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Eco Holder Series
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Resource saving P

[ BEATZ2EHMRBTHRILY ] [tsﬁsmu:ﬁﬁ:wh ]
Lightweight, efficient & two-face contact BT holder Collets for semi-dry machining
AHO-AEY FDC-MS#!

+
HEBETIOHIR BIRSAMTARILSY

Holder for semi-dry machining

=3V NRDHEIE

Minimizes coolant usage

Saves electricity

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 JEEHFHUP

prevention oil Prolongs tool life
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Rustproof Tool Holder

UBSEERE

IO RV RIE X T —Y — )L,

NT TOOL, the best protection against rust!

uoI1oNPOJ1U| 19NP0oId

YEICE<T DD T —/I\—BZZD
ABh IR IEZREL CHDE T,

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

AEVRIVEDEBHEEREICELD
hUDPHRGEZERREX T,

Prevent seizure and scoring caused by
metal abrasion against the machine spindle.

IRMEBRICKDRAE Y RILDEIREFE
ZRHEX T,

Special coating protects spindle from
abnormal wearing.

KAETRIRICERD.

Safe with water-soluble coolant.

R > RILDigER I

Protect spindle from damage

HEZ i D ME PRI

Longer cutting tool life

I L 1E D BHER) I

Maintain good accuracy

K —BRIRIL Y ZBREZE - Some holders are excepted.

Y55RBh IR A0LIE EE Ottt
Rustproof Ordinary tooling

NTHHRELIER BERfthtmYERER

NT's special surface treatment Rusted surface of standard product

!\ANM o ./‘\ﬂ MJ‘J\ i ﬂJ\MH
vvw WV\V WW wvnj w

RMAX 15u

RMAX 0.8u

IXFT4—Y—=ILDRIVIE, BFHEX YTV RAZULELTH
YEDRELEWD. MTHEERVRAEY RILNOBZEE
HbFE Ao

NT TOOL's rust-proofed holders maintain processing
accuracy without additional rust prevention.

—ROY—UVIDBEG. hfEAY T/ AZR2DEHBAMTY
ENFELEL. MITHEEDET ALY RIVNDEZEDFERELED
T, T—/I\—EHEEUD & IERNIEEN0.01~0.02mm
[FEXELLEDET,

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.
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SYNCHROFIT II

NTHREOHEFBEICTY Y TINIRORRZERL. DOFahHimL!

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

U

w I Einbi2~5(E(Cm L ! etk YYH0T 49 I
gp Iéis imﬁgdnby 2 to 5 times. (!grlnp;el:iht'!)ﬁrent tool holders) SYNCHROFIT T
cFYyTCHDBAS A MIEZ 1/ TFICER, S M H
- Sy TOEFECLIEENE,. 000 BT

- Thrust load on the tap is reduced to about 20%.
- Tap wear and tear is suppressed.
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Tapping precision is improved.

SHEURLCENBBEICKD., BEINSDER
1R TR,

- Fully calculated tapping tension/compression R/ RIVSRF «
provides a minimized depth variation. (AR
. \ ) E

NT's original one piece

— - body constructed with a
)‘yj—j—y17 — / unique elastic design.

Maintenance-free

- EERRIBICI, @i/ TLRS V&0 —
BACRBORIEHE—AREERA. & galiiﬁaﬁslzgyzgg;ﬁiuu—maw?z:'ﬁmrézuo

Caution

- One piece body constructed with a unique
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 h ﬁ E 7& ﬁ * a)
: #1559 D1ICE R

;gg Ty ' The thrust load is reduced to about 20%.
-300

o074y
400 oyl g, M10x1.5
-500 UJw kLY #HE%E work Piece S45C
600 Rigid holder Ei®  Rotational speed 25m/min
-700 “' TILFRT 1 ITHEDAATERAD, I TIICRSZ NAERY

— i HEZRL, Yy T B FGRNE o
2S5 METE K (FEEEic £b5E) BEHDENEEERL, ¥y T [ERTIRFEZEAETHISEET,
The elastic design built into the one piece construction will twist along with the

Large thrust load (Caused by synchronization error) rotational direction during threading, greatly reducing the stress to the cutting tool.

BFHmbTABIEEL, /w Specials on request
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SMHB@’%E Features of SMH8

U
v ITDRFENEZHE, RELICY v TIIZRIR o
NT TOOL's unique elastic design reduces tapping stress and prevent sudden tap breakage. cC
3
o074y hl VY RkILY L2 BT30 5
SYNCHROFITIO Rigid Holder v=o SUS304 o
S=SUh KGEM - SEREE Q
II7Ek MI7ER TRE 20.92 2]
0 400 800 1200 0 400 800 1200 w7 M1x0.25 (O—ILFv) g
v IRIGE 2P (0.5mm
1 1176 1 1148 i:_._;ﬁ&g B 5 ( )
1203 — 547 ~AL mm
3 1340 3 —————— 1205 Ei® 5m/min
1276 IEEEEEEEEEE——— {253
£ 5 meee———— 1232 Fo ) 1191
= 1304 z e——— 702 Machine BT30
7 1197 7 —— 189 Work SUS304
1;?:52(52 — 661 1244 Coolant Water-soluble, external refueling
9 9 ) )
1215 1077 Pilot hole diameter 0.92
Tap M1x0.25 (roll tap)
= Tap bite length 2P (0.5mm)
=] - Uo
HE LJT&J]I]I x%?ﬁ}ﬁﬁi ! Screw stand length 2mm
Stable processing Sudden breakage occurs! Peripheral speed  5m / min

SMH16. SMH32MD43E Features of SMH16 and SMH32

v IHEMUP (3a—bFv VT 70DI158)

Tap life increases (With short chamfers)

& v JHEmiHE (MAX:1000E5 X ) | | | | |
TR svoozeorr NN
T BE :M4x0.7 (Bft:1P) SYNCHROFIT I $F387KL ! No Breakage!
I+ - S45C
VIRLRE : & 10m/min Ty RV -

Rigid holder 5=

Evaluated tap life (MAX: Tested 1000 times) ‘ Approx flve tlmes

Proccessing Conditions
Tool : M4 x 0.7 (Feed=1 pitch) 0 200 400 600 B0 7000

Work Material : S45C (M IE1%k Processing frequency)
Cutting Speed : Peripheral speed 10m/min

v IEGRUP (BRHEY v JTDIES)

Tap life increases (With rolling tap)

v 7EmiHE (MAX1151EIFA ) | | | | | o
LR vvrooevin [
T B :MIOx 15 (Bff:2P) SYNCHROFIT I —
eI :SCM440(30HRC)

tIHEE : E&15m/min Uy kRILS _

Rigid holder ¢ ! ﬁ]E{E L

Evaluated tgp life (M{’-\.X: Tested 1151 times) ‘ ‘ ‘ ADProx. tv‘vo time‘s ‘
Frocoessing Conctlions (Feed=2 pitch) 0 200 400 600 800 1000 1200
Work Material : SCM440(30HRC) (ANT[=I% Processing frequency)

Cutting Speed : Peripheral speed 15m/min

BFHmbTABIEEL, /w Specials on request
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B KUIVFT—I\V+v2oY—-UYY C3~C6

g Polygon Taper Shank Tooling C3 ~ C6

s ° n — 0 ny

B ESMIE. CNCIRERARUIYT—I\Yv>2IC3~Ce6%Z=Hmib
§ Now producing C3 - C6 small diameter polygon shanks for CNC lathes.

=

¥ (I1so 26623-1 - EHY—UVS—8  NCY-UvI—E
g_. JIS B 6066'1 Turning Tool List NC Tool List

S P.383 ~ P. 395 P. 366 ~ P. 382

=Yl e RWUIVT=\I+ I IINTFVIFIVY=UD T
High rigidity Polygon taper shank + NT original tooling

ISORUBICEL e ZEHRRU IV TF—I\Y v IICKD <'RE0 (RNGER) #aE

AlEDUPLE T, FFHRNZ 2 umA FICREEDIEE - - - "REORILY

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

rigidity. N ROYSVTCEBBHER: -« - - N ROFvrvY
EUL#ERUETEE "R zero

Runout of the cutting edges can be adjusted to zero.
+ "R" Zero Holder Series
* Anti-vibration effect
Hydrauric chucking system * - + Hydro chuck series

High repeat-mounting accuracy.

RUIVAYTUVIICELD
EEEE DR UBHEEH
BHTCEREICRELE T,
The polygon coupling ensures
excellent accuracy

in rotational direction.

KU IV TS IMDEM

Introducing Polygon taper blanks

RUIYF—N\ov2 DTSV IMBRE RIEHLET,

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

BERICTENT
@ @ Further machining by customer

) |

WHhmbTRMIEEW, Specials on request
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Collet Type Floating Holder

EfmEY—VIIICREE.

Suitable for High Precision Reaming.

