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FIMOLE. SYSTEM

BIG DAISHOWA

HIGH PRECISION
TOOLHOLDERS

Reduce Costs by maximizing tool
life with High Precision toolholders

BIG DAISHOWA SEIKI CO LTD



Tooling system of highest quality

Based on superior technologies and state-of-the-art production facilities,
we guarantee to offer "high precision" and "high quality" tooling to your satisfaction.

Through our activities as a specialized manufacturer of tooling since 1967, BIG
Daishowa has the distinction of having the highest market share in Japan and
we continue to increase the number of our customers in the world-wide market
and gain their trust. We devote ourselves to the development of new products

and continuously improve quality "to comply with the latest trends".
We are confident that BIG Daishowa's quality and tooling variety will lead you to
the best result.
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Accurate inspection under strictly ==
controlled quality standards. ;
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INDEX High Precision, High Rigidity & High Quality Performance

Ultra slim design eliminates
any interference
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Clamping Range :

20.45 - 8.05

BBT SHANK «:cerereerarnnnsnnnannnss Al
BDV SHANK «cevereerarannnnnnannnss B1
HSK SHANK «+xrrrrrennnnns C1,C40,C45
CYLINDRICAL SHANK - ::xevevesen D1
BIG CAPTO SHANK ««cvevrrnnnnees E30
ForN/C LATHE -+ -ceevevveiinnnn F4

NEW BABY CHUCK || MEGA E CHUCK

For Speed For High Speed
ME MICRO CHUCK MEGA
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Clamping Range :

collet chuck in the world

20.25 - 620

BBT SHANK «+cvrererasrarannrnnnanns A3
BDV SHANK «+cerereresrarannnnnanas B2
HSK SHANK «:vvrveerennnns C3,C42,C46
CYLINDRICAL SHANK :::evevevese D2
BIG CAPTO SHANK -« eeeerrnnnnss E31

Most reliable high precision

For High Speed

Original and exclusive design
for small endmilling
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Clamping Range :
23 - 0212
BBT SHANK «:cereresrararnnnnnannnss A6
BDV SHANK «cerereerarnrnnnanannnss B4
HSK SHANK «+rererrenrennennnns C7,C47
BIG CAPTO SHANK «++evererrnruss E34

MEGA For High Speed

DOUBLE POWER CHUCK

"',; Ty Specialist for heavy-duty
; ™, cutting
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Clamping Range :

216 - 850

BBT SHANK ++vvrerrerrnnrnnrnannnnns A9
BDV SHANK «+crererrrnnrararnnnnnans B5
HSK SHANK «+rererarenenearannns C9,C48
BIG CAPTO SHANK «+ceveraernenss E37

NEW BABY CHUCK

Most reliable high precision
collet chuck in the world

& %

Clamping Range :

20.25 - 520

BT SHANK cevcevrenrrnrrnrennennenns A13
DV SHANK «:crvvrernsennniennarennns B6
HSK SHANK «vvvreerrnnnmrreernnnans ci1
CYLINDRICAL SHANK: -« +-x«xex-- D3
BIG CAPTO SHANK -« «---ecunnnen. E41
ForN/C LATHE - -vviivvivrnnnnn. F1

'

NEW Hi-POWER
MILLING CHUCK

=~ High precision design
for heavy cutting

Clamping Range :

216 - 42

BBT/BT SHANK «+crerrerararannaras A16
DV SHANK «-rrererermrnarararannnnans B8
HSK SHANK «+rererarenrarnrnnnaenns C15
BIG CAPTO SHANK «+ceveraernenss E45

Clamping Range :
21.9 - 620

Features : P11

BDV SHANK «:rerererrarirannarannnss B9
HSK SHANK «+rerrerrnrennnnnnnnnss C13
ForN/C LATHE - --vvvvveevnnnnnn. F3

MEGA ER GRIP AULIC CHUCK

HYDR.
h}

For high precision machining
in Automotive, Aerospace,
Medical and Die & Mold

Clamping Range :
o4 - p42

Features : P12

BBT SHANK
HSK SHANK «+evererernranenrnrnnanss Cc16
BIG CAPTO SHANK = +vcvrrrrarasns E43

Side lock holder
for Mold Making
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Clamping Range :
23 - 220
BBT SHANK «+rerrerrnsrnnrnnrnannas A28
HSK SHANK «+revrerrnrrnnrnnnnannas Cc21

BIG CAPTO SHANK «+vrererrrnnras E47




Clamping Range :

04 - 932

BBT SHANK -« cererareneararannannns A29
HSK SHANK:+eveeraranenranans C19,C44
CYLINDRICAL SHANK -+ -+ D5
BIG CAPTO SHANK «+cvvererrnenss E46

MEGA SYNCHRO

Tapping holder

Tapping Range :

M1 - M36
&
G
BBT SHANK «+cvrerareneararannaenss A31
BDV SHANK =+ cvrerarenrararannannns B10
HSK SHANK =+ revrvennennnnannnnnas C25
CYLINDRICAL SHANK - +2vevevesen D8
BIG CAPTO SHANK == +erereennrass E48
ForN/C LATHE -+---vvvvvrrnnnnnnns F4

INDEX

SIDE LOCK HOLDER

Clamping Range :

06 - 950
BBT SHANK -+« v eveernrarenearnrnnnns A38
BIG CAPTO SHANK +eveeveearanens E51

BBT SHANK -+ -+ eerernraneneannnannns A40
BIG CAPTO SHANK +=+vvereerarass E52

BBT SHANK -« ceverrerarnrennannnnns Ad1
BIG CAPTO SHANK +«xverevararnen E52

FACE MILL ARBOR
Mo,

Eliminates chatter
for smoother finish

BBT SHANK -+ v eveererarennarnrnnnns A43
BDV SHANK -+« +esrerarartaearnrnnnns B11
HSK SHANK -+« v v avrnernnrnniannannss c22
BIG CAPTO SHANK +-vceveearanens E49

BBT SHANK « =+ cvevrerarennararannns A49
BDV SHANK -+ v v errrnnrnarnannannan B12
HSK SHANK -+ + v errrnnrnannannannas c27

Features : P16
BBT SHANK + ¢ exevesreenraranranannns A62
BDV SHANK :«+cvesrsrnraranrarannns B19

AIR TURBINE SPINDLE

¥ ,‘1“-\-\-“

BBT SHANK -+ =+ esrererastnenrarannns A63
BDV SHANK -+ =+ eseererasenenrarannns B18
HSK SHANK -+ =+ rasrnrrnnrnnrnnnnnss C38

Features : P18
BBT SHANK -+ vreereerarinrnnnnnnnn A67
BDV SHANK -+ - rerereerarararnnranann B20

ceanen | orwers

Blowing air cleans
the BIG-PLUS
machine spindle face

BBT SHANK - - -- A71

PULL STUD
BOLT - 62

COOLANT

PIPE .... cs1 %

For HSK form A & E




INDEX

MILLTURN TOOLING

The modular tooling system for turning and rotating tool holder applications

Polygon-tapered dual contact system

BIG CAPTO

The trademark CAPTO
is licensed from
Sandvik Coromant

»

Rotating
Tools ------ E30

g

o
BIG-PLUS

suar conracr  BBT SHANK -« - - E1

For improved efficiency
and reliability of
production on NC lathe

....... F1

OTHER TOOLS

TOOLING MATE HOLDER LOCK KOMBI GRIP ST LOCK
Ideal for mounting or removing Horizontal type to enable to 2-way clutch holds HSK and For tightening clamping nuts of
cutting tools and clamp in either right or BIG CAPTO toolholders cylindrical shank toolholders
retention knobs left side securely from rotating
..... G17 e
O WIPER CLEANER TK CLEANER & TAPER CLEANER & TOOLING CLEANER
Easy cleaning by simply Absolute cleaning of Maintain accuracy of high Particles and oil on both taper
inserting and removing clamping bore by unique precision collet chucks and flange of 7/24 taper holder
"slide" feature are easily removed
\ ..... G1 9 ..... G19
m,,
SPINDLE CLEANER CLEAN TEC T-SLOT CLEAN
Easy cleaning of oil or Full automation of swarf and coolant Keeps T-slots of a table
particles from the ) removal by means of wind pressure free from chips :
machine spindle (NS . . D G22 g




" -*"“‘ Touch probe & edge finder

A 4
PMP SERIES rerrrrerererrereranenes H1
PMC SERIES *:=rrerrrrrrrrasransans H3
STYLUS srrerererrmrerersnnniniainn, H2

Position detecting tool

INDEX

Tool offset sensors

BIM-50 - vrreerrerrrnrsnnsinsnnenn H4
BM-50G -+ rxrerrrerreersnnsnnennns H4
BM-5ON -wc-vvxrerrrerrersnemneenn H4

Tool offset sensor

e

For maintenance of
machine tool spindle

DYNA TEST DYNA FORCE TOOL PRESETTER

Precision measuring tools
of the highest quality for
machine tool maintenance

Features : P23

BBT SHANK «:cvrererastnrararnnnanas A71
BDV SHANK =+ cseererastnrararnnnanas B21
HSK SHANK ++vresrnnennennnnnnnnnss C50

i
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LEVEL MASTER

2-axis simultaneous
detection leveler




INDEX

FCR Type CONTACT GRIP
Endmill with low cutting ‘*-\ oy Threaded coupling with
resistance for ramping < Th taper face contact
.
-y

: ﬂ% and helical interporation =y 'h;,:x .
i . \ o=
'l A ; I N FCM Type =L R w ~
Hf N e " Shoulder and slot milling f L
Ny . | M cutter with both high radial , ‘
. - B ,,:’ ., and axial rake angle [ ]
L

h
i o

Body

L BBT, HSK,
BBT, BDV, HSK, gBT’ BDV’C"'SK’ BIG CAPTO SHANK ----- 1 5
CYLINDRICAL SHANK YLINDRICAL SHANK Head
......... 11 ARBORTYPE  ......... |10 FCR::::14 FCM----117

C-CUTTER MINI

Ultra High Feed | WE Extensive
Chamfer Mill chamfering range

'n.

Y

W™ High speed cutter for =
- aluminum and cast iron
Features : P21 Py, - Features : P22 [ g
......... 123 ceeieen 125 — e 131

BF-CUTTER
Fl

Automated Back spot facing tool é-l
R-chamfering ". for cap screw hole
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BRT/BT sHaNk

Al-A71 A

BDV/DV sHank  Semsgeenss

Bl-B21 B

Form A DIN 69893-1

F E DIN 69893-5
H S K SHAN K Fg:m F DIN V 69893-6

cl-c51 C

CYLINDRICAL sHaNK

DI-D9 D

MILLTURN tooLiNG

EI-E53 E

N/C LATHE tooliNnG

FI-F5 F

ACCESSORIES

GIl-G27 G

MEASURING 10015

HI-H9 H

CUTTING o015

11-136 1




C/[O8 mum BIG-PLUS

BBT Shank

r—® S PINDLE SYSTEM

DUAL CONTACT

Standard

SIMULTANEOUS
TAPER & FLANGE FIT

BIG-PLUS surpasses all
other spindle concepts while
offering interchangeability
with existing machines and
toolholders.

A1

BDV Shank

(S

B1

@- @ Improved surface finish & dimensional accuracy @ Improvement of ATC repeatability
@ Extended tool life @ Elimination of Z-axial movement at high speeds

@ Prevention of fretting corrosion caused by heavy cutting @ Improved roundness of boring operation

I Basic Concept

The BIG-PLUS Spindle System is based on the most current available |NCREASED CONTACT DIAMETER (Example of BT)

standards in J

IS B6339 and DIN 69871.

IS
A conventional steep taper toolholder is supported on a reference | <BT50> E CONTACT
diameter called the gauge face. On the contrary, a BIG-PLUS % -
toolholder is supported on the flange face, which brings remarkable W S =
improvement to rigidity. = ‘Z 2
CONVENTIONAL BIG-PLUS g
8 SPACE
BT50 269.85 0100 Sg’ ¥
—
BT40 . W =
BT30 031.75 o 46 S
I Perfect Interchangeability
BIG-PLUS toolholders can be used on existing Although other simultaneous contact systems require exclusive
standard machine spindles. new accessories, the BIG-PLUS Spindle uses existing accessories
Existing standard toolholders can also be used on such as a presetter and toolholder fixture as it is based on a
BIG-PLUS spindles. conventional steep taper shank.
In this case, simultaneous contact cannot be attained. Further, it is not necessary to modify tool magazines and ATC
devices of existing machines.
CONVENTIONAL
BIG-PLU%-SPINDLE SPINI-DLE EXISTING ACCESSORIES UTILIZED
BIG-PLUS HOLDER BIG-PLUS HOLDER v
CONTACT Clearance PRESETTER
———— 4>7<—
] ] BIG-PLUS HOLDER
: TOOLING FIXTURE
ﬁS[‘S’EEST'ONAL TOOL STORAGE
SYSTEM

1 (1)




I Improvement of ATC Repeatability

The BIG-PLUS System assures the highest @ ATC REPEATABILITY g0
precision location of the toolholder in the =8
spindle when using the ATC for loading tools, 5
as a result of the dual contact which precisely ISO40 T—L S :
positions the toolholder within 1 micron. 2 o
[ X 1 2 3 4 5 6 7 8 9 10
TESTBAR NO. OF TIMES OF ATC
M Taper Contact (Conventional
P(l)JOII(IEJING FORCE (ZEROISEROSD) u DuZI Contact (éIG-PLUS) )
Note: Horizontal machine (4 years old)
was used for the test.

I Minimized Deflection For Maximum Machining
Accuracy & Superior Finish

FACE MILLING Application

With BIG-PLUS simultaneous contact, machining rigidity is greatly enhanced due to the
larger contact diameter of the toolholder flange face. This larger face contact combined
with the taper contact works together to resist deflection. With less deflection, greater
machining accuracy and superior finish can be achieved.

® COMPARISON OF DEFLECTION

BT40 W BT50 w BIG PLUS STANDARD
| | 00 | | / MACHINE TOOL  : #40 (Horizontal Machining Center)
100 — conventiond ¥ CUTTER : Face Milling 0125 (6 cutting edges)
== CONVENTIONAL / Z 400 / WORK MATERIAL : A2017 Duralumin
Z w0 5 V' CUTTING DEPTH : 2.4mm
£ / © 300 A A/
2 e0 - u / e
s // i 200 V. dVd
S0 o Zd
2 // 100 ,\ * Please be aware that simultaneous
’i G PLUS . BIG-PLUS contact toolholders other than BIG-PLUS
o : : 2 4 6 8 (W toolholders may damage BIG-PLUS
oz 8 LOAD:F spindles
LOAD:F H )
Deflection of machine spindle is included. Deflection of machine spindle is included.
Vertical machine was used for the test. Vertical machine was used for the test.
I Strict Gauge Control
BIG-PLUS spindles produced by the licensed machine or [GAUGES FOR MACHINE SPINDLE]
spindle builders are strictly controlled in dimensions by
the BIG original master gauge. Only the BIG-PLUS MASTER GAUGE MEASURING EQUIPMENT MASTER ARBOR

trademarked toolholders can achieve the optimal
performance fully and safely.

AI CODE CHIP.
ID chip is embedded in the
Master Gauge and records the

calibration data

Machine Builders

The BIG-PLUS Spindle System is offered by many of the world's leading manufacturers of machining centers.
Some of the machine and spindle builders who have produced BIG-PLUS spindles are as follows;

ACCUWAY, Advanced Machine, ALEX-TECH, AMS, ANCA, Aono Giken, ARES, Asa Tech, AWEA, BERG Spanntechnik, BOST,
brother, CHEVALIER, CHUO-SEIKI, CITIZEN, COLGAR, Cross Hiller Ex-Cell-O Lamb, D.S.TECHNOLOGIE, DAH LIH, DAIYA SEIKI,
DIXIl, DMC, DMG MORI SEIKI AD, DMG MORI SEIKI CO.,LTD., DOOSAN, DYNOMAX, EGURO, ENSHU, FANUC, FEMCO, First,
FIRST, FISCHER, FOREST-LINE, FPT, FRANZ KESSLER, FUJI SEIKI, Giddings & Lewis, GTI, HARDINGE, HNK, HOMMA,
HORKOS, HOWA, HST, HWACHEON, IBAG, IBARMIA INNOVATEK, IKEGAI, INOUE KOSOKU KIKAI, JOHNFORD, JTEKT,
JUNGWOO M.S., KARATS, KASHIFUJI, KASWIN, KENTURN, KITAMURA, KIWA, KMT, KOMATSU NTC, KONDIA, KOYO, Kptec,
KURAKI, LAZZATI, MAGNIX, MAKINO, MAKINO SEIKI, MANDELLI, MATSUURA, MAZAK, MECTRON, MILLTRONICS, MITSUBISHI,
MITSUBOSHIKOGYO, MITSUI SEIKI, MOTOKUBO, N.S.S, NACHI, NAKAMURA, NEO, Nicolas Correa, NIIGATA, NIPPON
BEARING, NISHIJIMAX, NISSIN-mfg, NOMURA, Northland Tool, NSK, O-M, OBATAKE, OHTORI, OKK, OKUMA, OMLAT, PAMA,
PIETRO CARNAGHI, PMC, QUASER, REIDEN, ROKU ROKU, ROYAL, SAJO, SEMPUCO, SETCO, SHAN RONG, SHODA, SHW,
SKG, SKODA, SMEC, SNK, SODICK, SORALUCE, SPINDER, SPINTEC, SPS, StarragHeckert, STUDER, SUGINO, Sunwoo,
SUPERIOR SPINDLE SERVICE, TAJMAC-ZPS, TAKAMAZ KIKAI KOUGYOU, TAKISAWA, TANABE, THETA, Tongtai, TOS
VARNSDORF, TOSHIBA, TOYO SEIKI, TSUDAKOMA, TSUGAMI, Ugint, UTSUNOMIYA, VICTOR Taichung, VTEC, VYU CHENG,
WALDRICH COBURG, WELE, WIA, YAMASAKI GIKEN, YAMASHINA, YASDA, Yasunaga, YCM, YU HUNG, ZAYER

[As of January, 2014]

€/(D) 2 |
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BIG DAISHOWA

HSK

HSK form A C1
HSK form E  C40
HSK form F  C45

Premium Material Selection

Since HSK is a hollow taper shank, the material has a
critical role for optimum performance.

BIG uses carefully selected high grade alloy steels.
Particularly, BIG uses die steel materials for HSK 40 and
smaller where the cross section of shank taper is very thin.

N

HSK Size | 25 32 40 50 63 100

T 1.09 | 1.25 | 1.92 | 260 | 3.47 | 5.17

Important Tool Retention Feature

Internal clamping of HSK tools is defined by the location of
highly concentrated forces from the machine tool.
Accuracy and position of this form will affect the rigidity,
repeatability, and precision of tool holders. BIG provides
finish machining of this area after heat treatment.

AV I

Clamping
Taper

EN@BI6

TOOLING SYSTEM

Selected materials and
strict control of
dimensional accuracy for
the optimum quality.

Wide range of standard
holders to meet all
production requirements.

Drive Key Form

HSK Shanks according to Form A are designed to carry out
torque transmission by the round shaped key-way at the end
of the taper. Because of the importance of this round shaped
geometry, BIG provides finishing of this feature after heat
treatment.

HSK

Turning tools  HSK-T63/T100 (ISO 12164-3)

HSK form T




BIG

BIG DAISHOWA

BBT Shank
BDV Shank
HSK Shank
CYLINDRISE.?],&?‘nIE

BIG CAPTO
Shank

For High Speeds

MEGA CHUCK scries

Precision ground and balanced
for high speed machining

MEGA CHUCKSs are micro mirror ground finished on all
surfaces to assure perfect concentricity for high speed
machining. The drive keyway is machined after heat

treatment.

World's
original

Wide variety of
collets and chuck
bodies to cover all
high speed ulira
precision machining
applications.

BIG PLUS

| ==

STANDARD

Notch-free design MEGA NUT prevents
vibration and reduces noise

A

Drive keyways are machined
after heat treatment.

SRR

4 chuck types for different
high speed machining requirements

To suit micro drills and end mills
Clamping range
20.45 - 28.05mm

- MAX.
H’%" 50’09‘0
. .%_."‘ .. (JISB6339)
i =4 ' _ﬁ_‘_
MEGA MICRO CHUCK

To suit end mills
Clamping range
23 - g12mm

SR
g N

ib‘“-. JI"; I" (JIS'BGSQ)
MEGA E CHUCK

To suit carbide drills,
reamers and end mills
Clamping range
00.25 - 20mm

i N MAX.
St 40,000

min-!

i&_ fl' f (IS B6339)

MEGA
NEW BABY CHUCK

To suit end mills
Clamping range
216 - 50mm
-
"5'-1_\,?‘ 4 - MAX.
. i

SO 30000
"' min-
.:I -a JIS B6339)
MEGA DOUBLE
POWER CHUCK

Vibration at high speeds is eliminated with the use of notch
free designed nuts, which offer superior balance and
concentricity. This ideal nut design not only reduces
whistling noise and splattering coolant, but also assures
increased strength of the nut itself.

Notches for
wrench
application

Notches for
wrench
application

Easy and firm clamping by

the MEGA WRENCH

The unique MEGA WRENCH has a one way clutch
system with roller bearings and a ratchet function which is
capable of safely and evenly applying force to the entire
nut periphery.

Smooth tightening operation
by ratchet function.



BIG

BIG DAISHOWA

BBT Shank
BDV Shank
HSK Shank
CYLINDRI&Q’E

BIG CAPTO
Shank

(3Stype] (4Stype] (6Stype ) (8Stype
Nut diameter 10, 12, 14 & 18mm
Extremely slim design

I -
Slim design avoids interference. E
Ideal for small mold making combining high
speed and high precision capability.

010mm

Full scale

I Three versions are available

Straight Type: where access is restricted
Taper Type: for increased rigidity
Cylindrical Shank Type: for increased versatility

| |

| Cylindrical Shank Type |

Flexible tool layout
For tighter and deeper area

f.:\N Precision holder is
.. recommended for chucking.

High precision collet chuck system

MEGA MICRO
CHUCK’

0.1mm increments for higher precision

Clamping Range: ©0.45 - 28.05

Extremely slim design of body and nut
provides superior balance and concentricity
and is ideal for reaching into confined areas.

BIG PLUS

of

ngh At nose At 4d
concentricity (within1 um | within3pim|

100% concentricity inspection.
Within 1um at nose is guaranteed.

STANDARD

High
precision

Micro Collet
—

H Collet concentricity

Within  Within Collet

Max. runout
At end of

class At nose

test bar

AA

Within

1um

Within

3um

I 0.1mm increments for higher precision

Available in 0.1mm increments.
Reduced shrinkage optimizes

(Collet 175 modelsj
precision.

— Maximum performance!

M Setup
Machine BBT40 vertical machining center |
Holder BBT40-MEGA6S-90T ——J
Endmill @6 2-flute carbide ball nose
Workpiece | S50C (JIS) =
H Cutting conditions
Spindle speed 12,000 (min) 2y
Cutting speed 226 (m/min.) 3| o
720 (mm/min.) < ©
Feed rate 1
0.03 (mm/cutter)
Axial depth of cut 1.8 (mm) Pf

Rigid taper design avoids chatter even with high peck feed
milling leading to dramatically reduced machining time.

Il Comparison of peck feed amount

|
BBT40-MEGA6S-90T 3.8
Other manufacturer [l ‘

0 1 2 3 4 5
Peck feed Pf(mm)




High precision collet chuck system

MEGA NEW BABY
[, CHUCK "

BIG

BIG DAISHOWA

e,
BBT Shank A3
BDV Shank B2
HSK Shank C3
Reamer

High precision collet,
close to submicron

100%  inspection to
High guarantee accuracy.
precision Material, production, heat
_NBC Collet  treatment... everything is
selected for precision.

H Collet concentricity

V¥ithin Within Collet Max. runout
m 3m class At nose Att end of
] est bar
h h
. . Within Within
— L]
L‘J J-13 AA 1 pm 3pm

353 versions are available
as standard ssT, BDV, HsK)

Ideal length and diameter of holder is the key to precision
machining. Select the optimum from the wide range.

If selection is limited;
Increased tool extension

reduces performance Tool =

extension %
Less rigid
Tool
extens.io-n Ideal
Less rigid condition!

Maximum performance!

Precision nut to optimize
performance of collet

M Thrust ball bearings to eliminate
distortion of the collet during tightening.
ﬁ Patented design prevents ball bearings
from moving at high speed.
Threads are finished after heat treatment.

High speed design, offered in six different
size collet series, utilizes ultra precision
New Baby Collets which guarantee a runout
at the collet nose of less than 1 micron.

STANDARD

I 2 way coolant supply

( /‘@l‘l\“&m
e

Sealed collet nut

MEGA PERFECT SEAL
@ Standard NBC Collet is used.

® High dust resistance

& w—_  (Through Tools )(_ Jet Through )

“. . Tools with holes Tools without holes

-J I

Unique sealed collet nut for coolant-through tools.

The sealing performance increases with higher coolant
pressure. Remove the sealing ring to supply coolant to the
periphery of the cutting tool.

H Coolant through tools

TiN coatlng
Thrust ball

Seal (PS Rlng)
NBC collet

@BI6OXA



B’G High precision collet chuck system
& . MEGAE CHUCK'

Clamping range: ©3.0 - 12

~%» Collet chuck designed exclusively for
endmilling up to @12mm with high
concentricity & rigidity.

BBT Shank
BDV Shank

HSK Shank
BIG CAPTO
Shank

Slemey STANDARD
ngh At nose At 4d

High grip collet concentricity within1Um||within3ym|
Gripping force is an important element for endmilling with 100% inspection to guarantee accuracy
a collet chuck. The long gripping length of the collet in the within 1um runout at collet nose.
MEGA E series provides a powerful gripping force. Hiah
The shallower taper prec:?sion
of the collet iMproves | o = :
concentricity in order | Hl | o MEGA E COLLET ﬂ_,;ﬁ‘:':c
to achieve Dbetter T H Collet concentricity
surface finishes and Bearings V¥ﬁ*r11'1n Vgﬁm” Collet Max. runout
longer cutting  tool 7 ;i class | Atnose pt‘tegtnga?f
life. Seals AA Within Within

1pym | 3uym

@ Clamping nut with thrust ball bearings
Eliminates distortion of the collet during tightening for
higher gripping force and improved concentricity.

I Substantial and tapered body design

Thick body eliminates chatter
and deflection.

Tapered extension provides
the rigidity to prevent
vibration.

- Ultimate performance
in both chip volume
and surface finish!

|
BBT40-MEGAGE-90 Other manufacturer

I Slit-through coolant " \\l\

Coolant is reliably directed to cuttlng
surface through slits in the collet. Tool life
is extended together with improved
surface finish as a result of smooth chip
evacuation.

@ For coolant-through tools

(CC/min) Sealed collet nut to supply coolant reliably through cutting tool.

3.0 459 3.4 5.05

MEGA 6E

2 ) . Ideal for burnishing drills and
Oth 1
n- 10.25 s’i% AP reamers due o xtonded
MEGA13E  12.0 18 91.8 3.49 - EPS

¢ ™ gripping length of
012 [ l’. f MEGA E CHUCK.

manufacturer

| 7 (€1(D)

23.0 | 1.2

MEGA E PERFECT
SEAL
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BIG DAISHOWA

BBT Shank A9
BDV Shank B5
HSK Shank C9

BIG CAI;LS( E37

Stabilizing contact between flange
& nut provides exceptional rigidity

The expanded contact diameter of the nut of the MEGA
DOUBLE POWER CHUCK to the flange provides the
highest rigidity as if the chuck and nut were one solid
piece. This superior rigidity assures heavier duty
machining without chatter.

Contact

Released Tightened

I Secure coolant supply

Two types are individually designed for the most effective
coolant supply.

@ Improved surface finish @ Smoother chip evacuation
@ Extended tool life @ Cooling & lubrication of tools

Through tools Jet through
Type D Type DS

=

Coolant is reliably directed to cutting
tool periphery from chuck nose.

@ Straight Collets are available.

Please choose suitable models
according to the applications.

@G5 )

For JET Through For Through Tools
PJC Collet OCA Collet

High rigidity design for heavy cutting

MEGA
DOUBLE POWER
CHUCK'

Clamping range: 916 - 50

Flange contacting nut and simultaneous
taper & flange contact assure highest
rigidity.

STANDARD I

Flange contacting nut together
with BIG-PLUS

e e ) Stabilizing contact of nut to the
flange provides exceptional
rigidity in addition to the
BIG-PLUS effect.

—— 1 Contact

1.4 times increased rigidity
Comparison test proves increased stiffness
compared to others.

Stiffness(N/um)
0 5 10 15

091

BBT40-MEGA20D-75

1 .0 BT40 from other manufacturer

— High rigidity achieves
higher level of stability

Cutting conditions

Coated carbide endmill | V282m/min
40 932, 4-flutes $2,800min™
Workpiece: SS400 (JIS)| F1,120mm/min

—
% BBT50- Other manufacturer
MEGA32D-105 (L =90)

Radial d = 14mm Radial d = 9.5mm
Power 15.2KW Power 9.2KW

e e TR g =
S il A
: ~




BIG

BIG DAISHOWA

X

w

BT Shank
DV Shank B6

HSK Shank C11
CYLINDF{ISCr)],aAnIR D3

A13

Reamer

Ideal combination of taper angle
and collet projection length

NEW BABY
CHUCK SYSTEM

(BIG> NEW BABY CHUCK |

satisfies all requirements for Collapsibilty
accuracy, clamping force |
and clamping range, by \N’ f
utilizing the ideal 12°taper || 12°taper
angle. ) -

The nut is a key to achieve
the highest precision of a collet

@ Since the threads greatly influences
accuracy, they are finished after
heat treatment.  Therefore, bad
influence from clamping action is
eliminated, which enhance clamping
performance.

@A nut incorporates a thrust bearing with steel balls that
prevents stress to a collet and allows a smooth clamping
force to a collet.

| 9 (€1[D)

High precision collet chuck system

NEW
BABY CHUCK

Clamping Range: 20.25 - 620

NEW BABY CHUCK is capable of achieving
high spindle speeds as required for drilling
smaller diameter

and end milling with
cutting tools.

At nose At 4d

High (within1 M| within3pm|

concentricity

Each collet is inspected and
double checked to meet
maximum runout tolerance
permitted, i.e., 100% check &
re-check.

H Collet concentricity

High
precision Within Within
1um 3um
New Baby Collet
4d
— N
——— I
b '\HJ
™
Collet Max. rlj:tomd -
end o
N eEEs At nose test bar
™, - -
Within Within
AA 1 {um | 3pm

- -/
For high pressure coolant supply

Sealed collet nut
BABY PERFECT SEAL

@ Standard NBC Collet is used.
@ High dust resistance

R
ire

- (Through TooIs)( Jet Through )
BPS Tools with holes Tools without holes

““




High precision design for heavy cutting

NEW Hi-POWER
MILLING CHUCK

Clamping Range : 916 - 850.8

BIG

BIG DAISHOWA

NEW Hi-POWER MILLING CHUCK combines
the high accuracy with high torque capability
and rigidity.

BBT/BT Shank A16
BDV/DV Shank B8

W
HSK Shank C15 %

BIG PLUS

STANDARD
Slits to inner bore High gripping force
Large shrinkage capability is 3000
ensured. 7'

Superior sealing 2500
The ingress of contamination

by coolant or cutting particles [
is eliminated for extended 2000

tool holder life.
e [
O]
1000

Gripping power of
/ NEW Hi-POWER |

Provides easy adjustment
of cutter projection.

Roller bearings
Rolling friction is minimised
so that the clamping force is
greatly increased.

500

Rigid design
The substantial section (for 32mm chuck
the section is 10mm) prevents chatter and
achieves security of cutting.

MILLING CHUCK
(HMC32)

|
01 2 3 45 6 7 8
Nut travel distance S (mm)

I Secure and reliable slit design

The annular section needs to be substantial in order to . .
provide rigidity but retain the ability to collapse in order to I Pl’eCISG concentr|C|ty
provide sufficient grip. The section of the Hi-Power Milling
Chuck has combined holes and slits at regular intervals in
order to combine both requirements.

Concentricity is assured by the integral design and
clamping by mechanical compression of the annular
section by the rolling bearing system. All models are
inspected and double checked to meet maximum runout
tolerance permitted. (within 10um at 4D).

Slit and small hole




BIG

BIG DAISHOWA

BDV Shank B9
HSK Shank C13
For N/C LATHE F3

[Endmiling | Driling | Reamer

The ERC collet with the best
runout accuracy in the world

Qu

Measurement standards: =
In accordance with il _ -gJ
DIN6499 and 1SO15488 i —!
Clamping DIN /1SO %?
Range Class 1 Class 2 | MEGA E
22-0210 0.010 0.015 Within
o10-020 | 0015 | 0020 | 0.003

The test bar clamped by
MEGA ER Grip is measured at 5d.

BIG’s MEGA ER Grip can provide
repeatable performance by
assembling the precision ERC collets
with it's chuck body and clamping

nut, resulting in complete harmony of

Difference in runout

the tool holder assembly. accuracy
Runout
0.025
A
0.020 = ==l = io = o s o
A A
NS Competitor's _ =T
0.0157 - AS ER chuck
0.010f —~ -~ -~~~ N G @* *********
0005h - - __BOMEGAER_ ________
0 1 2 4 5

Number of measurements

High precision collet chuck system

MEGA ER GRIP

Clamping Range: 1.9 - 620

High precision collet, nut and body that
outperforms standard ER systems.

