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Eco Holder Series
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Lightweight, efficient & two-face contact BT holder

EIRSAITAILYE ]

Collets for semi-dry machining

[Egazzemﬁsm;w ] [

AHOZ -,

HBEEHNDHIR

Saves electricity

FDC-MS#!

+
EIRSCIIMIARILSY
Holder for semi-dry machining
I—3SVNRDHEIR

Minimizes coolant usage

KB IR IR RV S "R"€0ORILY
Rustproof tool holder "R" zero holder
BTYvV2 HDZzY
—ERRIVA RS GDZzaY
Some holders are exceptional )
BhEE D AR ERzZ
Reduces use of rust HAEFmUP

prevention oil

Prolongs tool life

BHRbTHABEEY,
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Rustproof Tool Holder

IO RV R IE X T —Y— )L,

NT TOOL, the best protection against rust!

YEISGET BT —/I\—EZZH
FARA AR L CHDET .

Special rust proof coating on entire surface
including the tapered shank (BT, AHO, CAT only).

AEV RILEDEREERICKLD
U D PRI EZERHEEX T
Prevent seizure and scoring caused by metal
abrasion against the machine spindle.

HHRMARICEDZAERIVDERIKEFE
ZHEXT,

Special coating protects spindle from abnormal
wearing.

KBAMEDEHRICHR D

Safe with water-soluble coolant.

R >R DigER Il

Protect spindle from damage

HEZ i D ME PRI

Longer cutting tool life

I L 1E D ZHER) -

X—ERRILYERREF T . Some holders are excepted. Maintain good accuracy
Y5k EE IR EEOfthttm
Rustproof Ordinary tooling
NTYFRRELIER BERttERYERER
NT's special surface treatment Rusted surface of standard product
=
——
=
=
=
i}
I
=£
RMAX 0.8u RMAX 15u
IXT4—=Y—=IVDRIVT K. BEEEAYTF I RA%ZLIELTH —RDY—UVIDIEE. XY TV RAZ2DEHB-TY
BEDRELFLED., NTEERTREY RILANDEFHEIT EDREL. MTHREOET AEYRILNDEREDRERELED
HbE A T, T/I\—EHEEV D & HEIRNIEEH0.01~0.02mm
NT TOOL's rust-proofed holders maintain processing FEXRELBEDET,
accuracy without additional rust prevention. Without proper maintenance for rust prevention, ordinary tool

holders will begin to rust after several days in use. This rust has
negative effect on machining accuracy and/or spindle. When the
taper area gets rusty, the runout accuracy of the tip of a cutting
tool deteriorates by 0.01-0.02mm.

HHhmbTHEMIEEW, /W' Specials on request
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NTTOOLBEOEMFEEC TSy TNIEOEFHEEHL. ANOEHHEL!

NT Tools's unique elastic design reduces tapping stress and improves cutting tool life.

Tap life is improved by 2 to 5 times. (Compared to current tool holders) SYNCHROFIT I

Sy IEMD2~5E(CRE L ! et / SvsOT4y

*FYTCHDBDARAS A MIEZ 1/5L T ICER, S M H
5y T OEFECITRZ .

- Thrust load on the tap is reduced by 1/5 or less.
- Tap wear and tear is suppressed.

*IEEORAL /

Tapping precision is improved.

SHEURLCENBBEICKD., BEINSDER
1R TR,

NTIE
- Fully calculated tapping tension/compression RV RT «
ovides a minimized depth variation. = .
provi inimiz pth variati c — (BB (S
: NT's original one piece

= =T - body constructed with a
)‘JTTJZ? — unique elastic design.
Maintenance-free
- EERINEEICIE, #iis/JLRIVINED D

= HE(A— MBS T IR FYTEEICOVLWTOTER

BN BRORHF—HEEE R, & EEARIDBS Y T4 B kDY SU U705y TECRA RS0,

- One piece body constructed with a unique Caution

. . With tap selection, use self-guiding con-eccentric relief tap.
elastic design.

NTIREDRILY KT « — (B DEEFEE

NT's original one piece body constructed with a unique elastic design.

(N) IE%R pelin

100 Forward rotation | Reverse rotation Z 5 Z IN ﬁ E E ﬁ * (D
: HS57D1ICER

100 Ve : The thrust load is reduced
2200 by about 1/5 of conventional loads.
-300

I inw BRI
400 oyl g, M10x1.5
-500 UJw kLY #HEl#F work Piece S45C
600 Rigid holder Ei®  Rotational speed 25m/min
-700 “' RILIRT 1 [THEDAAEEEED, MIRICRSR MNSERY

EEAENEEER L, v TIERTIREZRESHITEET,

The elastic design built into the one piece construction will twist along with the
rotational direction during threading, greatly reducing the stress to the cutting tool.

ASAMEE X (ABMEEICLDFLE)

Large thrust load (Caused by synchronization error)

BFHmbTABIEEL, /w Specials on request
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v ITHEMUP (a—bFvy 7 7058)

Tap life increases (With short chamfers)

v JHmaHl (MAX:1000[EF 2R ) | | | | |

e .
éﬁ“i} EI\S/IZALI.5):3‘:).7 (8219 SYNCHROFIT Il | ﬁ?ﬁféﬁ! NoBrakage! ‘

DYy kLS |
Rigid holder #1565
Evaluated tap life (MAX: Tested 1000 times) - Approx. fivne times
Proccessing Conditions ‘ ‘ \ \ \
Tool : M4 x 0.7 (Feed=1 pitch) 0 200 400 600 800 1000
Work Material : S45C (MNI[E%K Processing frequency)

Cutting Speed : Peripheral speed 10m/min

v IEGBUP (BH&EY v JDIES)

Tap life increases (With rolling tap)

&y JEmHE (MAX:1151E57X )
INT 54 \ \ \ \ \ \

I B :MIOx 15 (Bft:2P) Y074 b _
#HI4  :SCM440(30HRC) serort !

EIBIEE : BE&E15m/min \ \
voyrinsy R

Evaluated tap life (MAX: Tested 1151 times) Rigid holder _ < — {1215 —

Proccessing Conditions | | | ADPFDX. tv‘vo time‘s !
Toal - M10x 1.5 (Feed=2 pitch) 0 200 400 600 800 1000 1200

Work Material : SCM440(30HRC) .
Cutting Speed : Peripheral speed 15m/min (AT Processing frequency)

SIEURKENHBEICKD . REINSOE BRI TER

Fully calculated tapping tension/compression provides a minimized depth variation.

—< e - p— —_ ~ B
— — Fy THREINSDE - M10EGEY v TRIFRE (FBIRILY277V)
= — Tap depth variation. - M10 rolling tapping thread depth. (27 holes per holder)
—-_. ‘___-
—= — 1REI S45C Work S45C
T [ e—— ] [T Ira M10 x 1.5 Tool M10 x 1.5
— — — EIELRE (BE) 22m/min Cutting speed peripheral speed 22m/min
p
(i E VY hRILS YvoOJ7«v bl Att Bt

UJyhRILTEDE Rigid holder SYNCHROFIT I Company A Company B

Tension/Compression amount.
Compared to rigid holder. - -0.1mm -0.199mm -0.35mm
N
e 4
18.97
18.93 | 0.07mm
18.9 LA 18.88
18.83 | 0.1mm
188 $18.78 .
18.74 | 0.14mm
18.7
1666 M 18.65 |
186 max. r 18.58 |0.2mm
ave.
18.5 min.
9 18.45 ]
18.4 (mm)

BFHmbTABIEEL, /w Specials on request




KUIVF—=I\Vv2oY—-U>05 C3~C6 @

Polygon Taper Shank Tooling C3 ~ C6

ES NI CNCIeBRRYIYT—I\Y+>29C3~Ce%ZRmik

Now producing C3 - C6 small diameter polygon shanks for CNC lathes.

. IeHlY—U>I—8 NCY—-UYI—&
Zﬁm] Turning Tool List NC Tool List

P. 340 ~ P. 352

ISO 26623-1
JIS B 6066-1

P. 354 ~ P. 366

Sl ’ RUTY T~V 2 INTFUIFILY-U Y
High rigidity Polygon taper shank + NT original tooling

ISORUBICEL e ZEHRRY IV F—I\Y v IIC&KD <'RE0 (RNGEE) #aE

flEDUPLE T, AFHRNZ 2 umA FICREEDIEE - - - "REORILY

The 1SO standard dual-contact Polygon Taper increases - BhiREERE

rigidity. N ROYSVTCEBBHE: - - - - N ROFvrvY

’ = @R LI IEE P

High repeat-mounting accuracy. Runout ;f t;e Cu:iTg edsges can be adjusted to zero.
+ + "R" Zero Holder Series
* Anti-vibration effect
Hydrauric chucking system * - < Hydro chuck series

RUIVAYTUVIICELD
EEE7ED#ER UBTHEEH
BHTCEBREICRELE T,
The polygon coupling ensures
excellent accuracy

in rotational direction.

KU IV TS IMDEN

Introducing Polygon taper blanks

RUIYF—N\OvoDT SV IMBRE RIEHLET,

We can manufacture blanks with the polygon taper shank to the customer’s specifications.

BERICTENT
@ @ Further machining by customer

) |

HHhmbTHEMIEEW, Specials on request
030 A74

SN =




AULI\A FOF vy

Slim Hydro Chuck

ERNLIOFE&LITICREBLSHSEZE!

These slim tools are optimized for eliminating workpiece interference in tight spaces!

