- 48
Material of Insert Tip (Carbide K) - =« ---- 49
Holder for LIVE CENTER - ccceveeeeeeeeees 68
L Shape Handle for MACHINE VISE - -------- 63
Centering Dial Gauge ==« --cworesreeeee 67,71

Adjust type Centering Holder« -« <+« +vevenees 67
ZERO-ZERO HOLDER for NC Lathe
Qil Jetter Bite Sleeve for Commercially Available Boring Bar - - 66

Oil Jetter Drill Sleeve for Morse Taper « -« -« -+ 66
Collet for LIVE CENTER  »---ooeeeeeeeeeees 68
LIVE CENTER Main Body = -+« ccsveseeeesees 68
OIL JETTER BITE with Special steel -« -* 65
OIL JETTER BITE with Special steel -::------- 65
Center drill for LIVE CENTER === ccveeeeerees 68

Oil Jetter Drill Sleeve for Straight Shank -« -« -+ 66
OIL JETTER BITE with CARBIDE MANDREL - - 65
OIL JETTER BITE with CARBIDE MANDREL - - 65

Mask plate for UNIVERSAL ROTARY & TILTING TABLE - - 59
Insert Clamp Screw for ZMAC ADVZNCED BORING UNIT- - 36
Unit Clamp Bolt for ZMAC ADVZNCED BORING UNIT- - 36
Head Clamp Bolt for Cartridge Head
Insert Clamp Screw for ZMAC ADVZNCED (ISO) BORING UNIT- - 38
Unit Clamp Bolt for ZMAC ADVZNCED (ISO) BORING UNIT- - 38

Head Clamp Bolt for Cartridge Head -« -------- 38
Insert Clamp Screw for DJ BORINGBIT -« - -~ 40
Clamp Screw for OIL JETTERBITE- - -« -« ---- 65
Clamp Screw for COMBAT Z DRILL:« - -« -- -+ 73
Cartridge Head for ZMAC ADVZNCED BORING UNIT - - - - - - 36

Cartridge Head for ZMAC ADVZNCED BORING (ISO) UNIT- - 38
Cartridge Head for ZMAC ADVZNCED BORING UNIT- - 36, 38

ZMAC ADVZNCED BORING UNIT = -ccceeeees 36
ZMAC ADVZNCED (ISO) BORING UNIT « -~ -+« -+ 38
ZMAC ADVZNCED (ISO) BORING UNIT -+« -« --- 38
ZMAC ADVZNCED BORING UNIT - =cc-ve-- 36,38

Adjustment Handle for ZMAC ADVZNCED BORING UNIT- - 36
Adjustment Handle for ZMAC ADVZNCED (ISO) BORING UNIT- - 38
Insert Clamp Screw for 6MP-D[] -+ -« -------- 36,48
Lock Screw for ZMAC ADVZNCED BORING UNIT- - 36
Lock Screw for ZMAC ADVZNCED (ISO) BORING UNIT- - 38
Tip Clamp Bolt for PRO-END MILL (PESOHC, PE100HC) - - 21

M4090
MCAOF-O
MCC-130B
MCCzZ-130V
MCcMO-O
MCTO-O
MOMTO
MPK4-0
MPMTOO
MTOT-DJO-O

Tip Clamp Bolt for PRO-END MILL (PE50HC, PESOHC) - - 21
MULTI LOCK MILLING SHUCK for NATIONAL TAPER- - 7
Balancer of Boring Arbor for Large Dia.
Cartridge of Boring Arbor for Large Dia.
MULTI LOCK MILLING CHUCK for MORSE TAPER- - 20
Quick Change type MULTI LOCK Milling Chuck:- - 18
Insert Tip for PRO-END MILL
MPK collet for MINI-MINI CHUCK MMP4 - - - - 15,69
ISO Code No. of Insert Tip for COMBAT Z DRILL - - 73
DJ BORING BAR With DJ BORING BIT for MORSE TAPER- - 44