Reliable and stable runout accuracy will also
tremendously contribute to improving
machining capability and cost reduction.

BIG PLUS

STANDARD

High rigidity body that increases
the contact area of the collet

By increasing the contact . Short
length of the internal Mm%ﬁ,’;:éﬂ
taper of chuck bodies, the EH i )

undesired overhang of
the collet is reduced. This  competitor's @Fr
modification of the

standard improves 3 of Long
the most important requirements for the collet chuck,
rigidity, runout accuracy and clamping force.
(Conventional DIN collets can also be used.)

(S

TRy
I 2 way coolant supply . Pypa

q# Cl'hrough TooIs)(Jet Through)

Tools with holes  Tools W|thout holes
PERFECT SEAL

With “Through Tools”, coolant is supplied from the coolant
holes of the cutter (such as drills) and “Jet Through” directs
the coolant around the cutter periphery (such as end mills).
Both methods can be adapted with the same Perfect Seal
nut according to the desired use.

Sealed coIIet nut
MEGA ER

The runout accuracy greatly
affects the tool life Competitor’s

The runout accuracy has a great influence

/N =
L)

5
Runout of 15ym

@3mm carbide drill
CK45

on the tool life. The tool life achieved with
Mega ER Grip is about 3 times the tool life @

BIG DAISHOWA

’r\f\
obtained with conventional collet chucks. MEGA ER® GRIP \___,2 =9

12mm depth of cut

2,300 holes :

Runout within 2um

| 11 (€1[0D)



BIG

BIG DAISHOWA

BBT Shank  A21
HSK Shank C16
BIG CAI;LS( E43

/
Y

I Runout accuracy less than 3uym

High precision runout accuracy

f‘% less than 3um at 4d improves the

workpiece surface finish and
extends tool life.
]

| 4D |

I Integral sleeve construction

Compared with the traditional two-part construction sealed
with O-rings, BIG Hydraulic Chucks are long lasting and
maintenance free. Also the rigidity is greatly improved by the
short projection length and dual pressure points.

Short projection length
4.'_4_

Co—~

- 1 o S o
———— — ——Dual oil pressure points —-
e | -0~ i ®,

==

I Balanced for high speed machining

Small external
diameter

Pre-balanced to less than 15g-mm. Vibration free
machining at high speed.

Precision drills & reamers J Ball endmills
m Diamond reamers )] Grinding tools

HYDRAULIC
CHUCK

Clamping Range: 94 - 942

For high precision machining in Automotive,
Aerospace, Medical and Die & Mold

BIG PLUS

STANDARD

| ==

I Easy clamping with 1 wrench

The cutting tool can be clamped
or unclamped easily and securely
with just 1 wrench.

High runout accuracy
Less than 3pym

I Secure coolant supply
L
i JET-THROUGH Type @
iy Coolant is directed to tool periphery.
MAX. 35,000min’!

Slim design eliminates interference.
Ideal for high presicion 5 axis machining

SUPER SLIM
"‘:“ Type
@
T |
Further evolution of ~

high precision Hydraulic Chuck
Slim+High Speed

MAX. 35,000min"!
Nose diameter min. g14mm




Tool holder for rigid tapping License EMUGE

BIG) . \ MEGA SYNCHRO'

Tapping Holder

Tapping Range: M1 - M36
No.0 - U3/4
P1/8 - P1

Compensates for synchronization errors during
rigid tapping.

Improves thread quality and tool life by reducing
thrust loads caused by synchronization errors up
to 90%.

BBT Shank
BDV Shank
HSK Shank
CYLINDRISCr)énIK

BIG CAPTO
Shank

BIG-PLUS

_—
For N/C LATHE

STANDARD

48 body models and 182 Tap Holder
models are available.

NEW large tap series achieves the max. M36.

An extensive variety of bodies suitable for many spindle types.
Short, middle & long Tap Holders are standardized to cover
between M2 and M36.

The slim design avoids interference.

N, ¢ A
e
\\: ON
A

I Secure drive

\"ln{ Body and Tap Holder are fixed with a drive key in the
¥ii . rotation direction as well as the square of the tap.

|, 10

N
Through tool A
- .,

Drive Ke

Tool periphery

Coolant through center capability
for all models

Coolant is supplied both through the tool and to the tool

Coolant is supplied through Coolant is supplied periphery simultaneously.

slits of the Tap Holder. through both the tool and
the slits of Tap Holder.

EEX(BI6



BIG MEGA SYNCHRO Tapping Holder compensates for synchronization errors with
any type of tap. Minimized thrust load to both the tap and workpiece improves thread

quality and tap life.

Load to tap 100 00 02 04 06 08 10 12 14 16 Time (sec.)
Spiral T BIG MEGA SYNCHRO®
@ piral Iap 0
M6 P1 -100 A e

V : 20m/min(1,060min") -200

T \“
Approx. -60N BIG MEGA SYNCHRO reduces

Spiral grooves on spiral tap cause -300

ey

load to approx. 60N. This is less

loading in the reverse direction, 400

than 1/10th of the load
compared to a collet chuck.

\

similar to an end mill.

Thrust Load(N)

-500

v

J‘VV' ] [

% Measured by Kistler dynamometer

I ——
B

/ Approx. 750N of reversal load

-600

-700

-800

collet chuck.
| Collet Chuck 4V/I
Approx. -750N —

is applied to a tap held with a

forward

— stop — reverse

I Comparison of surface finish

Tapping of exotic materials tends to cause a compressed burr
on the thread surface.

BIG MEGA SYNCHRO compensates for synchronization errors
and minimizes cutting load.

Fine surface finish of threads is achieved.

Spiral Tap
M5 P0.8  Material : SNCM420(41CrNiMo2)

BIG MEGA SYNCHRO®

Collet Chuck

M1-M3 No.0-6

-~ Eliminated synchronization errors
and minimized dynamic runout at
high speed provide stable thread
quality and extended tool life.

MEGA MICRO
COLLET

-

*BBT/HSK Shank
= Cylindrical Shank

- N/C Lathe Tooling
5um

Dynamic runout accuracy
within 5pm even at 5,000min-

5 Plotted position of a test bar
(at 16mm distance on 4mm diameter)

€./((D) 14 |



BIG

BIG DAISHOWA

BBT Shank  A49
BDV Shank B12

HSK Shank C27

ANGLE HEAD

Multiple operations on one setup
save time, speed production and
guarantee accuracy.

BIG PLUS

Wide range of compact and rigid heads
Suitable for all kinds of machining applications

AG90

SERIES

High precision
collet chuck system

s,

&

>

)

=

Interchangeable .
adapter system

BUILD-UP TYPE -

i

For drilling - tapping 32 high power design

NBS TYPE COMPACT TYPE HMC32 TYPE
:: n; . .{_&!’
Built-in tapping fh
For face milling depth control system Coolant through tool
FACE MILL TYPE TAPPER TYPE OAG TYPE f
AGA45 AGU ULTRA SMALL
SERIES SERIES HEAD

45° series

NBS TYPE

SPECIAL DESIGNS

| 15 (€1(0D)

Lo Yrv-

Angle adjustment by
1° increments

UNIVERSAL TYPE

R
N7 /79"

Min. 230mm bore

SMALL BORE TYPE

30° limited version

AGU30 TYPE

We are able to design and manufacture special Angle Heads such as special angle or
long type models to answer to every machining condition.



BIG

BIG DAISHOWA

BBT Shank  A62
BDV Shank B19

I Reinforced gear driving system

The planetary gears, which have been constantly
up-graded since the development of our first "HIGH
SPINDLE" back in 1970,

achieves smooth operation

with minimal heat
generation and high
torque transmission.

I Rigidity increased 1.7 times

Larger diameter body | L mm |
and spindle  with . |

double angular 1, okt

contact bearings and
)}yé

reinforced locating pin

assembly greatly
increase rigidity. )\ \ Deflection
Model L Deflection | Comparison

BBT40-GTG5-10-140-65 | 200 36pum 58% less
BBT50-GTG6-10-158-80 | 220 25um 78% less
BBT50-GTG4-16-177-80 | 240 11pym 93% less

Comparison against previous model.

Speed Increaser

HIGH SPINDLE

HIGH SPINDLE improves drilling and
end-milling performance on existing
machines by multiplying the spindle
speed 4, 5, or 6 times.

BIG PLUS

STANDARD

I Reduce load to machine spindle

Continuous use at high spindle speeds will reduce the life
of a machine spindle due to the excessive load to the
motor and bearings. The HIGH SPINDLE reduces this
load and greatly extends the life of a costly machine
spindle.

I Multi-directional coolant supply

Universal Coolant Nozzles
are capable of being
adjusted to suit the length
of cutting tool. Thus, the
maximum coolant delivery
to the cutting edge is
assured.

Note:
HIGH SPINDLE can be operated without
coolant running through the housing.

@ Pinpoint coolant jet for shorter cutting tools

A 1/8 pipe tap thread is —
provided in the HIGH /
SPINDLE so that various | |
types  of  customer |\ ’-» :
supplied coolant-jet < ——
nozzles can be utilized —i
which will provide pinpoint

delivery to the cutting \
edge of short tools

(BDV/BBT taper models

only).

@BIOXA



Ultra high-speed and precision

BIG DAISHOWA A'R WRB’E
SPINDLE

BIG

T
/"::ﬁ-,_ High-speed micro-machining can be done on a normal
ly machining center, eliminating the need of an expensive

B
I_."
/e y 4 '~_ high-speed machine.

BBT Shank  A63
BDV Shank B18
HSK Shank C38

STANDARD
I Dynamic runout accuracy I Minimal thermal displacement
Most problems associated with micro-machining are Minimized spindle expansion !

caused by poor dynamic runout of a machine spindle. We
have established a runout measuring system that can
detect spindle movement during rotation at high speed and
achieved the best dynamic runout accuracy.

Air turbine drive prevents thermal expansion of the spindle,
which is essential for high accuracy micro-machining.

Plotted position of a test bar at the max. Axial displacement compared to operating time
spindle speed. (reference value) 14 | ‘
12 ‘ ‘
d = | ..
RBX \mg;?\}\':'mg . ég 12 1 Machlmr‘ng Center —|
Toeure® gyentd 82 & | |
\00\“ (—g_z 4 f i
2 — ‘
: ~ 8 5 ?LB’_.FG‘,LQAIR TURBINE _|
Su"e“‘?“\sh 0 : \
surtace 0 20 iy 40 60
(80,000min-1)
. Automatic
Application examples Tool Change
0.065mm Aluminum A2017 ATC type is available by supplying
air via a stop block to enhance
£ productivity with unmanned
g Outstanding runout accuracy operation.
permits super thin wall cutting.
Cutter 20.5mm Alb-gndmill I 2 types of Air Turbine Spindle
RBX7 Spindle speed 70,000min : : —
Feed 1,500mm/min O -+ Optimum 4 -+ Dependent upon cutting conditions
D.O.C Ad=0.02mm O - Acceptable X --- Not recommended for use
» ° L] ' Stainless Steel SUS303 RBX7 RBX5
—H ©0.1-0.3mm O O
0.5mm L. . Tool life is doubled with over 20.3-0.5mm o) ®)
1,200 holes and cutting time is Drill —
. reduced to 1/3. 00.5-1.0mm O ©
. . ©1.0-1.5mm X PN
t=1.7mm . 20.1-1.0mm (@) ©
Cutter 00.5mm_Solid drill Endmill — o rm ~ B
Spindle speed 40,000min-1 i arindi
RBX5 ° Feedp 20mm/min Jig grinding O o
The table is just for reference. Machining range may change
Peck 0.01mm according to material, cutting conditions and cutting tools.

| 17 (€1(0D)
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BIG DAISHOWA

BBT Shank A67
BDV Shank B20

Non-contact seal design eliminates

wear damage to body

Competitor Design

|
Bearing )| ;
|
|
|
|
|

Cutting/ particles in coolant,
high speed operation and high
pressure cause wear damage.

(BIG) Hi-JET HOLDER

BIG DAISHOWA

\

Rotating Part

—
(_Merit Plate \ ‘ Stationary Part _Tq— 1 7
t il
Split

Merit Rin: 3
V / Construction
L /4 ;

< / Ideal” mechanical  sealing

construction enables use
under high speed and high
pressure cutting conditions,
preventing the main body from
1 wear damage.

/

1UE|0004J

Coolant Feed

Hi-JET HOLDER

for water-soluble coolant only

Bearings in a separate housing from the
coolant for extended life.

BIG PLUS

| ke g

STANDARD A1

Suitable for small dia. cutters due
to high speed and pressure

Small diameter cutters require high spindle speeds to
maintain high cutting speed and high coolant pressure due
to their small dia.
coolant holes.

The Hi-JET HOLDER
accepts even smaller
diameter shanks,
providing high spindle
speeds (Max. 10,000
min-1) and high coolant
pressures (Max. 2MPa).

Easy maintenance by replacement
of wear parts

Easily replaceable Merit Sets consist of Merit Plates, Merit
Rings and O-Rings.

Merit Plate

MILLING
CHUCK TYPE

NEW BABY SIDE LOCK
CHUCK TYPE TYPE

@BIOXEA



Indexable Insert Endmill

B.g.lsgm FULLCUT
: /4"-’- Type FCR/ FCM

Cutter Dia. : 12 - 280

Indexable insert endmills with both excellent
sharpness and toughness, achieving the
performance of solid endmills.

Type FCM | 10

STANDARD

Sharp cutting edge by both high Amazing cutting performance, brought
radial and axial rake angles by integral & face contact body
Integral style with taper shank and flange contact

with the machine spindle provides higher precision
and rigidity thus achieving cutting conditions only

otherwise available on larger machines.
/ High axial _

Positive high rake cutting edge
for both radial and axial
directions achieves smooth
and quiet endmilling.

' rake angle o o
xing ’ -
W c\l‘- ) i -l“
\‘\?es'\s‘a“ce' "q,, .
-0
w5
Excellent surface . . BBT and BDV type
finish by wide High radial L BIG-PLUS’
wiper action rake angle (| = ftvnfhlae
oy
Strong cutting edge reduces edge chipping. ':f(
Cutting edge is located ‘ S
. ‘\| 4
close to body dia. HSK type ' .
gh !:(Ijggrlance Threaded coupling with taper & face contact
glr(]egalreance ang|e & \ CONTACT GR’P
- M Resistant to chatter due to the
Other manufacturers FULLCUT /4".’. dual contact connection.

B FCM or FCR heads can be installed
on the base holder

016-032

— Amazing cutting perfomance even on #40 taper machine

Comparison of axial DOC between integral
type with face contact and straight shank type.

3.6 times higher cutting performance than other
manufacturer.

Cutting condition ‘ Machine : BBT40(BIG PLUS)
Slot milling : 20mm

Work material : C50(S50C) _

Spindle speed : 2,400min™! ~ q{.‘ . g gdg
Speed : V=150m/min ‘ " -omm

Feed : 0.12mm/tooth 1

9mm FULLCUT MILL

Heavy cut combined with excellent surface finish.

I I

I I

o | |
\ MlIIl.ng+chuck

Competitor cutter 20

| | | |

\
\

\

\

\

i

3.6 llmeS higher cutting efficiency }
\ | \ \ i

\

\

\

\

|

10

2 4 6 8
Axial DOC Ad(mm)

EEX(BI6



__ Ramping & Helical milling cutter

FU""CUT Type FCRCutter Dia. 216 - 933

Higher rigidity with integral body
with dual contact system.

Unique inserts designed -

-r :
for ramping make “’“"-“ (‘ S
L, = = W "q,_‘ S o
"oy multi-functional .{ GO
":":'-- Cllttil'lg pOSSibIe- BBT and BDV type 1,:-'? HSK type h Cyllndrlca:w
» BIG-PLUS ' Shank type

".__ : ] SUAL conTAcT
N
Shoulder milling Helical milling

Peck-drilling

For multi-functional
cutting

___Square Shoulder and slot milling cutter

FULLCUT FCM _
F}ﬂ" Type Cutter Dia. 912 - 080

A variety of shanks including
simultaneous fit with integral body.

.- hx‘"’:ﬁ.‘ ""-‘_- .
The indexable endmill . o =
i'" that combines sharpness q L'~ Sy . 4.*#}
and rigidity has no match G = cylindrical

V o e . ~ *  BBTandBDV type HSK type Shank type

%ﬂ 4 74 BIG-PLUS

v DUAL coNTACT

ﬁ.: *  Arbor type
' = For Facemill Arbor Type FMH

Cutter Dia
.'!" > 850, 063, 280

Tough cutting edge of
FULLCUT MILL is proven.

An evaluation of cutting length/life as measured
when machining the most arduous workpiece by
milling over a continuous series of holes. This is the
condition most likely to cause edge chipping.

o0zvL

&
o
=]
o
4
o
]
o
Q
o
(2]
s
T
i
3
Q

Finishing with indexable endmill - Why not?

)
. L . . mOUnt (W
Insert with the minimum nose radius Relief caused Regef a
of Q.2mm gnd supgrl_) squareness to by deflection 6
achieve high precision end milling 45
comparable with solid carbide tools. 9mm
30 —
Work material: SUS304 stainless steel omm
Vertical M/C, #40 taper — 15 1
. Cutter dia: 25mm
Nose radius
f = 0.12mm/tooth 1mm 0
.2mm Squareness is influenced by % A
the cutting parameters, work B0 Dalshowy
materials, rigidity of machine Other c
and workpiece, etc. manufacturers

€:/((3) 20
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BIG DAISHOWA

.
R

il
g
& ,

\\'\!l g 8

~

Quick adjustment of cutting edge
height

After clamping the insert, lifting screw lifts up the insert directly
by revolving the lifting nut from its side. Simple construction
aids easy adjusting operation. Fine pitch thread of the lifting

screw ensures precise adjustment.

b\ Insert

Lifting screw

Lifting nut

I PL Presetter

Exclusive PL Presetter shortens the
setup time further up to 15 sec./insert
while avoiding chipping of the cutting
edge. "
i oo
085> et
W cdue™®

Application example (Cutter diameter : 280)

High speed cutter for aluminum and cast iron

SPEED Finisher

Diameter: @50, 63, 280, 2100

Amazing improvement of surface finish
at high speed cutting

Aluminum die casting ADC12 BZ=".55[lm
Gray cast iron FC250 BZ=0.67um

I Lightweight & high rigidity

Low-profile cutter body enhances rigidity,

minimizes

vibration and distortion, leading to the minimized height

difference of the machined surface.

Ligther weight

resulted from reduced mass aids performance on small
machine tools such as BT30 spindle.

\

Other
——manufacturer- -
~ |

)

Low-profile

BIG) SPEED Finisher

[ B

Secure coolant supply
to the cutting edges

Coolant is supplied to the
cutting edge directly in
combination with the Face
Mill  Arbor Type FMH.
Especially effective to avoid
built-up edges when cutting
aluminum and  possible
re-cutting of the swarf.

. - Height No. of
P e oGl e roughness difference | workpiece R
Crankcase Cutting speed : 4,000m/min
ADC12 i _ _ Rough & finish
Spindle speed : 15,900min-1 Ra—o-osym Within 24.000 | Processes are
Feed rate : 9,550mm/min Rz=0.55ym 1 MM ’ combined in a
Depth of cut : 2.5mm single operation.




The Ultra High Feed Chamfer mill

BIG T
CC UTTERMINI

Compact design with 4 inserts & small cutting
diameter. High performance chamfer cutter
to achieve ultra high feed rate by reducing
the cutting diameter to the lowest limit.

AP,

For multi-functional cutting

< i
Back chamfering ﬁ .-
Face milling —_— _

I 4 Inserts, small diameter and new coating achieve Triple effect

Superb design. @ Increased Spindle speed by @ Latest coating [ACP200]

Ultra high feed by 4 Inserts. ultra compact diameter. increases the cutting speed.
Compared with 1 or 2 inserts per cutter, A smaller tool diameter means faster Wear resistant multi layer PVD coating
a 4 insert cutter multiplies feed rate. spindle speeds. increases the cutting speed.

C-cutter mini Competitor's cutter
***************** Considerabl|

improved g Am Am
[ ~ Feed rate = SPNAI®  Feed per tooth x NUmber of
- eed teeth
g e
- ﬂ Cutting speed
Spindle =
,,,,,,,,,,,,,,,, speed 1™ X Cutting diameter
Small cutting diameter Large cutting diameter Small dia,
and 4 Inserts with only 1 or 2 Inserts
\ /

World smallest
hex insert
Highly-efficient back chamfering

from 6mm starting hole diameter.
3-corner insert saves cost.

World's
smallest

c

Inscribed|circle

03.97

Cutting efficiency
is improved by

8 times.

Work material : C55(S55C)

Chamfering . 1nm x 45° %,

amount
Feed per tooth : 0.1mm

€

~

4 New series for starting hole for tapping are

h Competitor's C-cutter mini
available from M8 to M20 range. Tpool (ST12-C1116-45B-25)
Chamfering dia. 29 013.5 Small dia.

e Number of teeth 2 4 ‘m‘

|
e - - Cutting speed
- ‘-% . ‘ e 150 300 1o
- L = Spind| d
x ] pln(m?nf)Pee 1646 7,040 ﬂ
i Feed 2,820 8.5x

e (mm/min) 329 Higher!,

@BIOEA



( B’G > Precision Test Arbor
BIG DAISHOWA ay n aTes t

Precision measuring tools |
of the highest quality for
machine tool maintenance.
BIG PLUS I & =
BBT Shank  A71
BDV Shank  B21 < 7
STANDARD

Precision standard of
BIG Daishowa Test Arbors Alminum case
BIG Daishowa provides high quality test bars, An aluminum case is provided to protect and store the test
produced under a strict quality control system. bars. (Some models are provided in a wooden box.)
Ra 0.1um Ra 0.1pum

- = mias =

10.002 4[ =
Y| 0.003 o
O] 0.001 H
Runout 0.002mm
Roundness 0.001mm . . .
Calbration centifcate
Roughness Ra: 0.1um y sy
. BIG Daishowa can offer a Calibration Certificate with
Diameter tol. +0.005mm traceability on request as per 1SO9000 requirements.

For machine tool maintenance

Runout of spindle taper Parallelism to Z-axial movement




BBT/BT sHANK

MEGA MICRO CHUCK - =+« + + + e v v e v A1
MEGA NEW BABY CHUCK « « + -+« = o v v v - A3
MEGAECHUGCK =+« vt veveneeneenennn. A6
MEGA DOUBLE POWER CHUCK: « « « - - - - A9
NEWBABY CHUGCK « = + + c v e e v e enennnn A13
NEW Hi-POWER MILLING CHUCK « -« - - - - A16
HYDRAULIC CHUCK « « « « e v evveeenn. A21
MOLD CHUGCK  + « =+ vt e e v veeneennennn A28
SHRINKCHUGCK =« ++ o evvenneennnennn A29
MEGA SYNCHRO Tapping Holder + = = =« =« -« - A31
SIDE LOCKHOLDER -+ + + v e oo v vennenns A38 -
SIDE CUTTER ARBOR:- « = = = s oo vvvvnnns A40
MORSE TAPER HOLDER -+« « +++ = v v v+ A41
FACEMILLARBOR -+« + v vvoseveenannnn A43
ANGLEHEAD « « + = v v ovcevoecnncnenns A49
HIGHSPINDLE + =+ +voveveeneeennenns AB2
AIR TURBINE SPINDLE - = =« = v+ v v v nvee A63
Hi-JETHOLDER -+ c v ceovoccosensnnns AB67
DYNATEST - +cvoveveonnnnnneanann A71

CLEANER : ¢ ¢ ¢ v s et eeeneeteeeennns A71

A42
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P BIG-PLUS’
BBT SHANK DUAL conTacT JIS B 6339 (BIG-PLUS)

MEGA M’CRO CHUCK® Clamping Range : 0.45 - 28.05

Type T
Taper-off design minimizes interference
and maximizes rigidity.

. G Hi1
g .-' T . e &—
- T I | O M
k‘(ﬂﬁ :
BBT No. B | s
Q|
‘ BIG-PLUS tools can be used in machining centers with conventional spindles.
Model CampigRanel op | oD1 | L | Lt | Hi | He | & | MAX Lol e |

BBT30-MEGA3S- 45T 11.5 45 20 40,000 0.38
S 045-325| 10 LY 75 Cd 22 38 |M4 P0.7 0,000 NBC3S-[] | MGN3S 0.42

- 90T 18.3 90 63 35,000 0.45

-105T 21.0 | 105 78 30,000 0.49
-MEGA4S- 60T 14.8 60 33 40,000 0.40
- 75T 17.4 75 48 40,000 0.43

- 90T 0.45-4.05| 12 20.0 90 63 26.5 47 |M5P0.8 | 35,000 | NBC4S-[] [ MGN4S | 0.46

-105T 22.6 | 105 78 30,000 0.50

-120T 25.3 | 120 93 25,000 0.55
-MEGAG6S- 60T 16.3 60 33 40,000 0.41
- 75T 18.9 75 48 40,000 0.44

- 90T 045-6.05| 14 21.6 90 63 28.5 49 |M7 P0.75| 35,000 | NBC6S-[] | MGN6GS | 0.47

-105T 24.2 | 105 78 30,000 0.52

-120T 26.8 | 120 93 25,000 0.58
"MEGA8S- 75T | ;95 _g.05| 18 |22/ > | 48 | 31 | 505 |MoP0.751-42000 | Ngogs. | MaNss |20
-105T 28.0 | 105 78 30,000 0.61
BBT40-MEGA3S- 60T 12.2 60 28 35,000 0.99
- 90T 0.45 - 3.25 10 17.5 90 58 22 38 |M4P0.7 | 28,000 | NBC3S-[] | MGN3S 1.04

-120T 22.7 | 120 88 22,000 1.12
-MEGA4S- 60T 13.9 60 28 35,000 1.00
- 75T 16.5 75 43 32,000 1.02

- 90T 19.1 90 58 28,000 1.05

05T 0.45 - 4.05 12 218 | 105 73 26.5 | 47 |M5P0.8 25,000 NBC4S-[] | MGN4S 1.08

-120T 244 | 120 88 22,000 1.13

-135T 27.0 | 135 | 103 20,000 1.20
-MEGA6S- 60T 15.4 60 28 35,000 1.01
- 75T 18.0 75 43 32,000 1.03

- 90T 20.7 90 58 28,000 1.06

05T 0.45 - 6.05 14 233 | 105 73 28,5 | 49 |M7P0.75 25,000 NBC6S-[] | MGN6S 110

-120T 259 | 120 88 22,000 1.15

-135T 286 | 135 | 103 20,000 1.22
-MEGA8S- 90T 24.5 90 58 30,000 1.11
20T 2.95 - 8.05 18 297 | 120 88 31 50.5 |M9 P0.75 22,000 NBC8S-[ 1 | MGN8S 119

1. MEGA NUT is included.

| A1 (€1(0D)




BIG-PLUS

SPINDLE SYSTEM

DUAL CONTACT

JIS B 6339 (BIG-PLUS)

BBT sHANK

Micro diameter design is ideal for high
speed applications in tight areas with
small diameter cutting tools.

N

os]
w
3
oy}
o A m‘L e p
iy, H (°2
3 3 1 I
B b G >
2, T T
-.:," .‘l _ *h—‘ — T i i | % ‘ X
g !
BBT No. :
‘ BIG-PLUS tools can be used in machining centers with conventional spindles.
Clamping Range MAX. Collet Nut Weight
Model od oD L L1 H1 H2 G min-1 Model Model (kg)
BBT30-MEGA4S- 60 60 32 0.40
45 - 4. : ’ -0
o0 0.45-4.05| 12 = - 265 | 47 |M5P0.8 NBC4S MGN4S G
-MEGAG6S- 60 60 32 40,000 0.42
- 90 0.45-6.05| 14 90 62 28,5 | 49 |M7P0.75 NBC6S-[1| MGN6S 0.45
-105 105 73 0.47
-MEGA8S- 90 2.95 - 8.05 18 90 60 31 50.5 |M9 P0.75| 35,000 |NBC8S-[] MGN8S 0.50
EERSEMET S SO .45-4.05 | 12 60 | 27 | 265 | 47 |M5P0.8 NBC4S-[]| MGN4S | 1.0
- 90 90 53 35,000
"MEGAGS- 60 | 45 _605| 14 60 | 27 | 585 | 49 |M7P0.75 NBC6S-[1| MGN6S | 1.0
- 90 90 53
-MEGAS8S- 90 2.95 - 8.05 18 90 55 31 50.5 |M9 P0.75| 30,000 |NBC8S-[] MGNS8S 1.1
1. MEGA NUT is included.
Spare Parts || Accessories
MEGA NUT MEGA WRENCH MICRO COLLET | MICRO COLLET Q TAPER CLEANER
i 'ITi CseP) | PROTECTIVE CASE 1
J -
# 11 i 7
1 b | 8E | Uom
MEGA
MICRO CHUCK Model Model Model Model Model
MEGA3S MGN3S MGR10 NBC3S-[ | NBB3S SC-NBC3S
MEGA4S MGN4S MGR12 NBC4S-[ | NBB4S SC-NBC4S
MEGAGS MGN6S MGR14 NBC6S-[ | NBB6S SC-NBC6S
MEGAS8S MGN8S MGR18 NBC8S-[ | = =
Accessories
@ Sealed nut for coolant-through tools. MEGA6S MEGA8S
sF.- . SEAL L1 Model od [ eD | L | Lt Model od |oD | L | L1
- 3 MGN6S-PS3 | 3.0 MGN8S-PS3| 3.0
e sl g'g 14 [ 19 | 35 'E:g g'g
N PS5 | 5. - 0 | 48 |202]| 35
= * -PS6 | 6.0 -PS6| 6.0
-PS7| 7.0
-PS8| 8.0

€./((D) A2 |
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. BBT sHANK

MEGA NEW BABY CHUCK

Yo

.. &

'_'&ﬂ -

b sk

BIG-PLUS

|| G SPINDLE SYSTEM

DUAL conTacT JIS B 6339 (BIG-PLUS)

BIG-PLUS tools can be used in machining centers with conventional spindles. ‘

Coolant-through hol

Clamping Range : 90.25 - g20

L1

H

Ideal ultra precision holders for high speed machining with carbide drills,
reamers and endmills. Wide range of lengths and a variety of collet series
sizes covers all machining applications.