UBSEERE

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

FH-ST-HDC - A )
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JLy b ERZRTDILET, FRRLEEDY—I %
EOTENTEXT,

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¥ao5—
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

JUTHEEF Cutter with oil hole  JLw MR JL— For collet through coolant
FDC-0OHZ! FDC-OH type FDC-C#&! FDC-C type

xEVH—-AW—0—52 FTTERADKE.
BHICNIREEZIRXT «—Y—ILETHBHVEDETEL,

% For center through coolant feed, please contact NT TOOL
beforehand for cutting conditions.
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4 CNCEEeRER/\1 FOF vy D
§§ Hydro Chuck for CNC automatic lathe \_/
RVERDFR 3T ZEZNR(LE!
Efficient tool changing in tight machines! ONCHBEER) Ty WIS PAZ
== ShankSize

Hydro Chuck for CNC automatic lathe
ST16L, ST19.05L

LU FIATEEF pyF s / ST-L-PHC | srzoe st

I Quick! Si ing!
Easy! Quick! Simple Clamping! P 444

fvw¢yﬁﬁmﬂﬁﬁ%aﬂaug/

Tool pre-set without height offset

BOIBRLFvy+VIJHRE Tum

Repeated chucking accuracy

FRNR CARERUP ‘/ =
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Anti-vibration effect provides longer tool life

’ TERBAA—YRITY, RBICERT 2B, Frv o EIMaIC
oEE 23.0~212.0 / BELTH5ARE S5 7 LTFEN,
Picture shown is image only. When using the product, secure the

chuck on the fixture before clamp a cutting tool.

tESES  EREDR Z1/5ICE ! *HERZIHSEHULET

Improvement example: The setup time has been reduced to 1/5! *From tool change to centering.
by bRILY INMROFvvo
BEfOI'e Collet Holder After Hydro Chuck

FD B Iy EREX D B3RS mn
I 523% o8%

J
V)
: FvvF I IERD R LYF 1 A TREREFvvF2I
‘ I Complicated chucking work > Easy chucking with a single wrench
¥ BORLF v+ JEENEL) BOELF ryF Y JREENRL (1um)

Poor repeatability Good repeatability (1um)

FryF Y IBICHENAE F v v F IV IRICHIEAAFTIEL

Tool pre-set with height offset Tool pre-set without height offset

EasY‘- a

YU v BRI\ FON—-RKRILY
Hydro Base Holder for Turret Lathes

FHEBEVEHhELEE L.

Please contact us for details.

‘
; <
ﬂ
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Specials on Request Hydraulic Mandrel Chuck / Hydraulic Work Chuck
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I ROYSYTOREBEEDUBLBHRANTEET ! ]

You can take advantage of a the unique features of the Hydro Clamp through a variety of applications! Q

=

—+

ERET—FvwsELT! EREYY RUILT—INELT ! A

As a high-precision work chuck! As a high-precision mandrel arbor! g

]

D—JDRE. T EIFhEEINTIIC! RENTA. REAmtEYY—7—/(AIC! g
MHEY VY ICEDF— ISV TRIGEAEET T, For both polishing and inspection center arbors!

As a clamping jig for polishing and finishing on a lathe machine!
*Auto-clamping can be done using hydraulic cylinder.

XZar7IosSvT

R=aT7IWoSVT Manual clamp
Manual clamp —
///
Turning y
gl »
7=
A&l - U=<MI Work
- Drilling, reaming
Work
TR — O£ "
Machine tool warkpiece spindle ST fREIAN T ft >y —iRNRIES
Tuming Griding example Example of measuring runout of both centers
«
izl g1015-9 (1)
AT Grindstone/Abrasive Dial gauge
Polishing inner bore ‘ 9-2 Work
-\l‘ll‘l |||!||\.‘ --"‘Il‘l |||!II-‘
B —H | | Ak B =—| |
K=UVINMT m “
Boring

o7 FOfHR IS 5 —ReA
or! Cylindrical grinding machine Runout Measurement Stand

BT AT— DiIERDH) RIZVTEIIDI—I DhERDS

Example of use as a clamping jig for assembling Example of use as clamping jig for machining center

HEFRDCEEZHSHEDELEEL !

Please contact us of any requests!

{ERNGIEORAER(E. 950U TOEATERDO.2~0.3%TT, - Limit of expansion and contraction is 0.2-0.3% of the diameter for 850 or less.

‘I—IDFFRORERERDO.1%UTZERELTLEEL, - To estimate the tolerance for a hole in a work piece, please use 0.1% of the diameter.
NIICERTREERT—IDAYy THIEEZERLEE L, - Consider using additional measures to prevent work piece slippage when used as a clamping jig.
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AULI\A FOF vy o

Slim Hydro Chuck

EFNLIOFE&LITICRBLSHSEEE!

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

U

LYFIFTHEFrvFI / UL ROF vy 2

Easy! Quick! Simple Clamping! Slim Hydro Chuck

SEmins MAX. 38,000min! / PHC-SB
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Max. rotational speed

iEiER 23.0~225.0 / TS 422
I.D.

IRNFEE 3 um (adses Max100mm) /

Runout accuracy 3um (Projection length : 4d *Max100mm)

BEOBULF vy FVIBE 1um

Repeated chucking accuracy

BN CHIEIE LT /

d LY SR I—5it
For center through coolant
Anti-vibration effect provides better surface

=L BRI MIAE

High anti-vibration effect Use for

BED
BEOHESHEC LD, BORBRIHRERR. H—IVIY RS
Special oil chamber around the chucking sleeve fEFNT
absorbs cutting vibrations.
Finishing with ball
[ | SBFE= Oil Chamber endmill on 5-axis
machine
HEZHF vyFYIAU—TEESTND
1. UIHIEF DIREIH RIS NE T
Oil chamber around the chucking sleeve
absorbs cutting vibrations.
FHEDHD
R—=ILIVRZ)V
E——— w fEFIT
FEiRFIRIC KB UHEDORE (RINTH)
Anti-vibration effect provides better surface Finishing with ball
dmill in tight
B & 2 4200min' %D 850mmmin |  NAEA A :;aénel "
Rotational Speed ! = BT40,Vertical Machining Center
212 AMAFREFE Y FEBELY RV
912 carbide end-mill with 4 irregular pitch flutes
FiBEDH2
RUIL-U—7
mT
Drilling in tight
space

MHSFEERFRDF vy
Slim type Shrink Fit Chuck

£0;A%& Depth of Cut 1
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Straight Shank Hydro Chuck

UBHEE

2Rl i o BEERNMIOFSKIFICREBISHEERET!

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

ARV—=bhI PO ROF YYD
Straight Shank Hydro Chuck

ST-PHC-SB
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LYFI1ATEEF vy /

Easy! Quick! Simple Clamping!

HIER 33.0~212.0 /
1.D.

IRPUEE 3um wosm /

Runout accuracy 3um (Projection length : 4d)

BEOBULF v v+ IHEE 1um

Repeated chucking accuracy

PR Y RT /

Anti-vibration effect provides better surface

RNIBE
Runout accuracy
Projection length: 4d

im
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AVLINA ROF v Y I TSR — @

Slim Hydro Chuck Blaster

EHEENM T ENPFMRZEERLVIE [T5AF—] YU—-RRE!

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

}o3E{R Prosec :p3.0~p25.0 / UL\ ROFv997525~
1.D.

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

PHCSBC .

LY
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IFENFBE Sum (G omn /

Runout accuracy 3um (Projection length : 4d *Max100mm)

BRI R CHIYIERIF UTS P 421 £

Anti-vibration effect provides better surface

/

AULIS ROF vy I 7SR5~
Slim Hydro Chuck Blaster

TSI IRAE 4 A PHCSBNC
9—52 Mg | BTP 118

Effectivly supplying coolant to cutting edge. HSK-A «eeveeees P.313

HBEDOHERBEICKD. BUVREIRIGRZRE,
Special oil chamber around the chucking sleeve
absorbs cutting vibrations.

7] s#FE= Ol Chamber

HEZEDFvyvFVIAU—TZE>TUVD
Tz, UIHIEF DIREIHIIRIRSE NE T

Oil chamber around the chucking sleeve
absorbs cutting vibrations.

dokchsal)
Accessories

ARERY—IL ((38) EEARSANIFIvIS-Y (BF) | TUEY MRIUa— (BIFE) PHC-SB-NCA+vv7 (f18)
Inner Shank Cleaner Brush (Included) | Torque check gauge (Sold separately) Preset Screw (Sold separately) Cap for PHC-SB-NC (Included)
........................ P '| ]9 ) BT............ P '| ]6
P AHOA-P. 242 -
/ HSK - A-P. 314 )
o MoFTyor-vEs5vIL. | W
ETETCEHERBINEEENOETHOEEA,
-REBRICBENCEE L. - Ifthe Torque check gauge can't be rotated with your < I—5 Y MdiS. <=5V htiGe
- To clean inner shank. fingers, there is no loss of gripping force. - Center through type - Center through type

HHhmbTHEMIEEW, Specials on request
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UBSEERE

JS5X5—{tkk PHC - SB-C FMHNRICBD T -5V Mg,

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

@ AM~DSHZHR e Provides a cooling effect to the cutting tool.
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@ 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-PHCO3SB-85-CDiEHE. *BT30-PHC03SB-85-C

-3V tHO
Coolant nozzle L3
=~ s FiH50DBSRUILINT FiEDHZR—IVIYRIILEEFMT
I=3Y |\(D,;z||‘,ﬂ Drilling in tight space Finishing with ball endmill in tight space

---Flow of coolant

FrvIRTSAF—{tHk PHC - SB-NC NTIREDED/HLEBA LS T THRERE S —35 > MG,

Blaster type with Cap / PHC-SB-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) %A Tvay by switching caps.
@ :F&MOERE - Max. 27,000min’!  Max rotational speed : MAX 27,000min-!