MTOT-DJ-CI-BD DJ BORING BAR Without DJ BORING BIT for MORSE TAPER - - 44

MTOT-QO-O
MTOT-RACO-OIE

BASE HOLDER for MODULAR TYPE for MORSE TAPER- - 34
BALANCE-CUT BORING ARBOR for MORSE TAPER- - 42

MTOT-ZMACI-[IV ZMAC ADVANCED BORING ARBOR (ZMZC-V) for MORSE TAPER - - 41

N
NO-MTO
NO-NPUO
N-10J0
N-10J0G
N-1CJ0S
NCDO--0O
NQO-O
NaMO-O
NS530
NS9530
NST-CIHP
NST300
NSVX400
NX
NXE-COOL
Nz[O-0O

P
P-S
PECIHC
PE-T-15
PMKO-OJ
PR630
PS-L]
PS-1
PV720
PV90

Q

Q26-DJCI-[]
Q26-DJCI-CI-BD
Q26-EMAC6110-61
Q42-EMAC6200W-85

R

R

RCC-O
RCC-OA
RCC-LIE
RCC-LIK
RCC-130
RMSS-10.0
RPC-O
RSST-OIF

S

S.EMACO

MT Taper Sleeve for NON-STOP CHUCK - - - -25,27

NPU Drill Chuck for NON-STOP CHUCK - - - -25,27
MACHINE VISE without Swivel«««««--xooeeeee 63
JAW for MACHINE VISE  « -+ -oeeeeeeeeeees 63
Swivel for MACHINE VISE - - - == vveeeeeeeeees 63
Straight Shank CENTER DRILL HOLDER - - - - - 15
NON-STOP CHUCK for NATIONAL TAPER - - - - 27
NON-STOP CHUCK for MORSE TAPER - ---25,27
Material of Insert Tip (Cermet without Coating) - - - - - - 48
Material of Insert Tip (Cermet without Coating) - - - - - - 48
UNIVERSAL ROTARY & TILTING TABLE ------ 57
MANUAL TILTING RATARY TABLE - - -+ === v v -+ 78
ROTARY HIRTH COUPLING INDEX - :«:--:--- 78

Insert Tip for eMAC BORING SYSTEM (Cermet without coating) - - 52
Air Cylinder for Cooling with ON/OFF Magnet - - 22
Straight Shank TAPPER CHUCK - -« -« - v vt 14

TAILSTOCK (MANUAL) - ccvemeeeenecees 64
PRO_END MILL ............................ 2]
Tip Clamp Wrench for PRO-END MILL -« ------ 21
PMK collet for MINI-MINI CHUCK MMC - - - - - - 15,69
Material of Insert Tip (Coated) <« «---v-v-v-- 73
Changeable Center for TAILSTOCK: « - -« -« - -+ 64
Changeable Center Base for TAILSTOCK ------ 64
Material of Insert Tip (Coated Cermet) -------- 48
Material of Insert Tip (Coated Cermet) - ----- 48,49
DJ BOR'NG HEAD .......................... 40

DJ BORING HEAD without DJ BORING BIT - - - - 40
MODULAR TYPE eMAC BORING HEAD
MODULAR TYPE eMAC-W BORING HEAD - - - - 51

Scroll chuck for UNIVERSAL ROTARY & TILTING TABLE - - 59
Cartridge of RAC BORING HEAD for Heavy Duty Boring of Iron and Cast Iron - - 39
Cartridge of RAC BORING HEAD for Aluminum- - 39
Cartridge of RAC BORING HEAD for Steel, Stainless Steel and Cast Iron - - 39
Cartridge of RAC BORING HEAD for Through Hole and Multi Sheets - - 39
RCC Cartridge of Boring Arbor for Large Dia. - - - - 43
CARBIDE RADICAL MILL REAMER Morse Taper Shank for TROUGH HOLE - - 77
RPC Plate of Boring Arbor for Large Dia.- -« -+ 43
NIKKEN TURNING SKILL REAMER for BLIND HOLE- - 70