AULNAROF vy o /
Slim Hydro Chuck

VYFIAXTEHEF vy F2T

Easy! Quick! Simple Clamping!

ey MAX. 38,000min'

Max. rotational speed

EERE 23.0~225.0
D,

DALVIEE 3Sum

Accuracy

#DOIRULIEE 1um

Repeat Accuracy

BhiiEsn R CUIHIERF

Anti-vibration effect provides better surface

=L \BhiRIE INTAE
High anti-vibration effect Use for

e T T T B
e Ui Sha Ui SR Uh

HEOHESBEC KD, BURBRIHEERR, 5HO
Special oil chamber around the chucking sleeve absorbs cutting vibrations. 'T\_“{‘IV Y
fEIFmT
Finishing with ball
endmill on 5-axis
machine
[ I;mFE= 0il Chamber
HEEDTF vy VI AU—T&E TS, THIFOREHRINENE T,
Qil chamb d the chucking sl bsorbs cutti ibrations.
il chamber around the chucking sleeve absorbs cutting vibrations FH053
R=ILIVRI )L
FriRZIRIC XD UHIEDERE (RIHl
Anti-vibration effect provides better surface Finishing with ball
N BTA0v ST endmill in tight
_ . 3 ) vz =
. .EE o S Dl =30 Bl BT40 Vertical Machining Center, space
Rotational Speed Feed
212 AMAFEFLE Y FEEIY RSV
912 carbide end-mill with 4 irregular pitch flutes
Fi5DH 2
RUIL-U—7
mnT
Drilling in tight
1l 1 i space

MHSEEREDF vy
Slim type Shrink Fit Chuck

£0;A%& Depth of Cut 1

BFHmbTABIEEL, /w Specials on request




AVLINA ROF v Y I TSR — @

Slim Hydro Chuck Blaster

REERNLEIMBFRZERLIE[TSAI—] YU—XFEE!

New "Blaster" series: Get high efficiency in machining and longer tool life!

;E;Efx presac :@3,0~p25.0 / RULIMKOF 9 T528~ / / "

pHCSANC :g4.0~g12.0 Slim Hydro Chuck Blaster

J 5xvee aum PRCSAT) 2 y . 4

BhiiRsnsR CIRIERIF SRRy

Anti-vibration effect provides better surface

AULINS ROF vy I 7SR5~
Slim Hydro Chuck Blaster

FFEICTHRIIE 2 4 PHC-SA-NC
I—32 MR ! '

Effectivly supplying coolant to cutting edge.

=L BRI
High anti-vibration effect

MEOHEEBEICLD. BULRBIIRINGIRZ KR,

Special oil chamber around the chucking sleeve absorbs cutting vibrations.

HEZDF vvF I AU—TZB TV, TIHIBOREHIRNENE T,

Oil chamber around the chucking sleeve absorbs cutting vibrations.

7otHy
Accessories

AEERY—IL (KR) EEAERAMIFIvIS-Y (BR) | TUtY hRIUa— (5I5E) PHC-SA-NCA*+v 7 (118)
Inner Shank Cleaner Brush (Included) | Torque check gauge (Sold separately) Preset Screw (Sold separately) Cap for PHC-SA-NC (Included)

W MbOFTyH5-IES5ITL,

ETETTENERBINESRENOETREEDE A,
: w&;ﬁﬁ(;b‘ﬁbm &L,  Ifthe Torque check gauge can't be rotated with your cO=35Y bR cI—=5Y hiG.
- To clean inner shank. fingers, there is no loss of gripping force. - Center through type - Center through type

HHhmbTRMIEEW, Specials on request
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JS5ZX5—{tkk PHC - SA-C FMHNRICBD T -5V Mg,

Blaster type / PHC-SA-C Able to feed coolant along to cutting tool.

@ AM~DSHZHR e Provides a cooling effect to the cutting tool.

@ AYICFHELEIb K FDERE e Washes off cutting chips from cutting tool.
@ MNIEB~DERFI—S Mita e Sure way to deliver coolant to proccessing point.
@ FBMOEREL : Max. 38,000min’ o Max rotational speed : MAX 38,000min-!

%BT30-PHCO3SA-85-CDIHES. *BT30-PHC03SA-85-C

J—=5V R NtEHO
Coolant nozzle

A 3
=~ 3 FiH50DBSRUILINT FiHEOHHR—IVIY RIIVEEFINT
I=3Y |\(D,;z||‘,ﬂ Drilling in tight space Finishing with ball endmill in tight space

--Flow of coolant

FrvITRNTSAY—{ttk PHC - SA-NC NTIREDED/HLEBA LS T THRERE S —35 > MG,

Blaster type with Cap / PHC-SA-NC Minimize centrifugal force and feed coolant accurately.

@ FIYDLIHIERNEVIRA Y NTHO—S5 R4 e Pinpoints coolant at the cutting tool edge.

@ FvyIKWHITEHNRS Y ML EARE o Coolant ejection's angle can be changed
(RFERAR, AEMELES) x4 Tvay by switching caps.
@ :F&MOERE - Max. 27,000min’!  Max rotational speed : MAX 27,000min-!

%BT30-PHC10SA-95-NCDE&. * BT30-PHCO3SA-95-NC

J—=5> MO
Coolant nozzle

o < &

s F—I\—IY RIMT (A YRS—NTHE)
- J—=5 DTN Taper Endmill Machining ( for Impeller etc)
=---Flow of coolant
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INAROF vy IF XA

Hydro Chuck Omega

RIFBEVEESEW OSSN DY 50 LDEREENNTERIT!

No more pullout, chatter or deflection! Step on up to high-efficiency machining!

I ROF vy IF XS
Hydro Chuck Omega

PHC-H

LYFIXTHEFvvFT

Easy! Quick! Simple Clamping!

By MAX. 20,000min!

Max. rotational speed

RiEE 216.0~242.0
1.D.

o AVEE 3um

Accuracy

BRORUEBE 1um

Repeat Accuracy

BhfiRsih R CUIHIERF

Anti-vibration effect provides better surface

(L BhiiRt & SITiES

High precision Anti-vibration effect & High clamping force

MBEOHEZRBEICKD. BLIRENRINGI R ZRIR,

4 d?l:',lﬁ'ﬁ Projection length : 4d BICHERD/\A ROF v v I ZEBADIBENZERE,
Special oil chamber around the chucking sleeve absorbs cutting vibrations.

IL:\X I/* fEF : 3 I-l ml}l‘F Utilizes stronger gripping force than a conventional hydro chuck.

ENRUEBE  TumllF | SVIREIRINZIR  IEiESHEB e20mm)

Accuracy : 3um or less High vibration dampening Gripping force comparison (g20mm)

Repeat accuracy: 1um or less NIV THERER
/w\l\—l/ Vibration test

3 CRXFRIGITELRAY—T , L
| adpmmTATECLD,
RNBEDRE. e —
"Dual clamping points system" :

_ for stable and high precision clamping. |—-|
= IREBSRIDEL.
B$f Seconds (S)

TURSYZEEE #HIRIRINSYZARDICED, BEREZRE,

Pre-balanced design and individual balancing for each product allows for high rotational speeds.

FrabEzl - Max. 20,000min’?

~
-

(zS/w) uoness|edy  FREHS:
9240y buiddun it

oupAy Aypibu-ybiy Jayi0
O7A 2R
ebawo ¥onyo olpAH
RN ¢ WO 7

|\ ROF 7907 XS]
H\ dro chuck omega

S=UViFvyy
Milling chuck

- tAEEAIS/\ RO
Otherh\gh rigidity Hydro

Max. rotational speed

uo1d3Y3P JO JUNoWy
[EiN ey

#BTA0-PHC16H-45, HSKB3-PHC16H-80D5 5. F v v CEDFFREERIET 1 XY 3V #THC KL
0 1000 1500 2000 3% BT40-PHC16H-45, HSK63-PHC16H-80. Max rotational speed for other holders can be found on the dimensions page.

#ELoad (Nm)
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40 680 ST« I I REILTOINIHI / EILEND D TDIRIF L |

240mm 6 flute end mill machining High gripping force prevents tool pullout!

BTSOMEIYY =V Ity [EI¥5%] Rotational speed 212 min” DB Feed rate 0.5 mmirev
BT50 vertical machining center 3%D Feed 106 mm/min H—S5UK SV ERES3H
i B3R Peripheral speed 21.3 m/min Coolant External Oil Supply

st SANE/NA RO I\ FOF v IF XA

Other high-rigidity Hydro Hydro Chuck Omega

FRIF FAYIRIFEL !
Tool pullout 1 lomm omm

No tool pullout!

)
Work piece
100

)
Work piece
100

220 AT BEZA I TP IV RS L TOIMIE AN, BIBEIC & D I TEOES ZEH !

220mm carbide 4 flute square end mill machining High rigidity and accuracy reduce inclination of machining surface!

[E1F5E] Rotational speed 6,350 min” EDE Feedrate  0.56 mmirev
IED Feed 3,570 mm/min H—SIK SLERLasH
B3R Peripheral speed 398.7 m/min Coolant External Oil Supply

MHEESEFIFIED F=2,100 mm/min
BTSOfBIN I =Tt H

BT50 vertical machining center fm*i%mu'l‘il \'f F D l \'f F D ; 1’ v 72. Xﬁ‘

Other high-rigidity Hydro Hydro Chuck Omega

MIEEE
(EXb5%L) | (EXb3%L)

2 3y
Machining surface Machining surface
inclination inclination

(Excess material) (Excess material)
Large | Small

BOBLEDULTZET
NIgDEOxDy MER v RLEDREER vtz

Eliminating excess material after milling reduces the need to zero cut and
reduces machining in later steps.

YAV 1 LDRRICEDNDET!

This all leads to reduced cycle times!

HHhmbTHEMIEEW, /w Specials on request




IND—=I\ALROFvv D

Power Hydro Chuck

ALY BMRILVIDEKSICERD. FERKI\AFOF YYD,

Hydro chuck with collet holder flexibility!