%BT30-PHC10SB-110-NCD155. * BT30-PHC10SB-110-NC

J—=5> MO
Coolant nozzle

R F—)\—IYRINT ({URS—MIHE)
.- J—=5 DN Taper Endmill Machining ( for Impeller etc)
=---Flow of coolant

HHhmbTHEMIEEW, /W' Specials on request
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INAROF vy IF XA

Hydro Chuck Omega

RIFBEVEESEW SV DY 5 LDEREENNTERT !

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

Easy! Quick! Simple Clamping!

LYF 1 ATHEF vvF I /

Max. rotational speed

SrESEEEE MAX. 20,000min! /

B g16.0~242.0 /
1.D.

Accuracy 3um (Projection length : 4d *Max100mm)

SALVIBE 3um (% Max100mm) /

BEBORLFvvFVIHBE 1um

Repeated chucking accuracy

Anti-vibration effect provides better surface

S
High precision

4 dﬁﬁﬁ Projection length : 4d

sXLUEE S UM
BoELFrvEvoEE 1 UM

Accuracy : 3um or less
Repeat accuracy: 1um or less

|- 2HEIPBROTHECRAY—T
| 2EDIETRTEICKD,
| RNBEDRE.
"Dual clamping points system"
L_,_V for stable and high precision clamping.

400

|\ ROF 7907 XS]
Hydro chuck omega
S-UYIFvyY
Milling chuck
frst A\ RO
-—
Other high-rigidity Hydro
3001 " drgelytee

350

i oy

uol1d3}ap Jo Junowy

0 1000 1500 2000
#E Load (Nm)

BiEIE CYIEIE R /

N ROF vy IF XS
Hydro Chuck Omega

PHC-H

BhiiRit & SICiES

Anti-vibration effect & High clamping force

MBEOHEZRBEICKD. BLIRENRINGI R ZRIR,
BICHERD/\A FOF v v I =B DIEENZEFRE,

Special oil chamber around the chucking sleeve absorbs cutting vibrations.
Utilizes stronger gripping force than a conventional hydro chuck.

RVIREIRINZIR BB (e20mm)

High vibration dampening Gripping force comparison (g20mm)

INIRVU Y THERER
Vibration test

~
-

10y buiddun  Nhes

(zS/w) uoness|edy  FREHS:

oupAy Aypibu-ybiy Jayi0
O7A S HEIRE
ebawo ¥onyo olpAH
IR ¢ WO 7

.
IRBIBSRIHEE LY,
B$f Seconds (S)

TUNSYREErE #RIRIRNSG Y ZRDICKD, BEEEZERR,

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

FrabEzl - Max. 20,000min’?

Max. rotational speed

#BT40-PHC16H-45, HSKB3-PHC16H-800I%8, F ¥y I CEDHFBREHIE T4 XYY a v ETHC RSV,
3% BT40-PHC16H-45, HSK63-PHC16H-80. Max rotational speed for other holders can be found on the dimensions page.
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UBHEE

240 68T 574 VIV RIVTONIH  / BEENOEOIMHKIEL | T
240mm 6 flute end mill machining High gripping force prevents tool pullout! 8.
C

(@]

p - . . o

BTSOMIEINY = ot vy [EI#E#4 Rotational speed 212 min- XD Feedrate 0.5 mmirev 5

BT50 vertical machining center XD Feed 106 mm/min H—=SUK S ZREEH o

] B3R Peripheral speed 21.3 m/min Coolant External Oil Supply 8_

\ / C

(@)

(=7

(@)

3

st =ANE/NA RO I\ FOF v IF AT

Other high-rigidity Hydro Hydro Chuck Omega

No tool pullout!

FRIF AYIRIFEL !
Tool pullout 1 lomm omm

)
Work piece
100

)
Work piece
100

220 AT BEZA I TP IV RS L TOIMIE BN, SIBEIC & D I TEOIES 5 !

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

[E1FRE] Rotational speed 6,350 min” EDE Feedrate  0.56 mmirev
IED Feed 3,570 mm/min H—SIK SLEREasH
B3R Peripheral speed 398.7 m/min Coolant External Oil Supply

MHEESEFIFIED F=2,100 mm/min

TS0 varte g corter fSEE\ RO )\f ROF +v o7 24

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

BOBLELDHLTZET
NIgDEOxDy MER v RLEDREER vtz

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

Y1 IONT 1 LDRRICEDNIDET!

This all leads to reduced cycle times!

HHhmbTHEMIEEW, /w Specials on request




IND—=I\ALROFvv D

Power Hydro Chuck

U

Hydro chuck with collet holder flexibility!

ALY BMRILVIDEKSICERD. FERI\AROF YYD,

LYFIXTEHEFvvFT

Easy! Quick! Simple Clamping!

SHEEES  MAX. 40,000min /
Max. rotational speed

=INVSVA
A High balance

TUNSVREEE EHIR1R/INSVAEDICKD.
EEEEZERIR,

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

U
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/
/
/
/
/
/

EEE 23.0~232.0
1.D.

" -
A UIEE 3um (adsi Max100mm)
Accuracy 3um (Projection length : 4d *Max100mm)

EOBRLFvYFVIHBE 1um

Repeated chucking accuracy

BhiiRsnsR CHIRIERIF

Anti-vibration effect provides better surface

: Max. 40,000min-!

STE[OIEREN

Max. rotational

%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 dﬁﬁﬁ Projection length : 4d

sxLEE 3 UM
ghELFrvEvsEE 1 UM

Accuracy : 3um or less
Repeat accuracy: 1um or less

Tool pre-set without height offset.

2RIFAT RNBEORE

"Dual clamping points system"
for stable and high precision clamping.

SHFEI NS Y R5RE
F v v ¥V IBOBNERI

Hydraulic balance design.
Prevents deformation during chucking.

NI—=I\AROF+vT
Power Hydro Chuck

ISR R

Easy! Quick! Simple Clamping!

LY FIRTHREOYINIEOK!
DD TH
B CIEENZTER.

The simple system of tightening
with a single wrench eliminates

human error. The same gripping
force is ensured regardless of
who tightens the chuck.

=L \BhRE
High anti-vibration effect

BEOHEEREICKD. BVRERINHIRZRE.

Special oil chamber around the chucking sleeve
absorbs cutting vibrations.

NV VTR EREEER Vibration Test

I ROFvvyo REFHFrvo

Hydro Chuck Shurink Fit Chuck

m m

b R

B B
1 1

z z

] 3

3 g 'A'A'u'

B &

3 3

—_ T —~

3| 3

3 | EEEEHEL. 3 | FEEErEL.

e B Seconds (S) = B Seconds (S)
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UBHEE

AUy IREEV RV Y b

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

Collet with stopper pin ( Internal coolant feeding enabled )

BTREEE (FT7vaY)
Length adjustment function (Sold separetely)
SCRBI-Y MMElEHFADBEICKD ALY FT
RIVIEIEICERIT I RERIZBTEIFT
FEREHURSORBZITIEHHEETT,

¥BT.CAT.SK ¥+ D H#EMAT. (3.0 ~ 24.0 k<)
¥CAT.SK Y+ ZICDVTIRBAVEDELEE LY,

P. 124 P. 127

BriiRsISRIC KD UIEIEDORE (RilIHI)

Anti-vibration effect provides better surface

Cutting tool height can be adjusted on the side with a hex wrench.
*BT, CAT and SK shank. *Except 3.0 ~ 4.0.
| *CAT/SK shank are available. Please contact NT TOOL for details.

KXTI=I\{ KOFvvo B BEEHFvvo
Power Hydro Chuck Shrink Fit Chuck

Ra1.58 | Ra3.52

REERY—IL (HE)

Inner Shank Cleaner Brush (Included)

-
-

forzs |

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

3.."/

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
PHC B (-C,NC) | PHZ'S |
MLOF IO =TI RIS TU.
IBTETENHFEFFNFIEBHDOETIESDFRA.