==

BBT No. /

R

[N Y TD
S| Q
Q

Adjusting Screw (Optional)

N e R I I R I T
BBT30-MEGA 6N- 60 60 32 40,000 0.47
- 75 75 47 35,000 0.5
- 90 025- 6 20 90 62 23 - 43 30,000 NBC 6-[] MGN 6 0.53
-105 105 77 20,000 0.56
-120 120 90 18,000 0.59
-MEGA 8N- 60 60 34 40,000 0.51
- 75 75 49 35,000 0.56
- 90 05 -8 25 90 64 26 - 45 30,000 NBC 8-[] MGN 8 0.61
-105 105 79 20,000 0.67
-120 120 92 18,000 0.72
-MEGA10N- 60 60 34 40,000 0.54
- 75 75 49 30,000 0.61
- 90 1.5 - 10 30 90 64 38 - 48 25,000 NBC10-[] MGN10 0.68
-105 105 79 18,000 0.75
-120 120 94 15,000 0.82
-MEGA13N- 60 60 34 40,000 0.54
- 75 75 49 30,000 0.63
- 90 25 -13 35 90 64 44 - 63 25,000 NBC13-[] MGN13 0.72
-105 105 79 18,000 0.82
-120 120 94 15,000 0.91
-MEGA16N- 60 60 37 48 - 63 35,000 0.66
75 | o5-16 | 42 | 70| 52 25000 | Npcie-[ MGN16 0.81
- 90 90 67 48 - 68 20,000 0.95
-105 105 82 18,000 1.1
-MEGA20N- 60 60 - 51 30,000 0.71
75 | o5-20 | 46 |- 0| = 20000 | NgG2o-[] MGN20 0.86
- 90 90 - 51 -68 15,000 1.0
-105 105 = 13,000 1.15
1. MEGA NUT is included.
2. "H" indicates the adjustment length with an Adjusting Screw.
% Adjusting screw cannot be used with BBT30-MEGA20N-60. "H" is the max. tool shank length that can be inserted into the holder.
Spare Parts | | Accessories
MEGA NUT MEGA WRENCH NBC COLLET SEALING NUT ADJUSTING SCREW
Cfm . MEGA PERFECT SEAL Rubbelr-
e | 7 o
'I ‘.-;'_, W/ E%FL{E\%DMILL . 8 A@ o
- G 7) R = 1
AN Model Model Model Model Model L | B
MEGA 6N MGN 6 MGR20 NBC 6-[] MPS 6-[] NBA 6B | M 7 | 12 2
MEGA 8N MGN 8 MGR25 NBC 8-[] MPS 8-[] NBA 8B [M 9| 13 | 25
MEGA10N MGN10 MGR30 NBC10-[] MPS10-[] NBA10B | M11 | 16 | 3
MEGA13N MGN13 MGR35 NBC13-[] MPS13-[] NBA13B | M14 | 20 | 4
MEGA16N MGN16 MGR42 NBC16-[] MPS16-[] NBA16B | M18 | 20 | 4
MEGA20N MGN20 MGR46 NBC20-[] MPS20-[] NBA20B | M21 | 20 | 4

EXX(BI6>




P A BIG-PLUS
JIS B 6339 (BIG-PLUS) DUAL CONTACT B BT SHANK

BIG-PLUS tools can be used in machining centers with conventional spindles. A
oo [ogpe o [ e [u] v [ ] gl [ [UW
BBT40-MEGA 6N- 60 60 | 27 35,000 1.0 -

- 75 75 | 38 35,000 1.05 @

- 90 90 | 53 35,000 1.1 5

105 1 025-6 | 20 [195 1 681 ,5_45 | 20000 | npo o6 MGN 6 [ ”

-120 120 [ 83 20,000 1.18 T

-135 135 | 98 20,000 1.2 Z

-165 165 | 128 14,000 1.2 ~

-200 200 | 163 9,000 1.3
-MEGA 8N- 60 60 | 27 35,000 1.0

- 75 75 | 38 35,000 1.05

- 90 90 | 53 35,000 1.1

105 05-8 | 25 10| 081 5 45 CLLL NBC 8-[] MGN 8 114

-120 120 [ 83 20,000 1.18

-135 135 [ 98 20,000 1.3

-165 165 | 128 14,000 1.3

-200 200 | 163 9,000 1.4
-MEGA10N- 60 60 | 27 35,000 1.1

- 75 75 | 38 35,000 1.15

- 90 90 | 53 35,000 1.2

105 1 45-10 | 30 [195 | 681 g5 45 | 20000 | ypoyo MGN10 |27

-120 120 | 83 20,000 1.34

-135 135 | 98 20,000 1.4

-165 165 | 128 15,000 1.5

-200 200 | 163 10,000 1.7
-MEGA13N- 60 60 | 31 35,000 1.1

- 75 75 | 40 35,000 1.2

- 90 9 | 55 35,000 1.3

105 1 o513 | a5 |1 0 44_g3 [ 20000 1 n\peya MGN13 |

-120 120 | 85 20,000 1.5

-135 135 [ 100 20,000 1.6

-165 165 | 130 15,000 1.8

-200 200 | 165 10,000 2.0
-MEGA16N- 60 60 | 31 30,000 1.2

- 75 75 | 40 30,000 1.3

- 90 9 | 55 30,000 1.4

10 1 o516 | 42 15 701 45 68 e300 NBC16-[] MGN16 LS

-120 120 | 85 20,000 1.7

-135 135 | 100 20,000 1.8

-165 165 | 130 15,000 2.0

-200 200 | 165 10,000 2.3
-MEGA20N- 60 60 | 31 30,000 1.1

- 75 75 | 42 30,000 1.25

- 90 9 | 57 30,000 1.4

10 | 5500 | 46 1B T2 5y _gg | 20000 | oo MGN20 0

-120 120 | 87 20,000 1.8

-135 135 | 102 20,000 1.9

-165 165 | 132 15,000 21

-200 200 | 167 10,000 25

1. MEGA NUT is included.
2. "H" indicates the adjustment length with an Adjusting Screw.

€./((D) A4
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. BBT sHank I

BIG-PLUS

G SPINDLE SYSTEM

DUAL conTacT JIS B 6339 (BIG-PLUS)

MEGA NEW BABY CHUCK

BIG-PLUS tools can be used in machining centers with conventional spindles. ‘

Coolant-through ho

Clamping Range : 0.25 - g20

i MM

L1

H

=TS

i

Adjusting Screw (Optional)

i MAX. Collet Nut Weight
Model Clamplgngange oD L | b H min-1 Model Model (kg)
BBT50-MEGA 6N- 90 90 37 20,000 3.7
-120 120 67 20,000 3.8
= 0.25- 6 20 = 23 - 43 14000 NBC 6-[] MGN 6 o
-200 200 | 147 9,000 4.0
-MEGA 8N- 90 90 42 20,000 3.8
-120 120 67 20,000 3.9
=165 05- 8 25 EERETT 26 - 45 50 NBC 8-[] MGN 8 e
-200 200 | 147 11,000 42
-MEGA10N- 90 90 42 20,000 3.9
-120 120 67 20,000 4.0
-165 165 | 112 16,000 4.3
=200 15 - 10 0 e 38 - 48 510 NBC10-[] MGN10 17
-250 250 | 197 8,000 47
-300 300 | 247 5,500 4.9
-MEGA13N- 90 90 42 18,000 4.0
-120 120 67 18,000 42
-165 165 | 112 16,000 4.5
=200 25 -13 35 oo T 147 44 - 63 12000 NBC13-[] MGN13 e
-250 250 | 197 8,000 5.0
-300 300 | 247 5,500 5.3
-MEGA16N- 75 75 31 17,000 4.0
- 90 90 42 17,000 42
-120 120 72 17,000 4.4
165 25 - 16 42 = 48 - 68 16000 NBC16-[] MGN16 o5
-200 200 | 152 13,000 5.1
-250 250 | 202 10,000 5.5
-MEGA20N- 75 75 31 16,000 41
- 90 90 42 16,000 42
-120 120 72 16,000 45
165 25 -20 46 EERE 51 - 68 15.000 NBC20-[] MGN20 T
-200 200 | 152 13,000 5.3
-250 250 | 202 10,000 5.7
1. MEGA NUT is included.
2. "H" indicates the adjustment length with an Adjusting Screw.
Spare Parts | | Accessories
MEGA NUT MEGA WRENCH NBC COLLET SEALING NUT ADJUSTING SCREW
CB MEGA PERFECT SEAL Rubber
- 2 - - B
— i FOR ENDMILL i & '
'I % el COLLET | =) @ ©
- -G 7) -G o I by [
'\B/'ng‘gﬁl‘f’ol( Model Model Model Model Model G L B
MEGA 6N MGN 6 MGR20 NBC 6-[] MPS 6-[] NBA 6B | M 7| 12 | 2
MEGA 8N MGN 8 MGR25 NBC 8-[] MPS 8-[] NBA 8B | M 9 | 13 25
MEGA10N MGN10 MGR30 NBC10-[] MPS10- [] NBA10B | M11 | 16 | 3
MEGA13N MGN13 MGR35 NBC13-[] MPS13-[] NBA13B | M14 | 20 | 4
MEGA16N MGN16 MGR42 NBC16- [ MPS16- [] NBA16B | M18 | 20 | 4
MEGA20N MGN20 MGR46 NBC20-[] MPS20- [] NBA20B | M21 | 20 | 4

| A5 (€1(0D)




BIG-PLUS
JIS B 6339 (BIG-PLUS) DUAL CONTACT B BT SHANK

.
MEGA E CHUCK Clamping Range : 3.0 - 12

Exclusively designed with the advanced technology for high
m— --.-1-' speed endmilling. The long gripping length of the collet
5 provides a powerful gripping force.

N

£
: ’ 4 \ @
/ o3}
f f’ }\_\ L :|
‘] . L1 (o]
i ' H —
s L AN i >
T 4
i | I [ = =
L JE
BBT No. [ Adjusting Screw (Optional)
‘ BIG-PLUS tools can be used in machining centers with conventional spindles.
Clamping Range MAX. Collet Nut Weight
Model od oD | @D L b i min-1 Model | Model (kg)
BBT30-MEGA 6E- 50 25.7 50 25 40,000 0.53
- 75 29.9 75 50 35,000 0.64
- 6 25 37 - 45 * MEC 6 MEN 6
- 90 8 32.5 90 65 25,000 = 0.72
-105 35.1 105 80 25,000 0.82
-MEGA 8E- 50 30.4 50 25 40,000 0.56
- 75 34.6 75 50 35,000 0.71
3-8 30 42 - 51 * MEC 8- MEN 8
- 90 37.4 90 66 25,000 - 0.83
-105 40.1 105 81 25,000 0.96
-MEGA 10E- 50 35.3 50 25 39,000 0.60
-75 39.7 75 51 35,000 0.80
3-10 35 48 - . MEC10-{]| MEN10
- 90 4 90 66 8-58 25,000 0.93
-105 41.1 105 82 25,000 1.06
-MEGA 13E- 50 42.5 50 27 50 - 58 38,000 0.65
- 75 42 75 52 34,000 0.90
3-12 42 Z MEC13- MEN13
- 90 42 90 67 50 - 60 25,000 - 1.05
-105 42 105 82 25,000 1.20

1. MEGA E NUT is included.
2. "H" indicates the adjustment length with an Adjusting Screw.

Spare Parts | | Accessories

MEGA E NUT MEGA WRENCH MEGA E COLLET i/lElégf EUII’ERFECT SEAL ADJUSTING SCREW
¥ Rubber
= - Gzao ﬁ L
- \ 5 |04
'%f = g 2 o
“ E".-'.'\-"'“-' @m - [ ‘

MEGA E CHUCK Model Model Model Model Model L B
MEGA 6E MEN 6 MGR25 MEC 6-[ EPS 6-[] NBAG6B| M7| 12 | 2
MEGA 8E MEN 8 MGR30 MEC 8- EPS 8-[] NBA 8B| M 9| 13 | 25
MEGA10E MEN10 MGR35 MEC10-[] EPS10-[] NBA10B | M11 | 16 | 3
MEGA13E MEN13 MGR42 MEC13-[] EPS13-[] NBA13B | M14 | 20 | 4

¢€./(¢D) A6 |



>

MNVHS 1d/1494d

. BBT sHank I

MEGA E CHUCK

BIG-PLUS

G SPINDLE SYSTEM

DUAL conTacT JIS B 6339 (BIG-PLUS)

Coolant-through ho

Clamping Range : 3.0 - g12

L1

o N

' BBT No. i Adjusting Screw (Optional)
BIG-PLUS tools can be used in machining centers with conventional spindles.
oo o] oo [oo [ o [ [ow [ [ g | [

BBT40-MIEGA 6E- 60 26.2 60 28 30,000 1.08
- 75 28.7 75 43 30,000 1.14
- 90 31.3 90 58 30,000 1.21
-105 33.9 105 73 29,000 1.29
120 9= 0 25 365 | 120 88 | "% [p9000 |MEC SL| AN E 1.41
-135 39 135 103 27,000 1.53
-165 44.4 165 133 20,000 1.85
-200 50.7 200 169 15,000 2.32
-MEGA 8E- 60 31 60 28 42 - 48 30,000 1.13
- 75 33.4 75 43 30,000 1.21
- 90 36 90 58 30,000 1.30
-105 38.7 105 73 29,000 1.46
120 3-8 30 13 120 88 42 - 51 20,000 MEC 8-[]| MEN 8 P
-135 43.9 135 103 27,000 1.76
-165 491 165 133 20,000 2.10
-200 55.8 200 171 15,000 2.53
-MEGA 10E- 60 36 60 29 30,000 1.23
- 75 38.3 75 43 30,000 1.34
- 90 40.9 90 58 30,000 1.46
-105 43.6 105 73 29,000 1.61
-120 8-10 35 462 | 120 88 48 - 58 29,000 e R 1.78
-135 48.8 135 103 27,000 1.98
-165 54.4 165 135 22,000 2.37
-200 55.5 | 200 171 16,000 3.07
-MEGA 13E- 60 42.7 60 29 30,000 1.29
- 75 45 75 43 30,000 1.45
- 90 48 90 59 30,000 1.63
-105 50.6 105 75 29,000 1.84

120 3-12 42 53.4 120 o1 50 - 60 729’000 MEC13-[]| MEN13 207 |
-135 56 135 106 26,000 2.34
-165 57.5 165 137 22,000 2.80
-200 62.4 | 200 173 16,000 3.61

1. MEGA E NUT is included.

2. "H" indicates the adjustment length with an Adjusting Screw.

| A7 (€1(0D)




PpA BicpLuS
JIS B 6339 (BIG-PLUS) DUAL CONTACT B BT SHANK

‘ BIG-PLUS tools can be used in machining centers with conventional spindles.

Clamping Range MAX. Collet Nut Weight
Model od CE et L L bl min | Model | Model (ka) A
BBT50-MEGA 6E- 90 30.4 90 47 20,000 3.8
-120 356 | 120 77 20,000 4.0
- 2 7-4 : MEC 6-01| MEN
165 | 27 ° 5 435 | 165 122 | %% 14000 C 6] 6 44 e
-200 496 | 200 157 9,000 4.9 -
-MEGA 8E- 90 35.1 90 47 20,000 3.9 3
120 404 | 120 77 20,000 41 o
3- 8 30 42 - 51 : MEC 81| MEN 8 I
-165 482 | 165 122 16,000 - 46 >
-200 544 | 200 157 11,000 5.2 =
-MEGA 10E- 90 40.0 90 47 20,000 4.0
-120 454 | 120 77 20,000 4.2
3-10 35 48 - 58 : MEC10-]| MEN10
-165 530 | 165 121 16,000 - 4.9
-200 59.3 | 200 156 13,000 55
-MEGA 13E- 90 465 90 47 18,000 4.0
120 520 | 120 77 18,000 44
3-12 42 50 - 60 ' MEC13-0]| MEN13
-165 59.0 | 165 121 16,000 - 5.2
-200 64.7 | 200 156 12,000 6.0

1. MEGA E NUT is included.
2. "H" indicates the adjustment length with an Adjusting Screw.

Spare Parts | [ Accessories
MEGA E NUT MEGA WRENCH MEGA E COLLET iﬂEéLéN: EU;ERFECT SEAL ADJUSTING SCREW
. : . C?ED ,'ﬁ g Rubbelr_
l- - - ‘j.\l a (O]
i Q‘ E:"':%. - @m’ e ‘

MEGA E CHUCK Model Model Model Model Model L | B
MEGA 6E MEN 6 MGR25 MEC 6-[] EPS 6-[ ] NBAG6B| M7| 12 | 2
MEGA 8E MEN 8 MGR30 MEC 8-[] EPS 8-[] NBA 8B| M 9| 13 | 25
MEGA10E MEN10 MGR35 MEC10-[] EPS10-[] NBA10B | M11 | 16 | 3
MEGA13E MEN13 MGR42 MEC13-[] EPS13-[] NBA13B | M14| 20 | 4

€./(¢D) As |
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P4 BIG-PLUS
BBT SHANK DUAL conTacT JIS B 6339 (BIG-PLUS)

MEGA DOUBLE POWER CHUCK® Clamping Range : 616 - 850

Close to integral rigidity and precision of a solid

toolholder. Advanced technology for high speed and

heavy duty endmilling.

j Two types are available, Type D for use with/without

- f - coolant through the tool and Type DS to feed coolant
to cutting tool periphery.

For coolant to
TV DS cutting tool periphery
ForTYPE =~For TYPEDS A 11 ]

H H
Min. Clamping Length Adjusting Screw Min. Clamping Length
E (Optional) & E
Adjusting Screw
(Optional) ( \‘ %
DS e s T ]I : ET G
BBT No. Lﬂ' »
L1 Lo L
‘ BIG-PLUS tools can be used in machining centers with conventional spindles. ‘
Model Fig.| od | oD |eD1 |@D2| L | Lt | Lo | La | H E WA V"(ﬁ'g)ht
BBT30-MIEGA16D- 60 1 16 46 | 46.7| — 60 | 25.5 | 30 — 62 50 30,000 0.8
-MEGA20D- 65 20 50 | 50.7| — 65 | 30.5 | 35 — 60 25,000 0.9
BBT40-MEGA16D- 75A 60 75 48 30,000 1.5
-105A 105 78 2.1
-135A | 2 16 42 | 52.6 61 135 | 25 38.5 | 108 71 55 25,000 2.7
-165A 165 138 22,000 3.3
-200A 200 173 20,000 4.1
-MEGA20D- 75 60 75 48 1.7
-105 105 78 SIELY 2.1
-120 120 93 27,000 2.4
135 2 20 55 | 65.7 61 135 33 44.5 108 69 - 79 56 25,000 57
-165 165 138 22,000 3.3
-200 200 173 20,000 4.2
-MEGA25D- 75A 75 73 - 83 27,000 2.0
-105A 105 26,000 2.3
-135A | 1 25 62 | 62.7| — 135 | 39 - - 71 — 81 57 24,000 3.0
-165A 165 21,000 3.7
-200A 200 18,000 4.7
-MEGA32D- 90A 90 71 - 81 2.1
-105A 105 26,000 2.4
-135A | 1 32 70 | 70.7| — 135 | 335 (455 | — 79 — 89 64 22,000 3.1
-165A 165 20,000 3.7
-200A 200 16,000 4.5

1. Wrench is ordered separately.
2. "H" indicates the adjustment length with an Adjusting Screw.

3 As a back stop for cutting tools for the MEGA16D models,
a commercially available hex socket head screw can be used.
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P A BIG-PLUS
JIS B 6339 (BIG-PLUS) DUAL CONTACT B BT SHANK

‘ BIG-PLUS tools can be used in machining centers with conventional spindles.

A
Model Fig.| od | oD |eD1|eD2| L | L1 | L2 | Ls | H E MAX. V"(ﬁg)ht
BBT50-MIEGA16D-105 105 67 21,000 4.6 -
-135 135 97 5.2 93'
-165 2 16 46 | 55 63 | 165 | 23.5 | 33.5|127 71 50 19,000 5.7 C\U
-200 200 162 15,000 6.6 =
-250 250 212 13,000 7.0 e
-MEGA20D-105 105 67 20,000 5.1 Z
-135 74 135 36 | 97 19,000 6.0 P
-165 2 20 60 | 69 165 | 25.5 127 |69 - 79 56 17,000 6.8
-200 200 114|162 14,000 7.7
-250 77 | 250 136 |212 12,000 9.1
-MEGA25D-105 85 105 67 20,000 5.4
-135 135 45 97 19,000 6.5
-165 2 25 70 | 77 82 165 | 32 127 |76 - 86 65 17,000 7.6
-200 200 119 |162 12,000 8.9
-250 85 | 250 136 (212 10,000 10.8
-MEGA32D-90 — 90 — 4.8
-105 105 67 2eey 5.4
135 135 545797 18,000 7.0
-165 2 32 80 | 86 05 165 | 39.5 127 |78 - 95 71 15,000 8.5
-200 200 130 |162 12,000 9.9
-250 250 181.5/212 10,000 12.1
-300 300 182 |262 5,000 14.3
-MEGA42D-105 105 6.0
-135 1 42 99 | 99.7] — | 135 | 40 - — | 88-105 71 15,000 7.8
-165 165 14,000 9.6
-MEGA50D-120 1 50 | 105 |117 — | 120 | 47 70 — 194 -110 75 13,000 7.3
; mf?irr:zri]czgédtﬁ:eegdsjigtan:?et:thlléngth with an Adjusting Screw.
3% As a back stop for cutting tools for the MEGA16D models, a commercially available hex socket head screw can be used.
Accessories
MEGA WRENCH ADJUSTING SCREW éﬂ
] AR
O"’ o |28 ()
N/
Lyl
MEGA DOUBLE POWER CHUCK Model Model oD L L1 G W
BBT30-MEGA16D MGR46L — — — — — —
-MEGA20D MGR50L HMA-M16 19 27 6 M16P1.5 8
BBT40-MEGA16D MGR42L — — — — — —
-MEGA20D MGR55L
-MEGA25D MGR62L HMA-M16 19 27 6 M16P1.5 8
-MEGA32D MGR70L HMA-M16S 10
BBT50-MEGA16D,16D MGR46L — — — — — —
-MEGA20D,20D MGR60L
“MEGA25D,25D MGR70L HMA-M16 19 27 6 M16P1.5 8
-MEGA32D,32D MGR80L
-MEGA42D,42D MGR99L HMA-M24 30 36 9.5 M24P1.5 10
-MEGA50D,50D MGR105L
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MNVHS 1d/1494d

. BBT sHank I

MEGA DOUBLE POWER CHUCK

Type DS | For coolant to cutting tool periphery

"l

L J

H

Min. Clamping Length
E

BIG-PLUS

G SPINDLE SYSTEM

DUAL conTacT JIS B 6339 (BIG-PLUS)

Adjusting Screw

(Optional)

Coolant-through hol

Clamping Range : 616 - 850

H

Min. Clamping Length
E

Adjusting Screw %
(Optional) 711 Nooour ( COOLANT
e N W | | )
) "~ o |
: ‘g‘% %_ i : -ST EIE
BBT No. _ H— - -
1
i L1 L2
" -
L
‘ BIG-PLUS tools can be used in machining centers with conventional spindles.
; MAX. Weight
Model Fig.| od | oD | oD1 | @D2| L L1 L2 L3 H E min- (kg)
BBT30-MEGA16DS- 60 1 16 | 46 | 46.7| — | 62.5| 28 32.5 = 64 52 30,000 0.8
-MEGA20DS- 65 20 | 50 |50.7| — | 67.5| 33 37.5 — 62 25,000 0.9
BBT40-MEGA16DS- 75A 60 | 77 50 30000 1.5
-105A 107 80 ’ 2.1
-135A 2 16 | 42 | 52.6 61 137 | 27 40.5 {110 73 57 25,000 2.7
-165A 167 140 22,000 3.3
-200A 202 175 20,000 4.1
-MEGA20DS- 75 60 | 77.5 50.5 30.000 1.7
-105 107.5 80.5 ’ 2.1
-120 122.5 95.5 27,000 2.4
2 20 7 5147 71 - 81 :
135 55 |9871 61 [1g75| 3°° 1105 8 %8 25,000 27
-165 167.5 140.5 22,000 3.3
-200 202.5 175.5 20,000 4.2
-MEGA25DS- 75A 77 75 - 85 27,000 2.0
-105A 107 26,000 2.3
-135A 1 25 | 62 [62.7| — |137 |41 = = 73 - 83 59 24,000 3.0
-165A 167 21,000 3.7
-200A 202 18,000 4.7
-MEGA32DS- 90 92.5 73 - 83 2.1
-105 1075 26,000 2.4
-135 1 32 | 70 |70.7| — |[137.5| 36 47.5 - 81 - 91 67 22,000 3.1
-165 167.5 20,000 3.7
-200 202.5 16,000 4.5

1. Wrench is ordered separately.

2. "H" indicates the adjustment length with an Adjusting Screw.

3 As a back stop for cutting tools for the MEGA16DS models,

a commercially available hex socket head screw can be used.

A 11 (€1[0D)




P A BIG-PLUS
JIS B 6339 (BIG-PLUS) DUAL CONTACT B BT SHANK

‘ BIG-PLUS tools can be used in machining centers with conventional spindles.

A
Model Fig| od | oD |@oDi|eD2| L | Lt | L2 | Ls H E m}& V\’(ﬁléz)ht
BBT50-MEGA16DS-105 107.5 69.5 21,000 4.6 -
-135 137.5 99.5 5.2 EJ'
-165 2 16 46 | 55 63 |167.5| 26 36 129.5 73 52 19,000 5.7 C\U
-200 202.5 164.5 15,000 6.6 —
-250 252.5 2145 13,000 7.0 e
-MEGA20DS-105 107.5 69.5 20,000 5.1 Z
-135 74 137.5 38.5| 99.5 19,000 6.0 A
-165 2 20 60 | 69 167.5| 28 129.5| 71 - 81 58 17,000 6.8
-200 202.5 116.5| 164.5 14,000 7.7
-250 77 |252.5 138.5| 214.5 12,000 9.1
-MEGA25DS-105 107.5 69.5 20,000 54
-135 = 137.5 475 99.5 19,000 6.5
-165 2 | 25 70| 77 82 167.5/ 345 129.5| 78 - 88 67 17,000 7.6
-200 202.5 121.5| 164.5 12,000 8.9
-250 85 |252.5 138.5| 214.5 10,000 10.8
-MEGA32DS- 90 — 94.5 = 20,000 4.8
-105 107.5 69.5 54
-135 137.5 57 99.5 18,000 7.0
-165 2 | 32 80| 86 95 167.5| 42 129.5| 80 - 97 73 15,000 8.5
-200 202.5 131.5| 164.5 12,000 9.9
-250 252.5 171.5| 214.5 10,000 121
-300 302.5 183.5| 264.5 5,000 14.3
-MEGA42DS-105 107 15.000 6.0
-135 1 42 99| 99.7| — |137 42 — - 90 - 107 73 ’ 7.8
-165 167 14,000 9.6
-MEGA50DS-120 1 50 | 105|117 — |122 49 72 — 96 - 112 77 13,000 7.3
; mfﬁiﬂﬂi‘lc:tsgdtﬁreegdsjﬁgtar:t:thlléngth with an Adjusting Screw.
3% As a back stop for cutting tools for the MEGA16DS models, a commercially available hex socket head screw can be used.
Accessories
MEGA WRENCH ADJUSTING SCREW L
(| VRN
V/ o =313/ {0
N/
|LL
MEGA DOUBLE POWER CHUCK Model Model oD L L1 G W
BBT30-MEGA16DS MGR46L — = — — — —
-MEGA20DS MGR50L HMA-M16 19 27 6 M16P1.5 8
BBT40-MEGA16DS MGR42L — = — — — —
-MEGA20DS MGR55L
-MEGA25DS MGR62L HMA-M16 19 27 6 M16P1.5 8
-MEGA32DS MGR70L HMA-M16S 10
BBT50-MEGA16DS,16DS MGR46L — — = — — —
-MEGA20DS,20DS MGR60L
“MEGA25DS 25DS MGR70L HMA-M16 19 27 6 M16P1.5 8
-MEGA32DS,32DS MGR80L
-MEGA42DS,42DS MGR99L HMA-M24 30 36 9.5 M24P1.5 10
-MEGA50DS,50DS MGR105L
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. BT SHANK Jis B 6339

NEW BABY CHUCK Clamping Range : 60.25 - 620

Great variety in length in order to support high precision machining.

oD1

BT No. _r_\_,l H

ﬁﬁ—lﬁf a

|| e
Q
Adjusting Screw (Optional)

- Weight

Model Clamping fange| oD | oD L L1 H pouet oL (kg)
BT30-NBS 6- 45 45 |20 0.41
- 60 60 | 32 0.44

- 75 75 | 47 0.47

- 90 025- 6 | 20 | 195 | 90 | 62 | 20-40 NBC 6-C] | NBN 6 0.51

-105 105 | 77 0.54

-120 120 | 90 0.57

-135 135 | 105 0.60

-NBS 8- 45 45 | 20 0.42
- 60 60 | 33 0.46

- 75 75 | 48 05

- 90 05 -8 | 25 | 245 [ 90 | 63 | 23-42 NBC 801 | NBN 8 0.55

-105 105 | 78 0.61

-120 120 | 92 0.66

-135 135 | 107 0.70
-NBS10- 45 45 | 20 0.44
- 60 60 | 34 0.51

- 75 75 | 49 0.58

- 90 15-10 | 30 | 2905 | 90 | 64 | 35-45 NBC10-C] |  NBN10 0.66

-105 105 | 79 0.74

-120 120 | 94 0.81

-135 135 | 109 0.88
-NBS13- 45 45 | o 41-53 0.39
- 60 60 | 34 0.5

- 75 75 | 49 0.61

- 90 25-13 | 35 | 345 |90 | 64 | . o NBC13-0] | NBN13 0.72

-105 105 | 79 0.83

-120 120 | o4 0.93

-135 135 | 109 1.02
-NBS16- 45 45 | o 45-53 0.39
- 60 60 | a7 0.53

- 75 75 | 52 0.67

- 90 25 -16 | 42 | 415 |90 | 67 | . g5 NBC16-C] | NBN16 0.81

-105 105 | 82 0.95

-120 120 | o7 1.10

-135 135 | 112 125
-NBS20- 60 60 | 38 | 48-58 0.55
-75 75 | 53 0.73

=230 25-20 | 46 | 455 | —0 | 68 NBC20-[] |  NBN20 0.9

-105 105 | 83 | 48-65 1.08

120 120 | 98 126

-135 135 | 113 145

1. NEW BABY NUT is included.
2. Max. 20,000 min™ is valid for BT30 with L = 45, 60 or 75mm and BT40 with L = 60, 75 or 90mm.
3. "H" indicates the adjustment length with an Adjusting Screw.

A 13 (€1(0D)



JIS B 6339 BT SHANK

@ For BT50, refer to the following page.

i Weight
Model Clamplggdﬂange oD oD1 L L1 H “Cﬂggztl M'\:)Létel (ké;) A
BT40-NBS 6- 60 60 | 23 1.1
- 75 75 | 38 1.15
- 90 90 | 53 1.2 %
=105 025- 6 | 20 195 | 105 | 68 20 - 40 NBC 6] | NBN 6 S 5
-120 120 | 83 1.28 3
-135 135 98 1.3 e
-165 165 | 128 14 >
-200 200 | 158 15 <
-NBS 8- 60 60 | 23 1.1
- 75 75 | 38 1.15
- 90 90 | 53 1.2
Al 05 -8 | 25 | 245 | 105 | 68 23 - 42 NBC 8-0] | NBN 8 1.24
-120 120 | 83 1.28
-135 135 | o8 13
-165 165 | 128 14
-200 200 | 158 15
-NBS10- 60 60 | 23 14
- 75 75 | 38 115
- 90 90 | 53 12
il 15 -10 | 30 | 295 |05 | 68 35 - 45 NBC10-C] | NBN10 1.3
120 120 | 83 14
135 135 | o8 15
-165 165 | 128 17
-200 200 | 163 19
-NBS13- 60 60 | 28 12
- 75 75 | 40 13
- 90 90 | 55 14
sits 25 -13 | 35 | 845 | 105 | 70 41 - 60 NBC13-[] | NBN13 9
-120 120 | 85 16
135 135 | 100 17
-165 165 | 128 19
-200 200 | 163 22
-NBS16- 60 60 | 27 12
- 75 75 | 40 1.35
- 90 90 | 55 15
it 25 -16 | 42 | 415 | 105 | 70 45 - 65 NBC16-[] | NBN16 6
120 120 | 85 18
135 135 | 100 19
-165 165 | 130 22
-200 200 | 165 26
-NBS20- 60 60 | 28 12
- 75 75 | 42 1.35
- 90 9 | 57 15
aillo 25 -20 | 46 | 455 | 105 | 72 48 - 65 NBC20-C] | NBN20 17
120 120 | 87 19
135 135 | 102 2.1
165 165 | 132 25
-200 200 | 167 3.0
2 33‘.’50’?5&':1?}1'?;325?3 for B0 Wit L = 60, 75 or 90mm.

3. "H" indicates the adjustment length with an Adjusting Screw.

@ For NEW BABY COLLET for ENDMILL G 7
@ For ADJUSTING SCREW A 15
For TAP DRIVING BACK STOP G 8

€.1/(¢D) A 14]
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. BT SHANK Jis B 6339

NEW BABY CHUCK Clamping Range : 0.25 - g20

BT No. H
—"1
. I Ljﬂﬁﬁ Q
Q
% S Adjusting Screw (Optional)
g .
Model Clamping Range| 5D | oD L L1 H Collet ut V"(igl)ht
BT50-NBS 6- 90 90 42 3.9
120 0.25- 6 20 195 |29 o7 20 - 40 NBC 6] | NBN 6 |0
-165 165 112 4.1
-200 200 147 4.2
-NBS 8- 90 90 42 4.0
120 05 - 8 25 245 | 120 o7 23 - 42 NBC 8-0J | NBN 8 [
-165 165 112 4.2
-200 200 147 4.3
-NBS10- 90 90 42 4.0
-120 120 67 4.1
165 15 -10 30 295 [ 100 | 112 35 - 45 NBC10-C] | NBN10 |2
-200 200 147 4.6
-250 3 250 197 4.9
-300 3% 300 247 5.2
-NBS13- 90 90 42 4.2
-120 120 67 4.4
165 25 -13 35 | a45 |10 | 112 41 - 60 NBC13-0J | NBN13 |/
-200 200 147 5.0
-250 3 250 197 5.4
-300 3 300 247 5.8
-NBS16- 75 75 29 4.0
- 90 90 44 4.1
-120 120 72 4.4
165 25 -16 42 415 165 117 45 - 65 NBC16-[] NBN16 i
-200 200 152 5.2
-250 3 250 202 5.7
-NBS20- 75 75 31 4.0
- 90 90 42 4.2
120 25 -20 46 155 |20 72 48 - 65 NBC20-CJ | NBN20 |2
-165 165 117 4.9
-200 200 152 5.3
-250 % 250 202 5.9
1. NEW BABY NUT is included. 3. "H" indicates the adjustment length with an Adjusting Screw.
2. Models of L longer than 200mm (3% ) do not have the coolant-through hole as standard.
Spare Parts | | Accessories
NEW BABY NL.JT WRENCH NBC COLLET = BABY PERFECT SEAL ADJUSTING SCREW Rubber
. (MG 3 TR P B L
- (‘ﬂ‘ FOR ENDMILL""H | ) . u ﬁ
v N COLLET | = ! i [ O]
g, ® PG 7 GGEED == ~
NEW BABY CHUCK Model Model Model Model Model G L B
NBS 6 NBN 6 NBK 6 NBC 6-[] BPS 6-[] NBA 6B | M 7 12 2
NBS 8 NBN 8 NBK 8 NBC 8-[] BPS 8-[] NBA 8B | M 9 13 25
NBS10 NBN10 NBK10 NBC10-[] BPS10-[] NBA10B | M11 16 3
NBS13 NBN13 NBK13 NBC13-[] BPS13-[] NBA13B | M14 20 4
NBS16 NBN16 NBK16 NBC16-[] BPS16-[ | NBA16B | M18 20 4
NBS20 NBN20 NBK20 NBC20-[ ] BPS20-[ ] NBA20B | M21 20 4

XHBI6)



P A BIG-PLUS
JIS B 6339 (BIG-PLUS) DUAL CONTACT B BT SHANK

NEW Hi-POWER

M’LL'NG CHUCK Clamping Range : 616 - 832

BIG's original design of slit structure
supports heavy and finish end milling
with high power and precision.