LYFIXTEHEFvvFT

Easy! Quick! Simple Clamping!

ErEOERzy MAX. 40,000min!

Max. rotational speed

EEE 23.0~232.0
1.D.

NI—=I\AROF+vT
Power Hydro Chuck

PHC-A _ ..

o AVEE 3um

Accuracy

RORUEE 1um

Repeat Accuracy

BhtiRsh2R CUIHIERIF

Anti-vibration effect provides better surface

[SIA P ISR EE
A High balance Easy! Quick! Simple Clamping!

e T T T B B
e Ui Sh Uh SR Uh

TUNSYRAEEE RTINSV ZEDICKRD, LYF1AXTHSHYINIZEOK!!
AR E KR HORDHHIITH
Pre-balanced design and individual balancing for each product allows BUIEEHZEER.

for high rotational speeds.

FFaOEsEy - Max. 40,000min!

The simple system of tightening
with a single wrench eliminates
human error. The same gripping
Max. rotational force is ensured regardless of
who tightens the chuck.

=L \BhRIE
High anti-vibration effect

BEOHEEREICKD. BVRERINGHIRZRE.

%BT30-PHCO3A-60D158. F+vICEDHBEEHIST 4 XYY 3V ETELIEEL,
% For BT30-PHC03A-60. Max rotational speed for other holders can be found on the dimensions page.

=
High precision

4 deﬁﬁul"ﬁ Projection length : 4d

== . 1N ‘ Special oil chamber around the chucking sleeve
IL,\Z IJ*EE o 3“ ml‘l-F ' B absorbs cutting vibrations.
EDIRUABE : Tumk i
%* D L b*ﬁg . u JF i / - l\yvu ya“%ﬁsﬁﬁ:&% Vibration Test
Accuracy : 3um or less 1
Repeat Accuracy: 1um or less N ROFvvs @Ei\’—laf&)?v‘ya
Hydro Chuck Shurink Fit Chuck
Tool pre-set without height offset. B E
N > ] > ]
2RXFA RNEEDORE 8 8
"Dual clamping points system" g g Y
for stable and high precision clamping. 5 §
3

'EE, \5 ‘JZ?&"E‘I‘ ’3: !EE?%F&D‘EL\ i IREEFRI D RLY

~ ' al,v L L ° U?u | “ °
Fro¥y 9H§0){iljﬂ’éli)’jﬂ: e B Seconds (S) = BF Seconds (S)

Hydraulic balance design.
Prevents deformation during chucking.

BFHmbTABIEEL, /w Specials on request
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[SRECELCTE

& EW))

Length adjustment function (Sold separetely)

BTHEBIZY MEHFATEICLD RALVYFT
RIVSRIEICRIITCRBRIZOIEIFT
FEREHURSOR/BZTSEHHEITT,

¥BT.CAT.SK ¥+ D H M. (23.0 ~ 24.0 BF<)
¥CAT.SK Y+ Z[CDVTIRBAVEDELEE LY,

Cutting tool height can be adjusted on the side with a hex wrench.

AUy IREEV RV Y b

Collet with stopper pin
TV —-RI—I—F 7 bdhn.

Collet with stopper pin ( Internal coolant feeding enabled )

P.115

BriiRsISRIC KD UVEIEDORE (RilIHI)

Anti-vibration effect provides better surface

ElEE#% 1650min” AMFBELIY RV
Rotational Speed 4-flute carbide Endmill
%D 550mm/min 135%b 0.08mm/flute
Feed Feed per flute

NI=I\A ROF vy
Power Hydro Chuck Shrink Fit Chuck

Ra1.58 | Ra3.52

REERY—IL (HE)

Inner Shank Cleaner Brush (Included)

/’

; PHC-SA (-C,-NC)
¢ (PHC A PHZS |

AHEEN\A ROF vy IBEORBRBRICBENEEL,
- To clean inner shank of Hydro Chuck, etc.

"4

*BT, CAT and SK shank. *Except 3.0 ~ 4.0.
*CAT/SK shank are available. Please contact NT TOOL for details.

ART—F27

\ .
TUTENYMA  dbv bRIL—H

A markings Tool with oil hole  For collet through coolant

NIAZE

Use for
ERfFRUJLVAIT  RUJLANT U—<iT
BT40 vy=v5tv 49— Step drilling Drilling Reaming
BT40 Vertical Machining Center /_\’/
= L
— = — = — =
= = | =

216
t1:A%E Depth of Cut 1.6

BESERA NI F v I5—T (BI5%)
Torque check gauge (Sold separately)

PHC-A | PHC-H
PHCSA (-C:NC) | PHZS |
MLOFIYvOS—=I RIS TU.
IBTETENHFFFNTIEBHOETIESDFRA.

- If the Torque check gauge can’t be rotated with your
fingers, there is no loss of gripping force.

dokchsay)
Accessories

AUy IRREE AT Y kb (BIFE)
Collet with stopper pin (Sold separately)

PHC-H-P. 109
A

PHC-A P m—‘/
K\‘ ‘%
: PHC-A

+I=35Y MG TV 59— IV—H. DLy FRIL—BHEDET.
- Center through type and collet through type are available.

Specials on request




"R EOIL -2

"R" Zero Holder Series

HAFEDIENZRDIEL [€Ol ISty b,

Runout of the cutting edges can be adjusted to zero.

KEHR

For Large Diameter

CTZ-SA

NTHEO4RARHINT, B8 - #R - AE—T1—ICAEOERNZEOIC,

NT’s original 4 Points adjustment system for easy, accurate and speedy runout adjustment!

’ NEDERTE / ’ EEEDR / ’ HEZRORL
Invariant hole diameter Better surface roughness Longer tool life

BARNAREER
VIR | ()L ¥ O kD 100mmSER)
Holder Type Max. Adjustable Amount
(at 100mm from a holder nose)
LY F CABROERR Y EE Y MRBEET, cizzssAl soum
RNBEZO~2UMETHAEIDIIENTEFT, CTZ42SA 50um

Simple operation - Runout of the cutting edge can be adjusted to
0 to 2 pm by simply tightening 4 adjustment screws. )

E#2Ri] Before Adjustment /% FAEEE After Adjustment
3

ABFRORERY

— 1 - — — 1 & — — I+ & — —_—
[
A\ EEUYY L -
Rotor Ring
\. y,

NnI>—%

Cutting Data

U—<INITEH

MIZH cutting Condition

Cutting Data — Reaming HwILY  :BT40-CTZ32SA-125 Holder : BT40-CTZ32SA-125
X 9 BEY—-v Cutting tool : Carbide reamer
ﬂﬁ@;ﬁn?&}[ﬂi BDCET. EEX  :150min’ (F13m/min) II?otztion speed 120mi7"FP?6i§here;I sp)eed13m/min)
~, R w . N eel s4omm/min (0.3mm/rev,
MIHEDIKINGYFHIELED, # b :45mm/min(0.3mm/rev) Projection length  : 280mm (Cutting tool projection length: 155mm)
BEEHLFEERTEET, B R 003 Remoingamount <503

L . RiER  :280mm (AYEFHL155mm)
Adjusting the cutting edge to zero runout

makes high precision and invariant holes
finishing possible.

038

S E& | Before Adjustment

HFEIRN:38um
Cutting edge runout :38um

25 H73&% H7 Tolerance

*The dimensions of processed holes are out of the tolerance.
*Hole diameter is different at the entrance and the bottom.

SFE&1% After Adjustment

HFEIRN:2um
Cutting edge runout :2um

25 H73Z%& H7 Tolerance

NOOTXTERTOTED/INSYFHINEL
*Hole diameter is stabilized within the tolerance.
+Hole diameters at the entrance and the bottom are almost consistent.

ft EIFEe28

— _ Finishing diameter
€~ €~
28 o 28
ﬁ\\t 20 / ﬁ\i‘/ e @ 07T Entrance i
=& . Be @  Bottom
S5 15 — S —
28 o= 22 . £
R o 49— @® 17T Entrance |- R
%% 10 @® % Bottom g 10 £ T
Q @ o uC;
yo 5L | | | | §o 5 L | | | | 227.7
0 1 2 3 4 5 0 1 2 3 4 5 :’repared holi
TSI Number of holes TSI Number of holes bl ld
NRTEDRENEED NTEDREDHELICRE
ROAOTERTTEDNINZYY -

D U—< N TEp
Reaming portion

HHRbTHAGEEY,
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( "R"€0OR)LY U —ZX "R" zero holder series

RESLT
Standard type

HDZ

INRIAT

Small Diameter Type

ERZ

BT weeereeseenens P. 098

HSICA eeeenes P.284

UT S ereeseeeens P. 386
AULNSROSAT

Slim Hydro Type

PHZ-S

TEDEE

Invariant hole diameter

A FcHRNAEE 15um

Eﬁjgﬁfj Before adjustment

Runout of the cutting edge : 15um

{EIERIDIITEDI\S Y Variance of hole diameter before adjustment

BINSYRILT
High balanced type

GDZ

ANV—bov o
Straight shank

ST-HDZ

wNRA "R" tOtvsy
"R"Zero setter

SPZ-2

HRTCBIEEEE
0~460
Measurement range:
0-460mm in length

El#E Y R—bk
Rotary
holder support

RILY5|EAH

Holder pull-in device

EEEZ{L  After adjustment AFeIRNFEE2um

i Runout of the cutting edge : 2um

{BIEEDINTEDI/\S Y Variance of hole diameter after adjustment

24
22
20
”Dg 18 A
To 4 —
= -
ELASW AV A
3 2l Y / i
@ 10 y ¥ —
um 8
6
4
——XAEE o .
Y7 L NI
01 3 5 7 9 11 13 15 17 19 21 23 25 Number of holes

AROINZYFHINETKH7 REDTINTH T EE,
T Smaller variance of 1.D. enables hole processing within h7 tolerance.
Is
Zo
3
@
[}
um
6
4
—— XAl 2
Y5H PR S ER R R R R H R A R R R R R R R R IIIE
01 3 5 7 9 1 13 15 17 19 21 23 25 Number of holes

EFEEDE E

Better surface roughness

{EIERTDEAER
Surface roughness

before adjustment Rz 2.1pm~4.7um

EFAEH
3 Kiglcm| Lk

{EIE&DEHEE
Surface roughness
after adjustment

Surface
roughness is
remarkably
improved.