eMAC BORING SET PARTS LIST

80
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S.L.MO-0O
S.MAOI-OJAO
S.MACO-O0BO
S.MCAOF-O
S.MCMO-O
S.MHAO-O
S.N110
S.NQO-OIN
S.NQMO-OON
S.zMO-0
S.zMO-0G
SO-BCBXO-O
sO-co
SO-MDPEO-O
SO-SKO-O
SO-UMT
SO-UMTX
SO-ZMACXO-0OV
S$10-TP8
SC09-1
SCi12-0
SIR-CI10
SKO-O
SKO-OOA
SKO-OAC
SKO-OP
SKG-O
SKG-18[
SKJO-0
SKJL-O
SKL-0O
SKL-0O
SKL-100S-P
SKN-O
SKN-CJ
SKN-1C0SB
SKN-10SB-OL
SKR-O
SM12
SPO-0-0O0
SPLI-0I-C-A1
SRST-OF

STO-COMZ[J-[] COMBAT Z DRILL

STO-SKOI-1
STO-ZTO
ST10P
STHO-SKI-[1
Stopper

Sv-OI

Syd-0

SY9

-

oOoooono

TO-AFO-0O-0O

TO-AHO-0O-0O
TO-BACO-0OV
TO-CZFO-O

R P e

LIVE CENTER Standard Set = ««----cooeeeee 68
Milling Machine Arbor Style A =+ -« - oveeveeees 21
Milling Machine Arbor Style B =+« v« -veveeees 21

MULTI LOCK MILLING SHUCK STANDARD BOXED SET- - 9
MULTI LOCK MILLING SHUCK STANDARD BOXED SET- - 9
QUICK CHANGE HOLDER BOX SET -« --- - 19
MACHINE VISE ............................ 63
NON-STOP CHUCK - D.T BOXED SET -« ----- 27
NON-STOP CHUCK - D.T BOXED SET -« ---- - 27

TAPPER CHUCK SET with ZKN TAP COLLET -- 28
TAPPER CHUCK SET with ZKN TAP COLLET - - 28
Straight Shank DEEP HOLE MICRO-CUT BORING BAR- - 13
Straight Shank Milling Chuk
Straight Shank PRO-END MILL
Straight Shank SLIM CHUCK ULTRALONG - - -- 11
Straight Shank UMT MICRO TOUCH
Straight Shank UMTX MICRO TOUCH
Straight Shank DEEP HOLE ZMACX ADVANCED BORING BAR- - 13

Straight Shank TOUCH POINT ==« «ccvveeeeeeee 8
[ASER D °ceccececas60000000000000063000000 49
INSert Tip = cvcrereroeoeceeneneittieen, 49
ROTARY SUPER INDEX TABLE « -« ------+- 61,62
SLIM CHUCK COLLET Standard--«««----+-- 12,72
SLIM CHUCK COLLET Atype =<+ +++ nveee 12,72
SK Coolant Co”et .......................... 72
SLIM CHUCK COLLET Pclass -« -------- 12,72
Adjust Screw for SLIM CHUCK =~ +--««c-vve- 11,69

Adjust Screw for ZERO-ZERO HOLDER -+ -« -+ 71
Cap for J Type Nut
Wrench for CAP of J type TiN BEARING NUT- - 11,67

Spanner for SLIM CHUK =+ - -vvereeeeeeees 11,69
Spanner for ZERO FIT HOLDER SZF - -« ------- 23
Spanner for ZERO-ZERO HOLDER: -+ -+ -+« - 71
TiN BEARING NUT for SLIM CHUCK -+« -« - 11
J type TiN BEARING NUT for SLIM CHUCK - - 11,67
Nut for ZERO-ZERO HOLDER « -« == - s v evveees 71
Nut for ZERO-ZERO HOLDER « - === -cvvveeeee 71
Collet removal for SLIM CHUCK COLLET ------ 12
Bolt for SCC254 ............................ '|0
SPACER for MODULAR TYPE - == -cvveeeeeees 34