N

L L o
H . - H @
Axial length adjusting screw —— Axial length adjusting screw Min. Clamping Length =
“Optional) | Min. Clampl)smg Length  (Optional) E E,'
BBT No. BBT No. M ( % ‘ %
e 5 =
| } 09 | i)™ :
A
BBT Shank Type
‘ BIG-PLUS tools can be used in machining centers with conventional spindles.
; C-Spanner Weight
Model Fig. od oD L H E Model (kg)
BBT30-HMC16S- 70
30 C16S- 70 1 16 43 70 71 55 FK45-50L 0.7
-HMC20S- 75 20 50 75 56 — 66 56 0.9
-HMC25S- 90 2 25 55 90 64 - 74 57 FK52-55 1.2
-HMC32S-105 32 62 105 70 - 80 58 FK58-62L 1.5
BBT40-HMC16S- 75 75 1.3
120 x 1 16 43 120 71 55 18
-HMC20S- 75 75 FK45-50L 14
-105 1 20 50 105 69 - 79 56 1.9
-120 120 2.1
-HMC25S- 75 75 1.5
-105 1 25 59 105 73 - 83 57 FK58-62L 2.1
-135 135 2.8
-HMC32S- 90 90 71 - 81 2.0
-105 2 32 68 105 79 - 89 64 FK68-75L 2.3
-135 135 3.0
1. Wrench and axial adjusting screw is ordered separately if required.
2. "H" indicates the adjustment length with an Adjusting Screw.

3. 3% As a back stop for cutting tools for the HMC16S models, a commercially available hex socket head screw can be used.
"H" is the max. tool shank length that can be inserted into the holder.

Accessories
C-SPANNER ADJUSTING SCREW L
(. /7N
o =213 =0
.
IEY
NEW Hi-POWER Model Model
MILLING CHUCK ode ode oD | L | L ¢ W
BBT/BTSO-:mg;ﬁg 5. 5oL — — | — | — — —
“HMC25S FK52- 55 Al LA 19 | 27 | 6 |wmiepis| B
“HMC32S FK58- 62L HMA-M16S 10
BBT/BT40-:mg;§§ 5. 5oL — — | - | - — -
“HMC25S FK58- 62L Al LA 19 | 27 | 6 |wmiepis| B
“HMC32S FK68- 75L HMA-M16S 10
BBT50-HMC16S . - — | = | - - -
=hiME205 HMA-M16 8
“HMC25S FK58- 62L 19 | 27 | 6 |mier1s
“HMC32S FK68- 75L HMA-M16S I
“HMC42S FK80- 90L HMA-M24 30 | 36 | 95 |M24P15
BBT/BT50-HMC20
i FK58- 62 HMA-M16 19 | 27 | 6 |mieP1s5| s
“HMC32 FK80- 90
"HMC42 FK92-100 HMA-M24 30 36 9.5 |M24P1.5 10
-HMC50.8 FK92-100 — — — — — — (B’G )m
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4 BIG-PLUS
BBT SHANK DUAL conTacT JIS B 6339 (BIG-PLUS)

NEW Hi-POWER

M’LL'NG CHUCK Clamping Range 016 - g42

L
) — H
~ Axial length adjusting screw
(Optional) Min. Clamping Length
E
BBT No.
L]
g S
/L
BBT Shank Type
‘ BIG-PLUS tools can be used in machining centers with conventional spindles.
Model od oD L H E C-Spanner Model | 29"
BBT50-HMC16S-105 3« 105 4.2
Al 16 43 £ 71 55 FK45-50L 4.6
-165 % 165 5.0
=200 3% 200 5.8
-HMC20S-105 105 4.3
-135 135 4.8
-165 20 50 165 69 -79 56 FK45-50L 5.4
-200 200 6.0
-300 300 8.3
-HMC25S-105 105 4.5
i 25 59 185 76 - 86 57 FK58-62L 52
-165 165 5.9
-200 200 7.5
-HMC32S-105 105 4.6
-135 135 5.4
-165 32 68 165 88 - 98 72 FK68-75L 6.4
-200 200 7.4
-300 300 11.5
-HMC42S-105 105 5.2
-135 135 6.2
-165 42 85 165 93 -105 73 FK80-90L 7.4
-200 200 9.6
-300 300 14.1
1. Wrench and axial adjusting screw is ordered separately if required.
2. "H" indicates the adjustment length with an Adjusting Screw.
3. % As a back stop for cutting tools for the HMC16S models, a commercially available hex socket head screw can be used.
"H" is the max. tool shank length that can be inserted into the holder.
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P A BIG-PLUS
JIS B 6339 (BIG-PLUS) DUAL CONTACT B BT SHANK

NEW Hi-POWER

MILLING CHUCK

[ STANDARD Type ] Clamping Range : 220 - 942

A
. - L
. - -
Min. CIam;I)Emg Length %
Axial length adjusting screw Iy o :'
(Optional) r \_/Tg\ ( y Ejl
: —d ::‘ET g =
[ =
BBT No. STAT !
BBT Shank Type
‘ BIG-PLUS tools can be used in machining centers with conventional spindles.
Model od oD L H E C-'\Sﬂ%ec\jr;Ter V\l(ekg;)ht
BBT50-HMC20-105 105 4.7
-135 20 60 135 69 - 79 56 FK58- 62 5.4
-165 165 6.1
-HMC25-105 105 4.6
-135 25 62 135 74 - 84 65 FK58- 62 5.3
-165 165 5.9
-HMC32-105 A 105 5.2
-1354A 135 6.3
-165 A 32 80 165 78 - 95 71 FK80- 90 7.5
-200 200 9.2
-300 300 14.6
-HMC42-105 A 105 6.0
-1354A 135 7.5
-165 A 42 99 165 93 -105 73 FK92-100 8.8
-200 200 10.7
-300 300 15.5
2. Armark imdicates the ibraton recucion screw s nladed.
3. "H" indicates the adjustment length with an Adjusting Screw.
Chuck types with Minimum shank insertion length
vibration prevention screw “‘H”
BBT50-HMC32-[ ][ ][ ] A 88
-HMC42-1[1[ ] a 91

[ For 50.8mm large diameter endmill |

Positive pin locking mechanism eliminates slip of cutter.

@ Additional rear body nut provides greater rigidity.
Roll rock clamping mechanism outperforms side lock holders in runout accuracy.

]

105
84

Model W(‘f('g)ht 0

BBT50-HMC50.8-105 5.9 -1

F

- N
BIG-PLUS tools can be used in machining centers IR0
with conventional spindles. > -

0508
098
0108

€./(¢D) A 18]
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. BT SHANK uis B 6339

NEW Hi-POWER

Coolant-through hols

M’LL'NG CHUCK Clamping Range : 616 - 832

BIG's original design of slit structure

supports heavy and finish end milling
with high power and precision.

‘ b
a L L
¥ J H , - __H_
Axial length adjusting screw - ) Axiallength adjusting screw Min. Clamping Length
i “Optional) | Min. CIam;:Emg Length  (Optional) E
BT No. BT No. A ( % ‘
I = | i
o T | A
iy =
BT Shank Type
; C-Spanner Weight
Model Fig. od oD L H E Model (k9)
BT30-HMC16S- 70 3 1 16 43 70 71 55 0.7
FK45-50L

-HMC20S- 75 20 50 75 56 — 66 56 0.9
-HMC25S- 90 2 25 55 90 64 — 74 57 FK52-55 1.2
-HMC32S-105 32 62 105 70 — 80 58 FK58-62L 15
BT40-HMC16S- 75 3 75 1.3
120 3¢ ! 16 43 120 7 %5 18
-HMC20S- 75 75 FK45-50L 1.4
-105 1 20 50 105 69 - 79 56 1.9
-120 120 2.1
-HMC25S- 75 75 1.5
-105 1 25 59 105 73 - 83 57 FK58-62L 2.1
-135 135 2.8
-HMC32S- 90 90 71 - 81 2.0
-105 2 32 68 105 79 — 89 64 FK68-75L 2.3
-135 135 3.0

1. Wrench and axial adjusting screw is ordered separately if required.
2. "H" indicates the adjustment length with an Adjusting Screw.

A 19 (€1(6D)

3. % As a back stop for cutting tools for the HMC16S models,
a commercially available hex socket head screw can be used.

"H" is the max. tool shank length that can be inserted into the holder.

@ For STRAIGHT COLLET G 15
@ For ADJUSTING SCREW A 16



JIS B 6339 BT SHANK

NEW Hi-POWER

M’LL'NG CHUCK Clamping Range : 620 - g42

[ STANDARD Type |

BIG's original design of slit structure

.y supports heavy and finish end milling L A
g - with high power and precision. H
= Min. Clamping Length
E w
Axial length adjusting screw H w
(Optional) [ \J?\ ( 4
— w
B =
] —d ) { U‘ 9 @
S >
] z
= =x
BT No. A
BT Shank Type
C-Spanner Weight
Model od oD L H E Model (kg)
BT50-HMC20-105 105 47
-135 20 60 135 69 - 79 56 FK58- 62 5.4
-165 165 6.1
-HMC25-105 105 4.6
-135 25 62 135 74 -84 65 FK58- 62 583
-165 165 5.9
-HMC32-105 a 105 5.2
-135 A 32 80 135 78 - 95 71 FK80- 90 6.3
-165 A 165 7.5
-HMC42-105 A 105 6.0
-135 A 42 99 135 93 -105 73 FK92-100 7.5
-165 A 165 8.8
1. Wi h and axial adjusti is ordered tely if ired.
2 & mark Indioates the vbraton reduction screw i ncluded.
3. "H" indicates the adjustment length with an Adjusting Screw.
Chuck types with Minimum shank insertion length
vibration prevention screw “H”
BT50-HMC32-[ ][ ][ ] A 88
-HMC42- (111 A 91
[ For 50.8mm large diameter endmill |
Positive pin locking mechanism eliminates slip of cutter.
@ Additional rear body nut provides greater rigidity.
Roll rock clamping mechanism outperforms side lock holders in runout accuracy.
o 105
Locking pin
7 84

Weight B
Model (kg) N o
BT50-HMC50.8-105 5.9 ot

0508
098
0108

€.1(¢D) A 20
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4 BIG-PLUS
BBT SHANK DUAL conTacT JIS B 6339 (BIG-PLUS)

HYDRAULIC CHUCK

For high precision machining in Automotive, Aerospace, Medical and Die & Mold

[SUPER SLIM Type] Clamping Range : 94 - 212

Min. Clamping
Length E
e oo
T _—
¥ . SUPER T nee s
l;'! . SCd BBT No.
é L1
‘ ‘ L

BIG-PLUS tools can be used in machining centers with conventional spindles.

Model od oD oD1 oD2 L L1 E W(i'g)ht
BBT30-HDC 4S- 60 4 46 20 60 28 19 0.6
-HDC 6S- 90 6 14 25 25 0.7
-HDC 8S- 90 8 17 42 28 o0 50 30 0.7
-HDC10S- 90 10 19 44 30 32 0.7
-HDC12S- 90 12 21 46 32 35 0.8
1. Adjusting Screw cannot be used.

- Do not use with cutting tools made with a flat on the shank. (ie: Weldon type shank)

+ Use only cutting tools that have a shank torelance within h6.
- Do not tighten the clamping screw without first inserting a cutting tool into the Hydraulic Chuck.

Caution - Roughing endmills are not recommended for use with Hydraulic Chucks. - Always insert the cutting tool into the Hydraulic Chuck beyond min. clamping length E. |
____________________________________________________ -
Coolant-through hol
[JET THROUGH Type] Clamping Range : 24 - 20
.',"Il\’ ‘
/P
W
‘ - > ) . Min. Clamping
Min. Clamping Length E
-I._._..Il | \ Length E
ﬁ — | ol
; m— at = _ - ol O S o
i - . - —7o ° %I % % k QT 9
[ B! s— '
Fig. 1 TN Li
NEW L L
‘ BIG-PLUS tools can be used in machining centers with conventional spindles. ‘
Model Fig. od oD oD1 oD2 L L1 E W(ek'g)ht
BBT30-HDC 4J- 60 4 20 46 23 60 28 19 0.6
-HDC 6J- 90 6 42 26 25 0.7
-HDC 8J- 90 1 8 22 28 =5 30 0.7
-HDC10J- 90 10 24 44 30 90 32 0.8
-HDC12J- 90 12 26 46 32 35 0.8
-HDC16J- 90 16 34 40 49 42 0.9
-HDC20J- 90 2 20 38 52 43 40 1.1
1. Adjusting Screw cannot be used.
A - Use only cutting tools that have a shank torelance within h6. - Do not use with cutting tools made with a flat on the shank. (ie: Weldon type shank)
- Do not tighten the clamping screw without first inserting a cutting tool into the Hydraulic Chuck.

Caution - Roughing endmills are not recommended for use with Hydraulic Chucks. - Always insert the cutting tool into the Hydraulic Chuck beyond min. clamping length E.

A 21 (€1(0D)
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Fc® Bl1G-PLUS
JIS B 6339 (BIG-PLUS) s sams BBT sHANK

[ STANDARD Type ] Clamping Range : 26 - 232

Adjustable Cutter Adiustable Cutt A
- Length H lustable Cuter
— y 1 Adjusting Screw | Min. Glamping Adjusting Screw Min. Clamin
- Left-hand thread g Left-hand thread Length ©
>, Ff,l""" E"\_ (Optional) n ﬂ——\\ (Optional) — EJ'
N .'.,,..“-..__.‘_ :T%E [—= = ] UT%E @
- ! Q [S}
,i' e "“3\ Q l\[—_ |_| | Q ;
»
n a I
-f\’ |-l = >
~
justable Cutter justable Cutter
Adj ble Ci Adj ble Ci
Adijusting Screw . LengthH _ e . LengthH
Left-hand thread Min. Clamping Adjusting Screw Min. Clamping
(Optional) Length E Leﬂ-hand thread Length E
(Optional)
R
;T% =]l ‘ =) Ala
P 11V
gl ]
- L1 - o
- B -
C 32 Lo
L

‘ BIG-PLUS tools can be used in machining centers with conventional spindles. ‘

Model Fig.| od | oD | oD1 | oDz L L | Le H E Ad’?gg{‘igni‘f)r ew W(ig)ht
BBT30-HDC 6- 45 1 30 46 _ 45 7 _ 35-50 HDA 6-05020 0.7
- 75 2 75 40
- 90 6 26 45.4 920 57 28-50 g HDA 6-05032 oL
3 31 43
-105 105 72 0.9
-HDC 7- 75 2 7 27 45.4 — 75 41 = 28-50 28 HDA 6-05032 0.8
-HDC 8- 45 1 32 46 _ 45 7 _ 35-50 HDA 8-06020 0.7
- 75 2 8 75 41 o8 0.8
- 90 28 45.4 90 57 28-50 HDA 8-06032
3 33 44 0.9
-105 105 72
-HDC 9- 75 2 9 29 45.4 — 75 41 = 28-50 28 HDA 8-06032 0.8
-HDC10- 45 1 34 _ 45 7 _ 45-55 HDA10-08015 0.7
- 75 2 75 36 0.9
- 90 3 10 30 46 33 90 45 51 33-55 33 HDA10-08032 10
-105 36 105 66
-HDC11- 90 3 11 31 46 34 90 51 45 33-55 33 HDA10-08032 0.9
-HDC12- 45 1 36 _ 45 7 _ 55-60 HDA12-10010 ®| 0.7
- 75 2 75 36 0.8
- 90 3 12 32 46 35 90 45 51 38-60 38 HDA12-10032 0.9
-105 38 105 67 1.0
-HDC13- 90 3 13 33 46 36 90 45 51 38-60 38 HDA12-10032 0.9
-HDC14- 90 3 14 34 46 37 90 46 52 38-60 38 HDA12-10032 0.9
-HDC15- 90 2 15 37 46 — 90 47 — 43-70 43 HDA16-12037 1.0
-HDC16- 454a| 1 42 45 7 70 - 0.7
- 75 2 16 46 _ 75 35 _ 43 HDA16-12030 0.9
- 90 38 90 43-70 1.0
105 3 105 47 HDA16-12037 13
-HDC18- 90 4 18 36 51 44 90 31 41 43-70 43 HDA16-12037 1.0
-HDC20- 60 — 60 — 14 43-54
-75 | 4 | o 38 53 75 16 26 46-70 Alealesle ey 0-9
- 90 46 90 31 41 43
105 3 76 — 105 20 — 43-70 HDA16-12037 11
-HDC25-105 4 25 55 63 — 105 44 — 52-80 52 HDA25-16039 1.7
-HDC32-105 4 32 60 75 = 105 39 — 56-80 56 HDA25-16039 1.8
T T T T T e m————————— ~ 1. "H" indicates the adjustment length with an Adjusting Screw.

" Use only C““'f‘g tOOk.; that have a shar?k tolerance within h6. | 2. If a specific model number does not have a value for H, the inner bore is larger than the clamping diameter
+ Do not use with cutting tools made with a flat on the shank |

(i.e.: Weldon type shank) and use of Adjusting Screw is not available.
» Roughing endmills are not recommended for use with 3. Model with A indication cannot use an Adjusting Screw. Model with *¢indication cannot use a Straight Collet.

|

] Cauti Hydrauliz? Chucks. ) ) o ! 4. Add the letter "W" to Adjusting Screw model number for hexagon sockets on both sides. (e.g. HDA6-05020W)
| aution .o not tighten the clamping screw without first inserting a | Adjusting Screw with @ indication is not available in W type.
| cutting tool into the toolholder.

|
- Always insert the cutting tool into the Hydraulic Chuck _ _
beyond min. clamping length E. J For STRAIGHT COLLET G 16 For INNER BORE CLEANER G 19
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BIG-PLUS

SPINDLE SYSTEM

. BBT sHank I

DUAL conTacT JIS B 6339 (BIG-PLUS)

BBT No Min. Clamping
HYDRAULIC CHUCK Lengn £
Coolant-through hol — =2l d g
i F? al ®y 3 g
(SUPER SLIM Type |  Clamping Range : 04 - 012 =
L1
L,
Min. Clamping
{" ¥ -y BBT No Length E
‘ I [ . T\
: 'l‘ — ) E— =
» SUBES — T ERE R
SLIM
¢
L2
‘ BIG-PLUS tools can be used in machining centers with conventional spindles. ‘ L
Model Fig. | od oD oD oDz L L1 Lo E N
BBT40-HDC 4S- 60 . 4 19 60 22 19 1.2
- 90 14 38 24 90 45 = 1.3
-HDC 6S-110 1 6 27 110 60 o5 1.3
-150 2 48 26 150 57 85 1.6
o H 4 —
HDC 8S-110 1 8 17 0 30 110 60 30 1.4
-150 2 50 28 150 52 85 1.7
-HDC10S-110 1 10 19 42 32 110 60 = 32 1.4
-150 2 50 30 150 52 85 1.7
-HDC12S-110 1 12 21 44 34 110 60 = 35 1.4
-150 2 50 32 150 52 85 1.8
1. Adjusting Screw cannot be used.

- Use only cutting tools that have a shank torelance within h6.
- Roughing endmills are not recommended for use with Hydraulic Chucks.

- Do not use with cutting tools made with a flat on the shank. (ie: Weldon type shank)
- Do not tighten the clamping screw without first inserting a cutting tool into the Hydraulic Chuck.

Caution - Always insert the cutting tool into the Hydraulic Chuck beyond min. clamping length E.
____________________________________________________ -
Coolant-through ho
[JET THROUGH Type] Clamping Range : 94 - 20
Min. Clamping
Ty Length E
7 "
—— [ ~—
_ Y — [a|Na]lia)
I ‘\ [T & d8'as s
L1
S
. NEW L
BIG-PLUS tools can be used in machining centers with conventional spindles.
Model ad oD oD1 oD2 L L1 E Weklght
(kg)
BBT40-HDC 4J- 90 4 20 38 25 90 45 19 1.3
-HDC 6J- 90 6 20 38 25 90 45 25 1.3
-135 44 29 135 85 1.5
o = 40 27 90 45 1.3
HDC 8J- 90 8 22 30
-135 46 31 135 85 1.6
d = 42 29 90 45 1.3
HDC10J- 90 10 o4 32
-135 48 33 135 85 1.6
o = 44 31 90 45 1.3
HDC12J- 90 12 26 35
-135 50 35 135 85 1.7
d 5 46 40 90 46 1.4
HDC16J- 90 16 34 42
-135 50 44 135 89 1.9
o = 48 44 90 47 1.5
HDC20J- 90 20 38 42
-135 53 48 135 90 2.0
1. Adjusting Screw cannot be used.

- Use only cutting tools that have a shank torelance within h6.

- Roughing endmills are not recommended for use with Hydraulic Chucks.

Caution

- Do not use with cutting tools made with a flat on the shank. (ie: Weldon type shank)
- Do not tighten the clamping screw without first inserting a cutting tool into the Hydraulic Chuck.
- Always insert the cutting tool into the Hydraulic Chuck beyond min. clamping length E.
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[ BIG-PLUS BRT
JIS B 6339 (BIG-PLUS) DUAL CONTACT SHANK

Coolant-through hol

( STANDARD Type | Clamping Range : 06 - 620

Adjustable Cutter .
Length H Adjusting Screw Adjul_sé%kélﬁ]%utter
- Adjusting Screw Min. ?_Eﬁ;’fﬁ”g I(_gfpt;ir;r;cli) thread Min. Clamping w
e _ Left-hand thread Length E @
’ Opti | -
{/ .‘t (Optiona) I\ @
i H’x - =1 1] — ) ’
¥ ~ X | u ala e —1oig e )
LS ik T -
Y P
BBT No. L . L =
m‘:‘. . L _ L2
BT ]
,1."-3
‘ BIG-PLUS tools can be used in machining centers with conventional spindles.
: Adjusting Screw| Weight
Model Fig. od oD oD1 L L1 L2 H E (Optional) (kg)
BBT40-HDC 6- 60 1 27 60 19 — 1.2
- 90 90 50 1.4
-110 2 6 26 45 110 44 70 28-50 28 HDA 6-05032 1.5
-135 135 95 1.7
-165 165 119 1.9
-HDC 7- 90 2 7 27 45 90 44 50 28-50 28 HDA 6-05032 1.3
-HDC 8- 60 1 29 60 19 = 1.2
- 90 90 50 1.4
-110 > 8 8 45 110 44 70 28-50 28 HDA 8-06032 1.5
-135 135 95 1.7
-165 165 119 2.0
-HDC 9- 90 2 9 29 45 90 45 50 28-50 28 HDA 8-06032 1.4
-HDC10- 60 1 31 60 20 - 1.2
- 90 90 50 1.4
-110 5 10 30 45 110 45 70 33-55 33 HDA10-08032 1.5
-135 135 95 1.7
-165 165 119 2.0
-HDC11- 90 2 11 31 45 90 45 50 33-55 33 HDA10-08032 14
-HDC12- 60 1 33 60 20 - 1.2
- 90 90 49 1.4
-110 5 12 30 45 110 45 69 38-60 38 HDA12-10032 1.6
-135 135 94 1.8
-165 165 119 2.0
-HDC13- 90 2 13 33 45 90 45 49 38-60 38 HDA12-10032 1.4
-HDC14- 90 90 49 1.4
-110 2 14 34 45 110 46 69 38-60 38 HDA12-10032 1.6
-135 135 94 1.8
-HDC15- 90 2 15 37 45 90 47 49 43-70 43 HDA16-12037 1.4
-HDC16- 75 75 35 36 1.3
- 90 45 90 49 1.4
-110 2 16 38 110 47 69 43-70 43 HDA16-12037 1.6
-135 135 94 1.9
-165 50 165 119 2.3
-HDC18- 90 90 49 1.5
-110 2 18 40 45 110 48 69 43-70 43 HDA16-12037 1.6
-135 135 94 1.9
-HDC20- 90 45 90 50 1.4
-110 110 70 1.7
2 20 42 48 43-70 43 HDA16-12037
-135 50 135 95 2.0
-165 165 119 2.4
1. I a specific model number does not have a value for H, the inner bore is larger {— T N
than the clamping diameter and use of Adjusting Screw is not available. | * Use only cutting tools that have a shank tolerance within h6. |
2. Add the letter "W" to Adjusting Screw model number for hexagon sockets A - Do not use with cutting tools made with a flat on the shank (i.e.: Weldon type shank) I
) | - Roughing endmills are not recommended for use with Hydraulic Chucks.
on ?Oth sides. (e.g.. HDAG-05032W) . o | Caution - Do not tighten the clamping screw without first inserting a cutting tool into the toolholder. |
3. "H"indicates the adjustment length with an Adjusting Screw. \ - Always insert the cutting tool into the Hydraulic Chuck beyond min. clamping length E. -/I
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4 BIG-PLUS
BBT SHANK DUAL conTacT JIS B 6339 (BIG-PLUS)

HYDRAULIC CHUCK

Substantial body design eliminates chatter and deflection when endmilling.

[ High Rigidity Type } Clamping Range : 920 - 932

-

Yo
] fi N
- .
i, &

Adjustable Cutter

AdJuLSé?gﬁ'n ?_'utter Length H
Adjusting Screw Min. Clamping Adjusting Screw Min. Clamping
Left-hand thread Length E Left-hand thread Length E
(Optional) (Optional)
~ | —
- [ s
| N EE
L1 L1
Fig. 1 L L
Adjustable Cutter Adjustable Cutter
Length H Length H
Min. Clampi Adjusting Screw Min. Clamping
n. Clampin -
Adjusting Screw ILenéhg 9 Left-hand thread Length E
Left-hand thread (Optional)

(Optional) Y| / 3
= N |
' 1T

) J

m Fad L

L

od

oD
oD1
od
oD

BIG-PLUS tools can be used in machining centers with conventional spindles. ‘

; Adjusting Screw | Weight
Model Fig. D D L L H E
ode ig od o oD1 1 (it k9)
BBT40-HDC20E- 75 1 20 49.2 — 75 45 43-70 43 HDA16-12037 1.4
-HDC25E- 75 75 HDA25-16033 1.8
-110 110 2.4
2 25 55 . 2 52-80 52
-135 629 135 ° HDA25-16039 3.0
-165 165 3.6
-HDC32E- 90 3 60 — 90 16 56-80.5 2.2
-110 2 63 110 34 2.6
HDA25-1
-135 82 135 56-85 56 516039 2.8
4 62.9 = -
-165 165 3.4

1. "H" indicates the adjustment length with an Adjusting Screw. @ For STRAIGHT COLLET G 16

2. Add the letter "W" to Adjusting Screw model number for hexagon sockets on both sides.

(e.g. HDA16-12037W) @ For INNER BORE CLEANER G 19

f - Use only cutting tools that have a shank tolerance within h6. 1

| & - Do not use with cutting tools made with a flat on the shank (i.e.: Weldon type shank) |

I - Roughing endmills are not recommended for use with Hydraulic Chucks.

| Caution - Do not tighten the clamping screw without first inserting a cutting tool into the toolholder. |

\ - Always insert the cutting tool into the Hydraulic Chuck beyond min. clamping length E. /I
N ————————————— ——————— — — —— —— — — —

| A 25 (€1(0D)



P A BIG-PLUS
JIS B 6339 (BIG-PLUS) DUAL CONTACT B BT SHANK

(SUPER SLIM Type |  Clamping Range : 06 - 212

N

Min. Clamping Length
E

4 .
#h;
¥
MNVHS 149/199

. N - = =10} 3l &
SUPER e B o1 6,
= SLIM J i
BBT No. gl 1
r . | »
L
‘ BIG-PLUS tools can be used in machining centers with conventional spindles.
Model od oD oD1 oD2 L L1 L2 E W(i'g)ht
BBT50-HDC 6S-150 6 14 52 26 57 25 4.2
-HDC 8S-150 8 17 54 28 150 83 30 4.3
-HDC10S-150 10 19 56 30 52 32 4.3
-HDC12S-150 12 21 58 32 35 4.4
1. Adjusting Screw cannot be used.
A - Use only cutting tools that have a shank torelance within he. - Do not use with cutting tools made with a flat on the shank. (ie: Weldon type shank) \
" . . . X - Do not tighten the clamping screw without first inserting a cutting tool into the Hydraulic Chuck. I
Caution - foughing endmills are not recommended for use with Hydraulic Chucks. « Always insert the cutting tool into the Hydraulic Chuck beyond min. clamping length E. |
———————————————————————————————————————————————————— -’
Coolant-through hol;
[JET THROUGH Type] Clamping Range : 26 - 620
d ' Min. Clamping Length
< .. :
N ~’ ‘ .‘* |-
“ Ay, VA T N ,_;QIS;S
S S |
' %
"( N NEW 1K r L
W X L
‘ BIG-PLUS tools can be used in machining centers with conventional spindles.
Model od oD oD oD2 L Lt E V"(ﬁg)h‘
BBT50-HDC 6J-120 6 20 48 26 25 4.1
-HDC 8J-120 8 22 50 28 55 30 4.1
-HDC10J-120 10 24 52 30 120 32 4.2
-HDC12J-120 12 26 54 32 35 4.2
-HDC16J-120 16 34 58 41 56 42 4.4
-HDC20J-120 20 38 62 45 4.5
1. Adjusting Screw cannot be used.
A - Use only cutting tools that have a shank torelance within he. - Do not use with cutting tools made with a flat on the shank. (ie: Weldon type shank) \
" . . . i - Do not tighten the clamping screw without first inserting a cutting tool into the Hydraulic Chuck. I
Caution - foughing endmills are not recommended for use with Hydraulic Chucks. « Always insert the cutting tool into the Hydraulic Chuck beyond min. clamping length E. |
———————————————————————————————————————————————————— -’

€.1(¢D) A 26
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Fi ¥ BIG-PLUS
BBT SHANK DUAL conTacT JIS B 6339 (BIG-PLUS)

HYDRAULIC CHUCK o o

Adjusting Screw Adjustable Cutter
[ STANDARD Type | Left-hand thread Length H v Glanping
(Optional) Length £
>~ 1
Lpa : il T s 8 6
i e
* ’ & - - ‘ L1
, - Fig. 1 L
¥ : g 1
i Adjustable Cutter
Length H —
. . ﬁd#t“zt'n% Shcrevz Adijustable Cutter Length H
Adjusting Screw Min. Clamping Length E (8 ;ioir;l)t rea Min. Clamping Length E
Left-hand thread P k
(Optional) \ ~
- e T Hm* B
!I / | =
Al L1 L1
L.
e [Fig3] a—
‘ BIG-PLUS tools can be used in machining centers with conventional spindles.
. Max. insertion| Adjusting Screw | Weight
Model Fig. | ed | oD | @D1 L L1 L2 H E length (Optional) (kg)
BBT50-HDC 6L-105 105 48 80-120 165 4.2
-135 135 78 110-150 195 4.3
1 H
-150 6 26 45 150 44 93 125-165 28 210 HDAE-20010 4.4
-165 165 108 140-180 225 4.5
-HDC 8L-105 105 48 80-120 165 4.2
-135 135 78 110-150 195 4.4
1| 8|28 45 -
-150 = 150 93 125-165 28 210 IO A0 4.5
-165 165 108 140-180 225 4.6
-HDC10L-105 105 48 80-120 165 4.2
-135 135 78 110-150 195 4.4
1 10 30 45 H
-150 45 150 93 125-165 €8 210 IO A0 4.5
-165 165 108 140-180 225 4.7
-HDC12L-105 105 48.5 80-120 165 4.2
-135 135 78 110-150 195 4.4
1 12 32 45 45 H
-150 150 93 125-165 38 210 Alei ety 4.6
-165 165 108 140-180 225 4.7
-HDC16L- 90 90 40 43.5 56- 96 150 HDA20-12047 41
-105 105 47 48.5 80-120 165 4.3
-135 1 16 38 47 135 48 78 110-150 = 195 HDA6-20010 4.6
-150 150 93 125-165 210 4.7
-HDC20L- 90 90 45 — 56- 96 150 4.2
-105 5 105 47 48.5 71-111 165 4.4
-135 135 78 101-141 195 4.7
150 20 42 50 150 48 93 116-156 43 210 HDA20-12047 )
-200 200 166-206 260 55
250 | ° 250 | 8 | 192 Hie-2s6 310 6.0
-HDC25L- 90 _ 90 45.7 _ 56- 96 113 4.7
-105 5 105 71-111 128 5.0
-135 o5 63 68 135 60.7 78 101-141 158 HDA20-12047 5.7
-150 150 92 | 116-156 | 22 173 6.1
-200 70 200 166-200 7.5
2505 | ° 250 | %0 | 100 = 200 - 9.1
-HDC32L- 90 _ 90 47 56- 96 112 4.7
-105 2 105 62 B 71-111 127 5.1
-135 78 135 78 101-141 157 HDA20-12047 6.0
65 e 165 | 007 [Hos [ 131-171 | 6 187 6.9
-200 80 200 166-200 8.4
3 1
-250 % pso | 60 | 1% = 200 - 10.8
-HDC42L-110 2 42 96 = 110 72 = 76-116 65 132 HDA20-12047 6.1
1. In the use of the Adjusting Screw in BBT50 series, please contact BIG agent 2. "H" indicates the adjustment length with an Adjusting Screw.
because a guide screw needs to be set separately. 3. Max. insertion length is the length when Adjusting Screw is not used.
% Adjusting Screw cannot be used.
N T Lo T coLLET G 16 )
| + Use only cutting tools that have a shank tolerance within hé. \ @ For STRAIGHT COLLET G 1 6
+ Do not use with cutting tools made with a flat on the shank (i.e.: Weldon type shank)
I . Roughl:gee\r'rcljmllll; e::g not recomm;vr:ded for uge v:nh H;dra:uellc C:uckr; Pe " :
| Caution - Do not tighten the clamping screw without first inserting a cutting tool into the toolholder.
\ + Always insert the cutting tool into the Hydraulic Chuck beyond min. clamping length E. I

| A 27 (€1(0D)



PpA BicpLuS
JIS B 6339 (BIG-PLUS) DUAL CONTACT B BT SHANK

MOLD CHUCK Clamping Range 23 - 20

Precision side lock holder to satisfy the
requirements for minimum interference,
accuracy and high speed.