Rz 1.0um~2.5pm

HEFanDE L

Longer tool life

YIEIEERE (m)

Cutting distance

45
4
35
3
25
2
15
1
05

FFDIRNFEE  Runout of the cutting edge

HHRbTHAGEEY,
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040

AULII\A FO'R"EORILY

Slim Hydro "R" Zero Holder

200mmERRIRTHALIRNRE2uLLT!

Zero runout even with 200mm cutting tool.

LYF1 *z:ﬁggg‘- v :\:yg“ / ZULI\/ RO'REOMKILS

Easy! Quick! Simple Clamping! SADHvco L Zore Hokies

SSEEEL  MAX. 17,000min’ / PHZ-S

Max. rotational speed

HIBR 26.0~212.0 /
|.D.

SALREE 0-2um /

e T T T B I

Accuracy

@OELEE 1um /

Repeat Accuracy

FriExIR CUIHIERF ROy S
Anti-vibration effect provides better surface R Zer ? -§-e-tlt3€r5 .

AEFRORARRIZVYFTHRTEIFT, IRNIEEZ0~2umZE THREDTHE!

Simple Operation- Runout of the cutting edge can be adjusted to 0 to 2 um by simply tightening 4 adjustment screws.

4dERRBENFERNTVELTH, RELHUREHRLLEB[CONT, RBMIZTIIERIENTVET,
ULH'L'R"ZEROILS Y U—XEAEDRNEEZRD L [EONICEY BT ET, RRORE. HHEEOAL. IYOERDT v TERRELTVET,

Even if the runout at 4d is in allowable range, runout at the actual cutting edge is much larger as the projection length of the cutter gets longer.
NT’s “R” Zero holder realizes invariant hole diameter, better surface roughness and long tool life by adjusting runout at the cutting edge as closely as to zero.

EEE S @ HEHEHUP Longer tool life
After Adjustment . E*ﬂgrﬁ]i Better surface roughness
. }Tfi@fi Invariant hole diameter

ROIYDOSEH
At the edge of
long cutter

0-2um

OYJRUIIEEDRRTEZ
EAYTPY—VCEMZRELTT!

Use long cutting tools to display
the holder’s true capabilities!

A

I—IAREIDI
D2 / Application inside
Jig of work piece.
JITENSDOEIEET NI HHNEROEARETINIT
High precision cutting without interference with a jig. High precision cutting in a deep/narrow hole.

HHhmbTHEMIEEW, /w Specials on request



A—=I\—=5A4 0y I=—VUIIFvvD

Super Tite-lock Milling Chuck

EfaE. SAE. BINSYR. ZOETEIDIRFIC,

Accuracy, Rigidity and Balance - All in One.

= )\S5 Y R B TR G S / BRI I5YIAN=H=5I N4 7

High-balance design for high speed applications. High Rigidity Type Flange Through Type
CT-SA CT-SA-CF

BT ceeeeveeeenneessneeen P. 064

M DIEIF THRIEE - Sl

High precision and rigidity with one simple tightening action.

MNERIF - AUy T ZFHLET DAREE

Patented"T-slit"design minimizes slippage and pull out of end mill.

A\ TIBOA LD EEIR
AR TIREED' S, E5IC 1 EER
P ERHFIUY I ZBHTTE,
Caution: Please rotate the clamping
ring counterclockwise more than one
time after a cutting tool is removed.

HEZAUY TREIERAUY MR

New patented“T-slit"design minimizes slippage and pull out of end mill.

[=TA P 4
High balance

BENSVRICTRbEEINS Y RRET #EHARUYNOTEOHEL)
WERDCT-S-E(CT-SEINSVRY A T) EEIED Axial slit
RO CERTEET ., (increase gripping force at the top)

AEAmAUY S ERIFFALE)
Radial Slit (Prevents Tool Pull Out)

« Carefully crafted design ensures excellent rotational balance.
» Maximum rotational speeds as high as CT-S-E (High balance) holders.

SRS E=RE - T SHAYY M EEHL)
qu:ﬁ@ir\iﬂ . Max' aolooomln Axial Slit (Prevents Tool Rotation) o

Max. rotational speed

#BTA40-CT16SA-7505H, FryITENHBREHIET XY 3V ETEIREEL,
% For BT40-CT16SA-75. Max rotational speed for other holders can be found on the dimensions page.

mMHLNDIEIF TRIEE -SHlE

5 —-ZAW—0—3 b3t

Center through coolant feeding compliant

High precision and rigidity with one simple tightening action.

WU IDRIVYIRHEICH 2 F THH I NIFOK! -5k JLYRRIL—35
The clamping ring can be tightened all the way to the holder base. JUTET B For collet through coolant

(CRZRU—baLyMER)
With MC-C collet

For cutters
with coolant hole

HH{ (I8  After Clamping

Specials on request




EASY PRESET SERIES

SRR RUJLBAILY MRILY

Drill Holder With Easy Tool Length Adjustment

HARVY O ZFTERIEI TRELHVURS ZFEICRAE!

Simple length adjustment - all you have to do is turn the guide ring!

KUJLA
For Drilling p ot

S D M 4 " /,» L

(SR L

Adjustable tool length

FEREFTHURS ORI
HARUY J%ZE T T DEFEE
RECITAT Y . GABRATETR)
Simple length adjustment

- all you have to do is turn the guide ring.
(No additional tool is required.)

SDMO%HR
Advantages of SDM

1. HARUIOEETHEICRYILDEETHUERETEITTEE,
2.tV ¥ —RI—U—5 kMG (Max 7MPa),
3.7UtybRIUI—TH VIR HNEDERIEED LD,

1. Tool length can be adjusted easily by rotating the guide ring.
2. Center through coolant feeding enabled.(Max. 7MPa).

3. Preset screw securely locks rotation of cutting tool with tang drive.

4.3y bDFRDOHBTHEY A XDEETEE,

4. Size of cutting tools can be changed by simply replacing collets.

73’( KU yﬁ Guide ring
B EHECTHYDOREHUZRAELET,

Tool length can be adjusted by rotating this guide ring.

TUtYRAIU 31— Preset screw

FDC&E!aL I~ (BISE) FoC collet (option)

HDC-AdJbLvwhikILF A
Can be shared with HDC+A collet holder.

HDPEY=F v 7 HDP nut

HDC-AdbLwhikILF EHA
Can be shared with HDC+A collet holder.

Ty —-Z)—

I—S Rt

Center through coolant
feeding enabled

N
REHUEHRDLET

For shorter projection length

REHUEHEMLET

For longer projection length

SAEEEER 1 0~25mMm (Y1 XKD RIEDFET)

Adjustment range 10 - 25 mm(Varies in different sizes.)

FTHARIV I ZEERE BB EIT T IYPDOREHUEZRETELT,
REEAELENSHETESDT. BB ICAREICEDOESENTTEETT .
Cutting tool length can be adjusted by roating the guide ring manually.

Easy to set the targeted length - can be adjusted at the same time measuring the length.

Specials on request
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EASY PRESET SERIES

SeREX YVoOAyy IS

Synchronous Tap Holder With Easy Tool Length Adjustment

HARVYHZFTERIEF TRELHVURS ZEFEICRAE!

Simple length adjustment - all you have to do is turn the guide ring!

v TH
For Tapping

Adjustable tool length

FEREFTHURS ORI
HARUY J%ZE T T DEFEE
BRECITAT Y . GABRATETR)
Simple length adjustment

- all you have to do is turn the guide ring.
(No additional tool is required.)

STMO%R

Advantages of STM

1.HARUY I DEEG THECY Yy TDREH UEZHETTTE
2.tV ——o—5 ki (Max 7MPa)

3. JUtYRRSANTHYTOEREEDIESD
4.TVEYrRSANEDVYIDTIRT Yy TH A XDEEAEE

1. Tap projection length can be adjusted easily by turning the guide ring.
2. Center through coolant feeding is possible (Max.7MPa).
3. Slippage of tap can be prevented by preset driver.

4. Tap size can be changed by replacing preset drivers and collets.

TUtEybRAIUa—

Preset screw

TUtybRSA/N(RIE)

Preset driver (option)

REHULEDRIDLET

For shorter projection length

FSCEIOL v (RIFE)
FSC Collet (option)

HTP&!F vy

HTP nut

'Y —-RIV—
I—S R

HARY 77 Guide ring
EEEEE2CETHYDREHUERARELET .

Tap projection length can be adjusted easily by turning the guide ring.

Center through coolant
feeding enabled

REHULEMEMULET

For longer projection length

-5 b3t

Coolant supply

Bty —RI—I—SYNTHBELTVET BT YRR~
EE’JV‘JO@ (l):ugerc\:lvmg;l_'hgz l;;r g\el(t}hrougtgomgag
219 F7MPa 220l E5SMPa(o—3 kv hgIFE) FSC-OH type FSC-C type

CEUTSDI—SVNEELEDE T,

mInternal coolant feeding enabled.
Maximum coolant pressure:
Tool shank diameter 19mm and below:7MPa
20mm and above: 5MPa(Coolant collet is sold separately.)
(NOTE) Coolant pressure for UTS is different.