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

M-+
A markings

— A

TUSEIMA by bRIL—-R
Tool with oil hole  For collet through coolant

MIRAE
Use for

— - ERfTRUILVIIT  RULIIT U—-<iT
EIE 1650min  ARDERL B2 BT40 Y=oty 5— Step drilling Drilling Reaming
otational Spee -flute carbide Endmi BT40 Vertical Machining Center
ED  BB50mm/min 13iED 0.08mm/flute /—\!, /\!, /—\!/,
Feed Feed per flute § é § ?, § é
== = = = =

7otHy
Accessories

AV IRREE ATV Y b (BIFE)
Collet with stopper pin (Sold separately)

PHC - H~P. 121

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

-

Specials on request
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"R EOIL -2

"R" Zero Holder Series

o
al
i
=

1Y)

= = 1 fr—

M AEOENZRDEL [EOlICEYb, [ xen

Q Runout of the cutting edges can be adjusted to zero. P
: ! CTZ:SA &
o NTHBED4RFARSNT, B - ER-AE—T(—[CAXOFRNZEEDIC, BT wereeeeeene P. 101 o4
o NT’s original 4 Points adjustment system for easy, accurate and speedy runout adjustment! AHO-A-P. 232 |
= HSK-A - P. 298 '
[

(@]

-

UTS e P.414
’ m&oﬁa/ ’ E*HEODH‘:]J:/ ’ HEEHOMEL
Invariant hole diameter Better surface roughness Longer tool life BARNEEERR
HIVTRR, | ()4 Ok D100mmsEdR)
p Holder Type Max. Adjustable Amount
(at 100mm from a holder nose)
L F CABFIORER Y ZE Y MERBEET. CTzassa | eoum
RNABEZO~2umF CTREIDHIENTEET, CTZ425A 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,
MIHEDIKINGYFHELED, # b :45mm/min(0.3mm/rev) Projection length  : 280mm (Cutting tool projection length: 155mm)
BEEHLFEERTEET, B 003 Remoingamount <503

L . RiER  280mm (AYEREHL155mm)
Adjusting the cutting edge to zero runout

makes high precision and invariant holes
finishing possible.

042

S E& | Before Adjustment

HFEIRN:38um
Cutting edge runout :38um

25 H73&% H7 Tolerance

ROAOTERTTEDNINTY Y
*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

E~ E~
mt 20 / mE e @ 7T Entrance i
& o 0& @ X Bottom
S R
28 == 22 o e
R o 49— @ 17T Entrance |- R
%g 10 ® % Bottom %g 10 E TR
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 NTEDREDHLELICRE

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

ft EIFZEo28

Finishing diameter

D U—< i TEp
Reaming portion

HHRbTHAGEEY,

74
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( "R"EOILF /U —ZX "R" zero holder series )

/ BT BINSYRFAT 3
Standard type High balanced type 8_

HDZ GDZ 8

(9]

~+

3

HDZ-R HDZ GDz E"‘
........... p ]02 BTP 104 y BTp ]08 O
AHO-A--P.234  AHO-A--P. 236 & HSK-A--P.304  HSK-A--P. 306 Q
HSK-A~P.300  HSK:A-P.302 5
C ............. p 373 C ............. P 374 :|,
UTS ........ P 4'| 6 UTS ........ P 4'| 8 g

AN—bov o
Straight shank

ST-HDZ

IRIAT
Small Diameter Type

ERZ

BT ................ P '| ]O ST ................. P 442

HSK-A «eeeeer P. 308

UTS ............. P 420

AULI\AROFAT ENEEEE ENRA "R tOtyy
Slim Hydro Type 0~460mm "R"Zero setter

PHZ-SB| ‘s SPz-2

[ P. 111 EEEYR— (. P. 558

Rotary

HSK-A oo P. 309 holder support
RILFE|EAH B
Holder pull-in device

TEDEE

Invariant hole diameter

EEEZ{L  After adjustment AFeIRNFEE2um

i Runout of the cutting edge : 2um

SE%ZR] Before adjustment A FeHRNUEE 15um

Runout of the cutting edge : 15um

{EBIEFIOIMIEDINSYF Variance of hole diameter before adjustment {EIEEZDINTEDINSYF Variance of hole diameter after adjustment

ARONZYFHINECH7REDTINTHEIE,

22
20 Smaller variance of 1.D. enables hole processing within h7 tolerance.
mz 45 A mz
s N i
ZEa N Fa
=5 147} 7‘\4/A¢—t\ %Af =5
3 Y / i 3
g 10 y ¥ - T
um 8 um
6 6
4 4
——XAHME 9 . ——XAEE 2 .
Y5 R R R R S SR AR SRR INIRER Y5E [ R A R R A AR Ik
0 1 3 5 7 9 11 13 15 17 19 21 23 25 Number of holes 01 3 5 7 9 1M 13 15 17 19 21 23 25 Numberofholes

HEFanDE L

Longer tool life

EFEEDE E

Better surface roughness

peap— [E:
EERDOEEE g A
Surface roughness

before adjustment Rz 2.1pm~4.7um 4.5

4

3.5

r " 3

3 EHEED e
AiEICE L

{EE#OERE Surf. 2

Surface roughness ol Llj'ln%céi is 15

after adjustment Rz 1.0ym~2.5um rerg'larkably )

improved.

0.5

FFDIRNFEE  Runout of the cutting edge

BFHmbTABIEEL, /w Specials on request
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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'REOMRILS

Easy! Quick! Simple Clamping! SADHvco L Zore Hokies

SHREES MAX. 17,000min’ / PHZ-SB

LY
=
o
a
c
0
—+
=1
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=
0
a
c
0
o,
o)
=

/
/
/
/
/
/

Max. rotational speed /BT e

HUIER 96.0~212.0 /
1.D.

SZAUREE 0-2um /

Accuracy

ﬁbﬁb?vw#)ﬁﬁﬁ1um‘/

Repeated chucking accuracy

BhtRNR CHIHIE RiF ROy S
Anti-vibration effect provides better surface RZerOSetltDerSSS

AEFRDORABRIZL Y FTHRT LI T, IENIBEZ0~2umE TREERTEE!

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

4dFHFZNEERNTNELTE, REHURETHRAEDCONT, RENMIZTIARFENTNE T,
UDL'R"ZEROKILY YU —XBAFEDIRNEEZRDEL[EOICEY FFHT LT, NEORE. AHEEDH L IYOFHRDT Y 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.
FEEGHUP L tool lif
EHE& =750 onger tool life
After Adjustment . HAEEmBI_E  Better surface roughness

. TURMDETE  Invariant hole diameter

ROIYOSEH
At the edge of
long cutter

0-2um

OYJRUIIEEDRRTEZ
EAYTPY—VCEMZRELTT!

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

A

T—UARREIDIR

B2 Application inside
Jig of work piece.
JITENSDOEEET NI R OEARET NI
High precision cutting without interference with a jig. High precision cutting in a deep/narrow hole.

HHhmbTHEMIEEW, Specials on request




A—=)\—5A/ Oy I=—U 2V TFvwvD

Super Tite-lock Milling Chuck

EfRE. SAlE. BINSYR. ZOETEIDIRIC,

Accuracy, Rigidity and Balance - All in One.

=/I\S VAL ET TR DIEEIC / RS I5YIRN=9-5INoA T

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

CT SA CT-SA-CF
BT TEEE - Sl P 068  BTe P.070

High precision and rigidity with one simple tightening action.

HNERIF - 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.

=2I\SVR HAEZVy IRV Y MR
High balance New patented“T-slit"design minimizes slippage and pull out of end mill.

BENSVARICIREDoeBIN\S VAKE HARAUYNOTTEbAEL)

WERDCT-S-E(CT-SEINSVRY A T) EEIED Axial slit
USEENCERTEET, (increase gripping force at the top)

MEBEAUY S (FRIIBL)

« Carefully crafted design ensures excellent rotational balance. o
Radial Slit (Prevents Tool Pull Out)

» Maximum rotational speeds as high as CT-S-E (High balance) holders.

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

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.

5 —-ZAW—0—3 b3t

Center through coolant feeding compliant

MBS IEIF CRFE -ElTE

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
For cutters (CRUZU—bOLy M)

with coolant hole With MC-C collet

HH{ (I8  After Clamping

Specials on request
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EASY PRESET SERIES

EcREX 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!

RUJIVA P
For Drilling o .
=Ty Egny SDM - ‘ ~

Adjustable tool length

P. 080

-P. 226

FEZEFHURS DR '"E- igg
HA RV I =BT 12T D58 :

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

1. HARUIOEETHEICRYILDEETHUERETEITTEE,
2.tV ¥ —RI—U—5 kMG (Max 7MPa),
3.7UtybRIUI—TH VIR HNEDERIEED LD,
4.LybDRIRDHF THE D A ADEEATHE,

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

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.