N

L1
N L4 L3 L2| G(Exclusive screw)

MNVHS 14d/1494d

oD1
|l

el
Q
BBT No. y\ i Coolant groove
Coolant is supplied through
2-grooves in the bore.
‘ BIG-PLUS tools can be used in machining centers with conventional spindles.
Model od | oD | oDz | L Li L2 Ls La G T

BBT40-SSL 3-135 3 10 27.3 6 6 M3 20,000 1.2
-SSL 4-135 4 11 282 | .. 9% 7 M4 20,000 1.2
-SSL 6-135 6 13 30.0 12 13 — 20,000 1.3
-SSL 8-135 8 15 31.8 13.5 18 M6 20,000 1.3

-SSL10-1 . .
SSL10-150 10 17 36.3 150 115 15 20 17,000 1.5
-SSL12-150 12 22 411 16 16 M8 17,000 1.7
BBT50-SSL 6-150 6 13 30.7 150 104 12 13 15,000 3.9
-200 39.5 200 154 12,000 4.4
-SSL 8-150 32.5 150 104 15,000 3.9

13.5 1 = M :

-200 8 15 41.3 200 154 8 6 12,000 4.4
-SSL10-150 10 17 34.4 150 104 20 15,000 4.0
-200 43.1 200 154 12,000 4.4

-SSL12-150 . 15i .
12 20 39.2 0 104 16 16 15,000 4.2
-200 47.9 200 154 15 12,000 4.9
-SSL16-150 42.8 150 104 15,000 4.5

1 2 22 M8 :

-200 6 6 51.6 200 154 20 12,000 5.0
-SSL20-150 20 30 46.8 150 104 25 15,000 4.6
-200 55.6 200 154 12,000 5.2

@ BIG genuine side lock screws must be used as they are made to an exclusive design and different from other screws on the market.

B SIDE LOCK SCREWS

Model Screw size Screw Length / Quantity Chuck Model
HO304FS M3 P0.5 4mm / 2pcs. SSL3
HO0404FS M4 P0.5 4mm / 2pcs. SSL4
HO6FSA M6 P0.75 4.5, 5mm / 1pce. each SSL6
HO6FSB 4.5, 6mm / 1pce. each SSL8,10
HO8FSA M8 P0.75 6mm /2pcs. 8mm / 1pce. SSL12
HO8FSB 6, 8, 10mm / 1pce. each SSL16,20

1. Each model consists of 1 set of screws required for 1 Mold Chuck.

€.1(¢D) A 28]
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P BIG-PLUS’
BBT SHANK DUAL conTacT JIS B 6339 (BIG-PLUS)

SHRINK CHUCK
Clamping Range : 06 - g12

E::“.\;b <. Slim design avoids interference with

S-S the side wall and draft of the mold.

S,
~ ¥ )
T
oy : - .
\' . Max. insertion length: H

Air-bleeding hole Clampi'\r%nl-_ength Air-bleeding hole C\ampMénLength
- ML
H [ H 1 gfals H [ \{ EW% g
—H ™ —H4 m\
BBT No. ‘ Ly BBT No, ‘
L1
. L
‘ BIG-PLUS tools can be used in machining centers with conventional spindles.
Model Fig. od oD oD1 L L1 E H W(igl)h‘
BBT30 -SRC 6S -105 1 6 10 18.0 %6 _ 0.48
-SRC 8S -105 8 13 21.0 105 77 0.51
-SRC10S -105 > 10 16 24.0 32 62 0.55
-SRC12S -105 12 19 27.0 36 72 0.60
BBT40 -SRC 6S -120 6 10 19.0 120 86 1.08
-165 23.5 165 127 26 1.21
-SRC 8S -120 8 13 22.0 120 86 1.12
-165 1 26.5 165 129 _ 1.29
-SRC10S -120 10 16 25.0 120 86 32 117
-165 29.5 165 129 1.36
-SRC12S -120 28.0 120 87 1.22
12 19 36
-165 33.0 165 131 1.44

1. Use carbide cutter within a tolerance of h6.

Please refer to the operation manual of heating / cooling equipment,

& Wiper Cleaner is recommended to clean

as some equipments may not be compatible. the clamping bore. E?EB

( STANDARD Type | Clamping Range : 24 - 620

\ y . Substantial body provides higher rigidity.
N £ wa Available from 4mm clamping diameter.
] Min. X . .
¥ i Air-bleeding hole ClampinglgnLength Air-bleeding hole Max. insertion Ie;ﬁ:h "
% E Clamping Length
B E
YN
| \ I ‘\ ET% a ‘ 3fa é,
BBT No | - E\ JRUT =
- L1 : ! ®
L =
L

‘ BIG-PLUS tools can be used in machining centers with conventional spindles. ‘

Model Fig. od oD oD L L1 E H V"(iig')ht

BBT30-SRC 4 - 753 2 4 10 14.6 44 16 0.45

-SRC 6- 75 1 6 14 19.0 26 - 0.47

-SRC 8- 75 8 18 23.0 75 47 0.51

-SRC10 - 75 10 22 27.0 32 62 0.56

-SRC12 - 75 2 12 24 29.0 36 72 0.58

-SRC16 - 75 16 28 33.0 48 38 80 0.62

| A 29 (€1(0D)




P A BIG-PLUS
JIS B 6339 (BIG-PLUS) DUAL CONTACT B BT SHANK

‘ BIG-PLUS tools can be used in machining centers with conventional spindles.

) Weight
Model Fig. od oD oD+ L L1 E H (k9) A
BBT40 -SRC 4 - 903 2 4 10 15.5 % 52 16 1.05
-SRC 6- 90 20.0 57 1.07
6 14 )
-150 26.0 150 114 %6 1.25 Ivs)
-SRC 8- 90 . 18 24.0 20 57 1.12 -
-150 ; 30.0 150 114 - 1.36 <
d o 2}
SRC10- 90 10 2 28.0 90 57 32 1.18 T
-150 34.0 150 116 1.49 JZ>
-SRC12 - 90 30.0 90 57 1.20 P
12 24 36
-150 36.0 150 116 1.54
-SRC16 - 90 34.0 90 57 1.25
16 28 38 80
-165 2 42.0 165 132 1.82
-SRC20 - 90 40.0 90 57 1.35
20 34
-165 48.0 165 132 42 100 2.08
BBT50 -SRC 6 -105 6 14 20.5 105 61 3.7
-165 26.0 165 116 3.9
-SRC 8-105 o 8 24.5 105 61 26 38
-165 30.0 165 116 4.0
-SRC10 -105 10 20 28.5 105 61 39 3.8
-165 1 34.0 165 116 4.2
-SRC12 -105 30.5 105 61 3.9
12 24 36
-165 36.0 165 116 4.2
-SRC16 -105 16 o8 34.5 105 61 38 3.9
-165 40.0 165 116 4.3
-SRC20 -105 20 34 40.5 105 61 4 4.0
-165 46.0 165 116 4.6
1. Use carbide cutter within a tolerance of h6.
2.%Use carb;de cutter within a tolerance of h5. " ; & Wiper Cleaner or TK Cleaner is recommended to clean
Please refer to the operation manual of heating / cooling equipment, ;
as some equipments may not be compatible. the clamping bore. m
For 032mm Straight Shank
Max. insertion length: H
. i i Min.
Air-bleeding hole C|ampin|gnLenglh .
R il .,
| I WS
| - r ET% % - 2
ﬂriq\ 232mm
M/‘ a \ Y L Straight Shank Type
L §E-D 7
BIG-PLUS tools can be used in machining centers with conventional spindles. ‘
Model od oD oD1 L L1 E H Uil
(kg)
BBT40-SRC32D- 95 95 65 88 1.6
32 44 54 1
BBT50-SRC32D-105 105 61 5 105 4.1
1. For assembling and disassembling of the straight shank type, a BIG-HAIMER Power Clamp device is necessary.
2. Designed for center through coolant application when used with coolant through cutting tools. TK Cleaner is recommended to clean
(the clamping bore. m
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. BBT sHank I

BIG-PLUS

G SPINDLE SYSTEM

DUAL conTacT JIS B 6339 (BIG-PLUS)

MEGA SYNCHRO Tapping Holder Tapping Range : M1 - M20

Compensates for synchronization errors
during rigid tapping.

Improves thread quality and tool life by
reducing thrust loads caused by

L1

L2

synchronization errors up to 90%.

e
- @ - BT g
BBT No. / U o
Tap Holder Tap °
Body
‘ BIG-PLUS tools can be used in machining centers with conventional spindles. ‘
Model Tap Holder Model | T2PPIg Range | gp oD L Lt L V"(i'é?)ht
MGT 6-d- 30 100 30
BBT30-MGT 6- 70 - 70 M2 = M6 36 16 140 70 70 0.7
-100 No.3 - U1/ 170 100
MGT12-d- 30 M6 - M12 100 30
-MGT12- 70 - 70 U1/4 - U716 41 20 140 70 70 0.8
-100 P1/8 170 100
MGT20-d- 35 M12 - M20 145 35
-MGT20-110 - 85 U1/2 - U3/4 54 30 195 110 85 1.5
-115 P1/4 — P3/8 225 115
MGT 6-d- 30 M2 — M6 105 30
BBT40-MGT 6- 75 - 70 No.3 — Ui/4 36 16 145 75 70 1.3
-100 175 100
MGT12-d- 30 M6 - M12 105 30
-MGT12- 75 - 70 uU1/4 - U7/16 41 20 145 75 70 1.4
-100 P1/8 175 100
MGT20-d- 35 M12 - M20 130 35
-MGT20- 95 - 85 U1/2 - U3/4 54 30 180 95 85 1.8
-115 P1/4 — P3/8 210 115
MGT 6-d- 30 M2 — M6 120 30
BBT50-MGT 6- 90 - 70 36 16 160 90 70 3.9
No.3 - U1/4
-100 190 100
MGT12-d- 30 M6 - M12 120 30
-MGT12- 90 - 70 U1/4 - U7/16 41 20 160 90 70 4.0
-100 P1/8 190 100
MGT20-d- 35 M12 - M20 140 35
-MGT20-105 - 85 Ui/2 - U3/4 54 30 190 105 85 4.4
-115 P1/4 — P3/8 220 115
1. Tap Holder and wrench are ordered separately.
Rigid tapping function is required on the machine tool.
(For small Tap MGT3| L BMEGA Wrench For (MGT3)
L1
BET No. 9 L2 | Micro Collet | Model MGR12 |
T‘ NBC4S-0J 1. 12mm common spanner is also
-‘n:::T»——h . %1 s s I required to clamp/unclamp the tap.
i = B MICRO COLLET For
= ﬂ E s :F’T| 225
i I . -
12| d}_ﬁ;‘ N Il B
Model Tapping Ranged | eD| L | L1 Lo |Weight (kg) Model Tapping Range Tap Shank
BBT30-MGT3-70 M1 - M3 20 70 | 46 o0 0.5 DIN371 1ISO529 od
BBT40-MGT3-90 90 | 61 1.2 NBC4S - 2.5AA | M1 - M1.8 M2 2.5
1. Nut is included. Wrench almd collet arle ordered separately. . NBCA4S - 2.8AA M2 - M2.6 M2.2, M2.5 2.8
2. Lirg:;g::;s&jﬁ;r;::;i:gilsg tr{:le;)].mred to hold the hex portion of the body NBC4S - 3.1AA M3 3.15
+ Rigid tapping function is required on the machine tool. NBC4S - 3.5AA M3 3.5

+ Not capable of supplying coolant through the holder body.

EX(BIG




BIG-PLUS

||g@ SPINDLE SYSTEM

DUAL CONTACT

BBT sHANK

JIS B 6339 (BIG-PLUS)

B MGT Set Screw For (MGT6, MGT12, MGT20)
(Made of high-strength material)

Secures the Tap Holder into body.

N

ko Hex Socket
- . - § Model Sive L Body @
‘ 5 MGT 6SS 4 35 MGT 6 =
* MGT12SS 4 40 MGT12 @
-1 - Fitis MGT20SS 5 53 MGT20 0
=i * :
e
P
B Synchro Adjuster For (MGTe, MGT12, MGT20)
(Made of special material)
Replaceable bushing in Tap Holder
Model oD L Tap Holder
L
MGT 6SA 9 11 MGT 6-d-[ ]
MGT12SA 10 15 MGT12-d-[ ]
+ — 1 % MGT20SA 14 24 MGT20-d-[]
' 1.Sold in a packages of 5pcs.
B O Ring Set For (MGT6, MGT12, MGT20)
Set includes 1 each of small & large size, 2 middle size.
Set Model Nut Dia. Tap Holder
M L S MGT 60R 016 MGT 6-d-[]
MGT120R 020 MGT12-d-[]
o N | 1 MGT200R 230 MGT20-d-[]
BMGT Nut For (MGT6, MGT12, MGT20)
(Spare Part)
d L Lo
Model oD L Tap Holder
=i R MGN 6T 16 19 MGT 6-d-[]
la T T = MGN12T 20 21 MGT12-d-[]
o’ o ! MGN20T 30 24 MGT20-d-[]
B MEGA Wrench For (MGT6, MGT12, MGT20)
Model od L Nut
MGR16 16 90 MGN 6T
MGR20L 20 160 MGN12T
MGR30L 30 220 MGN20T

@BIOYEA
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P BIG-PLUS’
BBT SHANK DUAL conTacT JIS B 6339 (BIG-PLUS)

M E GA S YN CHR O® Tapping Holder

Available in short, long and extra long length (150mm, 200mm)
to meet all production requirements.

B Tap Holder For Jis Standard

MGT6 (Tap size : M2 - M6)

Tap size d Weight
Tap Holder Model |- Pipe | Unity gdt [[Jd2| H L | oD (kgg)
MGT6-M2 - 30 30 0.12
- 70 No.3 70 0.18
-100 M2 Noa |3 25119 00 0.23
-150 150 0.31
-M3 - 30 30 0.12
- 70 No.5 70 0.18
-100 M3 No.6 | 4 32121 o 0.23
-150 150 0.31
-M4 - 30 30 0.12
- 70 70 0.18
-100 M4 No8 |5 |4 |25 | 100 0.22
-150 150 | 16 | 0.3
-200 200 0.37
-M5 - 30 30 0.12
- 70 70 0.18
00 | M5 Eglg 55| 45| 25 [ 100 022
-150 : 150 0.3
-200 200 0.37
-M6,U1/4- 30 30 0.12
- 70 70 0.17
-100 M6 Ut/4 | 6 | 45|25 | 100 0.22
L
-150 150 0.3
H 5 -200 200 0.37
2 : 1. Nut is included. Wrench is ordered separately.
S EEERRAL
MGT12 (Tap size : M6 - M12)
Tap size d Weight
Tap Holder Model Metric | Pipe | Unify pdi | az| H L | b (kg)
MGT12-M 6,U1/4 - 30 30 0.19
- 70 70 0.29
-100| Me Ui/a | 6 | 45| 27 | 100 0.36
-150 150 0.48
-200 200 0.6
-U5/16 - 30 30 0.19
- 70 70 0.29
-100 Us/16 | 6.1 | 5 28 | 100 0.36
-150 150 0.48
-200 200 0.6
-M 8 - 30 30 0.19
- 70 70 0.29
-100 M8 62| 5 28 100 0.36
-150 150 0.48
-200 200 0.6
-M10,U3/8- 30 30| 20 [0.19
- 70 70 0.28
-100 | M10 U3/ | 7 | 55| 28 | 100 0.35
-150 150 0.47
-200 200 0.59
-U7/16,P1/8- 30 30 0.18
- 70 70 0.28
-100 Pi/8 | U716 | 8 | 6 29 [ 100 0.35
-150 150 0.46
-200 200 0.58
-M12 - 30 30 0.18
- 70 70 0.27
100 | Mm12 85| 65| 29 | 100 0.34
-150 150 0.46
-200 200 0.58

M( B’G > 1. Nut is included. Wrench is ordered separately. @ For MEGA WRENCH A 32
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JIS B 6339 (BIG-PLUS)

BIG-PLUS

H e SPINDLE SYSTEM

DUAL CONTACT

BBT sHANK

I Tap with eccentric thread relief, which no margin exists on tap periphery, may result in oversize threads.

In such case, tap with con-eccentric thread relief is recommended.

MGT20 (Tap size : M12 - M20)

Tap size d Weight

Tap Holder Model 9
ap Holder Model =G T Pipe | unity | 297 [Dd2| H | L | oD o)
MGT20-M12 - 35 35 0.55
- 85 85 0.82

M12

-115 8.5 65) 29 115 0.98

-150 150 1.17

- — -0/ Q U12 -35 35 0.55
- 85 85 0.82

ui/2

-115 g 7 < 115 0.98

-150 150 1.17

-M14,U9/16- 35 35 0.53

- 85 85 0.79

M14 U916 .

-115 105 8 33 115 0.95

-150 150 1.14

-P1/4 - 35 35 0.53

- 85 85 0.79

P1/4

-115 1 9 81 115 0.95

-150 150 1.14

-U5/8 - 35 35 0.52

- 85 85 0.78

/

15 u5/8 | 12 9 34 115 30 0.94

-150 150 1.13

-M16 - 35 35 0.52

- 85 85 0.77

115 M16 12.5(10 35 115 093

-150 150 1.11

-M18,U3/4- 35 35 0.51

- 85 85 0.76

115 M18 us/4 | 14 |11 36 115 0.92

-150 150 1.1

-P3/8 - 35 35 0.51

- 85 85 0.76

15 P3/8 14 |11 33 115 0.92

-150 150 1.1

-M20 - 35 35 0.49

- 85 85 0.74

-115 M20 15|12 87 115 0.89

-150 150 1.06
1. Nut is included. Wrench is ordered separately.
- ACAUTION ——————————————————— ~
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®
P BIG-PLUS
BBT SHANK DUAL conTacT JIS B 6339 (BIG-PLUS)

M E GA S YN CHR O® Tapping Holder

Available in short, long and extra long length (150mm, 200mm)
to meet all production requirements.

B Tap Holder For DIN & ISO standard
MGT6 (Tapsize DIN:M3-M8 ISO:M3 - M5)

Tap size d (DIN) | Tap size d (ISO) Weight
Tap Holder Model |8 Na76 | DiNas3 | 150529 [is02osd] 2" 92| H | L 9D i)
MGT6-031025- 30 30 0.12
- 70 70 0.18
100 M3 3.15(25 | 20 oo o
-150 150 0.31
-035027- 30 30 0.12
- 70 70 0.18
100 M3 M5 3.5 |27 | 21 100 023
-150 150 0.31
-040032- 30 30 0.12
- 70 70 0.18
00 M4 4.0 |3.15 21 oo 023
-150 150 16 0.31
-045034- 30 30 0.12
- 70 70 0.18
100 M4 M6 45 |34 | 21 100 022
-150 150 0.30
-050040- 30 30 0.12
- 70 70 0.18
-100 M5 5.0 [4.0| 25| 100 0.22
-150 150 0.30
-200 200 0.37
-060049- 30 30 0.12
- 70 70 0.17
-100 |M5,M6| M8 6.0 |49 | 26| 100 0.22
L -150 150 0.30
H | 5 -200 200 0.37
[S] .. )
E T . — 5 1. Nut is included. Wrench is ordered separately.
O] W—?‘%}{ b s i i
8 MGT12 (Tapsize DIN:M5 - M12  I1SO:M6 - M12)
'Synchro Adiuster Tap sized (DIN) | Tap size d (ISO) Weight
’ : Tap Holder Model I 0 iNa76 [ DiNasa [ 150529 isozzed] 201 |[H2| H | L | 9P [kg)
MGT12-060049- 30 30 0.19
- 70 70 0.29
-100 |M5,M6| M8 6.0 49| 28| 100 0.36
-150 150 0.48
-200 200 0.60
-063050- 30 30 0.19
- 70 70 0.29
-100 M6 6.3|5.0| 28| 100 0.36
-150 150 0.48
-200 200 0.60
-070055- 30 30 0.19
- 70 70(20 [0.28
-100 M10 1/8 7.0 55| 28| 100 0.35
-150 150 0.47
-200 200 0.59
-080063- 30 30 0.18
- 70 70 0.28
-100| M8 M8 1/8 [ 8.0 6.3| 29| 100 0.35
-150 150 0.46
-200 200 0.58
-090071- 30 30 0.18
- 70 70 0.27
-100 M12 M12 90| 71| 30| 100 0.34
-150 150 0.46
-200 200 0.58
1. Nut is included. Wrench is ordered separately.

| A 35 (€1(0D)



P A BIG-PLUS
JIS B 6339 (BIG-PLUS) DUAL CONTACT B BT SHANK

N

MGT20 (Tap size DIN:M10 - M20  ISO:M10 — M20)

Tap size d (DIN) | Tap size d (ISO) Weight o
- Tap Holder Model oD |79
B p Holder Model 1o 71 TpiNa76 [DINa3 |I50529 [1s02284] 2" [Jd2 H | L (kg) d
. —~ MGT20-090071- 35 35 0.55 3
i T 85 85| [o082 ®
””” b - 9.0| 7.1| 30 . .
-115 M12 Az 115 0.98 )Z>
-150 150 1.17 =
-100080- 35 35 0.54
- 85 85 0.80
M10 10.0| 8.0| 33
-115 SLCH I 115 0.96
-150 150 1.15
-110090- 35 35 0.53
L) Mi14 | 1/4 11.0| 9.0| 348 0.79
-115 115 0.95
-150 150 1.14
-112090- 35 35 0.53
- 85 M14 11.2| 9.0| 348 0.79
-115 115 30 0.95
-150 150 1.14
-120090- 35 35 0.52
0 i Mi6 | 3/8 120/ 9.0| 342 0.78
-115 115 0.94
-150 150 1.13
-125100- 35 35 0.52
- 85 85 0.77
12.5[10.0| 35
-115 Mi6 | 3/8 115 0.93
-150 150 1.11
-140110- 35 35 0.51
-85 85 0.76
14.0[(11.0| 36
15 M18 115 0.92
-150 150 1.10
-140112- 35 35 0.51
-85 85 0.76
140[11.2| 36
-115 M18,M20 115 0.92
-150 150 1.10
-160120- 35 M20 | 1/2 16.0{12.0| 37| 35 0.51
1. Nut is included. Wrench is ordered separately.

Tap Shank of DIN Standard

DIN371 & [T i

Machine Tap with Reinforced Shank

DIN376 oy

Machine Tap with Reduced Shank

ACAUTION ____________________ -~

Tap with eccentric thread relief, which no margin exists on tap periphery, may result in oversize threads. In such I
case, tap with con-eccentric thread relief is recommended. I
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. BBT sHank I

SPINDLE SYSTEM

BIG-PLUS

DLE SYSTEM

DUAL conTacT JIS B 6339 (BIG-PLUS)

M E GA S YN CHR O® Tapping Holder

[For Large Tap MGT36} Tapping Range : M20 - M36

B Tap Holder For
JIS standard (M20-M36, P1/2, P3/4, P1)

Synchro Adjuster

N

Compensation for synchronization
error eliminates heavy thrust load of
large diameter tapping.

BBT No.