Specials on request




BEE/SIN\SXaby RIS

Collet Holder

FUIVINL. Y=L, LIV FEIINIICREE.

Suitable for drilling, reaming and finish endmilling.

SEEI 7
High Precision Type

HDC-A

BT ............ P 076
AHO ........ P 2] 8
HSK-A-P. 272
HSK-E - P. 320

HSKF - P. 324

R

Standard

=@

Fry TANSHROREHUBRNT
*F7,

The operator can adjust the projection
length of the cutting tool from the cap end.

HDS— 3% %8l

BINSYRIALT
High Balanced Type

TR

with hex. hole

RILI Vv ORIDSRAL Y FZER
LCTHEDREHURARENTEFT,
The operator can adjust the projection
length of the cutting tool by using a
hexagon wrench from the holder shank
side.

HDS— 3 ¢ — &) (BI55 option)

QiLiERe0.5mm~zg22mmAAKIL YD FvyF U IFEEIF4dEm THE UMMA,

Chucking accuracy of AA grade collet (chucking range: 0.5-22.0mm) is within 5 micrometers at 4d.

EIRSAINTA
HDS_ KX —MSEE For seZﬂ-dry

machining

(BI5% option)

EIRSAMIATT.,
F oy IS IROREHUBENT
FET.

For semi-dry machining.The operator can
adjust the projection length of the cutting
tool by using a hexagon wrench from the
holder shank side.

HDC-AICIIREELFRTVEYFRAIVa—DMBLTVETH I HDC-A.GDC-ARICAHERICED B TRIBAWCEITET .

The HDC-A comes with a standard preset screw. You may purchase a preset screw separately for the HDC-A and GDC-A according to various requirements.

Y—=)LoSVIN - BCL

=3V hRIG
Coolant supply

NINEER

Tool with oil hole

FDC-OH#
FDC-OH type

[
8,000min-
HI—SUNE
6MPa

Tool Clamper - BCL

JbybZIL—R
For collet through coolant
FDC-C#®
FDC-C type
B
8,000min-1
I9—S5VKNE
6MPa

TATBTY v I Y=Lk D
FryTETIVAT Y REHD
e HiargE!

Both caps and retention studs

of BT shank tool holders can
be tightened on one clamper!

Specials on request



bbb 7O—FT1VTRILS

Collet Type Floating Holder

EfmEY—VIIICREE.

Suitable for High Precision Reaming.

dby b Ly hRTO—F VI RIS
Collet type Collet Type Floating Holder

AUy NERT BT ET BLHEROU—T % FH'ST'HDC 'A ’)
EDTENTEET,

Reamers with various shank sizes can be clamped by
replacing the collet.

70— hE0REDATHE

Floating amount can be adjusted.

K—BYA X ZEREE T

* Except a specific size.

AEDOENTHIDRLIEEEETE

Built-in locking function prevents reamer from sagging on horizontal spindles.

TROTEZXVZER L—XICEHEHIE

Radial and angular float mechanism compensates for misalignment between reamer and pre-drilled hole.

7297 7o¥a1o5—
E70-bk 70—k

Angular float

Radial & parallel float

AL -ASD mAYICHIIN T 5-RIW—T—52 b

Can be used with reamers with/without square end. Coolant supply

TUTHE E?Fﬁ Cutter with oil hole  JLw NAJL—F For collet through coolant
FDC-0OHZ! FDC-OH type FDC-C#&! FDC-C type

xEVH—-AW—0—52 FTTERADKE.
EHICHIREEZ NT V—ILETBEVEDETEL,

% For center through coolant feed, please contact NT TOOL
beforehand for cutting conditions.

WHhmbTRMIEEW, /W' Specials on request




T RSAIMIAIVY K~ (MAL)

Collets For Semi-dry Machining (MQL)

FDC-MS

........................... P. 086

FDC-MS&(IILvhRILFTD
EERSAMNIICERTSHILYRTT,

FDC-MS type is a collet used for semi-dry
machining with a collet holder.

FSC-MS

........................... P. 127

FSC-MSEIZHvEVITF+vITD
EEIRSAIIICERTSIVYRTT,
FSC-MS type is a collet used for semi-dry

=Iba|
Short slits
machining with a tapping chuck.

4 )
ETERSAIMIEF  whats semi-dry machining?

MQLIIZ (Minimum Quantity Lubrication. R/JVHZEHAICKDIINIEE) EBFIFN. 22D LIHIMH%Z FHizzE
[REEBICZTAMEULTHIRIRICHIETDIMISGETT .

Semi-dry machining, also known as MQL (Minimum Quantity Lubrication), is a machining method in which a small amount of
cutting lubricant is nebulized with compressed air.

RIBIRE Eco-friendly JARY D/ Cost down

R/NEOYIHATER. BHICKDRE HAERAEOEBICIDEEEECER MEEAEOEBICEDHRENECED

EFBALE. DIEE A% iR THEARADBNZH

Prevent environmental pollution by minimized Reduced lubricant use trims cost for Minimum quality lubrication helps to restrain

used of cutting oil. concentration control and liquid waste contamination such as oil leak in the plant.
disposal.

- J

BEIBRILY
Tool holders for MQL collets

FDC-MS FSC-MS

BeBBEARULA o BEEILYNILY BSYZILyNKLY  REORIVY ) RITRILY YEIIF oy
uvbmly 7 H 8 /) KHECHE STME
SDMZ! 3 ’ p

GDC-AZ! HDZZ!
_// GDZ2
\

\

DC-Aﬂf

AE=XMATUEY FRIU 21— HDS-MSHWEBEKEDET,

P. 090Z8RUTLEEL, (KH-ECHIMFFWHILELEDET, )
HDS-MS preset screw for mist is sold separately.

Please refer to P. 090. (Preset driver for KH-EC shall be made upon request.)

AEXEYLRDT TIViER!

Simultaneous lubrication of cutting edge and tool lateral face

AR5 DA A IV ZANEAEL])
AN7=FBULIYDHEFRZEEL
Y,

Oil mist from the collet holes
lubricates the side edge and
prolongs the tool life.

HINERVILDERD S DA
1 IVZRANE R ez /B LI
ZiamlHrhLE T,

Oil mist from oil holes of the tool
lubricates the cutting edge and
remove chips.

Specials on request
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Features

BRELY—UVD mPerfect sealing
JLybDIDEEEFLLECEICID. RERY—U VI RRIR, The short slit on collet prevents leakage.

TOEEDSDRNHELIEDE UL

WEELTAIVZANES ./ X)IVDEHA mOil mist spraying nozzles
TERAICSHESNcRBIFES / X)VZ IR CHEEILEE Calculated nozzle shape for optimum spray.

(455F) A IW=RA MBS/ XILDZHR

{Patented) Effectiveness of oil mist spray nozzle

HEHNAXEDORFEZEHECHEICEO>TREMTIDECT—IRAMNVTIEEF CHBHZEIESE D,

Making lubricant adhere to the surface of workpiece and tool by spraying comparatively large particles alongside the tool.

ERDZAS 2umTORS A T3, REICHHEUEEL
High-speed mist

Dry fog smaller than 2 micrometers can hardly adhere
to the surface.

FAIVZZANES X))

Oil mist ejecting nozzle

fIFDEKXIE
‘ XAEEEHS - ST SZNERIFEERT BT ECERSD DI ANEENE
EBEHICZAMIFIRNTVAD LV (RS A EORFORIDONDEVNICKDIFIFBXRIE(RS AT+~
T#IFMIEVEL EORDEN, ) DIvhTAIEN)

Mist particle size should be made smaller to ensure Enlarge the particles

smooth movement with air. Narrowed passage increases the density of mist. Small particles collide
(Transportation loss can be minimized in the case of less each other and grow larger (dry fog — wet fog).

sticky dry fog.)

SAMBERBIEBSANE L7 — & H(CHESEIC

AVEIEBLDRNIEL
No leakage from the slits
FNEDORIEERICHLT
HBERZITS

Lubricating the side

edges of the tool

FAIVZZANESE X))

Oil mist spray nozzle
HNEEY A TRIICEHSINcRERAK
(EEREGFHERE S A NRE DD DRETER)

Calculated nozzle shape for individual tool diameter.
Sufficient air flow is ensured for high-speed spraying and stable
mist generation.

EERSCAIMI EMNIH
Semi-dry cutting example

o5 HytEOVIRUIL FUWII(L/D=20) D—FiT MISF{E Cutting condition
Work : Non-step deep hole (L/D=20) RV
Drill : 5mm dia. long drill with oil hole Tool hoider | BT30-HDZ0S-75  FDC-05009-MS
worZ  |SCM440 HRC40
orkpiece

] Rt ERU L
tIEITE Solid carbide drill with oil hole

Cutting tool
25X180 F&130mm
0% MNTE
Chip Work surface EERSA (EVF—RIV—)
- Semi Dry (Center through)
- -3k
- __;k Coolant MRG21
‘?‘f ¥4 V7 0.5ce/min &—Jb 5~10cc/min
& | y=g0m/min (N=5040/min)

Cutting speed

ixb _ _ .
et f=0.1mm/rev (F=504mm/min)

IIFES 100mm(/ V25w )
Hole depth 100mm (Non-step drilling)

YATIEGA L | 128, 17 (FHA K7 TEREZRL)

Cycle time 12 seconds/hole (time for making guide holes excepted.)