Ty —-Z)—

I—S Rt

Center through coolant
feeding enabled

HDPEY=F v 7 HDP nut

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

N
REHUEHRDLET

For shorter projection length

¢ >

REHUENEIMLET SRR 10~25mm (Y1 kb RIEDFT)
For longer projection length Adjustment range 10 - 25 mm(Varies in different sizes.)
- J

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

T = XY P
RCHEN YVIJO0RYYIRILS 2
Synchronous Tap Holder With Easy Tool Length Adjustment ?3
u o " " — LY
HARV Y EFTHITEIFTRELHUVRS EFEICTHE! 2
Simple length adjustment - all you have to do is turn the guide ring! §
]

5y 7 8

For Tapping o

]

S

STM

Adjustable tool length

HERFHURT DR :

HARUVIZEITREIDOEEE yTsee )

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.A4RU I DOLETHEICYY TDOREHUEZTENTTEE 1. Tap projection length can be adjusted easily by turning the guide ring.
2.ty —-RI—o—=5 Vs (Max 7MPa) 2. Center through coolant feeding is possible (Max.7MPa).
3. 7UtEYrRSAINTHY YT DIERIKED IES 3. Slippage of tap can be prevented by preset driver.
4.7ty cRSANETVYRDAAT Y Y T AL XDOZEEOIEE 4. Tap size can be changed by replacing preset drivers and collets.
TUtEybRAIUa1— TUtybRSAIN(FIFE
REHUBHHOLET, (BI7E)

Preset screw Preset driver (option)

For shorter projection length

FSCEIOL v (RIFE)
FSC Collet (option)

ﬂ | =™ HTPR*vyT

HTP nut

'Yy —-RIV—
I—S R

HARY 77 Guide ring
Center through coolant
EEEc 2T ETAMDREHUZRRELE T, EEHUEMENMULET, feeding enabled

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

-5 b3t

Coolant supply

JLybhRIV—H
For collet through coolant
FSC-C&
FSC-C type

NEIEEH
Cutter with oil hole
FSC-OH&
FSC-OH type

Bt 59—RAI—0—=F VM RULTUVET,
HAEIv IR
219 F7MPa, 220 E5MPa(y—5 Iy REIFE)
GEIUTSDI—SVNEIRERDET,

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.

WHhmbTRMIEEW, /W' Specials on request
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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 084
AHO-A--P. 230
HSK-A - P. 290
HSK-E- P. 346
HSK-F - P. 351
C ..............
UTS .........
ST ............

R

Standard

=@

Fry TANSHROREHUBRNT
*F7,

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

HDS— 3% %8l

HDS— 3¢ % — &Y

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.

(755 option)

HDS_X X—MSEE For semi-dry

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
(RIS option)
machining

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 nuts and retention studs

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

Specials on request
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RC Nut

UBHERE

ALy bRV DERECIER EZ0 LT D EHREF r v T

High performance nut to improve collet holder workability!

HDP-Rx&itkIL 5 GDP-R®I&hikIL Y
Holder with HDP-R Holder with GDP-R

U
=
o
a
c
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c
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5

GDP-R HDP-R «+-eeeeeeee P.098 GDP-R «vvvveeeees P.098
@ _ BT -HDCA ---P.082 BT -GDCA----P.088
( / AHO-A-HDC-A --- P. 228 HSK-A-GDC-A----P. 292
- N HSK-A -HDC-A --- P. 288
HSK-E -HDC-A --- P. 344 BT -GDZ:----- P. 106
HSK-F -HDC-A --- P. 350 HSK-A-GDZ ------ P. 304
] -HDC-A --- P. 366
UTS -HDC-A ---P.408
BT -HDZ------ P. 102
AHO-A-HDZ------ P.234
HSK-A -HDZ------ P. 300
Cc -HDZ------ P.373
uTs -HDZ-:---- P.416
= Ol — " £
R{EIEm E BFERILIDHEHFEZ D AIHE
Improved operability Can be recombined with existing holders
by MRS DRIENE - T - IBRMEUP, IRECHEAFOHDC - A, GDC - A. HDZ. GDZIZ3d 5.
Improved operability, safety and reliability of collet tightening. Compatible with existing HDC-A, GDC-A, HDZ, GDZ.

O—-IVo3yFLUF
Roll Clutch Wrench

FvvIDREFMmE

Longer nut life

O—5 UV IEBICH A MRABALE Y — IV = IR EE R R
Dust intrusion prevention seal is equipped as standard in the rotor ring
section.

FAMEARLLEY =)V

Dust intrusion prevention seal

1]

Higher speed

NS REEEZA L. INTOEEEICEH,

Improved balancing performance to keep up with higher processing speeds.

BFHmbTABIEEL, /w Specials on request




T RSAIMIAIVY K~ (MAL)

Collets For Semi-dry Machining (MQL)

FDC-MS

........................... P. 095
FDC-MS&FJLwhRILYTD
EERSAIMNIICERTSILYRTT,

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

FSC-MS

........................... P. 141
FSC-MS&35vEVTFvvITD
EERSAMIICERATSHIVYRTT,

FSC-MS type is a collet used for semi-dry
machining with a tapping chuck.

4 B )
TERSAIMIEE  whats semi-dry machining?

MQLII T (Minimum Quantity Lubrication. R/IVHZEAICKDIIMNIEZE) EBFIFN . D EDLIHIMHZ EHfHEZE
[EEBICEAMEULTHIBEIRICEIETDIIMIAETT .

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.

IRIBIRZE Eco-friendly JARS T2 Cost down

R/NEOYIHATER. BHICKIDRIE HEERAEDCERICADREEECER HEEABOERCLDERNEFCELD

USRS

U
=
o
Q
c
0
—+
=
—+
n ]
o
Q
c
0
o,
o)
5

BRFLE, DIEE FRZEER. TIBEADBNZINE,

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

B IRV
Tool holders for MQL collets

FDC-MS FSC-MS

e Y

BEHEXRVUILA =BfEEIVY MRILY BN\SYRaby MRV "R"E0ORILY 2ZITRILE ScREX YyVIORY Y IRV
duwy bRILS High-Precision Collet Holder  High-Precision Collet Holder "R" Zero Holder Stub Holder Synchronous Tap Holder
Drill Holder Easy Tool ( High-Balanced Type ) With Easy Tool Length Adjustment
Length Adjustment
g”SM e HDC-A-R GDC-A-R HDZ-R. HDZ KH-EC STM

HDC-A GDC-A GDZ-R. GDz

AMESZAMATU Y AT U1— HDS-MSHUEEEDF T, P. 10028RBUL TSV, (KH-ECRIFFHMIGEEDET, )
HDS-MS preset screw for mist is sold separately. Please refer to P. 100. (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 ANEAEL])
N7 HBUIYDHFRZEEL
9,

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

HINERVILDEwRD S DA
1 IVZRANE R ez /B LTI
ZiamlHrhLE T,

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

BFHmbTABIEEL, /w Specials on request
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Features

BRELY—-UVT

JLybDITDOEMWZEELLIEZEICKD . REB YUY IZRIR,

TOEEDSDRNHELIEDE UL

BSEST IV AMMES/ XIVDOEFRA

TERFICHESNRELIES ./ XIVAZIA TERRIFEE

(455F) A IW=RA MBS/ XILDZHR

{Patented) Effectiveness of oil mist spray nozzle

mPerfect sealing
The short slit on collet prevents leakage.

mOil mist spraying nozzles
Calculated nozzle shape for optimum spray.

HEHNAXEDORFEZEHECHEICEO>TREMTIDECT—IRAMNVTIEEF CHBHZEIESE D,

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

BEROIZ

High-speed mist

FAIVZZANES X))

Oil mist ejecting nozzle

2uUmBITORSA T4 J(&. REICHTEUHEL

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

SAMBGE BB AN E T 7 — & HITRERIC
EBDEDICEAMIFIFNEVWADREWVN(RS A
T3 FEVEL X0 DR, )

Mist particle size should be made smaller to ensure
smooth movement with air.

(Transportation loss can be minimized in the case of less
sticky dry fog.)

FEDORIEEZICHLT
HBIERZEITS

Lubricating the side

edges of the tool

RIF DXL

SZAMBRHEZRNT 2 ETERIACDDIAMNEEDEL
EORFORIDONDEVNICKDIFIFBXRIE(RS AT+~
DIvhTAIEN)

Enlarge the particles
Narrowed passage increases the density of mist. Small particles collide
each other and grow larger (dry fog — wet fog).

AUBEBLDRNIEL

No leakage from the slits

FAIVZZANESE X))

Oil mist spray nozzle

AERY A TRICEHESNCRERAR
(FREGTHERIE S A NREDTCH DIFRETER)
Calculated nozzle shape for individual tool diameter.

Sufficient air flow is ensured for high-speed spraying and stable
mist generation.