190
125 65
N/
3
k——¢ (f ==
~~~~~ NI R e =
A
[ Model | BBT50-MGT36-125 | Weight : 7.2kg

‘ BIG-PLUS tools can be used in machining centers with conventional spindles.

65 ¢
g
ERVEERE

W

BMGT Set Screw For

(Made of high-strength material)

Secures the Tap Holder into body.

Side Lock Bolt

| - EAD - ==
B;dy Tap Holder Tap

Tap Weight

Tap Holder Model gd1 |(0d2 | H oD
Size 4 (kg)
MGT36-M20-65 M20 [65-68| 15 | 12 | 40 | 32 | 1.2
-M22-65 M22 |71 -74]| 17 13 44 34 | 1.3
-M24-65 M24 |[74-77| 19 | 15 | 46 | 39 | 1.4
-M27-65 M27 |80-83| 20 | 15 | 50 | 40 | 1.4
-M30-65 M30 [83-86| 23 | 17 | 52 | 43 | 1.5
-M33-65 M33 [88-91| 25 | 19 | 57 | 49 | 1.6
-M36-65 M36 [94-97| 28 | 21 61 52 | 1.6
-P1/2-65 P1/2 |38-41| 18 | 14 | 42 | 35 | 1.3
-P3/4-65 P3/4 |38-41| 23 | 17 | 47 | 43 | 1.5
-P1 -65 P1 49 - 52| 26 21 46 50 | 1.7

(Made of special material)

Replaceable bushing in Tap Holder.

1. Tap projection length “¢” is in accordance to JIS standard.

B Synchro Adjuster For

B O Ring Set For

Set O Ring for Tap Holder.

[ Model | maT3ess | [ Modet | mcT36SA | [ Model | MGT360R |
B Adjust Screw For
Aids easy adjustment of tap projection length. | Model | MGT36AJ |
Provides 2-functions. @ Tap without hole OTap with hole
- Adjustment of tap projection length
(Adjustable amount : 3mm). ] { <:‘ 0 : 1
-Coolant supply adjustable in 2 ways | : —— ‘

by reversing the Adjust Screw.

Adjust Screw

Adjust Screw

B Side Lock Bolt Set For

Spare locking screw to clamp a tap.

Xd(BIG

Set Model Tap Holder Model Bolt size Set Model Tap Holder Model Bolt size
MGT36-M20-65 MGT36-M33-65
M6x 8L (x4 M10x12L (x4
MGT36SL 6 M22-65 x 8L6A) MGT36SL10 -M36-65 S
-P1/2-65 M6x10L (x2) P1 65 M10x14L (x2)
-M24-65
- u M8x10L (x4)
MGT36SL 8 HABIEES -
-M30-65 M8x12L (x2)
-P3/4-65



JIS B 6339 (BIG-PLUS)

Coolant-through hol

BIG-PLUS

|“ SPINDLE SYSTEM
DUAL CONTACT

S’DE LOCK HOLDER Clamping Range : @6 - 850

BBT No.

-
T =
>

BBT sHANK

&) o
}m L]
| [ _ I I ;g %
/MNL
L L
Ly L2
L1
H
BBT No. A Al 2.G BBT No.
L L
™
[ For ENDMILL |
‘ BIG-PLUS tools can be used in machining centers with conventional spindles.
Model Fig. (ﬁg) oD | oD1 | L Ly Lo A1 A2 | H G W(ig’)h‘
BBT30-ISL 6- 60 6 25 . M 6
-ISL 8- 60 8 | 28 18 8%\ g 0.6
-ISL10- 60 1 10 35 = 60 38 = 20 = 45 M10 0.7
-ISL12- 60 12 42 22.5 48 M12 0.8
-ISL16- 60 16 48 24 53 M14 0.8
BBT40-ISL12- 75 12 42 22.5 110 % M12 15
-ISL16- 75 1 16 48 75 48 24 = 53 M14 '
-ISL20- 75 20 52 = = 25 55 M16 1.6
-ISL25- 90 2 25 63.5 90 63 24 25 60 M18xP2 2.1
-ISL32-105 32 72 105 = 24 28 82 M20xP2 2.9
BBT50-ISL16- 90 1 = 90 52 - 145 3% 4.4
-150 3 16 48 56.1 150 60 112 24 = 205 M14 5.0
-200 62.2 200 75 162 255 3% 5.9
-ISL20- 90 1 = 90 52 - 1453% 4.5
-150 20 52 60.1 150 60 112 25 = M16 5.3
-200 2 66.2 200 75 162 60 5.9
-ISL25-105 105 67 4.6
-150 2 25 65 - 150 112 - 24 25 60 M18xP2 5.3
-200 200 162 6.2
-ISL32-105 105 67 5.3
-150 2 32 72 = 150 112 = 24 28 90 M20xP2 6.1
-200 200 162 7.3
-ISL40-120 120 82 6.5
-150 2 40 90 = 150 112 = 30 32 90 M20xP2 8.1
-200 200 162 10.5
-ISL42-120 120 82 6.5
-150 2 42 90 - 150 112 - 30 32 90 M20xP2 8.0
-200 200 162 10.4
-ISL50-121 2 50 99.5 = 121 83 = 35 35 90 M24xP2 7.2

1. H dimension marked with 3 indicates this dimension to the back end of the retention knob.

€.1(¢D) A 38
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BIG-PLUS

G SPINDLE SYSTEM

DUAL conTacT JIS B 6339 (BIG-PLUS)

SIDE LOCK HOLDER oo

BBT No.

4 L a
Q
- 0
5 L
'. L1
) L2
BBT No. H
A2 A1 2-G
a
u = [ UT a
| J% ‘ 8l ©
|
For DRILL
‘ BIG-PLUS tools can be used in machining centers with conventional spindles.
Model Fig. | od | oD | oDi L L1 Lo At A2 H G W(ig)h‘
BBT30-TSL16- 75 16 75 14 14 48 M10 1.0
-TSL20- 75 1 20 48 - 75 = = 14 14 50 M10 1.0
-TSL25- 80 25 80 20 15 56 M16 1.0
BBT40-TSL16- 90 90 63 1.7
14 14 M10
-105 16 48 105 78 48 1.9
-TSL20- 90 90 63 1.7
48 M10
-105 20 105 | 78 " 19
-TSL25- 90 1 - 90 63 = 1.6
4 M16
-105 25 8 105 78 15 20 56 1.8
-TSL32-105 105 78 2.4
o M1
-135 82 135 108 15 20 €0 6 3.0
-TSL40-105 40 68 105 - 15 25 70 M16 2.4
BBT50-TSL16- 90 90 52 4.2
-135 1 = 135 97 - 4.8
48 14 14 48
-165 16 165 127 M10 5.2
-200 2 62.2 200 162 75 6.1
-TSL20- 90 90 52 4.2
-135 1 = 135 97 - 4.8
-165 20 48 165 127 14 14 50 M10 5.2
-200 5 62.2 200 162 75 6.0
-250 64 250 212 90 6.8
-TSL25-105 105 67 4.3
-135 1 = 135 97 = 4.7
-165 25 48 165 127 15 20 56 M16 5.1
-200 5 62.2 200 162 75 519
-250 64 250 212 90 6.7
-TSL32-105 105 67 4.8
-135 135 97 oI5
-165 1 32 63 - 165 127 - 15 20 60 M16 6.2
-200 200 162 6.9
-250 250 212 8.0
-TSL40-105 105 67 4.8
-135 135 97 5.6
-165 1 40 68 - 165 127 - 15 25 70 M16 6.4
-200 200 162 7.3
-250 250 212 8.6
-TSL50-105 105 67 5.4
4 - -
150 1 50 8 150 112 15 25 70 M16 7

EEX(BI6




P BIG-PLUS
JIS B 6339 (BIG-PLUS) DUAL CONTACT B BT SHANK

SIDE LOCK HOLDER Type SLE oo oz0- ot

Single operation with an indexable

insert drill achieves = 0.1mm tolerance. A
w
w
_|
Drilling diameter is §
adjustable by revolving
)
X the eccentric sleeve. -0.2 to +1.0mm/¢ <
y , L b
1 div. = 0.1mm/o N X
"‘ BBT No. °2.G
.- : X
o ‘::IJET
s e ;| a
L =
Stroke :

\ Eccentric sleeve  -0.2 to +1.0mm/¢

BIG-PLUS tools can be used in machining centers with conventional spindles.

Model od oD L A1 Az H T I i
BBT40-TSLE20- 90 20 50 20 14 14 53 M10 1.7 12 -19.8
-TSLE25- 90 25 56 15 20 59 M12 1.8 20 - 245
-TSLE32-105 32 66 105 16 20 63 M12 2.5 25 -29.5
BBT50-TSLE20-105 20 50 14 14 53 M10 4.5 12 -19.8
-TSLE25-105 25 56 105 15 20 59 M12 4.6 20 - 24.5
-TSLE32-105 32 66 16 20 63 M12 4.9 25 -29.5
-TSLE40-105 40 80 18 25 73 M16 5.4 30 - 36

~ _ACautlon ___________________________ ~

1 External insert and flat on the shank of the drill should be aligned each other. |

I\ Drills without this alignment cannot be used. /l

L 30__ L1
BBT No.
n W2

M

1T
oD1
oD2
4;W1
-

Nut

Distance Collar

BIG-PLUS tools can be used in machining centers with conventional spindles.

oD1 Weight
Model Wi W2 oD2 L L1

(h6) (kg)

BBT40-SCA25.4 - 75 s 1 555 T e 75 o5 1.9
-120 120 2.3

-SCA31.75- 75 31.75 7.92 34.92 46 75 30 2.4
BBT50-SCA25.4 - 90 5.4 6.35 27.78 40 90 o5 4.7
-135 135 5.1

-SCA31.75- 90 3175 | 7.92 34.92 46 20 30 Shi

-135 135 5.7

sSCA381 - 90 | 44, 952 | 4206 | 55 0 | 44 a8

-135 135 6.8

-

. Nut is included.
2. Distance collars of 5mm, 8mm, 10mm, and 12mm are included.

€.1(¢D) A 40
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P BIG-PLUS’
BBT SHANK DUAL conTacT JIS B 6339 (BIG-PLUS)

MORSE TAPER HOLDER

Precise finish of inner taper

guarantees high concentricity.

BBT No.

BIG-PLUS tools can be used in machining centers with conventional spindles. ‘

Model Fig. m oD L V"(ﬁ'g)ht
BBT30-MTA1- 60 7 25 60
-MTA2- 60 1 2 32 60 05
-MTA3- 80 3 40 80
BBT40-MTA1- 45 1 1 25 45 1.0
120 2 120 13
-MTA2- 45 i 45 1.0
120 2 2 32 120 16
-MTA3- 75 1 75 1.0
135 2 3 40 135 17
-MTA4- 90 2 4 50 90 16
BBT50-MTA1- 45 1 45 39
120 ) 1 25 120 42
180 180 43
-MTA2- 45 1 45 3.9
135 ) 2 32 135 43
-180 180 46
-MTA3- 45 1 45 38
150 ) 3 40 150 46
-180 180 49
-MTA4- 75 1 A o 75 39
180 2 180 5.4
-MTA5-105 1 . o 105 45
210 2 210 72

Morse taper size and corresponding drill diameter

MT No. Drill diameter 3x
1 o3 -9014
2 014.5 - 023
3 2923.5 - 031.5
4 232 - 050
5 @51 - 076

3% Drill diameter JIS B4302 1 Standard

A 41 (€1(0D)
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JIS B 6339 (BIG-PLUS) DUAL CONTACT SHANK

SIDE LOCK HOLDER TYPE B

N

MNVHS 14d/1494d

DSA Adapter
‘ BIG-PLUS tools can be used in machining centers with conventional spindles.
DSA Weight
Model od oD1 oD2 L Wi b Adapter (ka)
BBT40-SLB26-105 26 50 39 105 28.2 5 DSA26 1.6
-SLB35-135 35 60 48 135 37.6 6 DSA35 2.2
BBT50-SLB26-105 26 50 39 105 28.2 5 DSA26 4.7
-SLB35-135 35 60 48 135 37.6 6 DSA35 5.6
1. Use with the DSA Adapter shown below.
For SIDE LOCK HOLDER TYPE B
— DSA ADAPTER
DSA Adapter dimensions
L
H
L1 ,F: Model oD L L1 | D1 H G
— = A
¢ - . 9 DSA26-[1[] | 26 92 | 12 | 39 | 26 TM26xP2
e ' DSA35-J] | 35 | 117 | 12 | 48 | 32 TM35xP2
G
B DSA Drill Socket B DSA Jacobs Taper Insert
@ For morse taper drills with tang. @ Holder for keyless chuck, rubber chuck, etc.
Weight Weight
MT No. .
Model o (kg) Model JT No (kg)
DSA26-MT1 1 0.4 DSA26-JT1 1 0.4
-MT2 2 0.3 DSA26-JT2 2 0.4
DSA35-MT1 1 0.9 DSA26-JT6 8 0.5
-MT2 2 0.8 DSA35-JT6 1.0
-MT3 3 0.7

€.1((D) A 42]
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. BBT sHank I

FACE MILL ARBOR

BBT30 :33.5
BBT40 : 45

BIG-PLUS

G SPINDLE SYSTEM

DUAL conTacT JIS B 6339 (BIG-PLUS)

Type FMA

L1

BBT No.

‘ BIG-PLUS tools can be used in machining centers with conventional spindles.

BBT No.

oD1

; oD Driver keys Weight
Model Fig. (h6) oD1 oD2 L L1 L2 W Clamp Bolt (kg)
BBT30-FMA22.225- 45 1 22.225 42 = 45 18 4 8.3 M10-40L 0.9
-FMA25.4 - 45 2 25.4 50 = 45 22 5 9.5 MBA-M12 1.0
BBT40-FMA25.4 - 45 = 45 1.5
- 90 25.4 50 60 90 22 5 9.5 MBA-M12 2.3
-150 % 1 150 3.4
-FMA31.75 - 45 45 1.7
- 75 75 2.4
31.75 60 - 30 7 12.7 MBA-M16
-105 % 105 3.0
-150 % 150 4.0
-FMA38.1 - 60 2 38.1 80 — 60 34 9 15.9 MBA-M20 2.5
Models marked with ¢ are not equipped with a hole through for coolant.
1. Standard Clamp Bolt (MBA-M[J[)) is included.
2. To supply coolant through the arbor, Clamping Bolt with a hole through (TMBA-M[][]) is required.
ECLAMP BOLT Standard Clamp Bolt |Clamp Bolt with a hole through
(accessory) (option)
L L Model Model oD L L1 G
1
~ MBA-M12 TMBA-M12 2
1 33 10 12
4] -M12H — =
()]
;E s -M16 -M16 6
40 10 16
G 1 -M16H — —
-M20 -M20 6
-M20H - 50 14 — 20
-M24 -M24 65 10 24

| A 43 (€1(0D)




P A BIG-PLUS
JIS B 6339 (BIG-PLUS) DUAL CONTACT B BT SHANK

‘ BIG-PLUS tools can be used in machining centers with conventional spindles.

A
Model Fig. (?12) oD1 oD2 L L1 II_DZ ver ke)\/:/ Clamp Bolt W(ﬁ'g)ht
BBT50-FMA25.4 - 45 = 45 4.1 o
- 90 90 5.0 uy)
-150 3% 150 6.4 ;\U'
-200 3% 1 25.4 50 70 200 22 5 9.5 MBA-M12 7.7 b
-250 3¢ 250 8.8 e
-300 3 300 9.9 Z
-350 3% 350 11.0 =
-FMA31.75 - 45 - 45 4.2
- 75 75 5.1
-105 -0 105 5.6
=1500% 1 | 3175 | 60 150 | 39 7 | 127 MBA-M16 o7
-200 3% 200 8.3
-250 3% 250 9.6
-300 3% 80 300 10.9
-350 3% 350 12.2
-FMA38.1 - 45 45 46
- 75 75 5.4
-105 105 6.7
-150 3% 150 8.5
200 % 1 38.1 80 = D 34 9 15.9 MBA-M20 104
-250 3% 250 12.4
-300 3% 300 14.3
-350 3% 350 16.3
-FMA47.625- 75 75 8.1
-100 3% 3 47625 | 12857 | — 100 38 125 | 253 4-M16 9.6
-150 3% 150 12.7
-FMA50.8 - 45 45 4.8
- 75 75 6.6
-105 105 8.5
ol X 1 50.8 | 100 = 150 36 10 19.05 MBA-M24 1.2
-200 3% 200 14.3
-250 3% 250 17.4
-300 3% 300 20.4
-350 3 350 235

Models marked with 3¢ are not equipped with a hole through for coolant.
1. Standard Clamp Bolt (MBA-M[][JJ) is included.
2. To supply coolant through the arbor, Clamping Bolt with a hole through (TMBA-M[][)) is required.
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P BIG-PLUS’
BBT SHANK DUAL conTacT JIS B 6339 (BIG-PLUS)

FACE MILL ARBOR Type FMC

L L1
BBT30 : 30(MIN) Lo

BBT40 : 45(MIN) JZaN

BBT No. ol IR

P/ / T .

N || SRR
‘ N
h AN 7(:L’/
‘ BIG-PLUS tools can be used in machining centers with conventional spindles. ‘
Model Fig. ('f]g) oD L L1 Lgr'ver keyTN G W(i'é’)ht

BBT30-FMC16 - 45 2 16 34 16 5 8 M8 0.6
-FMC22 - 45 1 22 45 45 18 5 10 M10 0.8
-FMC27 - 45 1 27 70 20 6 12 M12 1.0
-FMC25.4- 45 2 25.4 70 45 20 5 9.5 M12 1.0
BBT40-FMC22 - 45 45 1.3
- 90 1 22 45 90 18 5 10 M10 1.7
-150 X 150 2.5
-FMC27 - 60 60 2.0
- 90 2 27 70 90 20 6 12 M12 2.6
-150 X 150 41
-FMC32 - 60 60 21
- 75 2 32 85 75 22 7 14 M16 2.5
-105 105 3.3
-FMC25.4- 60 60 2.0
- 90 2 25.4 70 90 20 5 9.5 M12 2.7
-150 % 150 4.2
-FMC38.1- 60 60 2.3
~ 75 2 38.1 85 75 22 7 15.9 M16 27
BBT50-FMC22 - 60 60 41
-105 1 105 4.6
-150 % 22 45 150 18 5 10 M10 4.9
-200 3 200 6.5
-250 X 250 7.3
-FMC27 - 45 45 41
- 90 90 5.1
-150 1 27 70 150 20 6 12 M12 6.9
-200 % 200 8.5
-250 X 250 10.0
-FMC32 - 45 45 4.3
- 75 75 5.6
il 1 32 85 S 22 7 14 M16 7.0
-150 150 8.7
-200 ¢ 200 10.9
-250 250 13.1
-FMC25.4- 45 45 3.7
- 90 90 51
-150 ¢ 1 25.4 70 150 20 5 9.5 M12 6.9
-200 ¢ 200 8.5
-250 X 250 10.0
-FMC38.1- 45 45 4.2
- 75 1 38.1 85 75 22 7 15.9 M16 5.5
-105 % 105 6.7

1. Models marked with 3% do not have a through coolant hole.
2. Clamp Bolt (Cap Screw) is included.
3. By utilizing a clamping bolt with a hole through, coolant is supplied through the bolt.

| A 45 (€1(0D)



P A BIG-PLUS
JIS B 6339 (BIG-PLUS) DUAL CONTACT B BT SHANK

FACE MILL ARBOR Type FMH

-

For cutters that require a coolant hole
through the pilot.

]

f

4

N

W
W
3
oy}
' 3
. \ wn
I
>
z
=X
L L1
L Lt BBT30 : 30(MIN) Lz
L BBT40 : 45(MIN) T
Ty
1 M G
= ! i
; 1Al A % (@] 7(77
I S % i Q O i
| Lo
- | i
[._Y_ A
NI
‘ BIG-PLUS tools can be used in machining centers with conventional spindles. ‘
] oD Driver keys Weight | oC
Model Fig. (h6) oD1 L L1 » W G (kg) Min.
BBT30-FMH16 -37- 35 1 16 37 35 16 5 8 M 8 0.53 32
-FMH22 -47- 45 2 22 47 45 18 5 10 M10 0.73 43
-FMH27  -60- 45 2 27 60 45 20 6 12 M12 0.89 46
BBT40-FMH16 -37- 40 1 16 37 40 16 5 8 M 8 1.1 32
-FMH22 -47- 45 45 1.3 43
=k60 1 22 47 ol 18 5 10 M10 1.5
- 90 90 1.9 36
-150 150 2.7
-FMH22 -60- 45 45 1.5
- 60 1 22 60 60 18 5 10 M10 1.8 49
- 90 90 2.5
-FMH27 -60- 45 45 1.5
- 60 1 27 60 60 20 6 12 M12 1.8 46
- 90 90 2.5
-FMH27 __ -76- 60 2 | 27 76 60 20 6 12 M12 21 62
- 90 90 2.8
-FMH32 -96- 60 2 32 96 60 22 7 14 M16 2.4 80
-FMH22.225-47- 45 45 1.3
- 60 1 22.225 47 60 17 35 8 M10 1.5 39
- 90 90 1.9
-150 150 2.7
-FMH22.225-60- 45 45 1.5
- 60 1 22.225 60 60 17 3.5 8 M10 1.8 53
- 90 90 2.5
-FMH25.4 -70- 60 60 2.0
- 90 2 25.4 70 90 22 5 9.5 M12 2.7 55
-105 105 3.1
ahiMH 3157 oRe76R00 2 | 31.75 76 60 30 7 12.7 M16 22 63
- 90 90 2.9
-FMH31.75 -96- 60 2 31.75 96 60 30 7 12.7 M16 2.5 84

1. By utilizing a clamping bolt with a hole through, coolant is supplied through the bolt.
2. Hexagon Socket Head Cap Screw is included.
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. BBT sHank I

FACE MILL ARBOR Type FMH

-

BIG-PLUS

G SPINDLE SYSTEM

DUAL conTacT JIS B 6339 (BIG-PLUS)

L1

L2

r A
re TR
-'\ e SN
NS
—\
BIG-PLUS tools can be used in machining centers with conventional spindles.
D Driver keys i
Model (?16) oD1 L L1 = VW @ V"(i'g)ht ,\ﬁg
BBT50-FMH16 - 37- 60 60 3.8
-105 105 4.1
~150 16 37 e 16 5 8 M8 e 32
-200 200 4.9
-FMH22 - 47- 60 60 41 43
-105 105 47
-150 150 5.3
-200 22 47 200 18 5 10 M10 6.0 36
-250 250 6.7
-300 300 7.8
-350 350 8.9
-FMH22 - 60- 60 60 4.2
-105 105 5.2
-150 150 5.2
-200 22 60 200 18 5 10 M10 7.4 49
-250 250 8.5
-300 300 9.6
-350 350 10.7
-FMH27 - 60- 45 45 3.9 53
- 90 90 5.0
mlal 27 60 50 20 6 12 M12 o
-200 200 7.4 46
-250 250 8.5
-300 300 9.6
-FMH27 - 76- 45 45 4.0 69
- 90 90 5.6
mil 27 76 50 20 6 12 M12 e
-200 200 9.7 62
-250 250 11.4
-300 300 13.2
-FMH32 - 96- 45 45 4.2 76
- 90 90 6.8
alal 32 96 b0 22 7 14 M16 102
-200 200 13.3 80
-250 250 16.1
-300 300 19.0
-FMH40 -100- 45 45 M20 4.4
- 75 40 100 75 26 8.5 16 (MBA-M20H) 6.2 80
-105 105 8.1

A 47 (©1(0D)

1. By utilizing a clamping bolt with a hole through, coolant is supplied through the bolt.
2. Hexagon Socket Head Cap Screw is included.




P A BIG-PLUS
JIS B 6339 (BIG-PLUS) DUAL CONTACT B BT SHANK

BIG-PLUS tools can be used in machining centers with conventional spindles.

y:\
Driver keys i
Model (ﬁg) oD+ L L1 - VW G V"(i'g)ht nﬁg
BBT50-FMH22.225-47- 60 60 41 -
105 105 47 ®
150 150 53 S
-200 22295 47 200 17 35 8 M10 60 | 39 %
-250 250 6.6 e
-300 300 7.7 >Z>
-350 350 8.9 =
-FMH22.225-60- 60 60 42
105 105 5.2
150 150 6.2
-200 22,005 60 200 17 35 8 M10 74 | 53
-250 250 85
-300 300 95
-350 350 10.6
-FMH25.4 -70- 45 45 40 | 64
- 60 60 45
- 90 90 54
150 254 70 150 22 5 95 M12 72 |
-200 200 87
-250 250 10.3
-300 300 11.8
-FMH31.75 -76- 45 45 41 | 74
- 75 75 52
105 105 63
150 3175 76 150 30 7 12.7 M16 79
-200 200 g
-250 250 116
-300 300 13.4
-FMH31.75 -96- 45 45 43 | 79
- 75 75 6.0
105 105 77
-150 31.75 96 150 30 7 12.7 M16 10.3
-200 200 131 | &
-250 250 16.4
-300 300 19.2
-FMH38.1 -100- 45 45 44 | 89
- 75 75 63
105 105 81
-150 38.1 100 150 34 9 15.9 A 10.9
(MBA-M20H) 85
-200 200 145
-250 250 175
-300 300 205

1. By utilizing a clamping bolt with a hole through, coolant is supplied through the bolt.
2. Hexagon Socket Head Cap Screw is included.
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4 BIG-PLUS
BBT SHANK DUAL conTacT JIS B 6339 (BIG-PLUS)

ANGLE HEAD

It is the outstanding rigidity and accuracy of the NEW BABY CHUCK, used for holding the cutting tool, that
produces high precision with less runout. Available in various sizes to meet specific production requirements.

(AG90 NBS type | SPINDLE ANGLE : 90° L K

BBT No.

Min. access bore oF

65

S=

5 Pin Compression
Fixed Length A

Fig. 1
L K
L1 L2

BBT No. Ls

o

8

a3

8

2 S

Il c

® s

5 Pin Compression ‘ M
Fixed Length A
BIG-PLUS tools can be used in machining centers with conventional spindles. Exclusive STOP BLOCK is required.
@ The rotation of the cutting tool is in reverse direction of the machine spindle.(Speed Ratio 1:1)
. Max. |Weight

Model Fig. od oE | G | K L L1 L2 | M | P | Q| oF| Collet | .- (kq)
BBT40-AG90/NBS 6 -170 170 55 | 77 5.1
-200 200 85 | 107 5.3
230 1 025- 6 20 | 21 | 17 230 115 115 | 137 33 | 29 | 67| NBC6| 6,000 55
-260 260 145 | 167 5.7
-AG90/NBS10 -170 170 55 77 55
-200 1 1.5 -10 30 | 30 | 25 | 200 | 115 85| 107 | 45 | 43 | 91 |NBC10| 6,000| 5.9
-230 230 115 | 137 6.2
-AG90/NBS13 -170 170 55 | 77 5.6
-200 1 25 -13 35|31 |28 | 200 | 115 85 | 107 | 52 | 45 |101 |[NBC13| 6,000| 6.0
-230 230 115 | 137 6.3
-AG90/NBS20S-165S | 2 25 -20 46 | 35 | 33 | 165 | 112 53 72 | 65 | 62 132 | NBC20| 3,000| 8.0

1. The standard Fixed Length A is 8mm. Other lengths are available upon request.

2. The angles of positioning pin to drive key groove and direction of cutting edge are adjustable from 0° to 360°. @ For NEW BABY COLLET G 3

3. Clamping nut and wrench are included. Collet must be ordered separately.

4. New Baby Collet for endmill model NBC[J-CJEAA cannot be used. g For STOP BLOCK G 25

5. BBT30 models are also available. Please contact (BIG) agent.
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BIG-PLUS

SPINDLE SYSTEM
DUAL CONTACT

| &=

BBT sHANK

JIS B 6339 (BIG-PLUS)

N

MNVHS 14d/1494d

L K
L1 L2 G G
oE |
Tt od /‘J\
) s ATE

o g Vi \

| I 7 ARIdp

o % \\\ ; ] //

= Sy \—=-4
<
M R21
6 Collar Compression
| 3 Pin Compression
Fixed Length A
Exclusive STOP BLOCK for
BIG-PLUS tools can be used in machining centers with conventional spindles. ANGLE HEAD is required.
@ The rotation of the cutting tool is in reverse direction of the machine spindle.(Speed Ratio 1:1)
Max. | Weight

Model od oE | G | K L L1 L2 M P | Q | oF | Collet e} (kg)
BBT50-AG90/NBS 6-215 215 55 82 12.6
ge 0.25- 6 20 | 21 | 17 245 160 8 | 112 33 | 29 | 67| NBC6 | 6,000 12.8

-275 275 115 | 142 13.0

-305 305 145 | 172 13.2

-AG90/NBS10-215 215 55 82 13.0

-245 1.5 -10 30 | 30 | 25 | 245 160 85 | 112 | 45 | 43 | 91 |NBC10| 6,000 13.4

-275 275 115 | 142 13.7

-AG90/NBS13-215 215 55 82 13.1

-245 25 -13 35| 31 | 28 | 245 160 85 | 112 | 52 | 45 | 101 |NBC13| 6,000 13.5

-275 275 115 | 142 13.8

-AG90/NBS20-230 25 -20 46 | 35 | 35 | 230 160 70 97 | 65 | 62 | 132 |NBC20| 3,000 14.2

1. The standard Fixed Length A is 6mm.

Other lengths are available upon request.

2. The angles of positioning pin to drive key groove and direction of cutting edge are adjustable from 0° to 360°.
3. Clamping nut and wrench are included. Collet must be ordered separately.
4. New Baby Collet for endmill model NBC[J-[JEAA cannot be used.

S$=80 type is available upon request.

g For NEW BABY COLLET G 3
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4 BIG-PLUS
BBT SHANK DUAL conTacT JIS B 6339 (BIG-PLUS)

ANGLE HEAD

Compact and lightweight design combined with the accuracy required for drilling.
Ideal size for small machining centers.

[AGQQ COMPACT type ] SPINDLE ANGLE : 90° H Case & head sizes are substantially reduced.

High quality components
H High precision New Baby Collet

M Spiral bevel gears and angular contact bearings COT'\Q(%ECT
. STANDARD
B Advanced non-contact sealing structure TYPE
L 25
L1 L2 69
235 NBS13
hoy od 50
&l &
M\ FW = o
‘/- < 0|
o l\ L | o W
A Fixed Length H 2 ==
21 il [
SRR EEY PT1/8 @] 0
5 Pin Compression_||_ M 35
BBT40 MAX.5,000min-1
L 25
L1 Lo
- 235 \BS13 69
‘g{ od 50

50

s v A

| || W | | Ny
L/ N
& FixedLength H = )
© |

80
J

— 11 ] |
siUl - PT1/8 ® 0
5 Pin Compression || b M I
: 36
BBT50 MAX.5,000min-1

Exclusive STOP BLOCK is required.

BIG-PLUS tools can be used in machining centers with conventional spindles.‘ Exclusive STOP BLOCK for compact type is the

@ The rotation of the cutting tool is in reverse direction of the machine spindle. same as HIGH SPINDLE & Hi JET HOLDER.
Model Fig. od L L1 L2 M Collet Speed Ratio V"(ig)h‘
BBT40-AG90-13-120 1 25 _ 13 120 86 34 27.85 NBC13 11 4.5
-170 170 84 77.85 5.5
BBT50-AG90-13-145 2 25_ 13 145 111 34 27.85 NBC13 1:1 7.6
-195 195 84 77.85 8.6
1. Clamping nut and wrench are included. Collet must be ordered separately. 4. A tapped hole (PT1/8) is prepared at the bottom cover of the Locating Pin housing so that a pipe for coolant
2. New Baby Collet for endmill model NBC13-[JEAA cannot be used. can be connected.
3. Fixed Length H and angle ¢ vary depending on machine models.
Drilling
Cutter 212 carbide drill
: PO Workpi C50(S50C
High rigidity and runout accuracy OTRpece (550)
. | hini Cutting Speed 70m/min
provides stable machining. _ 372mmimin
Cutting Feed
0.2mm/rev
Spindle Speed 1,860min""

| A 51(€1[0D)
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¥ B1G-PLUS
JIS B 6339 (BIG-PLUS) e BBT sHANK

Improved versatility is achieved from the 32mm capacity Milling Chuck
by using parallel reduction collets and other accessories.

N

(AG90 HMC type ) SPINDLE ANGLE : 90°

W
[STANDARD TYPE] 3
Designed for greater rigidity by having the face of the spindle E
bore in line with the center of the machine spindle. Also helps to 230 ng“s [9))
minimize interference problems with ATC and storage problems a0 45 45 E
within magazine. o125] i =
BBT No. — —
- [T ] e —F
000 < ® 1870 B
- — : s e
! ‘2 T
. | g 8 <P
: |INIER Lo
=
| o R 21
l 6 Collar Compression
3 Pin Compression
Fixed Length A

Exclusive STOP BLOCK for

MAX.3,000 min-! ANGLE HEAD is required.

BIG-PLUS tools can be used in machining centers with conventional spindles. ‘
@ The cutter rotates in the same direction of the machine spindle.

Model Weight (kg)

BBT50-AG90/HMC32-230 16.8

1. The standard Fixed Length A is 6mm. Other lengths are available upon request.
2. The angles of positioning pin to drive key groove and direction of cutting edge are adjustable from 0° to 360°.

3. Wrench (FK80-90) is included.
C? For STOP BLOCK G 25
@ For STRAIGHT COLLET G 15

[HIGH RIGIDITY TYPE]

Provided with a steel housing and reinforced Locating Pin

assembly for applications where increased rigidity is required to 230 + 45
perform various types of heavier machining. 280
45 | 45
232 ) |
BET N 0125 ]
o. —
- T 2 T
0 — =
©| @ 1E0
i ) i i\
A : g ==
i [an]
(2] A
[%] \, T v
o ‘ S g \‘L\,
=
3 [S=] s S
97 R 21
6 Collar Compression
3 Pin Compression
Fixed Length A

Exclusive STOP BLOCK for
ANGLE HEAD is required.

MAX.3,000 min-1

BIG-PLUS tools can be used in machining centers with conventional spindles. ‘
@ The cutter rotates in the same direction of the machine spindle.

Model Weight (kg)
BBT50-AG90/HMC32-230S 18.1

1. The standard Fixed Length A is 6mm. Other lengths are available upon request.
2. The angles of positioning pin to drive key groove and direction of cutting edge are adjustable from 0° to 360°.
3. Wrench (FK80-90) is included.

S=80 type is available upon request.
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BIG-PLUS

|| G SPINDLE SYSTEM

. BBT sHANK

ANGLE HEAD

DUAL conTacT JIS B 6339 (BIG-PLUS)

Spindle head is equipped with a short taper for quick changing of various adapters.

[AGQO BUILD-UP type ] SPINDLE ANGLE : 90°

[STANDARD TYPE]

Designed for greater rigidity by having the face of the spindle
bore in line with the center of the machine spindle. Also helps to
minimize interference problems with ATC and storage problems
within the magazine.

BBT No.

230 45
10, .. 65 45 45
Gage Line for
0125 AG35 Adapters
N 038.1 g N
/o 1 !
= ==
i - A\/
a N \y///
o B
‘ R21
6 Collar
|.Compression
3 Pin Compression
Fixed Length A

MAX.3,000 min-!

Exclusive STOP BLOCK for
ANGLE HEAD is required.

BIG-PLUS tools can be used in machining centers with conventional spindles

@ The cutter rotates in the same direction of the machine spindle.

Model

Weight (kg)

BBT50-AG90/AGH35-230

15.0

1. The standard Fixed Length A is 6mm. Other lengths are available upon request.
2. The angles of positioning pin to drive key groove and direction of cutting edge are adjustable from

0" to 360°.

[HIGH RIGIDITY TYPE]

Provided with a steel housing and reinforced Locating Pin
assembly for applications where increased rigidity is required to
perform various types of heavier machining.

BBT No.

6 Collar
Compression

3 Pin Compression

Fixed Length A

MAX.3,000 min-1

230 45
10, . 65 45 45
mzsl Gage Line for
Al Al

TT T 038.1 G35 Adapters ~
I ’O i ~ i
——, B i it

N , ‘ (I SNy

S N i

ST == —

km ‘ A==

I:‘[ Draw Bar
1

Exclusive STOP BLOCK for
ANGLE HEAD is required.

BIG-PLUS tools can be used in machining centers with conventional spindles.

@ The cutter rotates in the same direction of the machine spindle.