SPACER for MODULAR TYPE for DEEP HOLE - - - - 34
NIKKEN TURNING SKILL REAMER for THROUGH HOLE, STEPPED HOLE - - 70

.......................... 73
SLIMCHUCK for NC Lathe ~«-««-vvoeveeeeees 69
TAPPER CHUCK for NC LATHE =+« -+ 67
Material of Insert Tip (Carbide P) ==« ---- - 48
O|I Jetter SLIM CHUCK ...................... 67
Stopper for SOLID VISE - -« =+« -cvvvereeeecees 64
SOLID VISE SYSTEM for long length « - <+ -« -+ 64
CENTERING HOLDER ...................... ]6
Stylus for CENTERING HOLDER -+ --------- 16

Insert Clamp Handle for ZMAC ADVZNCED BORING UNIT- - 36
Insert Clamp Handle for ZMAC ADVZNCED (1SO) BORING UNIT- - 38
Insert Clamp Handle for DJ BORING BIT
Torx Wrench for eMAC BORING SYSTEM - - - - - - 52

Clamp Handle for OIL JETTERBITE ---------- 65
Tip Clamp Handle for COMBAT ZDRILL - ---- 73
SOLID TYPE Off-Set ANGULAR HEAD - ------- 22
SOLID TYPE 90°ANGULAR HEAD -« --- 22
BALANCE-CUT BAC ADVANCED BORING ARBOR for LARGE DIA. - - 43
ZERO FIT TYPE MILLING CHUCK -« «««------- 23

TO-DJO-O
TO-DJO-0O-BD
TO-NXO-O
TOQO-O
TO-RACO-O
TO-RACO-OE
TORAK-O
TO-SZFO-O
TO-ZMACO-OOV

DJ BORING BAR With DJ BORING BIT for NATIONAL TAPER- - 44
DJ BORING BAR Without DJ BORING BIT for NATIONAL TAPER - - 44

SPINDLE SPEEDER
BASE HOLDER for MODULAR TYPE for NATIONAL TAPER - -

34

RAC BALANCE-CUT BORING ARBOR for LARGE DIA. - - 43
BALANCE-CUT BORING ARBOR for NATIONAL TAPER- - 42

RAK Arbor of Boring Arbor for Large Dia.
ZERO FIT TYPE SLIM CHUCK

ZMAC ADVANCED BORING ARBOR (ZMZC-V) for NATIONAL TAPER - - 41

T2000Z Material of Insert Tip (Coated Cermet) - ---:--- 48
TCLICI090201CIL Insert Tip for ZMACS32-V-| =« - xvveveeeeenns 38
TIPO Tip Clamp Wrench for PRO-END MILL - - -+« -- 10
TN9O Material of Insert Tip (Cermet without Coating) - - 48
TOOLLIVE Tool Management System for TOOL PRESETTER: - 56
TP-O Straight Shank TOUCH POINT <+« - - v vvvveeee 8
TPOC1103CIC0L Insert Tip for ZMAC42-V-| ~ ZMAC100-V-| - - - - - - 38
TPS-UI Tip Clamp Bolt for PRO-END MILL - -+« -+« v- -+ 10
TS201 Clamp Bolt for eMAC BORING SYSTEM -« - -~ 52
TTO-DJOI-C1  DJBORING BAR With DJ BORING BIT for QUICK CHANGE HOLDER - - 44
TTOI-DJOI-[J-BD DJBORING BAR Without DJ BORING BIT for QUICK CHANGE HOLDER - - 44
TTO-MTO Quick Change type Morse Taper Sleeve -« -« -« -+ 18
TTO-QO-O BASE HOLDER for MODULAR TYPE for QUICK CHANGE HOLDER - - 34
TTO-RACLI-CI-E BALANCE-CUT BORING ARBOR for QUICK CHANGE HOLDER - - 42
TTO-ZMACI-[0-V' ZMAC ADVANCED BORING ARBOR (ZMZC-V) for QUICK CHANGE HOLDER - - 41
U

uUsD-O UNIVERSAL MICRO STAND: -« =+ v sveeeeeeees 55
USD-90]1 Parts for UNIVERSAL MICRO STAND- -« -« -~ 55
\'}