TERSACAIMI EMNIH
Semi-dry cutting example

25 MyMtEOYIRUIL FRFUNT(L/D=20) D—FAiT
Work : Non-step deep hole (L/D=20)
Drill : 5mm dia. long drill with oil hole

0% T

Chip Work surface

MISR{E Cutting condition
MUY |BT30.HDZ09-75 FDC-05009-MS

Tool holder

worZ  |SCM440 HRC40
orkpiece

‘BRIt ERUIL
tIEITE Solid carbide drill with oil hole
cuting ool pEx 180 E130mm
BERSA (BVF—RIV—-)
Semi Dry (Center through)
=Yk |MRc21

Coolant

JLZ 0.5cc/min - ¥—)L 5~10cc/min

BE _ . _ .
Cutting speed V=80m/min (N=5040/min)

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

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

YATIEGA L | 128, 17 (FHA R7AITEREZRL)

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

Specials on request
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Lightweight, Efficient & Two-face Contact Bt Holder

RE8 I A2HMERBTRILSY

)

10 :
141545 Other companies Solid

AHO-ADXU vk

SO T

WBT-AHO-A

BT2ME#3R T XTI

Corresponding to BT two-face contact spindle

AHO-AVU—X P.223~P. 275

Advantages of AHO - A

BE(LICLPAEY RIVEIEOEREAENIE

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

AR OEE CHEEF2HMR

Perfect two-face contact even at high-speed rotation

RIVYAERERZ(CT HTETRILS 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 U ADNTHEENAUP

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

EREEE TRAEVRIVOHLRRL CH5 —/ \BR & imE (&
TEICEE

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

BT fEEOm

High repetitive accuracy

AEVRILT—NISEDTRILY T—) ERDUNHEL . B
T35V VimENEEBLET 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 T

Inhibition of fretting
BICT—/I\—&iREHEEBEL TSI,
TLyFVIHHIZS5NS,

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

74
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Clamp mechanism of AHO - A

& g T

con'Eet AFY Clearance cont?ct a

Q

C

T —\—EBUN Q

Shrinkage of taper "_"

3

~+

=

(@]

“— 2

F e TIWRIYREIE AL wp 0

Retraction of retention stud t

° WL - ) ~ — O

F—N—RFHBEELTVDDiRHEIC TIVAFYRDE|EAHFHICEKD S

AEFIEHD, F—I\—ERHURMEL | IR E S o

The taper is closely attached but there A retraction of the retention stud results
is a clearance at the end face. in shrinkage of the taper, which leads to a

tight flange face contact.

tIHIT—45BTLHLER

Cutting performance comparison with normal BT

TIAARZ)NAHYI—ICKBDII Face-miling

I 244 Cutting conditions BT40-FMA31.75A-75 BT50-FMA38.1A-165
BT40 BTS0 YIEIEEAOLEE 188 D2EE BIEE | | YJEEEHOHE E1EE D2EE H3EH
ALo  [BTAOFNA31.75A75|BTS0FMASE.1A-165 B4EE C5EE H4E8 O5EH
m (B#BTAHO-A) | (BH#BT.AHO-A) 4 7
35 6
o |2100 7T4ZZ)V 2125 TTA RSV
BIT= 1 s (58R) | Avs—(6K3) g o . =
fn 25 s
F,7 | SDKN42MT |XDMT120408PDE % ;ﬁ;,% 4
7 (A3ON) | N(ACZ350) | |& 2 & 5 |
[mm] [mm]
WOEH | ss0C SKD11 e »
[EERE 480min’ 250min’’ ! :
EDEE | 480mm/min | 300mm/min 05
BIRI7EE dovhvk © =BT AHO - A © =BT AHO - A
PIEIIR FUL(RSAAYEM)
THEAONE| HIEOCEUDRRCEDHE ‘ ‘
tgﬁ']ﬁl:t"l:“Ub‘Hﬂ%i'@tUiAJ}E - _ . _
FRIE | BPLTLC s EAEBTICHWUL38%MDUP EEBTICXUL53%MDUP
COFANEERE T TEEFDITS, ) .
Fu T3 ZONESDEERT S, Higher than normal BT by 38% Higher than normal BT by 53%
BT2H#IFKAHO - ARXE Y RILIREE
AHO - A spindle dimension
L %L1
T=I54Y BT D WBT-AHO - A
Gauge line
30 31.75 0.98
40 44.45 0.98
. 50 69.85 1.48
1
D XLIDAEFTHH 1 RICKYREYE T, %Tolerance of L1 varies depending on the spindle size.

O~ RY u ‘\‘ﬁ
AEY BILEAFDIES ZEVRILBHEOREEHEFTBHENEDETE,
Easy to make a spindle Please contact NT TOOL when making spindles.

BFHmbTABIEEL, /w Specials on request
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JSH9-TZSPEEDIO 5RRI)VY GesimTm)

Turning Tools for Brother’'s SPEEDIO

X i 4% 7 M140X1, M140X2, M200X3, M300X3

Compatible models

Coolant feeding

b3z b B
RUSIDIOOT

Some exceptions
apply

R=UVIN—H

For Boring bar

2 - RENITA

For External / Facing

ER+II ItV

Turning center + Machining center

IE%&"JQTE&@*H b L\%;RE New Choice for Process Integration

3 1 — . -
= .- |\ (|0 X
. : % ' . :F.'t’
,-‘_ Sy \ ’

-

M200X3

HHhmbTHEMIEEW, M' Specials on request




HSK-T #—=>45"Y—IJU

HSK-T Turning Tools

HSK-T&lE?

UBSEERE

SINTH O RARICHEIET DD
CEBSNfcA V5 —T1—XTY,
20084 (C [1S012164-3:2008] £LT
B RERB{EENH LI
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What is HSK-T?

HSK-T interface was developed to maximize cutting
ability of multi-tasking machines. HSK-T interface
became I1SO standard (1ISO121 164-3:2008) in 2008.

HSIRBSERLIE )

(Coolantfeeding Rustproof
AP 1238

Some exceptions
apply

SHE - imE AT A

For External/Facing

SBT

Si#E-REOIMTHA

For External/Cut-off

120, [125, [132

RK—=U2VIN\—H

For Boring bar

TSB E_EBD

SHE - imEMITA

For External/Facing

(20, [125, [132

FREORE - WL OVTHXSHAIEHRBUFPIH 1575837202025 ORERBEZZITLET,
MORI SEIKI CO.,LTD granted NT TOOL a manufacturing and distribution license under the patent No.3720202.

SmEAN A RUILA
For Facing For Drill
SBH TSD = =
.......................... P. 360 v P, 364

[120, [125, [132

HHhmbTHEMIEEW, /W' Specials on request
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= Angle Head
0
=
(@]
8- e N
S ElEEY B
— Fixed type Flexible type
; AH AHS
o
Q
c
5 AH-OH AHL
= \
goo BT .................. P 204
BT ..................... p 206
AHOA ............... P 272
45° EaER
BT ooevveeernneeennns p. 208 (BRIAEEERTI S,
AHO-A -ooeeeennnnnens P.274 FEOAREICRELT
BEVIEITET,
QOtVI—RI—U—-3Uk oFlexible type:

His DL 5 ottt
k. ey —2—o—
SUME.O—IDIMIRA
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%ggi 6,000min" 20.5~225 M3~M22 90° o
YP fthi, 3,000min”

= (A5 DR

EE R D UIEISRAGEZH]

Guidelines for cutting conditions (Fixed type)

Reduction of plant investment

BT50-AH2290-180-80D/IH 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.
) Bl 3% B (m/min) Cutting speed 20 40 63 eWithout using a tilt table, machining from
g - different angles can be performed. Set-up
= D i (2 60 100 cost and plant investment cost can be
[EEEDIED (mmirev) Feed per rotation reduced.
eFixed type has a much higher rigidity than
flexible type.
goijp‘rlejsjs;?JFe T ! E Pl AL ) BTSEHEIE
r i W Tapping b la Az (e By o tClEEE
27 ’r “J°7 ;I Vo Type Tapsaitiipter capacity Ei ED
FYEYIFvvo o)
Quick-change TPC16-1 UT~UTHG 645 121 36
tapping attachment YTPITIWE TPC22-1 ! PIPE(tJF?'/er?%,PF) %0 %88 70 1265 % w | 10| 2
3k Lo 1I8~1/4 ’
L3l Lz(‘;vggp\{gsal{lgteﬂ:gg) Sy TP YT (R55) 2 M8~M22
1 e TPC222| 12y | paeM2Z2 | 69 80 71 150 50 46

WHhmbTRMIEEW, Specials on request
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Hyper Spindle
T
=
o
o
e Ey A7 5
Advantages Speed Increaser (g
3J
- ~+
B I374—Y—LOI\(I\—AE Y RIVIE. BEORE Y RIVEEE H P H o
EELHAII S LEERLET. =
BT .................. Fl 201 O
B MAX30,000min" £ TRH A AE. P
o
- }

B SRERF—IVIREFTT TRE. REZHLL.