Model Weight (kg)

BBT50-AG90/AGH35-230S 16.3

1. The standard Fixed Length A is 6mm. Other lengths are available upon request.
2. The angles of positioning pin to drive key groove and direction of cutting edge are adjustable from

0° to 360°.
E? For STOP BLOCK G 25

S=80 type is available upon request.



PpA BicpLuS
JIS B 6339 (BIG-PLUS) DUAL CONTACT B BT SHANK

oF=Minimum bore size that an AG35 adapter
can fit into, excluding the cutting tool.

Min. Access Bore
oF

NEW BABY CHUCK
L N
F—’ Model od L oC oF | Veight
(kg)
AG35-NBS10 1.5-10 47 30 162 0.6
— — =l R -NBS13 [ 25-13 35 168 0.7
-NBS16 25-16 54 42 170 0.8
-NBS20 2.5-20 46 0.9
Collet and wrench must be ordered separately.
L
NEW HI-POWER MILLING CHUCK
Weight
Model od L oC oF
(kg)
AG35-HMC20S 20 60 50 178 1.5
Wrench(FK45-50L) is included.
L
H
F F
C1ompression ‘ T(Qension (forward) AUTO TAPPER TYPE B (Automatic depth control)
| | B Weight
i Tension (reverse) Model d L |eC| H|Fi|F2|Fs (ka)
R AG35-ATBI2E | M4-Mi2 | 80[405[72| 154 | 10
Tap Collet -ATB20E M8 - M20 |115|57.5(1025| ~ |6.5| 5 1.7
For Tap Collets, please contact BI6) agent.
L H FACE MILL ARBOR
Weight
Model oD L H
D |- (kg)
§= ) 8 = AG35-FMA25.4-20| 254 20 22 10
= AG35-FMH22 -30 22 30 18 1.0
-FMH27 -20 27 20 20 1.0

Cutter face protrudes by 7.5mm from the 125mm diameter housing with the following combinations;
AG35-FMA25.4-20 + 50mm thick cutter, AG35-FMH22-30 + 40mm thick cutter
AG35-FMH27-20 + 50mm thick cutter

MORSE TAPER ADAPTER
Model od |MT.No.| L oc | oF | Weight
(kg)
AG35-MT1 12.065| 1 50 | 24 | 164 0.6
-MT2  |17.78 | 2 60 | 32 | 180 07

€.7(¢D) A 54]
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4 BIG-PLUS
BBT SHANK DUAL conTacT JIS B 6339 (BIG-PLUS)

ANGLE HEAD

High rigidity bearings and substantial spindle design.
Max. power transmission 20Kw. (at 1,500min-")

(AG90 FACE MILL type ) SPINDLE ANGLE : 90°

190 38.5
(280)
o140 ‘ Clamp Bolt 385 38 5
- 7;.5 I B = e
s \ BBT No o125 p254 3 | =2 | 935
< / = ess
A% | o NEYRS 1 == M\n.\oow““a"c
\ \
- - B T Q ¢ }
I\NLQ_ o \ ‘\\\ I ,//,/
o i ol o © LSS
r ~ §
g | ' \\yz/
il — 1 57
4 6 Collar Compression R21
3 Pin Compression
Fixed Length A
MAX.1,500 min-1
- Exclusive STOP BLOCK for
ANGLE HEAD is required.
Simple 90° indexing of BIG-PLUS tools can be used in machining centers with conventional spindles. ‘
the cutter direction. @ The rotation of the cutting tool is in reverse direction of the machine spindle.
'
(Accuracy +5)) Model Weight (kg)
BBT50-AG90-FMA25.4S-190S 19.2

Figures in () indicate dimensions when 80mm diameter and 50mm high face mill cutter is mounted.
1. The standard Fixed Length A is 6mm. Other lengths are available upon request.

2. Coolant cannot be supplied through the Locating Pin.

3. The angles of positioning pin to drive key groove and direction of cutting edge are adjustable from 0° to 360°.

Hl Cutter head adjustable through [l Indexing through 90°

360° to any angle Cutter head is quickly indexable to 90°
Following the release of the Adjusting increments. (The Support Pin should
Bolts (8 positions), the cutter direction  be removed.)
can be easily adjusted.

Adjusting L
Bolt
© o
0 0 5 5
=
Support Pin

ACAUTION :Indexing should not take
place within the machine.

| A 55 (€1(0D)




BIG-PLUS
s B 6330 (Bi-pLUS) I et BRT spaNK

(AG90 OAG type | SPINDLE ANGLE : 90°

Secure coolant supply through tool!

- L1
Coolant y:\
through
tool -
[ee]
BBT No. ‘fj _ -
] hd 3 3
d
- — w
_|
o ‘\I:ﬂﬁ ! o \ K) "
| Fixed Length H L © I
® T[T )Z>
. ©f 9 PN
Mmﬂ‘ M *36«
MAX.5,000min-1
L 25
L1 L2
BBT No. by
1] T A
= - MAX. 311500 .
i COOLANT
PRESSURE 2 st o = S
I ~
2MPa o Fixed Length H i
N |l ,i,
W S M E‘Iﬁ 0
| — 5 Pin Compression

36

Coolant is supplied from the Stop Block through the MAX.5,000min-1

cutting tool.

Exclusive STOP BLOCK is required.

BIG-PLUS tools can be used in machining centers with conventional spindles. ‘ Exclusive STOP BLOCK for OAG type is the
same as HIGH SPINDLE & Hi JET HOLDER.

@ The rotation of the cutting tool is in reverse direction of the machine spindle.

Model Fig. | od L L1 Lo M Collet NUT | Speed Ratio V"(ﬁig)ht
EEIE-ORGHN I Sali0 1 lo5-13 170 | 8 | g4 | 705 | NBC13 | BPS13 1:1 =
BBT50-OAG90-13-195 2 195 | 111 9.2

1. Designed to be used with coolant. Never run dry. 5. Fixed Length H and angle 6 vary depending on machine models. g For STOP BLOCK G 25
i Please specify your required dimensions.

2. Clamping nut must be ordered separately. Please order

Colet must e rdred soparaey. P For NEw BABY CoLLET G 3 JIIEP For BABY PERFECT SEAL G 10
3. Collet must be ordered separately. @ For NEW BABY COLLET G 3 For BABY PERFECT SEAL G 10

4. Adjusting screw and wrench are included.

(AG90 TAPPER type | SPINDLE ANGLE : 90°

125 25

| Tension 12

~ 101.5 23‘5%;7 | NBC10-d
/ i; 245245
/ 230 i —
, ===
078 it
j_ o
o] c
24 e )
¥ (%] P
[0} A \
| _ R} E /f'\ x|
a >y LO) Y D %
— 335
) - R16
~_ 2| MAX.2,000min-t
1]
(/2]

= F = = = Exclusive STOP BLOCK is required.
BIG-PLUS tools can be used in machining centers with conventional spindles. Exclusive STOP BLOCK for oil hole type is the
same as HIGH SPINDLE & Hi JET HOLDER.

@ The rotation of the cutting tool is in reverse direction of the machine spindle.

Model d Collet Speed Ratio Weight (kg)

BBT30-AG90-FT12-125 M4 - M12 NBC10 2.7

1. Clamping nut and wrench are included. Collet must be ordered separately.

2. The angles of Locating Pin to drive key groove and direction of cutting edge g For NEW BABY COLLET G 3 @ For STOP BLOCK G 25
are adjustable from 0° to 360°.

3. Automatic depth control is not provided.
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®
4 BIG-PLUS
BBT SHANK DUAL conTacT JIS B 6339 (BIG-PLUS)

ANGLE HEAD

A special head case, angled at 45°, insures an accurate cutting angle.
Utilizes NEW BABY CHUCK to assure high accuracy and versatility.

(AG45 NBS type ) SPINDLE ANGLE : 45° L Lo
&
BBT No.
4503
3 ol £9
a =
- { 5 Pin Compression
- - Fixed Length A
£ g
- MAX.6,000min-1
q\
’ L
L2 %
BBT No. N
L
) y45°0 | 3
K\ o :géa

= £

'ﬁ

»n

R18 (BBT40)
— M R21 (BBT50)
6 Collar Compression
3 Pin Compression
_ Fixed Length A

MAX.6,000 min’

BIG-PLUS tools can be used in machining centers with conventional spindles.

Exclusive STOP BLOCK is required. ‘
@ The rotation of the cutting tool is in reverse direction of the machine spindle. q

Model Fig. od oE | G L | Lt L2 M B Q oF Collet Weight (kg)
BBT40-AG45/NBS10-215 1 1.5-10 | 30 30 215 115 100 | 122 | 20 515 90 NBC10 5.7
-AG45/NBS13-220 25-13 | 35 220 105 | 127 | 25 ' NBC13 5.8
BBT50-AG45/NBS10-260 2 1.5-10| 30 30 260 160 100 | 127 | 20 515 90 NBC10 13.2
-AG45/NBS13-265 25-13 | 35 265 105 | 132 | 25 ) NBC13 13.3

1. The standard fixed length A: 40 taper=8mm , 50 taper=6mm.
Other lengths are available upon request.

2. Clamping nut and wrench are included. Collet must be ordered separately.

3. New Baby Collet for endmill model NBC[]-[JEAA cannot be used.

4. The angles of positioning pin to drive key groove and direction of cutting edge
are adjustable from 0° to 360°.

@ For NEW BABY COLLET G 3
@ For STOP BLOCK G 25

| A 57 (€1(0D)
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¥ B1G-PLUS
JIS B 6339 (BIG-PLUS) e BBT sHANK

Suitable for all cutting angles. In addition to the cutter head being adjustable a full 360°,
the spindle also becomes easily and precisely adjustable from 0° to 90° by 1° increments.

N

( AGU UNIVERSAL type | SPINDLE ANGLE : 0" to 90°

\\\\.\\\ v

L1 ) L2

v T f==)
BBT No. 2125(#50)

T O >
S

MNVHS 14d/1494d

(g7 iy |

J

[\
m —
|
I
|
oE
oC1
N
nCe2

M
6 Collar Compression(#50 Only)
5(#40), 3(#50)

Pin Compression
Fixed Length A
BIG-PLUS tools can be used in machining centers with conventional spindles. ‘ - - -
@ The rotation of the cutting tool is in reverse direction of the machine spindle. Exclusive STOP BLOCK is required. ‘
Model od | oE | oD |0Ci|oCe| L | Lt | L2 | M | F | s | Collet | Max. | Weight
mint | (kg)

BBT40-AGU/NBS13-270 25-13 | 35 | 115 | 51 97 | 270 | 170 | 100 | 124 | 102 65 | NBC13 | 6,000 9.7
BBT50-AGU/NBS20-315 25-20 | 46 | 140 | 65 | 125 | 315 | 200 | 115 | 125 | 118 | 110 | NBC20 | 4,000 | 20.8

1. The standard fixed length A: 40 taper=8mm , 50 taper=6mm. Other lengths are available upon request.
2. The angles of positioning pin to drive key groove and direction of cutting edge are adjustable from 0° to 360°. @ For NEW BABY COLLET G 3 @ For STOP BLOCK G 25

3. Clamping nut and wrench are included. Collet must be ordered separately.

St
% )

EXCLUSIVE CLAMPING BOLTS AND NUTS

Uni . hani o Specially selected materials and special design
nique setting mechanism enables for clamping the head guarantee rigidity for even
EASILY ADJUSTABLE SPINDLE  the spindle angle to be precisely set end milling applications.

ANGLE FROM 0" to 90°. at 1° increments.

PRECISE ANGLE ADJUSTMENT

Adjustable AGU Universal Series expands Angle Head capabilities to
accomplish various angular machining applications.

e .7 9

®Machining draft
angle of a mold

@® Corner
rounding

@®Drilling or end
milling on an
angled surface

w

¢€.1(¢D) A 58]
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4 BIG-PLUS
BBT SHANK DUAL conTacT JIS B 6339 (BIG-PLUS)

ANGLE HEAD

Spindle angle is adjustable from 0 to 30.
Large swivel flange assures high rigidity.

[ AGU AGU30 type ] SPINDLE ANGLE : 0° to 30°

Light Weight

BBT No.
o
i IR
» I
To} =
147 %i
5 Pin Compression
Fixed Length A

MAX.6,000min-1

Angle adjustment by aligning divisions

Spindle angle is easily adjustable from 0°to 30°using the scale
indication on the body.

295
165 130
MAX17_ |
0125 TT
/) \, \.
BBT No. T \ 7 &A z
Tl o] X
i ) Wﬂ_ ) X&V ﬁ N
\ S g
I\§M_ " E:
= [ N Q
A7) 1
(}IJ r— Q 0
H 1 [9Y)
H Q
162
6 Collar Compression
3 Pin Compression
Fixed Length A

MAX.4,000min-1

‘ BIG-PLUS tools can be used in machining centers with conventional spindles. ‘

@ The cutter rotates in the same direction of the machine spindle.

36.5 36.5

1. The standard fixed length A: 40 taper=8mm , 50 taper=6mm.
Other lengths are available upon request.

2. Clamping nut and wrench are included. Collet must be ordered separately.

3. The angles of positioning pin to drive key groove and direction of cutting edge
are adjustable from 0° to 360°.

BSETTING DISK (included accessory)

For the precise adjustment

@74\\\

EXBI6

@ For NEW BABY COLLETG 3
@ For STOP BLOCK G 25

. Weight
Model Fig. Collet Speed Ratio (ilg)
BBT40-AGU30/NBS13-240 1 NBC13 1:1 6.9 ’ Exclusive STOP BLOCK is required.
BBT50-AGU30/NBS20-295 2 NBC20 1:1 16.1

of spindle angle or direction.

Clamp the Setting Disc
into the angled spindle.

\[d

D

Check
the cutter
alignment.

v)

Check

the setting
angle.




P A BIG-PLUS
JIS B 6339 (BIG-PLUS) DUAL CONTACT B BT SHANK

Angular operation in a @30mm bore (min.) is possible. Modular heads enhance versatility.
Head is aligned with spindle center for easy programing.

N

( SMALL BORE type

Base Unit Head

Clamping Capacity: 93 — 94

AG90-CA4SGM-64

MNVHS 14d/1494d

Smallest

©30mm

Clamping Capacity: @3 — 96

AG90-CA6SGM-45
gl 1 Go0-CAGSGI-133
BBT50-AGB-186
L K 30‘ 30
G|G
L K 30 30 BBT No. L1 L2 &
L1 L2 GG, £ | AT
H od | |4 w© f Y
i [} e
BBT No. R ] T “r o9
1) ra;d_T‘ o g » . T [ g
©
| ) - I st 5 o J \\R3 o ©
n H ~
) ) s
8 of f=— \R3 3 2 =
ﬁ o \ o a : [ M R18 (S=80)
‘ ! M T \ R21 (S=110)
5 PG 3 R18 H 6 Collar Compression
- In f-ompression _, Il 3 Pin Compression
Fixed Length A || Fixed Length A
MAX.2,000min-! MAX.2,000min-t
‘ BIG-PLUS tools can be used in machining centers with conventional spindles. ‘ w & Exclusive STOP BLOCK is required. ‘
@ The cutter rotates in the same direction of the machine spindle.
Set Model Base Head Fi d |[G|K|L|Li|L|M|P|Q Sezzsl Weight (kg)
e:|| = L 2 Ratio S=65 | S=80 |S=110
BBT40-AG90-CA4SGM-226 AG90-CA4SGM- 64 226 56 (133 5.6
-258 BBT40- - 96 3 - 4[12.5|16.5| 258 88(165|10.5(10.5| 1:1.06 57
-290 | AGB- 128 290, 120187 (Increase) | 58 | | _
-CA6SGM-207 162 | AG90-CABSGM- 45 207 37[114 5.7
-251 - 89 3-6|15| 20 | 251 81(158 |12.5| 16 | 1:0.77 5.9
-295 -133 295 125|202 (Decrease)| g 1
BBT50-AG90-CA4SGM-250 AG90-CA4SGM- 64 250 56 (117 12.5|11.9
-282 - 96 3 - 4(12.5/16.5| 282 88(149 |10.5(10.5| 1:1.06 — | 12.6]12
-314 BE,ZTSS_ 28] , 314| . o, [120/181 (Increase) 12.7]12.1
-CA6SGM-231 ?86; AG90-CA6SGM- 45 231 37| 98 12.6| 12
=275 - 89 3-6|15|20 | 275 81(142 |12.5| 16 1:.0.77 — [ 12.8]12.2
-319 -133 319 125186 (Decrease) 13 | 12.4
1. The standard fixed length A: 40 taper=8mm , 50 taper=6mm. Other lengths are available upon request. 4. Exclusive collets should be ordered separately.
2. The angles of positioning pin to drive key groove and direction of cutting edge are adjustable from 0° to 360°. 5. S=80 type is available for #50 taper models upon request.
3. Coolant cannot be supplied through the Locating Pin.
BMEXCLUSIVE COLLET
Model oA B Model oA B
| | CA4-3 3 CA6-3 3
-3. . 16.5 -
ﬂ < 3.5 35 4 4 0o
u -4 4 -5 5
1. Use only a cutting tool shank with exactly the -6 6
same diameter as the collet bore diameter.

2. Tolerance of the cutting tool shank must be

within h7. (€./[(D) A 60|



BIG-PLUS

|-m SPINDLE SYSTEM
. BBT SHANK “ DUAL conTacT JIS B 6339 (BIG-PLUS)

ANGLE HEAD

A @ AG90 SERIES (BUILD-UP TYPE)
S TYPE
BBT50-AG90/AGH35-230 (with AG35-FMA25.4-20) BBT50-AG90/AGH35-230S (with AG35-FMA25.4-20)
% Workpiece : Carbon Steel Workpiece : Carbon Steel
:' S55C (JIS) / C55 (DIN) S55C (JIS) / C55 (DIN)
E" Cutter : 80mm Face Mill Cutter : 80mm Face Mill
wn Cutting Depth : 2mm 2mm Cutting Depth : 3mm Smm
= Cutting Width : 60mm Cutting Width : 60mm
; Spindle Speed : 600 min" E Spindle Speed : 600 min"" E
Cutting Speed : 150m/min. 3 Cutting Speed : 150m/min. 3
Cutting Feed : 360mm/min. Cutting Feed : 360mm/min.
L L
@ AG90 SERIES (HMC TYPE)
S TYPE
BBT50-AG90/HMC32-230 BBT50-AG90/HMC32-230S
Workpiece : Carbon Steel Workpiece : Carbon Steel
S55C (JIS) / C55 (DIN) S55C (JIS) / C55 (DIN)

Cutter : 20mm Endmill Cutter : 20mm Endmill

3mm 4mm
with 2-flute of H.S.S. with 2-flute of H.S.S.

Cutting Depth : 3mm ! Cutting Depth : 4mm !

Spindle Speed : 400 min! c Spindle Speed : 400 min"" c
Cutting Speed : 25m/min. g Cutting Speed : 25m/min. g
Cutting Feed : 72mm/min. N Cutting Feed : 72mm/min. o

@ AGU SERIES (AGU30 TYPE)
BBT40-AGU30/NBS13-240

Workpiece : Pre-hardened Steel (HRC40)
Cutter : R5 2-flute carbide ball endmill
Spindle Speed : 6,000 min’!

Cutting Speed : 190m/min. B
Cutting Feed : 900mm/min.
Cutting Depth : Ad=0.1mm
Peck Feed : Pf=0.1mm

Pf

Ad

$%¢Results will vary depending on workpiece, cutting tool, machine model, and other conditions.

| All new applications are subject to review by engineering in order to confirm the Angle Head will operate within its capacity.
Our long experience and expertise enables us to design and manufacture
SPECIAL DESIGNS special custom made Angle Heads for almost any customer application.

® SPECIAL ANGLE ® EXTRA LONG ® OIL FEEDER ® BBT30
(SPECIAL ANGLE)

&1. gy

& spossvereenis
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i =
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BIG-PLUS
JIS B 6339 (BIG-PLUS) 1= DUAL GONTACT BBT SHANK

HIGH SPINDLE

Higher spindle speeds are available without
excessive load on the machine spindle.

N

L w
@
K }L 0.01 5
BBT No. v a
et \e ™~ E§~‘ 4D ):E
\ <
i o )
- - o) 11 Q]
= T 8y ®
4 3
@ AT )
S N I PV
T \ L)ﬂ”\/i\/
COOLANT [I—H] )
«©
®
Fixed Length H
‘ BIG-PLUS tools can be used in machining centers with conventional spindies. Exclusive STOP BLOCK s required. ‘

Model od L | Lo | oDt | D2 | Ki | s | Colet | fheed | Maxc | Wegnt
BBT40-GTG5-10-140 1.5-10 140 20 30 80 43 65 NBC10 4.67 20,000 4.8
BBT50-GTG6-10-158 1.5-10 158 20 30 100 58 80 NBC10 5.67 20,000 8.8

-GTG4-16-177 25-16 177 255 | 42 110 58 80 NBC16 3.80 15,000 10.6

1. The standard Fixed Length H is 6mm. —
2.1 pce. of maximum size collet (GTG5,6=NBC10-10AA,GTG4=NBC16-16AA) , clamping nut and wrench are included. @ For NEW BABY COLLET G 3
3. 6 (angle of locating pin to drive key groove) is adjustable to any degree from 0° to 360°.
4. Special Air Purge oil mist lubrication style is available upon request for machining graphite, ceramic, tungsten and other composite materials. @ For STOP BLOCK G 27
5. Please do not use with neat oil coolant. Using with neat oil coolant carries a risk of fire.

g For LOCATING PINS G 27

e For vRencH A 15

Special design for die & mold.
Long nose design for minimized interference.
Long tool life with grease nipple.

- L
" 0.01
e Ki 54.5
BBT No.
\\ N
o - 4D,
Sk
I o
< = [Te]
RNyt SO M | 1 - W5 ) NI )
Q > St T
w /—\‘ c: -
N CIS)
— 1L
COOLANT
Speed Ratio : 5.67
;N Fixed Length H

Exclusive STOP BLOCK is required. ‘

‘ BIG-PLUS tools can be used in machining centers with conventional spindles.‘

Weight

Model ad L | Ki [ S| Collet (kg)
BBT50-GTX6-8-200 | 0.5-8 [ 200 | 58 | 80 | NBC8 93

1. The standard Fixed Length H is 6mm.

2. Clamping nut and wrench are included.

3. Collet must be ordered separately.

4. Please do not use with neat oil coolant. Using with neat oil coolant carries a risk of fire.

€.1(¢D) A 62]
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BIG-PLUS

G SPINDLE SYSTEM

DUAL conTacT JIS B 6339 (BIG-PLUS)

. BBT sHank I

AIR TURBINE SPINDLE

High-speed Micro-Machining can be done on a normal machining
center, eliminating the need of an expensive high-speed machine.

Machine Spindle
Rotation=0

Relation between Spindle speed and air pressure (Reference)

MNVHS 1d/1494d

90,000
RBX7  RBX5 50000
Practical spindle |64 909 - 80,000 | 40,000 - 50,000 £ 70000 S RBX7
Speed (min-!) ’ ) ’ ’ = w./ /N7
Clamping Range 20.45 - 94.05mm (MEGA4S) % 60,000 beoroo
T.1.R at nose Less than 1um 'S 50,000 47,000 50,0001
Air pressure Less than 0.6MPa & 40000] 43,000, RBX 5
Air flow 300L/min [ANR](0.6MPa) 38,000
30,000 1 1
0.3 0.4 0.5 0.6

Air pressure (MPa)

 CENTER THROUGH Type |

For compressed air through the machine spindle.

\' y ¥
", “'“ L

(2 e =
BBT No.

' f '
w Iy For automatic tool change
L f;
\ [ Lﬁ'\ Air I -
A |

C
Max.g4
012

a a)
Q Q
*ﬂ. A I MEGA4S
‘ BIG-PLUS tools can be used in machining centers with conventional spindles.
Operating spindle q Weight
Model speed(min-1) Tool diameter L oD oD1 K (kg)
BBT40- RBX7C-4S-150 60,000 - 80,000 21.0 or smaller 150 78 50 43 3.1
-RBX5C-4S-150 40,000 - 50,000 21.5 or smaller 96 4.1
BBT50-RBX7C-4S-160 60,000 - 80,000 21.0 or smaller 160 78 68 53 6.3
-RBX5C-4S-160 40,000 - 50,000 21.5 or smaller 96 7.3

1. Nut and wrenches are included. Collet must be ordered separately.

2. XF1(Air Unit) must be ordered separately. @m

rjh‘ For MICRO COLLET G 2

._ACAUTION __________________

Compressed air to drive the AIR TURBINE SPINDLE must be clean. Therefore, coolant should \
not be supplied through the spindle on the machine that the AIR TURBINE SPINDLE is used. |
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P BIG-PLUS

€0l so i NDLE SYSTEM

BBT sHANK

JIS B 6339 (BIG-PLUS) DUAL CONTACT

(SIDE THROUGH Type |

The compressed air is supplied through the stop block which
also enables automatic tool change.

A
w
w@
3
w
L Drive key —
. B For automatic tool change Ki 42—2> %
o K""‘-. BBT No. R ;Z>
<
: ffﬂi_ Y M \ é % ~
T,
¥ 20 At o] | 2 J \ MEGAds
S Y g
f )
: Airr =
{{S =)
g Pin stroke: 6
K2
‘ BIG-PLUS tools can be used in machining centers with conventional spindles. ’ Exclusive STOP BLOCK is required.
Model Operating s_pi_qdle Tool diameter L oD K1 K2 S H Weight
speed(min-T) (kg)
BBT30-RBX7-4S-152-55 60,000 - 80,000 21.0 or smaller 152 80 28 33 55 -10 - 22 2.7
BBT40-RBX7-4S-151-65 60,000 - 80,000 21.0 or smaller 151 80 43 33 65 24 — 21 4.0
-RBX5-4S-151-65 40,000 - 50,000 1.5 or smaller 96 5.0
BBT50-RBX7-4S-166-80 60,000 - 80,000 21.0 or smaller 8.7
: : 166 100 58 48 80 -9 - 36
-RBX5-4S-166-80 40,000 - 50,000 21.5 or smaller 9.7
1. Nut and wrenches are included. Collet must be ordered separately.
2. XF1(Air Unit) must be ordered separately. @m
SET UP INFORMATION for AIR TURBINE SPINDLE
@ Preparing the Stop Block i
The @I6 AIR TURBINE SPINDLE utilizing a Locating S A ey
Pin requires the Stop Block, which is mounted to the g
machine spindle. Please contact a @16 agent for Moo =
details. = }
Locating Pin '

€.1(¢D) A 64]
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. BBT sHank I

BIG-PLUS

G SPINDLE SYSTEM

DUAL conTacT JIS B 6339 (BIG-PLUS)

AIR TURBINE SPINDLE

H Type | For Manual tool change

Easily mounted on machines without a stop block.

‘ BIG-PLUS tools can be used in machining centers with conventional spindles. ‘

Machine Spindle

Rotation=0
L
2
\ 3 o
\ER SR
—_— Epsc= Sl ges Sm— % - (-] Y
oo @ ©,
# |l \ mecass
Y ) 1%
[£]
3

K Air t L
| I (Tube diameter: 08) y

Operating spindle ; Weight
Model speed(min-1) Tool diameter L @D K S (k9)
BBT30-RBX7-4S-152H 60,000 - 80,000 21.0 or smaller 152 80 64.5 65 2.7
BBT40-RBX7-4S-151H 60,000 - 80,000 21.0 or smaller = 80 63 65 4.0
-RBX5-4S-151H 40,000 - 50,000 1.5 or smaller 96 71 5.0
BBT50-RBX7-4S-166H 60,000 - 80,000 21.0 or smaller e 100 78 0 8.7
-RBX5-4S-166H 40,000 - 50,000 21.5 or smaller 9.7
1. Nut and wrenches are included. Collet must be ordered separately. —
2. XF1(Air Unit) must be ordered separately. Em @ For MICRO COLLET G 2
B AIR FILTER REGULATOR for RBX (Contact our agent.)
Air filtering for turbine drive.
@ = E [Model | XF1 |
IN - "J..'I L —I-r--ll'- ouT
010 " _-_T*__i-t.'i. “ o8 i iltration:
T , (D Mist separator (filtration: 0.3 m)
l - :-_—_- @ (@ Micro mist separator (filtration: 0.01 xm)
i @ Precision regulator
<) @ Three ports valves for extracting pressurization
' (non-grease type)
® Dimensions
280 101
81 125 74 14.5
3
ﬁ |

| A 65 (€:1(0D)
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4 BIG-PLUS
JIS B 6339 (BIG-PLUS) DUAL CONTACT B BT SHANK

Application example
RBX7

Aluminum
A2017
Outstanding runout accuracy
permits super thin wall
cutting. F

0.065mm

Cutter 20.5mm Rib-endmill
Spindle speed 70,000min-1

Feed 1,500mm/min

D.0.C Ad=0.02mm

4mm

Prehardened steel
HRC40
Drastic time reduction by
ultra high speed rotation.
Excellent dynamic runout
accuracy makes DOC of
5pm clearly visible.

_—

Cutter R0O.1mm Ball nose endmill
Spindle speed 80,000min-1

Feed 400mm/min

D.0.C Ad=0.01mm

Prehardened steel
HRC40

Overall cutting length of 656m can
be achieved with one ball nose
endmill.

Drastically extended tool life.

Cutter R0.5mm Ball nose endmill
Spindle speed 65,000min-1

Feed 4,200mm/min

D.O.C Ad=0.2mm Rd=0.05mm

Prehardened steel
HRC40

Original 5 hour operation in
MC is reduced to 2 hours.

| N

&

._l

Prehardened steel
HRC40

No thermal expansion of
spindle results in finely
detailed surface finish.

Cutter R0.5mm Ball nose endmill
Spindle speed 75,000min-?

Feed 400mm/min

D.O.C Ad=0.02mm

Cutter R0.2mm Ball nose endmill
Spindle speed 70,000min-1
Feed 1,000mm/min
D.O.C Ad=0.01mm
Aluminum
A2017
High-precision drilling is i
possible without center drill 0.3mm |
operation. ) !

Even after 3,500 holes, no
problems can be found on

cutting edge. t=1.5mm
Cutter 20.3mm Solid drill
Spindle speed 75,000min-?
Feed 200mm/min
Peck 0.3mm

RBX5

Prehardened steel
HRC40

Even a taper endmill that
has high cutting forces

can achieve stable
cutting.
Cutter 21.5mm Rib-endmill
Spindle speed 40,000min-1
Feed 1,000mm/min
D.O.C Ad=0.05mm

Stainless Steel
SUS303

Tool life is doubled with .

over 1,200 holes and %5MM E. .
cutting time is reduced . '
to 1/3. . .

t=1.7mm
Cutter 20.5mm Solid drill
Spindle speed 40,000min-1
Feed 20mm/min
Peck 0.01mm

@BIOXA

N
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BIG-PLUS

G SPINDLE SYSTEM

. BBT sHank I

Hi-JET HOLDER

DUAL conTacT JIS B 6339 (BIG-PLUS)

Bearings in a separate housing from the coolant for extended life.

NEW BABY CHUCK Type |

Suitable for small diameter drills, gun drills and end mills
due to high precision New Baby Chuck.

L
BBT No. L1
— SR
T— T
@ i *H
= |_| Baby Perfect Seal
' — (optional)
Fixed Length H
BIG-PLUS tools can be used in machining centers with conventional spindles. Exclusive STOP BLOCK is required. ‘
Merit Set i
Model od oD L 2C1 2C2 S Collet M.a)_(i 2 pes. of Merit Ring and Weight
min 2 pes. of Merit Plate (kg)
BBT30-ONBS10N-135 3-10 30 138 NBC10 3.0
-ONBS13N-140 3-13 35 NBC13 3.1
66 10,000 MES-40
-ONBS16N-140 3-16 42 143 65 = NBC16 3.3
-ONBS20N-140 3-20 46 NBC20 3.3
BBT40-ONBS10N-1 10,000 3.9
HOMT o 3-10 30 168 NBC10
-200 203 73 8,000 MES-40 41
-ONBS13N-165 3-13 35 168 NBC13 10,000 4.0
-200 203 81.6 65 8,000 4.2
-ONBS16N-165 B . 168 ' e 8,000 4.3
-200 203 80 6,000 MES-50 4.6
-ONBS20N-165 320 46 168 NBC20 8,000 4.3
-200 203 6,000 4.7
1. The standard Fixed Length H is 6mm.
2. Wrench, Collet and Adjusting Screw are optional items.
3. Max. coolant pressure Jis. 2IMPa. I I MERIT SET Merit Plate
4. Clamping Nut is sold separately. Please order BABY PERFECT SEAL(BPS) for your application. Merit Set includes 2 pcs. /\(2 pes.)
Please do not use with neat oil coolant. each of Merit Plates, ".
Using with neat oil coolant carries a risk of fire. Merit Rings, O-Rings . 0
5. ¢ Please consult with the machine tool builder for the suitable "S" dimension. and Locking Pads. M%E'St ng

| A 67 (€1(0D)




BIG-PLUS
s B 6330 (Bi-pLUS) I et BRT spaNK

‘ BIG-PLUS tools can be used in machining centers with conventional spindles. ‘ Exclusive STOP BLOCK is required. ‘