V-G Grinding surface Jaw for SOLID VISE =+« -+ -+ - 64
via-Yy File pattern surface Jaw for SOLID VISE -« --- 64
VMKD_D VMK Collet cvrrrrreeeeereiiinnneenn, 69
VMKD_DJ VMK-J Collet s - rrrrrremmiie i 689
w

w Stepped Guide piece for UNIVERSAL ROTARY & TILTING TABLE - - 59
WASP-PT Printer for TOOL PRESETTER -« -« -« vvvx-- 56
WASP-PTP Roll papers with seal of Printer for TOOL PRESETTER - - 56
X

X Chuck plate for UNIVERSAL ROTARY & TILTING TABLE - - 59
Y[I-OJ

YOI-d Centering Bar- -« -+ ccvveeveereteee . 8
Z

ZGED_MD_D TAP EXTENSION v ccccceeesonnmnnnceceens 32
ZK[-O TAP COLLET(ISO /DIN) = -cvvcvvvreeeeeeeees 31
ZKGO-O ONE TOUCH TAP COLLET (JIS) ««-ve-vvvv-e 29
ZKGO-O TAP COLLET (ISO /DIN) - ccecceceececcecee.s 31
ZKG[I-[O-HT  ONE TOUCH TAP COLLET (JIS) High torge setting - - 29
ZKG[I-[O-HT  TAP COLLET (ISO/DIN) High torge setting- - - - 31
ZKG[I-[O-LT  ONE TOUCH TAP COLLET (JIS) Low torge setting - - 29
ZKG[I-[I-LT  TAP COLLET (ISO/DIN) Low torge setting - - - 31
ZKNOI-[I ZN TP COLLET @) oo0coc00000000000000 30
ZM0O-0 TAPPER CHUCK SERIES -+ - - v ocvoeveeeeenes 28
ZMKLOI-[] TAP COLLET for NC LATHE =« - ocvevevesens 68
ZQUl-O TAPPER CHUCK for NON-STOP CHUCK - - - - - - 25



A NIKKEN WORLD WIDE SALES BRANCH

There are overseas Sales Branches in 12 countries. Each sales branch has stocks for toolings and CNC Rotary Tables, and service
engineers look after the maintenance and service operation of our products. In the other region, e.g. East-South Asia, Ozaena, South
America, Africa, etc., there are some distributors. At the production line in abroad, as there are many requirements for special tools and
CNC Rotary Table to suit the special specifications, please ask us or distributors for spare tools and maintenance parts in advance.

UK S.WEDEN
okt USA
FRANCE" % TKGERMANY, WA (D)
SPAIN X - & KOREA o il
ITALY,
NC
TURKEY CHINA, ,, % CA TX E = o
JAPAN sif\Ne LYNDEX-NIKKEN (U.S.A.)
= (]
B THAILAND ME{'CO
INDIA
%
SINGAPORE
*
INDONESIA

% ::Sales Branch with Service Engineer,
@®'::Sales Branch
M ::Service is available.

NIKKEN DEUTSCHLAND (GERMANY) PROCOMO-NIKKEN (FRANCE)

VEGA INTERNATIONAL(ITALY)_l

NIKKEN CHINA (CHINA) SIAM NIKKEN (THAILAND) NIKKEN ASIA (SINGAPORE) NIKKEN INDONESIA (INDONESIA)
*xU.S.A LYNDEX-NIKKEN * SPAIN & CUTTING TOOL S.L (TOOLING)
CA,CT,IL,NC, TX, WA 1468 Armour Boulevard, PORTUGAL PORTUETXE 16, BARRIO IGARRA
Mundelein, ILLINOIS 60060 E-20018 DONOSTIA-SAN SEBASTIAN
Tel.+1-847-367-4800 Fax.+1-847-367-4815 Tel.+34-(0)-902-820090 Fax.+34-(0)-902-820099

UTILLAJES OLASA,S.L. (CNC ROTARY TABLE)