M 20.5mm (FDCO7>U—X) &bgl2.0mm (FDC12YU—X)
FTONRIEDFvyFVID g,

B SHT7VICKDHER RS,

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

= o o L s EEEWOEIADTRETT .
Iﬁﬁﬁgﬁﬁ }\4,\_Ztyl\“/ I"]IEESH% 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
18522 (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, 217 B2 H B 2887
Two-flute endmill (HSS) Two-flute carbide endmill Two-flute carbide endmill
=Sh o' - g o
HRFSISILD FEEEANRUFryF I IEE
Recommended tightening torque Maximum rotational speed and chucking accuracy
AME | FTARNT | FEEIRNF HESRET NIV AE | BRILYh | BEERLE SraEIERE FruF I IREE
Size Spanner for nut | Spanner for head shank | Recommended torque value Size Collet size | Speed ratio Max. speed Chucking accuracy
HPO7TH | $-0 16 mm BT S3b) 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
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Multibore Tooling System

e
2
2
=

0
S K—UV SR
o - == - INT J
% §<®mﬁlhaqmbkﬁﬁu«‘yh Boring tools
~+ A complete range of tools for various applications
=3
-+ VA
8 HYF—~\YR Twin cutter head
o e TWAR . TWBE! IyReyANIWE)
g MIT#EHEP29~p205 Cutting diameter:29-205mm
g’. --------- TWA:P170/TWB: P.174
=)
i —
WA —AwWR ingle cutter hea
scamsoom  TEsSthtie,
MTEFEG29~p205 Cutting diameter29-205mm
--------- SGA:P.182/SGB: P.183
TrAY
R—=UIAwR Fine boring head
FBAR! Type FBA
MT#EP20~¢ 130 Cutting diameter:20-130mm
............................... P.179
A
R—UFgAwR Fine boring head
— FBB-A® ASAIREIZS
7!\;/|(a§terér;‘;r1(g IITEES 1 00~p205 Cutting diameter:100-205mm
............................... P.179
BTH
For BT
El=SREES RAHOT7AY
............. P.192 g{;BUﬁg"/\\yR ¥;:;Jaﬁlr:1’?=baoring head
NTEEO6~030 Cutting diameter:6-30mm
AHO-AER 00 o pier B P.181
For AHO-A
WBT-AHO30A~WBT-AHO50A
"""""" P.270 ;Jﬁiggg“/\‘yp Single boring head
SBAE -(I:-yfe %BA ter:20-30
MTEEO20~030 utting diameter:20-30mm
HSK - AH
ForHSKe A o [ | yzmyavReRe | R P.184
HSK50A~HSKE3A

............ P.342 : IVREI-FUIL-TSAAH

Milling and drilling tools

RUdY (C) B

For Polygon (C)
: JdbwhikILINWR Collet chuck head
HDC - W& Type HDC-W
............ P.382 Fpw S5 Chucking range:0.5-25mm
¢0.5~022
J
............................... P.186
~
HAROvIANYR Side lock head
Type SL2
%LEEH%%H% Tool diameter: 6-40mm
P6~940
A\
............................... P.187
~
YTILIVRIIL Shell mill head
F—I\AwR Lyge SMW
SM-Wa
A\
............................... p.188
~
TIAAZ) Face milling head
F—I)\A\yR Type FMA-W
FMA-WA B
A\
............................... P.189

WHhmbTRMIEEW, /WME'{I': Specials on request




VaAVIA—FrvvFIITIRATA

Shrink Fit System

( ¥2Yvh—F+v& shrink Fit Ghuck )
AE—%41 7 (DINfL#) =517
Heavy Type (DIN Standard) Heavy Type

SRD SRK

AULFALT
Slim Type

SRS

( I#EZEE Heating Device )
e
ERFERTIIHEE EEE—y—iNEiEE
Induction Shrinking Unit Hot Air Type Heating Device
ISG3430 SRK-HAI1 T
i (100V)
EHFEREFHERE
HE SRKHB2
kesmzr 0000 (Mo : (200V)(230V) |
(F7vav)
FKS3400MZ SRKHAT  +eveevenns ] |

................. } SRK-HA2 +eeveeeens

23UV h—FvryvIDRHER
Advantages of Shrink Fit Chuck

- QLS HN T2~ 468D _ FUNES v ORERTEST,
aiREH Bt Silic I DS =xb. NEEamE L.
LEGERIEBA 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(YaUYn—Fy2) _Li::[mgilld HRigidity L
SRD:Shrink Fit Chuck JLybikILPE 1.3~1.418 1.3-1.4 times higher than that of collet holders
FDC22(aLwhikILy) S—UVSFeuol 1.2 1.2 times higher than that of milling chucks
77777 FDC22:Collet Holder
_______FDC32(auyhiiLy) T ﬂixojllég
FDC32:Collet Holder Push-Pull 27—
1000 22V A—F v RIEHER Push-pull scale
Chucking force range of Shrink Fit Chuck P (mm) Eﬁid oad
57 (N-m) ORI Mo EbB(mm) | Bendngload
Chucking Torque SRD max. interference I(Dn%sng)l)acemen
SRD#HE&HHE Min 0.01 SRDvauvh—F vy (FHitMax)
500 SRD min. interference _ Shrink Fit Chuck (max. interference)
SRDvauyh—Fvv2 (FHHEMin)
Shrink Fit Chuck (min. interference)
CTS=—uvyFvys
=== CTS Milling Chuck
e e CTS Mil
RETEQ 6 81012 16 Za HDC-AdLsbas
1.D. FUILTIEI NIV Y ]
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

73

~~ Falcorn

&bV VIIICI &DIVINTNC!
JAM\T =RV AEKRUIEIRETVEY S !

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

DdHOD TO0OL LN £

g ETILY MRILYD
F v v THEHFHTbinTaE
MAXBONm

Tighten the cap of the collet holder

on the machine is possible!

*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]] [[2osca0sac0s P. 548

FJ2 3> Options

RNAZENGERIESLE

Stop Measurement When Runout Exceeds Tolerances

_

#® | 750

% z R Al A2
LiE
BiR{E
TAE
i | 5053 |246718
2 | 5042 246718

wh I oooo

t REHDERFRLRRENE T,
Value that exceed runout tolerances will be displayed in red.

EHOZT v TARICBWVT, FIAIEXT
v TIRNRERTRHSD. AIEEHNNEN
[CIF oI ZE I BIEZRRTILE T, NENGD
FFAERITITDCELEHEET,

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.

XEf, ZEHAES
Switch the X-axis and Z-axis

XZYJE&OFF
T NRRE

XZ switching OFF
*default setting

XZtJE&ON
*TTYaVEE)
XZ switching ON
*optional setting

215.247
7.181

BEAR=Z8, BHO=XMORLZANEZ
B(ET =X, F=Z8)KEETT, IEBETH
IAENEEEANEDRHEICEALET,

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.

JBWMEAFA

Target Value Input

AViIRk—bk. TIRAR—b

Import, Export

| Uty FEZOEMEDS 1~
Target preset height line

[FAZOREE— Rl T.HEICTUEY MRS
DEVMEZRDS AV TRRLET, ALy
IRILIFTDF vy THDAHEEDIEIHFAH
ZREULTUEY NTERLE T,

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

ATy TAEDAERLEDE

Setting the measurement standard for step measurement

aF el =

& T

AT9avEGE
HEIE
9.5

g5
A REIEDE
AATECD E
ST

ATy THRICHSIIDAEREZRETE
BKRSICBEDET,

This function allows you to set the measurement
standard for step measurement.

Y—=)LF—5DAN. HH%ZECSVF—FRHR
TITVE T, BB DT —FBE) P, B
AB0TUEYITOY—ILTF—IHETHER
LEd,

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.

SOTPEHAA
Base Stand

et @10 4940 00041025

B3 Model SOTP-BASESTAND

w8 A1) W 2900, D:600, H:760
SOTPA{AELFaL—FADEDFIFTRH
FVTVET,

There are mounting holes for SOTP unit and
regulator.

W BimbTRAMIEELY,
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(FELNTEEIEKRUCEITEFRY J D 77 Easy-to-use Software with Tutorial Function

BFEEE IR AR, " o
S INOERT 3 8
2 s— AR | 5= 6
ERBDR/I\ROENET S -
BIFCEB L3, 2 =
REEEOL A7 D NC =, g
ClEbbF Ul 3 S
Operation screen lined up in g
working sequences! Quick 3

operation by switching tabs.
Well-thought-out layout of
the operation screen
minimizes operation time.

1.442
312.644

i

5ﬂ“iﬁ%ﬁg’ Measurement functions

FUILOREDRIE RNAIE EmZRAIE

Drill Shoulder Measurement Runout Measurement of the Cutting Edge Measuring Afterimage

BERECHTIAEERDEETZ—ERT  EIUAIRZULCLWERZEEL. A ZEEE S B FD%EGZED &I,
Licb. 8THISERTENHRET, AEVRIVE—EERS B BIEIFT AERZITVET, R—ILIVRIILP®
BRIFISTLTDHTELEAEETT . AETEXT, &y TORARAIEICRETT

Results that passed or failed to meet the target values Capture the area you want to measure. The cutting tool’ s profile is plotted by
can be displayed in a list, or notified with a sound. Then, turn the spindle 360degrees. rotating the spindle 360 degrees.

Results may also be displayed as a graph.