BFHmbTABIEEL, /w Specials on request




Lightweight, Efficient & Two-face Contact Bt Holder

RE8 I AR2HMERBTRILSY

NBT-AHO

LR 2E R BT E B IS

Corresponding to our two-face contact BT spindle

e

10 :
41545 Other companies Solid

AHODXVUw

Advantages of AHO

|

WBT-AHO

BT2ME R E XIS

Corresponding to BT two-face contact spindle

AHOYU—X P.213~P. 259

BE(LICLDAEY RIVEIBOEREAENIE

Lightweight holder reduces load to spindle, and improves energy efficiency.

=R OEL CHEEF2HMR

Perfect two-face contact even at high-speed rotation

RIVYAERERZ(CT HTETRIVS ZXRIBICEE(EL.
BRAEVRIVOBEZERT 2EEBICAEYRIVEER
ROHEENZERNTEXT,

BTS00 vV o8 4kg—2.8kg

The holder is made lighter by hollowing out the shank. Use of
lightweight holder reduces load to spindle, and improves energy
efficiency.

Taper shank of BT50 4kg—2.8kg

I EEH20%~50%UP (M#nHktE)

Chip removal rate: 20-50% UP

F—I\EIRE DR E & SIEENIF2EHIR D
XFFINS XD THEENUP

Two-face contact and ideal sustaining balance of taper and
flange achieves remarkable increase of performance.

EREEE TAEVRIVOHRRL CTH5 —/ B & imE &
TEICEE

Even when the machine spindle expands with centrifugal force,
two-face contact is maintained.

B> fEEOm

High repetitive accuracy

AEVRILFT—INISEDTRILY T—) ERDUNHEL . BB
T3V VmENEBLE T DT RELICEIEERN
F1> 2R3

Taper area of tool holder shrinks along spindle taper. In addition,

flange face tightly contacts to the spindle, and realizes precise
attachment.

Ly F 2T il

Inhibition of fretting

BICT—/I\—&EmEHEFLTUVDIESH.
TLyFoIhiz5sNns,

Continuous contact between the taper and the end face prevents
fretting.

74
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AHOD ISV TANZX LA

Clamp mechanism of AHO

contact AFY Clearance contact
e
T —\—EBUN i

Shrinkage of taper

&—

F—N—RFEEBELTVDHIREIC
AFIHBh,

The taper is closely attached but there
is a clearance at the end face.

TIWRAIYREIE A wp
Retraction of retention stud

TIWRFYRDE|EAHFICKD

T—C—EBHINHMEL | IREEE.

A retraction of the retention stud results

in shrinkage of the taper, which leads to a
tight flange face contact.

tIHIT—45BTLHLER

Cutting performance comparison with normal BT

TIAARZ)NHYI—ICKBDII Face-miling

NI Cutting conditions

BT40-FMA31.75-75

BT50-FMA38.1-165

BT2ERAHOREY RILEE

AHO spindle dimension

BT40 BTS0 YIMIEEAOLEE 188 D2EE BIEH | | YJ4EEHOHE E1EE D2EE H3EH
AJLe  |BT40-FMA1.75-75 |BT50-FMA3B.1-165 D4ER DSER f4EE DsER
" (BT, AHO) (BT, AHO) 4 7
35
pys— | 2100 TZAZSI) 0125 TTARZ °
hy5—GER) | Avs—EkD) | | 2 g ® -
05 It
Fy> | SDKN42WT |XDMT120408PDE g 84
7 (A30N) | N(ACZ350) | |& 2 & 5 |
[mm} [mm]
WHIEIM | ss0C SKD11 e .
[ElER2% 480min’' 250min’ ! .
¥D#EE | 480mm/min | 300mm/min 05
B FOUAVN ° e AHO ° BT AHO
BIHI& BFL(RS 1Y)
HEAONE]|  HIEOCE DR EDHE ‘ ‘
HECEEUHEE TADE - N . N
sargm| BPLO. | REEBRTICHUL38%DUP {REEBTICXL53%DUP
COF ANEREH T TEETF DTS, . :
Fu T3 ZONESDEERT S, Higher than normal BT by 38% Higher than normal BT by 53%

L1
T=I54Y BT o NBT-AHO WBT-AHO
Gauge line
30 31.75 0.2 0.98
40 4445 0.2 0.98
L 50 69.85 0.2 1.48
1
D XLIDAEFTHH 1 RICKYREYET, %Tolerance of L1 varies depending on the spindle size.

AEY FIVERIENE S

Easy to make a spindle

AEVRIVEBHEDRFEH T THHENGDE T,

Please contact NT TOOL when making spindles.

74
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SPEEDIO

TJSY =T MI140X25FRRIVY GeyimnTmm)

Turning Tools for brother’'s SPEEDIO M140X2

%TM140X1] (6 SERTEIFE Y.,  These products can be used with the "M140X1".

Coolant feeding
enabled

e exceptions

R=UVIN\—H

For Boring bar

TSB

512 - IREMIA

For External / Facing

SBV-A

IREINT A

For Facing

SPEEDIO

M 1 40X2 BB+ Y=t/ # Tuming center + Machining center

IE%I%"JG)T: UJG)%E b L‘%}Rﬂi New Choice for Process Integration

- ¢ : ”]l ' 2
. = P I .

HHhmbTHEMIEEW, Specials on request
050 A74




HSK-T #—=>45"Y—IJU

HSK-T Turning Tools

HSK-T &[& ?

ESINIEOIEH K Z R ARICREET B
ICEBSNfcA 59— 1 —ATY,

2008 £Ic [I1IS012164-3:2008] £LT
ESEERBEENZE LT,

What is HSK-T?
HSK-T interface was developed to maximize cutting ability of
multi-tasking machines.

HSK-T interface became ISO standard (ISO121 164-3:2008) in 2008.

e T
,//’ \
ASTE RSB RLEE |

Coolant/feeding Rustproof
%Y T EERRL

Some exceptions
apply

Si#E-REOIMTHA

For External/Cut-off

120, [125, [132

SHE - imE AT A

For External/Facing

SBT

SHE - imEMITA

For External/Facing

SBN

RK—=U2VIN\—H

For Boring bar
[J20, [125, [132

Hzm
ARBOSGE-BRFTICOVTHREHRIER BRI FPIRETE37202025 DRIEREZZITTVET,

MORI SEIKI CO.LTD granted NT TOOL a manufacturing and distribution license under the patent No.3720202.

R oo
SBH TSD E*EH;D
.......................... P.334 e SR Yc

[120, [125, [132
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Angle Head

- N
ElEsY BHER

Fixed type Flexible type

AHS

AN
90° BT -ceeereemrerneens P. 190
BT ceveeeeeeesnnnneeeens P. 192
AHO evvveeeeeennnnns pP. 254
a45° EaER
[ ST P. 194 (BRIAEEERTI S,
AHO T P. 256 EROBEICEELT
BEVIEITET,
QOtVI—RI—U—-3Uk oFlexible type:

Any tilt angle can be
set at your discretion.

o DTN EY 5 —
AW—=0—=3FIh-51T%
k. ey —2—o—
SYUNF T—IDMIKRA
VRANHEICHRIHT 2T &N
TEET,

eCenter through coolant
feeding is possible.
World's first standardized
internal coolant system,
which enables pin-point

coolant supply to the
desired place.

I9—-5V AR 1%

Coolant type

Specifications

.@Eﬂl#%aﬁ_{iﬁ'cﬂﬁ'&!ﬁﬁ;mb‘ﬁlﬁﬁtio o . LT RSEES | OLyMEEE | 2yTmT 1S =5/ b AI—
EUH—O—SUNARICENBEERYI— s 50 A= Type |Maxroutonal| Chucking | Tapping | Titangle | Intermal
SYh1Zwh&Es—SUbavvhzEem bl S -

FRIETDERETT, Fleﬁﬁ%’pe 3,000min" | 00.5~022 | M3~M22 | 0°~90° -
eFixed type is capable of supplying coolant
internally as it is. All you have to do to enable A 5oR 07THAX
center through coolant feeding is to add a coolant ?I'dt 45 6,000min” 20.5~216 M3~M22 45° o
unit and a coolant collet. olidtype Al 3,000min”
sopemy | O7THAX
ﬁﬁ%gggs 6,000min" 20.5~225 M3~M22 90° o
YP fthi, 3,000min”

EE R D UIEISRAGEZH]

Guidelines for cutting conditions (Fixed type)

= (A5 DR

Reduction of plant investment

BT50-AH2290-180-80DITH Cutting examples OFILhTF—T I ZEERT D EFL,
- o o 210/\1 Z2HI LRI )L 820/\1 Z2HAL VRS IYFryF YT TEUHIEALRED
= 2-flute HSS endmill (dia. 10mm) 2-flute HSS endmill (dia. 20mm) T THREERICIT R R IRE DR
J — & ¥ B Work material S55C FC250 A2017 S55C FC250 A2017 HENEY,
) A # (mm) Depthofcut 11 12 11 4 5 5 OFEEERIF. BERICHLREN
E & M (mn) Rotational speed 630 1,000 2,000 400 500 1,000 R ERR.
] Bll 5% B (m/min) Cutting speed 20 40 63 eWithout using a tilt table, machining from
g - different angles can be performed. Set-up
ﬁ_ IO ) R 60 100 cost and plant investment cost can be
EIEEZDED (mmirey) Feed per rotation reduced.
eFixed type has a much higher rigidity than
flexible type.
goijp‘rlejsjs;?JFe T E Pl AL ) ;mﬁﬁﬁm_
i W Tapping L1 L2 Ls La oD1 @Dz Alcompgnsaion
27 ’r “J°7 ;I Vo Type Tapsaitiipter capacity Ei ED
FYEVITFvvo o)
Quick-change TPC16-1 UT~UTHG 645 121 36
tapping attachment FyTPITIWE TPC22-1 ! PIPE(tJF?'/er?%,PF) %0 969 70 1265 % w | 10| 2
3k Lo 1I8~1/4 ’
L3l Lz(‘;vggp\{gsal{lgteﬂ:gg) Sy TP YT (R55) 2 M8~M22
4 \Tap adapter~ TPC222| Sty | uz~uU7ig | 09 80 71 150 50 46

WHhmbTRMIEEW, Specials on request
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Hyper Spindle
BHR Ry
Advantages Speed Increaser
ENTY—LO/\1N\—ZEVRILIE. BEEOREYRIVEEE H P'H

BRERUYA OIS A LEERULET
EMAX30,000min ' & TxILHETEE,
WSHEERT—IVIREF7 CTEE. IR8ZfLE.
HWz0.5mm(FDCO7¥U—X) &bg12.0mm(FDC12YU—
R)ETOIMBTEDFvy+ I HioTEE,
WAE T 7V ICKDHERE

30,000min'1

mIncreases tooling revolutions, and reduces cycle time.

mMaximum 30,000 min”' models available.

mAssures low noise and vibration by precision ground steel gears.

mTool shanks as small as 0.5mm(0.02in)(FDC 07 series), up to
12mm(0.472in)(FDC 12 series) can be chucked.

mOverheating is prevented by a cooling turbo fan.