MEXICO HERRAMIENTAS LYNDEX-NIKKEN S.A.de C.V.
(From 2014.09) Av. Hercules #401-13, Fracc. Poligono 3 Tel+34-(0)-943-107177
Santa Rosa Jauregui, Queretaro 76220 *TURKEY NIKKEN KESICI TAKIMLAR SAN. VE ULUSLARARASITIC. A. S
Tel.+52-55-8421-8421 E5 Uzeri Kucukyali Yanyol Irmak Sok.
Kucukyali Sanayi Sitesi A Blok No:5 Maltepe 34852 Istanbul
* FRANCE PROCOMO-NIKKEN S.A.S
6, avenue du Ter Mai-Z.A E.Les Glaises 91127 Tel.+90-(0)-216-518-1010  Fax.+90-(0)-216-366-1414
Palaiseau Cedex *KOREA KOREA NIKKEN LTD.
Tel.+33-(0)-1-69.19.17.35 Fax.+33-(0)-1-69.30.64.68 90B-11L, Namdong Industrial Complex, 170, Namdong-Daero,
Namdong-Gu, Incheon, Korea 405-819
* UK NIKKEN KOSAKUSHO EUROPE LTD. ) :
Precision House, Barbot Hall Industrial Estate, Tel.+82-(0)-32-763-4461 Fax.+82-(0)-32-763-4464
Rotherham, South Yorkshire, S61 4RL *P.R.CHINA SHANGHAI ZHONG YAN TRADING CO., LTD.
Tel.+44-(0)-1709-366306 Fax.+44-(0)-1709-376683 BUILDING 1/F, #54, No.1089 QINZHOU RD. (N),
* GERMANY NIKKEN DEUTSCHLAND GmbH SHANGHAI, CHINA
EisenstraBe 9c, 65428 Riisselsheim Tel.+86-(0)-216210-2506 Fax.+86-(0)-216210-2083
Tel.+49-(0)-6142-550600 Fax.+49-(0)-6142-5506060 *SINGAPORE NIKKEN KOSAKUSHO ASIA PTE, LTD.
*ITALY VEGA INTERNATIONAL TOOLS S.P.A 186,_Wood|ands Industrial Park E5 #04-01
Via Asti N9 10026-Santena(TORINO) M Singapore 757515
' Tel +65-6362-7980 Fax.+65-6362-7980
Tel.+39-011-9497911 Fax.+39-011-9456380 . l
THAILAND SIAM NIKKEN Co., LTD.
gﬁé’g,? INAVIA gﬂﬁgl(aﬁ:ni%g"ﬂgﬁ)v&ﬁngglv 127 Moo5 Gauwungsai-Bangturie Road Tambon Tanokkard
Tel.+4 Y 44 F 4 177 Ampher Muangnakhonpathom Nakhonpathom 73000 Thailand
el.+46-(0)-303-440-600 Fax+46-(0)-303-58 Tel.+66(02)178-0503 Fax.+66(02)178-0504
*INDONESIA PT.NIKKEN KOSAKUSHO INDONESIA

JALAN BIZPARK 3 JABABEKA INNOVATION CENTER A NO.16,KEL.
MEKARMUKTI, KEC. CIKARANG UTARA, KAB. BEKASI PROP. JAWA BARAT
TEL:+62-(0)21-5702071 MAIL:zefry.i@nikken-kosakusho.co.jp
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For CNC AUTOMATIC TURNING LATHE

AR N o VB = RS NIKKEN KOSAKUSHO
WORKS, LTD. OSAKA, JAPAN.