BERE ATy T RUILDHAIE KEHIE

Special Tolerance Measuring Step Drill Real Image of Cutting Edge

ponii
JUty FrEEEZEHEICKRTI D BRERVUILETEICSITT AEDEFRPFYEV I ZRETD
CEDHRBDT, R—UVITIN—D AETET T, AEREREYTT ZEDHRET,
RARDGHHECTATT, PIbBATRBDIIEDHEKRFTT, Wearing and chipping on cutting edge can
Easy diameter adjustment for boring bars Each step can be measured be inspected.

with presetting target shown on the screen. separately.

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

A4—=J)

= e/

BEFRDEVVEFE 1 8IC. TEEHERDAZINY TV Y FFE,

VIMNITITPDARIIA XHAIHETT!

D

CREZSEM BTN

Please contact NT TOOL for details.

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!

I;E%;;ﬁ';) brcﬁ*iﬁﬁ%;‘r\i'»f User Friendly Mechanical Body

X&f - Z BSR4 AXSEEN\V IV AXST—L
Fine Adjustment Dial for Z-axis / X-axis Camera Handle Camera Arm
FAYIEETRIIT AXSONEEHRAETED FFTRIFCE EROHIFICEDOEE o X8 ®400mmZE CTHRIETHE.

DT, AXDUEEHEEAE—T4—ICITAET,

Quick camera positioning by rotating the dial.

ZEOERHREY. mHMO—IEEEDTEETT.

Simple one hand operation.Movable in X-axis direction
or Z-axis direction separately/simultaneously.

- zm
e.Isuus.

NOLIVHOSHOD TO0L LN £/

\L

7T UM 1RER R

Adapter Tray Equipped

Measurement up to dia.400mm is possible.

NEBSHBHEE (FTVay

Cutting Tool Projection Length Adjustment (Option)

KLESTITHPRILI&EELICEITZDT.
WENIHEENTEFTT,

Frequently used adapters and holders can be
placed nearby.

EEICERIEN\Y RIVZENL. AFEDETHEZ

I35 ENHEET,
An operation handle for cutting tool projection
length adjustment can be added.

KE-7IEYUER
Body - Accessory information

AOTP oo P. 549

, e

g LEtcary hRILSD
F vy TROHHI*HITAXT,
60N - M T, B OBENASERL Y KIDSEUTIT AN,

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

ANOREHURSORFRP, FNARHSENEL
FTOIEOENZTEICLET,

Adjustment of cutting tool projection length and
runout measurement / adjustment can be done in
one spot.

ARAZAIWOSVT

Mechanical Clamp
400kegfOI7YVUYI—CThRIVI ZBRRICIS
V7 Y—=ILOE]D [T -BROALDEDIRLIE
EBICENFT,

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

E—5—R547
Motor driven spindle

AEVRILOEEZBEEHRE T,
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ELPT & IEKRUCBHEERY 7 hD 177 Easy-to-use Software with Tutorial Function.

4 ~ ~ -
TIETHRMEBLIC -y . =
RIEFIRZMEFOHL ! iy BEEEEELIECES. |
Suitable for non-experienced operator! = e Operation screen lined up in workin
Tutorial can be displayed by one click. sepquences! p 9
P A ekt o N BIROBE CRIECE5E5, BiF

c N i lC e -

ﬁf?bﬂb“‘t‘)ﬁﬁﬁ’&ﬁ’\“iﬂ' EE@U’{TU H‘_L_TLDDQELJLO
Never operated? Don't worry! ° WleI'I though out Iéyout of the operation screen

\ The machine guides you what to do! minimizes operation. 4

W4.435

79 5i5R
FHIFEMRLTE AL,
WARLE P IH0REES P EREEL. SBCRGTr LA E T T,

Xy E—VEHTHEROFZLEHTEA!
Just follow comands on the message screen!
HHEAIC. FALTLSKEDHIEPIRMERRZRTI DFHAAN—R%E
BRIIE Ul I TESEETH. MOFRIFETAE T,

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

EZF#E‘E\E Basic Function

NIV IT7A THRDUEZGEILE
"Magic Eye" shows the positions of cutting edges.
AR, REUHEDEDMBICH DN ZRTULET, HHOZVI Y RIWPITIA AZIEEDRIETH. BHOHAZXZRRVE .

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

A ERAIEH KIRON% TIyITA
ctual cutting edges Magic eye

Beginning of measurement
HEBES BB REIFU Y THRICEDD.,
BRHUEHAEDSIEEICESHEIDIHTENET,

. . . . p: Pl
The ring turns green in accordance with cutting tool AIEEPFR
. . . Measurement
rotation. Numbers are assigned on the detected cutting position
edges. ,

U2 Ring

N FctRthse T8 2

Detection of cutting edges completed.

AEDUBEZYTIVIALTRRLET,

Shows position of cutting edges in real-time. AIEER —1 3
Measurement
position
D iENAIE 4
Runout measurement of the cutting edge
ROAIEZ LIEWEMZEL. AEVRILZ BFECH T DAREROETFZOXTRRLIED,
—EEEEET, BCTHISERCEHHRET, ERIFISTILTDIEBOARETT,
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.
| > 108
— 2 4250
OXFE O :Good, X :Bad
T m I #@R  MEAL mMEA2  CH v’ h 288
EpE 0005 -l
Hizid 4.285 =
_ FoR  OWs — H 4286
1 193698 1764 (=
2w - T
;ﬂui,‘ﬁﬁ% Measurement result g5 75%3_'\ Graph
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Contactless Optical Tool Presetter Aegis-i Series

A—IRPA

S5T5—

= RIptlor

<D

AOTP - AUTO type

055 LICEDHEIAETIERIBEZER! REOEEEEF[HTT !

Reduce work hours with programmed automatic measurement! Increases productivity in the field!

HAAXASEEIBEIED XYW Advantages of Automatic Camera Movement

 NOMVHOJNOD 1001 IN #A

K- 7O EYURER

Body - Accessory information

AQTP-AUTO - P. 550

AAST7—L

Camera Arm

Eagle l‘i

FanIE
manual measurement
85 i Sec.

AFyITEDAFZEDED
BET. FREFTVEYS
DRICHRENZT T,

x RAIERR : $85%

Step by step manual
adjustment is required by the
operator.

Actual measurement time:
about 85 seconds

( )

r
.

58
Raptor | L

BajlE
automatic measurement
D 2 Sec!

AIERIARSY 2R EBEI TR
ELE T, BEIAIEL TV DA, /£
EEBRIU—EBDET,
* SRAERE - X608

Press the start button to measure
automatically. The operator is free
during automatic measurement.
Actual measurement time: about
60 seconds

-
Z
-
Q
Q
0
z
T
e

NO

E-9—BEICLDX/ZHOBEEEGEZAET
OJSLICEINTITVE T, (EEE ORI
ZERL, BEOEERZEHET,

The X/Z axis is automatically driven by the motor based on
the measurement program. It reduces operation time and
increases productivity on the job site.

SXAESSER & 2400mm, 5 500mm
Max Measurement : X-axis @400mm, Z-axis 500mm

T1INHO4dHOD TOO0L AN #A

BimbTRAMIEELY,
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YINIITPDARIIAZXDAEETT! il Ll-2e0{RY

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

Please contact NT TOOL for details.
Customizable software to fit your needs!

HAIIA XEH| customization Case
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AET—5DHE

Sharing Measurement Data

B4~ DACTPDAIET — 5 ZBEHFRDY —INICERITSHIET

By accumulating the measurement data of an individual AOTP in your server, you can--:

"’Iﬂ
"

=

]
.

| TERE (M/C. NCHEER) IS
BHDAOTPCT—o%ZHF! AET—F%ZEmEL;EA !
(M/C, NC lathe) and utilize it!
¥ TIEEMAID D — NN EDT—IHBITHB LTV IUEDSHD ET,
Sciy\ Sy ) | -
=.
Measﬁdzzenn? program | : g“'iii} | Measu;slé?n'ent result |
Accumulate measured data
TJUtyyEHVATLOA-Y———XWh ~TE2BEHEZEBRIEL T~

Share data with multiple AOTPs! Transfer measurement data to machine tool
*The machine tool must be able to share data with the server.
BEHDY—I\ Your server
Responding to User Needs of The Presetter Automation System ~Aim for Full Automation~

N1 ROF vy o0l dLy hkILS DF|
Example of a hydraulic chuck Example of a collet holder

IDF v JD;ER ORy hEDEE) Y—ILikIL 5 BEbEDF(F

Use of ID Chips Linking with Robots Linking with Robots

Y—ILikVFRAID Fy I ZERTIIE ORy bEEE L, Y—ILRILTOIYD Y—)LikIL Y ORMED FF DIERZEE)

T QR J—RTRFEE o> fciBEFRETINDTL i EBENELE T, {ELFE T,
EHEHELET

It works with a robot to automate the It automates the tool holder blade
By utilizing the ID chip for tool holder, the process replacement of tool holders and blades. tightening operation.

of reading information which was manually done by
QR code is also automated.

BFHmbTABIEEL, /w Specials on request
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