SHEVOERIC/\IN—-ZXEVRILE
WOMIF R T, BEHHEEIC. &
P ZERRET DLDEDHCEIRNT

IR IMI=ZERI) MTEESE It

’ X : Hyper spindles increase tooling
Your Current Machines Hyper Spindles 5 times faster revolutions up to 5 times higher

(maximum 30,000min-1), enabling you to
reduce per-piece cost with your current
machines instead of installing

new machines.

{IElF—5
Cutting data

BT50-HPO7H-150 \ BT50-HPO7H-150 \ BT50-HP12H-165
48 Work material 771VZ(A2017) aluminium alloys
152k (min™") Revolution 30,000
%Y (mm/min) Feed (in/min) 1200 (47.28) 900 (47.28) 1200 (47.28)
FH1Z (mm) Mil dia (in) 6.0(0.24) 3.0(0.12) 12.0(0.47)
o Gy o
X L1121 .4/1n
0-35in7 | doam 4691"3ﬂ
Depth of cut .07in
7
HSS 2143 BEE 28 H B 2887
Two-flute endmill (HSS) Two-flute carbide endmill Two-flute carbide endmill
Shro's = " S
HRFSISILD SFBLESRUF IR E
Recommended tightening torque Maximum rotational speed and chucking accuracy
AME | FTARNT | FEEIRNF Ei:2 ] 1 AE | BRILYh | BEERLE SraEIERE FryF IRE
Size Spanner for cap | Spanner for head shank | Recommended torque value Size Collet size | Speed ratio Max. speed Chucking accuracy
- 10~15N*m
HPO7H S-0 16 mm (80~133Ibf-in) HPO7H | FDCO7
_ 30~35N-m . 30,000min"’ 10um, 4D
HPO9H S-1L 21 mm (266~310Ibf-in) HPO9H | FDC09 1:5 (M/C6,000min-) | (0.4uin,/4D)
o s | aem | SR e e

BFHmbTABIEEL, /w Specials on request




JIVFIRPY—UV59RFL

Multibore Tooling System

ELORAZEICHBULEEREANY R

A complete range of tools for various applications

RUTY (C) A we—
For Polygon (C)

IV

R=UVIAYR

A1) ~ Y ‘y’ry
2 U Jam 7J‘y9—“’\‘yl~“ " ;Win CL::"\;;RS'?SVB
TWAE!-TWB; ype TWA,
Boring tools MIEEP29~0205 Cutting diameter:29-205mm
P.156~P.160
%z St hond
WA —A\wWR ingle cutter hea
Soam.Soem  TresoaSls
NMTEEP29~p205 Cutling diameter:29-205mm
P.168~P.169
PR 4
— R—UIAwR .!;ine bo'r:iggAmad
NRI=I vV FBAR! ype FE _
Master shank INT#Ee20~0 130 Cutting diameter:20-130mm
) P.165
I
LK TORFUYaVEXE
BT30~BT50 Extension Type EX
P. 178 P.177 T4V . ) )

- R—UIAYR ?;::o;ggBhead
BT2EHISR (AHO)F e 100~¢20s5 CHingdameier100.205mm
For AHO
NBT-AHO30~NBT-AHO50 P.165
WBT-AHO30~WBT-AHOE0

P. 252 sy - RAoOO774Y Micro fine boring hoad
3V . R—UHFAYR icro fine boring hea
o ——
HSK - AH Reduction Type RE PFBE Gt dlametors:3omm
;oéEgBAiHSKSSA P. 176 MIEEPE~30 9 i
P.167
P.318

Single boring head
Type SBA

For Polygon (C)
C5, C6

P. 352

P. '352 ﬂsﬂ?EAﬁﬁ.%¢2o~¢3o Cutting diameter:20-30mm
P.170
N I\ N
IJRI)bRUI
Milling and drilling tools
p— —
: JLyLIAYR
THRAFUYaVEXE — ( R — HDC W& Collet chuck head
w4 T HDC-W
759_:/: yka Extension Type EX zgéf;ggiﬁ@ Chytstﬁing range:0.5-25mm
aster shanl P.177 -
BTH e P.172
For BT
BT30~BT50 ﬂ{gyg,\\yp
P. 178 SL2 Side lock head
BT2mE R (AHO)FH — ‘:’Fé_giﬂ}ég?o% 'ITgngiasmLetaer: 6-40mm
For AHO U553 y P.173
NBT-AHO30~NBT-AHO50 ;e/);it:na ijl;EE;
WBT-AHO30~WBT-AHOS0 P 176 It 4‘13 W
P. 252 ’ 7—=)\N\wR Face milling head
FMA-WA & Type FMA-W
HSK - AH JTJVIVRII Shell mill head
For HSK - A =Nk Type SM-W
HSK50A~HSKE3A SM-Wa
P.318 P.174,P. 175
RUTY (C) i ee—

Specials on request
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Shrink Fit System

( ¥aU¥h—F w2 Shrink Fit Chuck

AE—%1 7 (DINfL#)
Heavy Type (DIN Standard)

SRD

=517
Heavy Type

SRK

AULZAT
Slim Type
P.118
- P.236
- P.298
- P.394
( INZEEEE Heating Device )
-

Induction Shrinking Unit Hot Air Type Heating Device

ISG3430 SRI-HAT ||
B sal?-olflse
oeemzE 0000 (Mg B ' (200V)(230V)
(FTvav)
FKS3400Mz SRK-HAT  eeceeeeee: P. 537
................. ] SRK-HA2 +cececeses P,

23UV h—FvryvIDHER
Advantages of Shrink Fit Chuck

- QLS N T2~ 468D _ FUNES v OEERTEST,
BiRED Bt Sl D EL . Exb. NEEamE L.
GGG ST The chuckin, torque is 2 4 times higher than that Superior Rigidity Cuttlng tools with short shanks can be used.
of collet holders (17261 Increased rigidity, feed rates, speed, and longer tool life is acheved.
1500 SRD(YaUn—Fy2) _Li:: eyl HRigidity L
SRD:Shrink Fit Chuck JLybikILPE 1.3~1.418 1.3-1.4 times higher than that of collet holders
FDC22(aLyhiLy) S—UVHIFrwol 128 1.2 times higher than that of milling chucks
77777 FDC22:Collet Holder
___FDC32(auvhiiL) T mzjllég
FDC32:Collet Holder Push-Pull 24—
1000 22V A—F v RIEHERE Push-pull scale
Chucking force range of Shrink Fit Chuck b3 () Eﬁid oad \
57 (N-m) DRI Mo Ehs(mm) | Bending load __
Chucking Torque SRD max. interference I(Dn%sng)l)acemen
SRD#H&HE Min 0.01 SRDvauvh—F vy (FHIEMax)
500 SRD min. interference _ Shrink Fit Chuck (max. interference)
SRDvauyn—F+v2 (FiHHEMin)
Shrink Fit Chuck (min. interference)
CTS=—uvyFvys
— CTS Milling Chuck
-1 —— -
RETEO 6 81012 16 ] HOC-AdLsbas
1D. FUILETEIR VS 5
Cutting torguie of drils AL FDC32 Collet Holder BEN) o 50 100 150 200

WHhmbTRMIEEW, /W' Specials on request
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Contactless Optical Tool Presetter Aegis-i Series

®

Y —IL Tty 5 P EE® -~ SOTP

&Y YT EDIVINIML!
JAM\T =R AEKRUIEIRETVEY S !

Simple and Compact! High-performance presetter - affordable price!

#ETIL Yy MRILID
F v v THEHFITbinThE
%4 T3> - MAX60Nm

Tighten the cap of the collet holder
on the machine is possible!
7*option /MAX 60 Nm

AIE EGEH Measurement
X&f(B) x-axis --- 8300mmZET
ZEH(BE) z-axis- 400mmET

RAN=AHIVDS5>/ T Mechanical Clamping
I7VVIAITRIVIZ RIS TTHDT
WO T, ROAUDEDRUEEICEBNE T,

A pneumatic cylinder clamps the holder securely in place, guaranteeing
excellent accuracy through repeated mounting of holders.

K- FIEYUER
Body - Accessory information

(S]] [|2oscaosacos P. 505

FJ2 3> Options

RN AENGERIEHLE

Stop Measurement When Runout Exceeds Tolerances

T_
B 3 57
% | T R Al A2
|49
BRfE
TiE
1 5083 246 &
2 | 504 246718
wn [ o000

t REHNDERFLRREINE T

Value that exceed runout tolerances will be displayed in red.