5-1, 1-chome, Minamishinden, Daito-shi,
Osaka-fu, Japan.
Telephone : 072-869-5820 Telefax : 072-869-6220

U.S.A  cA,CT,IL NC, TX, WA

LYNDEX-NIKKEN

1468 Armour Boulevard, Mundelein, ILLINOIS 60060
Tel.+1-847-367-4800 Fax.+1-847-367-4815

MEXICO (From 2014.09)

HERRAMIENTAS LYNDEX-NIKKEN S.A.de C.V.
Av. Hercules #401-13, Fracc. Poligono 3

Santa Rosa Jauregui, Queretaro 76220
Tel.+52-55-8421-8421

FRANCE

PROCOMO-NIKKEN S.A.S

6, avenue du 1er Mai-Z.A.E.Les Glaises 91127 Palaiseau Cedex
Tel.+33-(0)-1-69.19.17.35 Fax.+33-(0)-1-69.30.64.68

UK

NIKKEN KOSAKUSHO EUROPE LTD.

Precision House, Barbot Hall Industrial Estate,
Rotherham, South Yorkshire, S61 4RL
Tel.+44-(0)-1709-366306 Fax.+44-(0)-1709-376683

ZERO-ZERO HOLDER GERMANY
for TURNING MACHINE I=="P.71 NIKKEN DEUTSCHLAND GmbH

EisenstraB3e 9c, 65428 Risselsheim
Tel.+49-(0)-6142-550600 Fax.+49-(0)-6142-5506060

ITALY

VEGA INTERNATIONAL TOOLS S.P.A

Via Asti N-9 10026-Santena(TORINO)
Tel.+39-011-9497911 Fax.+39-011-9456380
SCANDINAVIA swEDEN

NIKKEN SCANDINAVIA AB

Bultgatan 13b, 44240 Kungalv
Tel.+46-(0)-303-440-600 Fax.+46-(0)-303-58177
SPAIN & PORTUGAL

CUTTING TOOL S.L (TOOLING)

PORTUETXE 16, BARRIO IGARRA E-20018 DONOSTIA-SAN SEBASTI
Tel.+34-(0)-902-820090 Fax.+34-(0)-902-820099
UTILLAJES OLASA,S.L. (CNC ROTARY TABLE)
Tel.+34-(0)-943-107177

TURKEY

NIKKEN KESICI TAKIMLAR SAN. VE ULUSLARARASITIC. A. S
E5 Uzeri Kucukyali Yanyol Irmak Sok.

Kucukyali Sanayi Sitesi A Blok No:5 Maltepe 34852 Istanbul

COMBATZDRILL [@P?:; Tel.+90-(0)-216-518-1010 Fax.+90-(0)-216-366-1414
KOREA
KOREA NIKKEN LTD.
90B-11L, Namdong Industrial Complex, 170, Namdong-Daero,
Namdong-Gu, Incheon, Korea 405-819
Tel.+82-(0)-32-763-4461 Fax.+82-(0)-32-763-4464

P.R.CHINA

SHANGHAI ZHONG YAN TRADING CO., LTD.

BUILDING 1/F, #54, No.1089 QINZHOU RD. (N), SHANGHAI, CHINA
Tel.+86-(0)-216210-2506 Fax.+86-(0)-216210-2083

SINGAPORE

NIKKEN KOSAKUSHO ASIA PTE, LTD.

186,Woodlands Industrial Park E5 #04-01 M Singapore 757515
Tel.+65-6362-7980 Fax.+65-6362-7980

THAILAND

SIAM NIKKEN Co., LTD.

127 Moo5 Gauwungsai-Bangturie Road Tambon Tanokkard
Ampher Muangnakhonpathom Nakhonpathom 73000 Thailand

MEASUREMENT Tel.+66(02)178-0503 Fax.+66(02)178-0504
TOUCH POINTI== P.8 INDONESIA

PT.NIKKEN KOSAKUSHO INDONESIA

JALAN BIZPARK 3 JABABEKA INNOVATION CENTER A NO.16,KEL.
MICRO TOUCH[I=="P.8 MEKARMUKTI, KEC. CIKARANG UTARA, KAB. BEKASI PROP.

JAWA BARAT

TEL:+62-(0)21-5702071 MAIL:zefry.i@ nikken-kosakusho.co.jp

http://www.nikken-kosakusho.co.jp
e-mail : export@nikken-kosakusho.co.jp

M Please give your order to the following agent.

ROTARY SUPER
INDEX TABLE == P.61