EHOZT v TARICBNVT, RIAIERT
v TIRNREETRHSD. AEEHNNESN
[CIFo T ZE I BIEZRRILE T, RENGD
FFRAERITITDCEZEHEFT T,

For multi-step measurements, the measurement will stop
if runout exceeds the specified tolerances during the
runout measurement step. This prevents measurements
from running to completion with unacceptable runout.

Xéh, ZEAE

Switch the X-axis and Z-axis

BLWMEAA

Target Value Input

JUty FETODEWNMEDS
Target preset height line

[FRZEOTEEE—R] T BEICTVUEY MEE
DEVMEZRDS AV TRRLET, ALy
RILTETDF v v THDIAHFDIRHAH
ZREULTUEY NTERLE T,

In "Adjustable Mode," the target preset height
is displayed on the screen with a green line.
Use to offset for cap compression when using
collet holders, etc.

AViRk—bk. TORAR—b
Import, Export

Y—=ILF—F DA, £H%ZECSVF—F R
TITVE T, HSREN DT —FBE) P, B8
ABDTUEYITOY—ILTF—IHETHER
LET,

Tool data is imported and exported in the CSV
file format. Use to move data to other
equipment, or to synchronize tool data
between multiple presetters.

B ETOLY MRILIDF v v THEDFIT son-mze.
Tightening of a collet holder (Up to 60Nm)

XZtJE&OFF
(7% b FRE)

XZtIEON
CPEV )

FPDOREHURSDOFE®. FRNAED SIRNIELE TDOTIED
SEHETREICLE T, XSOTPARZERE IOy I TEERICERE
TRIUNEDSDOET, SFHlEBRLGHETEL.

Adjustment of cutting tool projection length and runout measurement /
adjustment can be done in one spot.
Please contact NT Tool Corporation for details.

74

SEHE=Z8, EHA=XUOREZANERD (ST =X, F=78#)
BEETY, REETMIAANBEEANBEDDIESICERLET,
Switch the Z-axis so it displays radial measurements instead of vertical, and the
X-axis so it shows vertical measurements instead of radial. Use when machining
with lathes, etc., in a non-standard direction.

Specials on request
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ZEXULIEBHREEY IO 7

Easy-to-use Software with Tutorial Function

BRrEEZERIEICEE.,
FITYOBXT

AL—XTSERK ! ¥

EREDR/I\ROEET
BRETED LS.
BREEEOL 7D M
CREbbFRUL,

Operation screen lined up in
working sequences! Quick
operation by switching tabs.
Well-thought-out layout of
the operation screen
minimizes operation time.

juonesado ajdwig

1.442
312.644

WWWWWWWW
UM

BFE Lo TFaise

z 3126 0.05 -0.05

5ﬂ“iﬁ%ﬁg’ Measurement functions

RUILDOEDHIE

Drill Shoulder Measurement

BREICHTIHEEROESEZ—ERT
Licb. 8THISESTENHRET,
BRIZISTILITDIEEARETT,

Results that passed or failed to meet the target values
can be displayed in a list, or notified with a sound.
Results may also be displayed as a graph.

BERE

Special Tolerance

TUty NEREZER
CENHEDDT, K—

ICRTTD
UYII\—0
EREBDBHRICITATI.

Easy diameter adjustment for boring bars
with presetting target shown on the screen.

RNAIE

Runout Measurement of the Cutting Edge

RTUAIEZ LIcLEBIFRZE L.
AEVRIVE—BEREE BT
AETEXT,

Capture the area you want to measure.
Then, turn the spindle 360degrees.

ATFw T RULDAIE
Measuring Step Drill

BRIERVUIVETECSITT
AETET T, AEREREYTT
PIbBATRDITENHEKET,
Each step can be measured
separately.

EmERAIE

Measuring Afterimage

Contdix i={396 5,380 9)

I EEER S Bl ROREZED E(C,
ABZITVWET . IR—ILITVRI)LP

Ty TORIRAEICRETT

The cutting tool’ s profile is plotted by
rotating the spindle 360 degrees.

KEHIE

Real Image of Cutting Edge

AFEDEFEPFYEV I ZERTD
CENHEET,

Wearing and chipping on cutting edge can
be inspected.

74
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Y —IL Tty 5 P EEE® -~ AOTP

Contactless Optical Tool Presetter Aegis-i Series

®

DEFDEVEFE 1 BIC, TEEHBHREDHZINY—IL Tty F5E,

VIMNITITPDARIIA XHAIHETT!

Making user-friendly products is our priority. Our new optical tool presetter designed completely in house is available now.

Customizable software to fit your needs!

CREZSEI BTN

Please contact NT TOOL for details.

I;EE;;%B brcﬁﬁ:ﬁ:ﬁ%;‘r\?»{ User Friendly Mechanical Body

X&f - Z e AR S AXSEENI\V IV AXST—L
Fine Adjustment Dial for Z-axis / X-axis Camera Handle Camera Arm
FAPWVEETRIIT AASOUEZHRABTED EFTERETE EROBIFICED T B Ao X ¢400mmZE CHIEDTHE,

0T, AXDUEEHEEAE—T4—ICITAET,

Quick camera positioning by rotating the dial.

ZHDERIRIE®. MEO—ERIENTTEETT,
Simple one hand operation.Movable in X-axis direction
or Z-axis direction separately/simultaneously.

e zu
Z-axis +
X-axis +-f
Tt C

o

_—

Measurement up to dia.400mm is possible.

J

P

NOLLYHOJHOD TO0L LN LA/

"

7T MU RER R

Adapter Tray Equipped

AME-TOEDUER
Body - Accessory information

g LEtcaryhRILSD
F vy TROHFI*HITAXT,
60N - M T, B OBENNSEALY IDSEUTHT AN,

Tightening of a collet holder is possible. (Up to 60Nm)
Move away the camera from the spindle when tightening.

FYOREHULREOREE P, FNAEHSENLL
FCTOIROENZTREICLET,
Adjustment of cutting tool projection length and

runout measurement / adjustment can be done in
one spot.

XAZAIWOSVT

Mechanical Clamp

NEBSHBHEE (FTVaY)

Cutting Tool Projection Length Adjustment (Option)

KLEST7ITHPRIVI&EELICEITHDT.
WEHICIERDTEXT,

Frequently used adapters and holders can be
placed nearby.

EEICEREN\Y RIVZENL. AFEDETHEZ

fISTEDHERET,

An operation handle for cutting tool projection

length adjustment can be added.

400kgfOI 7Y UV I —TIRIVI ZIERICTS
V7. U—=IVORbf}T - BMOHLDEDRUIE
BEICBNE T,

400kg air cylinder firmly clamps the tool holder. Good
repetitive accuracy of tool holder clamping/unclamping.

E—5—K3547

Motor driven spindle

AEVRILOEEZBEEHRE T,

74
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{BELPTEEIE R UCBERFEY 7M1 7 Easy-to-use Software with Tutorial Function.

([ moEceROERLC | — =
2 O ! EENPEPLICY) o _
RIEFREBERULL | EARL A R EIE fF2IEIC AR,
Suitable for non-experienced operator! Operation screen lined up in working
Tutorial can be displayed by one click. : sequences!
922y TR BOR (R S BIROBFCRRCEES. Bh
et e [ mEOLSFYNTEDDELE,

N & tbd'? IlDI " ?_’I\ ° Well though out layout of the operation screen
ever operated? Don't worry! P )
\ The machine guides you what to do! minimizes operation. 4

X  'W4.435 - .
Z W194.080 - '

Bri7 s8R
PHTFRRAL TS
BRLA T i Ees A RIBL. BBL Bl -2 s iTaT{

Xy E—VEHTHEROFZLEHTEA !
Just follow comands on the message screen!
HHEAIC. FALTLSKEDHIEPIRERRZRTI DFHAAN—R%E
BRIFE Ul I TESEEETH. MO FTRIFETAE T

Information about current operational status and function in use are shown in the special field.

EZF#E‘E\E Basic Function
IV ITA TREDIBEE HEIEE

"Magic Eye" shows the positions of cutting edges.
AR REUHEDEDMUEBICH DN ZRTLET, IHOZVWI Y RIIPIIA AZNEEDAETEH. BROAEZRRVE B A,

Target cutting edge is always clear even with endmills and facemill cutters.

A ERAIEHT KIRON% TIy oA
ctual cutting edges Magic eye

Beginning of measurement
HEBES BB REIFV Y ITHRICEDD.,
BRHUEAEDSIEEICESHEDOIHTENE T,

. . ) . A 3
The ring turns green in accordance with cutting tool AIEEPR
. . . Measurement
rotation. Numbers are assigned on the detected cutting position
edges. 1 /

U2 Ring

NFctRthse T8 2

Detection of cutting edges completed.

AEDUBEZYTIVIALTRRULET,

Shows position of cutting edges in real-time. AIEER —1 3
Measurement
position
D iENAIE 4
Runout measurement of the cutting edge
ROAIEZ LICWEMZEL. AEVRILZ BFECH T DAREROETFZOXTRRLIED,
—EEETEET, BCTHISEDCEHHRET. BERIFISTILTDIEHAAHETT,
Capture the area where you want to measure. The measurement result against target value can be shown in oxalong with sound
Then, turn the spindle 360degrees. effects. The result can be also shown as a graph.
| R [ N 12 ms i
OXZFER O :Good, X :Bad =
X T HiER mEAL  mEA2 Ch w ! I| e
ERE 0005 =
BE@ 4285 =
TRE 0005 2 4.286
1 4288 193600 17E4" ° |
: umz _1;_4%%:_:_ I | 460 4210 . !:rls[umm‘ 42 a3 43w
;ﬂui,‘ﬁﬁ% Measurement result afjﬁﬁ'\ Graph
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