Model od oD L 2C1 2C2 S Collet M.a)_(; 2 pcs.'\ff?{e'fn%ﬁé ana| VEIGNE
min 2 pcs. of Merit Plate (kg) A
BBT50-ONBS10N-165 168 8,000 7.2
-200 3-10 30 203 NBC10 6,000 7.4
-250 253 4,000 7.6
-ONBS13N-165 168 8,000 7.3 o
-200 3-13 35 203 NBC13 6,000 7.5 g
gt 253 | 996 | 80 80 00D MES-50 7.8 =
-ONBS16N-165 168 8,000 7.5 %
-200 3-16 42 203 NBC16 6,000 7.8 JZ>
-250 253 4,000 8.2 P
-ONBS20N-165 168 8,000 7.5
-200 3-20 46 203 NBC20 6,000 7.9
-250 253 4,000 8.2
1. The standard Fixed Length H is 6mm. ) )
e e g e oo s MERIT SET Meri Plte
4. Clamping Nut is sold separately. Please order BABY PERFECT SEAL(BPS) for your application. Merit Set incIudes 2 pcs. e ' /\(2 pcs.)
Please do not use with neat oil coolant. :Aa;rﬂ Oljtin'gsm O'_DSLZSS N
Using with neat oil coolant carries a risk of fire. and Locking Pads. Merit Ring [ i,
(2 pes.)

E? For LOCATING PINS G 27

@ Order Example

Please specify model numbers of the Hi-Jet Holder,
collet and nut when ordering.

Through Tools Jet Through

Option Option

(Order separately.) (Order separately.)

= D €@
NEW BABY COLLET ing Nul
E?m SIJBeZInt#( tPERFECT SEAL C?ED

b a BPS10-03035

Hi-Jet Holder (Nut is not included.)

BBT40-ONBS10N-165

Accessories
WRENCH NBC COLLET , BABY PERFECT SEAL ADJUSTING SCREW Rubber
= 'ﬁ‘ d " — ﬁ B L
zzﬁEENTDM'LL % v | @ @ :
CRED = = i
Model Model Model Model G L B
NBK10 NBC10-[] BPS10- [] NBA10B | Mii 16 3
NBK13 NBC13-[] BPS13- [ NBA13B | Mi4 | 20 4
NBK16 NBC16-[] BPS16- [] NBA16B | Mi8 | 20 4
NBK20 NBC20-[] BPS20- [] NBA20B | M21 | 20 4

€.1(¢D) A 68



4 BIG-PLUS
BBT SHANK DUAL conTacT JIS B 6339 (BIG-PLUS)

Hi-JET HOLDER

[ SIDE LOCK Type |

A Suitable for popular straight shanks with flat.
vs]
o L
d
vs]
0 —
» — |
> — EERL
Z
~ Y 7H
b -.- . 44
o Fixed Length H
BIG-PLUS tools can be used in machining centers with conventional spindles. ’ Exclusive STOP BLOCK is required. ‘
Max. Merit Set Weight
Model od oD L oC1 oC2 S min-i 2pos.of Mert Fing and (kg)
BBT40-OSL16N-150 16 150 80 4.4
-OSL20N-150 20 48 81.6 80 65 8,000 MES-50 4.3
-OSL25N-165 25 165 4.4
-OSL32N-165 32 58 99.6 98 6,000 MES-65 5.7
BBT50-OSL16N-150 16 80 7.5
-OSL20N-150 20 48 150 i 8,000 MES-50 74
-OSL25N-165 25 99.6 80 7.5
-OSL32N-165 32 58 165 7.9
MES-
-OSLA40N-165 40 64 % 6,000 65 8.0
-OSL50N-185 50 84 185 129.6 121 4,000 MES-90 11.9
1. The standard Fixed Length H is 6mm. 2. Max. coolant pressure is 2MPa.
Please do not use with neat oil coolant. MERIT SET i le‘ Merit(g’:)ege)
Using with neat oil coolant carries a risk of fire. Merit Set includes 2 pcs. 3 o -
each of Merit Plates, i‘, ! /\
Merit Rings, O-Rings
and Locking Pads. Merlt Rlng [ = [9
2 pcs.)
BREDUCTION COLLET
Model od oD L L1 H
H OSL25-16 16 o5 62 5.5 48
| - -20 20 50
) }f@f@rg OSL32-16 16 48
—— -20 20 | 32 | 66 | 55 | 50
L e -25 25 56
OSL40-16 16 48
-20 20 50
25 25 40 76 515 56
-32 32 60
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BIG-PLUS
s B 6330 (Bi-pLUS) I et BRT spaNK

[ MILLING CHUCK Type |

N

Suitable for end mills with straight shanks
due to superior gripping force.

od
oD
2Ci1

MNVHS 14d/1494d

— |

Fixed Length H

BIG-PLUS tools can be used in machining centers with conventional spindles. ‘ ’ Exclusive STOP BLOCK is required.

Max. | C-spanner | MeritSet | \yeight
Model od oD L aC1 oC2 S min-1 Model zgcscsmo’\iﬂﬂgrﬁlg aaend (kg)
BBT40-OMC 20N-170 20 60 170 81.6 80 65 8,000 FK58-62 MES-50 4.8
BBT50-OMC 20N-165 20 60 165 99.6 80 80 8,000 MES-50 6.8
OMC 32N-180 32 80 180 ) 98 6,000 FK80-90 MES-65 8.5
1. The standard Fixed Length H is 6mm. 2. Max. coolant pressure is 2MPa.
3. Nut for Milling chuck type (OMC) needs to be removed when replacing a merit ring -
and a merit plate. Contact @BI& agent for this. MERIT SET Merit Elate
4. Wrench is included. Merit Set includes 2 pcs. /\( pes.)
B ; each of Merit Plates,
Please do not use with neat oil coolant. Merit Rings O-Rings
Using with neat oil coolant carries a risk of fire. and Locking Pads. Merit ng Y. 4 0
(2 pcs.)

E? For STOP BLOCK G 27 @ For LOCATING PINS G 27

B COOLANT HOLE STRAIGHT COLLET

Model

OCA20- 6, 8,10, 12, 14, 16
OCA32- 6, 8,10, 12, 13, 14, 15, 16, 17, 18, 19, 20, 21, 22, 23, 24, 25, 28

€.1/(¢) A 70
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M BIG-PLUS

. BBT SHANK 5UAL GonTacT JIS B 6339 (BIG-PLUS)
DYNA TEST

JIS B 6339 (BIG-PLUS)

Precision test bar of the highest quality.

+ Periodic inspection of machine tools to control production stability.
- Shorter models are ideal for measuring ATC repeatability.

. %

‘ BIG-PLUS tools can be used in machining centers with conventional spindles.

Model L A oD

L BBT30-32-L150 150 125 o
Effective test length A -L235 235 210
BBT40-50-L200 200 170

oD

‘/ -L350 350 320 50
I\' . - . . BBT50-50-L.200 200 159

-L360 360 319

1. Taper length is in accordance with JIS BT standard.
NT Shank Basic Type (NT Shank) is only suitable for BT shank.

.

Model L A oD

NT30-32-L150 150 144 32
-L225 225 219
L NT40-50-L200 200 184

Effective test length A -L335 335 319 o
NT50-50-L200 200 194

oD

-L335 335 319
E I : ) N 1. Taper length is in accordance with JIS BT standard.
CLEANER

Blowing air cleans the BIG-PLUS machine spindle face.
Oil and dirt is removed from the spindle face.

BIG-PLUS machine spindle

L Model oD L
SBT30-ASC-30T 46 30
SBT40-ASC-40T 63 40
SBT50-ASC-60T 100 60

oD

1. When the cleaner is clamped into a BIG-PLUS machine spindle,
faces have 1mm clearance.

X (BIGH



MEGA MICRO CHUCK + + + + + + s v e e v v B1
MEGA NEW BABY CHUCK - « = -+ - o e o v v e e B2
MEGAE CHUGCK =+« cvvcevennennennns B4
MEGA DOUBLE POWER CHUCK: - - B5
NEW BABY CHUGCK « « « « « « e e e v eeeennn. B6
NEW Hi-POWER MILLING CHUCK - - - - - - . B8
MEGAERGRIP «-cccvcvvennennennn. B9
MEGA SYNCHRO Tapping Holder - - - - - - - - B10
FACE MILL ARBOR Type FMC - -+« -« - - B11
ANGLE HEAD + + + o covoenvnnencnenn B12
AIR TURBINE SPINDLE - « ==« s oeeeeee B18
HIGH SPINDLE =« + =+ s v vrmrnennennns B19
Hi-JETHOLDER -+ ccccccoceceensecns B20

DYNATEST - ccccveeeeeeeeennnann. B21
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. BDV sHank I

BIG-PLUS

SPINDLE SYSTEM

puaL contact DIN 69871 A (BIG-PLUS)

MEGA MICRO CHUCK' ot o as0s

Micro diameter design is ideal for high

speed applications in tight areas with 35 000

small diameter cutting tools.

‘ BIG-PLUS tools can be used in machining centers with conventional spindles. ‘

MAX.

Clamping Range MAX. Collet Nut Weight
Model pINg Range | oD L - mint Model Model (kg)
BDV40-MEGA3S- 60T 60 30 35,000 0.95
- 90T 0.45 - 3.25 10 90 60 28,000 | NBC3S-[] MGN3S 1.02
-120T 120 90 22,000 1.14
-MEGA4S- 60T 60 30 35,000 0.95
- 90T 0.45 - 4.05 12 90 60 28,000 NBC4S-[] MGN4S 1.03
-120T 120 90 22,000 1.17
-MEGA6S- 60T 60 30 35,000 0.96
- 90T 0.45 - 6.05 14 90 60 28,000 | NBC6S-[] MGN6S 1.05
-120T 120 90 22,000 1.20
1. MEGA NUT is included.
Spare Parts || Accessories
MEGA NUT MEGA WRENCH MICRO COLLET MICRO COLLET Qa TAPER CLEANER
"!'. ]TI @m PROTECTIVE CASE 1
@ 1l N ; E,
I8 e | B4
MEGA
MICRO CHUCK Model Model Model Model Model

MEGA3S MGN3S MGR10 NBC3S-[] NBB3S SC-NBC3S

MEGA4S MGN4S MGR12 NBC4S-[] NBB4S SC-NBC4S

MEGA6S MGN6S MGR14 NBC6S-[ ] NBB6S SC-NBC6S

MEGA8S MGNS8S MGR18 NBC8S-[]
L
L1
DV30
_ [ | _ “H -8 %
‘\_‘ [y
DV 30 sHANK
Clamping Range MAX. Collet Nut Weight

Model i ggd 9 oD L L1 min-1 Model Model (kg)
DV30-MEGA6S- 60T 0.45 - 6.05 14 60 36 25,000 | NBC6S-[] MGN6S 0.45
MEGAS8S- 75T 2.95 - 8.05 18 75 51 25,000 | NBC8S-[] MGNB8S 0.55

| B1 (€1(0D)




P4 BIG-PLUS
DIN 69871 A/B (BIG-PLUS) DUAL CONTACT BD\/ SHANK

MEGA NEW BABY CHUCK ' oritii o oo

Ideal ultra precision holders for high speed machining with carbide drills,
reamers and endmills. Wide range of lengths and a variety of collet series
sizes covers all machining applications. L

ﬁL‘ U
[ — I

il
EAd S
<
BIG-PLUS tools can be used in machining centers with conventional spindles. §
BDV40-MEGA 6N- 60 60 29 35,000 1.0 ;
- 90 90 55 35,000 1.1
-135 0.25 -6 20 135 100 20,000 NBC 6-[] MGN 6 1.2
-165 165 130 14,000 1.2
-200 200 165 9,000 1.3
-MEGA 8N- 60 60 29 35,000 1.0
- 90 90 57 35,000 1.1
-135 05 -8 25 135 102 20,000 NBC 8-[] MGN 8 1.3
-165 165 132 14,000 1.4
-200 200 167 9,000 1.5
-MEGA10N- 60 60 29 35,000 1.1
- 90 90 59 35,000 1.2
-135 1.5 -10 30 135 104 20,000 NBC10-[] MGN10 14
-165 165 134 15,000 1.6
-200 200 169 10,000 1.7
-MEGA13N- 60 60 33 35,000 1.1
- 90 90 61 35,000 1.3
-135 25 -13 35 135 106 20,000 NBC13-[] MGN13 1.6
-165 165 136 15,000 1.8
-200 200 171 10,000 2.0
-MEGA16N- 60 60 35 30,000 1.2
- 90 90 65 30,000 15
-135 25 -16 42 135 110 20,000 NBC16-[] MGN16 1.9
-165 165 140 15,000 2.2
-200 200 175 10,000 2.5
-MEGA20N- 60 60 40 30,000 1.3
- 90 90 70 30,000 1.6
-135 25 -20 46 135 115 20,000 NBC20-[] MGN20 2.0
-165 165 145 15,000 2.3
-200 200 180 10,000 2.6
1. MEGA NUT is included.

@ For NEW BABY COLLET for ENDMILL G 7 For ADJUSTING SCREW B 3
L

L1

™1

K\ H'-' [Ff @

L]
.

DV 30 sHANK DV30

Clamping Range MAX. Collet Nut Weight
ek P g% 2 28 L L min-1 Model Model (kg)
DV30-MEGA10N- 75 1.5-10 30 75 54 25,000 NBC10-[] MGN10 0.65

@BIOEA
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. BDV sHANK

MEGA NEW BABY CHUCK

BIG-PLUS

| =4 SPINDLE SYSTEM

puaL conTact DIN 69871 A/B (BIG-PLUS)

Coolant-through ho

Clamping Range : 0.25 - 520

L1

\ _ [a}
P =
] -
b\%
BIG-PLUS tools can be used in machining centers with conventional spindles.
Clamping Range MAX. Collet Nut Weight
Model od oD L L1 mln)S Model Model (kg)
BDV50-MEGA 6N- 90 90 50 20,000 3.0
il 0.25- 6 20 120 80 | 20000 | Ngg 6] MGN 6 )
-165 165 125 14,000 3.1
-200 200 160 9,000 3.2
-MEGA 8N- 90 90 50 20,000 3.1
-120 05 - 8 25 120 80 | 20000 | \pg g MGN 8 3.2
-165 165 125 16,000 3.3
-200 200 160 11,000 3.4
-MEGA10N- 90 90 55 20,000 3.2
-120 120 80 20,000 3.3
- 1.5 - 10 30 eE o 16.000 NBC10-[J MGN10 a5
-200 200 160 12,000 3.7
-MEGA13N- 90 90 55 18,000 3.2
120 25 - 13 35 120 80 | 189 | ngois-o | meNts 34
-165 165 125 16,000 3.7
-200 200 160 12,000 3.9
-MEGA16N- 90 90 55 17,000 3.4
120 25 - 16 42 120 85 i NBC16-[] MGN16 3.7
-165 165 130 16,000 4.1
-200 200 165 13,000 4.4
-MEGA20N- 90 90 55 16,000 3.5
-120 120 85 16,000 3.8
25 -2 4 ' NBC20- M
-165 > -20 6 165 130 15,000 c20-0] GN20 4.3
-200 200 165 13,000 4.6
1. MEGA NUT is included.
Spare Parts | | Accessories
MEGA NUT MEGA WRENCH NBC COLLET SEALING NUT ADJUSTING SCREW
= (=, |MEGA PERFECT SEAL Rubber
= ) 2G 3 S B L
—" I FOR ENDMILL “'H | ey .
t i rd COLLET [ d L i -
e ME-G 7 G = Ly ]

o UGK Model Model Model Model Model | G | L
MEGA 6N MGN 6 MGR20 NBC 6-[] MPS 6-[ ] NBA 6B | M 7 | 12 2
MEGA 8N MGN 8 MGR25 NBC 8-[] MPS 8-[] NBA 8B | M 9 | 13 25
MEGA10N MGN10 MGR30 NBC10-[] MPS10-[] NBA10B | M11 | 16 3
MEGA13N MGN13 MGR35 NBC13-[] MPS13-[] NBA13B | M14 | 20 4
MEGA16N MGN16 MGR42 NBC16-[] MPS16- [] NBA16B | M18 | 20 4
MEGA20N MGN20 MGR46 NBC20-[] MPS20- [ ] NBA20B | M21 | 20 4

EEX(BI6




pA BIG-PLUS
DIN 69871 A/B (BIG-PLUS) DUAL CONTACT BD\/ SHANK

®
MEGA E CHUCK Clamping Range : 93 - g12

Exclusively designed with the advanced technology for high
— speed endmilling. The long gripping length of the collet
provides a powerful gripping force.

L1

‘E . | i UT =
- S W
2
BDV No. HR S
<
<
BIG-PLUS tools can be used in machining centers with conventional spindles. >
zZ
MAX. Collet Nut Weight X
Model 26 oD L L1 min-1 Model Model (kg)
BDV40-MEGA 6E- 60 60 30 30,000 1.1
- 90 3- 6 25 90 60 30,000 MEC 6-[] MEN 6 1.2
-120 120 93 29,000 1.4
-MEGA 8E- 60 60 30 30,000 1.2
- 90 3- 8 30 90 63 30,000 MEC 8-[] MEN 8 1.3
-120 120 94 29,000 1.5
-MEGA 10E- 60 60 33 30,000 1.3
- 90 3-10 35 90 64 30,000 | MEC10-[] MEN10 1.4
-120 120 92 29,000 1.7
-MEGA 13E- 60 60 35 30,000 1.5
- 90 3-12 42 90 61 30,000 MEC13-[] MEN13 1.7
-120 120 95 29,000 1.9
BDV50-MEGA 6E-120 120 90 20,000 3.3
-165 8- 6 5 165 135 14,000 | MEC 6L MEN 6 3.8
-MEGA 8E-120 120 920 20,000 3.4
-165 8- 8 30 165 135 16,000 | MEC &L MEN 8 3.9
-MEGA 10E- 90 90 60 20,000 3.3
-120 3-10 35 120 90 20,000 MEC10-[] MEN10 3.6
-165 165 135 16,000 41
-MEGA 13E- 90 90 60 18,000 3.6
-120 3-12 42 120 90 18,000 MEC13-[] MEN13 3.8
-165 165 137 16,000 4.4
1. MEGA E NUT is included.
Spare Parts | [ Accessories
MEGA E NUT MEGA WRENCH MEGA E COLLET SEALING NUT ADJUSTING SCREW
Fig MEGA E PERFECT SEAL Rubber
= = |7 ﬂ L
L %
- A 9 0% .
- Q‘ .-.'."—,-' i gm i ‘
MEGA E CHUCK Model Model Model Model Model L B
MEGA 6E MEN 6 MGR25 MEC 6-[] EPS 6-[] NBA 6B | M 7| 12 2
MEGA 8E MEN 8 MGR30 MEC 8-[] EPS 8-[] NBA 8B | M 9| 13 2.5
MEGA10E MEN10 MGR35 MEC10-[] EPS10-[] NBA10B | M11 16 | 3
MEGA13E MEN13 MGR42 MEC13-[ ] EPS13-[] NBA13B | M14 | 20 | 4

¢€./(¢D) B4 |
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BD\/ SHANK bUAL contact DIN 69871 A/B (BIG-PLUS)

MEGA DOUBLE POWER CHUCK® Clamping Range : 016 - g42

Type DS | For coolant to cutting tool periphery

Close to integral rigidity and precision
of a solid toolholder. Flange contacting
el nut assures highest rigidity.

L
H H
Min Clamping Length Min Clamping Length
BDV No. E E
0 T o
5 D : £OOLANT G COOLANT
s = a 5
S—— e [
J W
BIG-PLUS tools can be used in machining centers with conventional spindles. ‘
i MAX. Weight
Model Fig.| od oD oD1 L H E b (ko)
BDV40-MEGA16DS- 90A 16 42 52.6 92 73 57 25,000 1.8
-MEGA20DS-100 1 20 55 55.7 102.5 71 - 81 58 22,000 2.1
-MEGA25DS-100A 25 62 62.7 102 73 - 83 59 18,000 2.4
-MEGA32DS-100 32 70 70.7 102.5 78 — 88 67 12,000 2.5
BDV50-MEGA16DS- 70 16 46 55 72.5 73 52 20,000 3.5
-MEGA20DS-100 > 20 60 69 102.5 71 - 81 58 20,000 4.9
-MEGA25DS-105 25 70 77 107.5 78 — 88 67 18,000 5.4
-MEGA32DS-105 32 80 86 107.5 80 - 97 73 15,000 5.7
-MEGA42DS-105 1 42 99 99.7 107.5 90 -107 12,000 6.6
1. Wrench is ordered tely.
2. "Hffeiﬁzic:tgé tﬁreeadsjzgt?ir?t)l,ength with an Adjusting Screw.
Accessories
MEGA WRENCH ADJUSTING SCREW 4#,‘
(. VRN
o =180
N/
| Ly
MEGA DOUBLE
POWER CHUCK el el 0 | L | L G w
BDV40-MEGA16DS MGR42L = = = = = =
-MEGA20DS MGR55L HMA-M16 8
-MEGA25DS MGR62L HMA-M16 19 27 6 M16P1.5
-MEGA32DS MGR70L HMA-M16S 10
BDV50-MEGA16DS MGR46L — = = = = =
-MEGA20DS MGR60L HMA-M16
19 27 6 M16P1.5 8
-MEGA25DS MGR70L HMA-M16
-MEGA32DS MGRS80L HMA-M24
. . 10
-MEGA42DS MGR99L HMA-M24 80 36 9.5 |M24P1.5

EX@I6



DIN 69871 A/B D\/ SHANK

NEW BABY CHUCK Clamping Range : 90.25 - 520

N

Great variety in length in order to support
high precision machining.

oD

N T g g

ey L <

DV No. T[]Qj 2

wn

:

Z

CarmpigRarel oo | L | L | o g | e ] A
DV40-NBS 6- 60 60 29 1.0
- 90 90 55 1.1
-135 025-6 20 135 100 NBC 6-[] NBN 6 1.2
-165 165 130 1.2
-200 200 165 1.3
-NBS 8- 60 60 29 1.0
- 90 90 57 11
135 05 -8 25 135 102 NBC 8-[] NBN 8 1.3
-165 165 132 1.4
-200 200 167 1.5
-NBS10- 60 60 29 1.1
- 90 90 59 1.2
-135 1.5 -10 30 135 104 NBC10-[] NBN10 1.4
-165 165 134 1.6
-200 200 169 1.8
-NBS13- 60 60 32 1.1
- 90 90 61 1.3
-135 25 -13 35 135 106 NBC13-[] NBN13 1.6
-165 165 136 1.8
-200 200 171 2.0
-NBS16- 60 60 34 1.2
- 90 90 64 1.5
-135 25 - 16 42 135 109 NBC16-[] NBN16 1.9
-165 165 139 2.2
-200 200 174 2.5
-NBS20- 60 60 40 1.3
- 90 90 70 1.6
-135 25 -20 46 135 115 NBC20-[] NBN20 2.0
-165 165 145 2.3
-200 200 180 2.6

2. Ko 20000 i 18 vl or DV40 ith L = 60 or omm,

For TAP DRIVING BACK STOP G 8

@IOEA
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. D\/ SHANK  piN 69871 A/B

NEW BABY CHUCK Clamping Range : 90.25 - g20

nT S
i |/ &
DV No. T[:@j
CampigRengel op | L | u | o T E
DV50-NBS 6- 90 90 50 3.0
120 025- 6 20 120 80 NBC 6-[] NBN 6 3.0
-165 165 125 3.1
-200 200 160 3.2
-NBS 8- 90 90 50 3.1
Sy 05 -8 25 120 oy NBC 8-[] NBN 8 €2
-165 165 125 3.3
-200 200 160 3.4
-NBS10- 90 90 50 3.2
-120 120 80 3.3
165 15 - 10 30 165 105 NBC10-[] NBN10 at
-200 200 160 3.7
-NBS13- 90 90 55 3.3
-120 25 - 13 35 120 80 NBC13-[] NBN13 34
-165 165 125 3.7
-200 200 160 3.9
-NBS16- 75 75 40 3.5
- 90 90 55 3.6
-120 25 - 16 42 120 85 NBC16-[] NBN16 3.9
-165 165 130 4.3
-200 200 165 4.6
-NBS20- 75 75 40 3.5
- 90 90 55 3.7
-120 2.5 - 20 46 120 85 NBC20-[] NBN20 4.0
-165 165 130 4.5
-200 200 165 4.8
1. NEW BABY NUT is included.
Spare Parts | | Accessories
NEW BABY NUT WRENCH NBC COLLET BABY PERFECT SEAL ADJUSTING SCREW
= (-G 3] y Rubber
' t‘ » FOR ENDMILL + = n B :
s Tl 68 | 0¥ .
iy E°G 7 T |CRED - 12 L
NEW BABY CHUCK Model Model Model Model Model G L B
NBS 6 NBN 6 NBK 6 NBC 6-[] BPS 6- ] NBAG6B | M7 | 12 | 2
NBS 8 NBN 8 NBK 8 NBC 8-[] BPS 8- NBA BB | M9 | 13 | 25
NBS10 NBN10 NBK10 NBC10-[] BPS10- ] NBA1OB | M11 | 16 | 3
NBS13 NBN13 NBK13 NBC13-[] BPS13- ] NBA13B | M14 | 20 | 4
NBS16 NBN16 NBK16 NBC16-[] BPS16- ] NBA16B | M18 | 20 | 4
NBS20 NBN20 NBK20 NBC20-[] BPS20- ] NBA20B | M21 | 20 | 4

@I
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NEW Hi-POWER

M’LL’NG CHUCK Clamping Range : 20 - g42

BIG's original design of slit structure supports heavy and
S finish end milling with high power and precision.

i H |
Sy f‘
J Min Clamping Length
Axial length adjusting screw E
(Optional) -
[/ gT a -
O
=
DV No. 2
%)
I
>
=
Min. Clamping Length C-Spanner Weight
Model od oD L H E Model (kg)
DV40-HMC20S- 85 85 1.6
-105 20 50 105 69 - 79 56 FK45- 50L 1.8
-120 120 2.0
-HMC25S- 95 25 59 95 57 FK58- 62L 1.9
-105 105 71 - 81 21
-HMC32S- 95 95 2.0
-105 32 68 105 64 FK68- 75L 2.2
135 135 79-89 2.7
DV50-HMC20-105 20 60 105 69 - 79 56 FK58- 62 46
-135 135 5.2
-HMC25-105 105 4.6
e 74 - 84 = A
oo 25 62 e 8 65 FK58- 62 —
-HMC32-105 105 5.2
-135 32 80 135 78 - 95 71 FK80- 90 6.3
-165 165 7.4
-HMC42-105 105 6.0
-135 42 99 135 93 -105 73 FK92-100 7.4
-165 165 9.1
2. " ndicates the achusiment longih aith an Adlueting Soraw.
Accessories
C-SPANNER ADJUSTING SCREW L
ap——
(. /7N
of F 319 {00
ISR
NEW Hi-POWER
MILLING CHUCK Model Model A - b & i
DV40-HMC20S FK45- 50L HMA-M16 19 27 6 M16P1.5 8
-HMC25S FK58- 62L HMA-M16 19 27 6 M16P1.5 8
-HMC32S FK68- 75L HMA-M16S 19 27 6 M16P1.5 10
DV50-HMC20 FK58- 62 HMA-M16 19 27 6 M16P1.5 8
-HMC25 FK58- 62 HMA-M16 19 27 6 M16P1.5 8
-HMC32 FK80- 90 HMA-M24 30 36 9.5 M24P1.5 10
-HMC42 FK92-100 HMA-M24 30 36 9.5 M24P1.5 10

@BIOER
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BIG-PLUS

G SPINDLE SYSTEM

puaL conTact DIN 69871 A/B (BIG-PLUS)

MEGA ER GR’P Clamping Range : 1.9 - 620

High precision collet, nut and body that outperforms standard ER systems.
Reliable and stable runout accuracy will also tremendously contribute to
improving machining capability and cost reduction.

| L

‘ A L2

L

ﬂ/yﬁ%

""& __ [ [ [P — T U[ Q
T . *\ [S]
= Adjusting Screw
‘ BIG-PLUS tools can be used in machining centers with conventional spindles. BDV No % (optional)
Model od oD oD1 L L1 L2 H M’\(I)lcjjtel '\Aﬁ)ﬁ W(ﬁ'g)ht
BDV40-MEGAER16- 60 60 29 41 35 - 45 35,000 1.3
- 90 90 57 71 35,000 1.5
-105 1.9 -10.0 30 447 105 72 86 MERN16 20,000 1.5
-135 135 | 102 116 35 -47 20,000 1.7
-165 165 132 146 15,000 1.8
-MEGAER20- 60 60 30 41 42 - 57 35,000 1.3
- 90 90 58 71 35,000 1.5
-105 2.75 -13.0 35 44.7 105 73 86 42 - 62 MERN20 20,000 1.6
-135 135 103 116 20,000 1.8
-165 165 133 146 15,000 2.0
-MEGAER25- 65 65 35 46 44 - 60 30,000 1.4
- 90 90 60 71 30,000 1.6
-105 2.75 - 16.0 42 44.7 105 75 86 44— 67 MERN25 20,000 1.8
-135 135 105 116 20,000 2.0
-165 165 135 146 15,000 2.3
-MEGAER32- 70 70 51 50 - 64 30,000 1.6
- 90 90 71 30,000 1.8
-105 2.75 - 20.0 50 = 105 - 86 50 - 68 MERN32 20,000 2.0
-135 135 116 20,000 2.3
-165 165 146 15,000 2.7
BDV50-MEGAER16- 75 75 39 56 20,000 3.8
-105 105 69 86 20,000 3.9
35 | 10 T100) 80 1701 ae T e [ a1e | 0747 | MERNTG o000 | 40
-165 165 129 146 16,000 4.2
-MEGAER20- 75 75 39 56 18,000 3.8
-105 105 69 86 18,000 4.0
135 2.75 -13.0 35 70.1 135 99 116 42 - 62 MERN20 18,000 40
-165 165 129 146 16,000 4.4
-MEGAER25- 75 75 39 56 44 - 66 17,000 3.9
-105 105 69 86 17,000 4.1
135 2.75 - 16.0 42 70.1 135 % 116 a0 MERN25 17,000 a4
-165 165 129 146 16,000 4.6
-MEGAER32- 75 75 39 56 50 - 66 16,000 4.0
-105 105 69 86 16,000 4.3
35 | 27572000 80 701 a0 [ 116 | s0-68 | MENNS2 g 000 | 46
-165 165 129 146 15,000 5.0

1. Mega ER Nut is included. Adjusting screw, collet and wrench must be ordered separately.

2. "H" indicates the adjustment length with an adjusting screw.
3. Balance screws are not included.
4. Mega ER Girip is not able to use DIN6499 Form-A collets and ESX collets.

To maintain the accuracy of the tool assembly, do not use collets and nuts
manufactured by another company with the chuck body of BIG’s Mega ER Grip.
Also, we cannot guarantee the accuracy statement for our collets if they are

Caution assembled on the chuck body of another manufacturer.
Spare Parts || Accessories
SEALING NUT
MEGA ER NUT MEGA WRENCH EER?COLLET MEGA ER PERFECT SEAL ADJUSTING SCREFYXbber
- D n L
T ﬁ - - - ‘
= I ‘ [0}
L @m - - ‘

MEGA ER GRIP Model Model Model Model Model L B
MEGA ER16 MERN16 MGR30L ERC16-[] MERPS16-[ ] NBA10B | M11 16 3
MEGA ER20 MERN20 MGR35L ERC20-[] MERPS20-[ ] NBA13B | M14| 20 4
MEGA ER25 MERN25 MGR42L ERC25-[] MERPS25-[ | NBA16B | M18| 20 4
MEGA ER32 MERN32 MGR50L ERC32-[] MERPS32-[ | NBA20B | M21 | 20 4

EXX@BI6
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MEGA SYNCHRO Tapping Holder Tapping Range : M2 - M20

o | |l||-cH)-=—c
Tap Holder Tap
Body
L
L1 L2
N S e A e
-
1 » w
a 2
BIG-PLUS tools can be used in machining centers with conventional spindles. ‘ ° 5
<
Model Tap Holder Model | 'aPping Range | ;p oD1 L L1 L2 Weight %
d (kg) =
-d- 110 30 Z
BDV40-MGT 6- 80 METe d- 38 M2 - Mé 36 16 150 80 70 1.4 A
No.3 - U1/4
-100 180 100
MGT12-d- 30 M6 — M12 110 30
-MGT12- 80 - 70 U1/4 - U7/16 41 20 150 80 70 1.5
-100 P1/8 180 100
MGT20-d- 35 M12 - M20 140 35
-MGT20-105 - 85 U1/2 - U3/4 54 30 190 105 85 1.9
115 P1/4 - P3/8 220 115
MGT 6-d- 30 M2 - M6 115 30
BDV50-MGT 6- 85 - 70 No.3 — U1/4 36 16 155 85 70 3.6
-100 185 100
MGT12-d- 30 M6 — M12 115 30
-MGT12- 85 - 70 U1/4 - U7/16 41 20 155 85 70 3.7
-100 P1/8 185 100
MGT20-d- 35 M12 — M20 140 35
-MGT20-105 - 85 U1/2 - U3/4 54 30 190 105 85 4.2
-115 P1/4 - P3/8 220 115
2. Conlant though langa I standard on sl BDVAO & 50 Bodiss.
Rigid tapping function is required on the machine tool.
® Tapping Range for DIN & ISO Standard
. DIN Standard ISO Standard
ST DING71 DIN376 DIN353 ISO529 1SO2284
MGT 6 M3-M6 M5-M8 M3-M5
MGT12 M5-M8 M8-M12 1/8 M6,M8,M12 1/8
MGT20 M10 M12-M20 1/4-1/2 M10-M20 1/4-3/8

M~ For detail of TAP HOLDER A 35— A 36
Coolant-through ho 65

[For Large Tap MGT36} Tapping Range : M22 - M36 H
‘ BIG-PLUS tools can be used in machining centers with conventional spindles.‘ . Tap HOIder m\-,—ﬂr I 1 e _
DIN standard b e | I 4
ol ,41% - 1
225 Synchro Adjuster § g 2
160 65 u Side Lock Bolt
‘ Tap size Weight
: 3 e} ‘ Tap Holder Model i odi [Cd2 | H | oD (ﬁ'g)
. ! ) s DIN376 | DIN353 :
= o — J
! 2 MGT36-180145-65 | M22,24 | P5/8 | 18 [14.5] 45| 38] 1.4
-200160-65 | M27 | P34 | 20 | 16 |51 | 40| 1.4
-220180-65 | M30 | P7/8 | 22 | 18 |53 | 42| 15
[ Model | BDV50-MGT36-160 -250200-65 | M33 | P1 | 25| 20 | 58|49 1.6
-280220-65 | M36 28 | 22 |62 | 52| 1.6

¢€./(¢9) B 10]
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BIG-PLUS

G SPINDLE SYSTEM

puaL contact DIN 69871 A (BIG-PLUS)

FACE MILL ARBOR Type FMC

L1
G
EM [77>/’7
\4
I/ G
- - T TIps 38
‘\W =
BDV No. ERy L
L1
TS G
‘/ = ——
S— =
|
BDV No. / bRy A
N Vg
L.
e
‘ BIG-PLUS tools can be used in machining centers with conventional spindles.
Model Fig. | Cutter Dia. oD oD1 L L1 L2 W G W(ﬁigg)ht
EDEEMEACE 40 16 32 60 16 5 8 M 8 1.2
- 90 1 90 1.6
AENIC22E00 50, 63 22 45 2 18 5 10 M10 15
- 90 90 1.7
HAulerre (Y 80 27 70 20 20 6 12 M12 20
- 90 . 90 2.6
-FMC32-
C32- 60 100 32 85 o 22 7 14 M16 2l
- 90 90 25
BDV50-FMC22- 60 60 4.0
- 90 50, 63 22 45 90 18 5 10 M10 4.4
-150 : 150 4.8
-FMC27- 60 60 4.3
- 90 80 27 70 90 20 6 12 M12 51
-150 150 6.9
-FMC32- 60 60 4.7
- 90 2 100 32 85 90 22 7 14 M16 6.0
-150 150 8.0

1. Clamp Bolt (Cap Screw) is included.

2. By utilizing a clamping bolt with a hole through, coolant is supplied through the bolt.

B 11 (€1((D)




BIG-PLUS
DIN 69871 (BIG-PLUS) DUAL CONTACT BD\/ SHANK

ANGLE HEAD S
(AG90 NBS type | SPINDLE ANGLE : 90° 5
It is the outstanding rigidity and accuracy of the - §
NEW BABY CHUCK, used for holding the @ =
cutting tool, that produces high precision with Dy
less runout. Available in various sizes to meet 5 Pin Compression | "
specific production requirements. Fixed Length A
Fig. 1 L K
L1 L2 oE
| ed
097 1 GG
5] d s w
o o § (— o
o 2 -+ <
o & 2
n N
© °J|—| =
=" =< 2
5 Pin Compression ‘ M Ri8 =
Fixed Length A A
1 ‘
L1125 L2 oF G G
9 > 097 T od
J 8
o g
| d 3
2 o o —___ 1 =y
i
(2]
: L M R21
‘ 6 Collar Compression
3 Pin Compression
Fixed Length A

BIG-PLUS tools can be used in machining centers with conventional spindles.
@ The rotation of the cutting tool is in reverse direction of the machine spindle.(Speed Ratio 1:1)

Exclusive STOP BLOCK is required.

Model Fig. od 6E| G| K| L |L |L|M|P|Q/|oF|Colet| M W(ig’)ht
BDV40-AG90/NBS 6 -180 180 55 | 77 5.1
il 1 025- 6 20 | 21 | 17 210 125 85 | 107 33|29 | 67|NBC 6| 6,000 5.3
-240 240 115 | 137 515
-270 270 145 | 167 5.7
-AG90/NBS10 -180 180 55 | 77 5.5
-210 1 1.5 -10 30 | 30 | 25| 210 | 125 | 85 | 107 | 45 | 43 | 91 |NBC10| 6,000 5.9
-240 240 115 | 137 6.2
-AG90/NBS13 -180 180 55 | 77 5.6
-210 1 25 -13 35|31 |28 | 210 | 125 | 85| 107 | 52 | 45 | 101 |[NBC13| 6,000 6.0
-240 240 115 | 137 6.3
-AG90/NBS20S-175S | 2 25 -20 46 | 35 |33 | 175 | 122 | 53 | 72| 65 | 62 [132|NBC20| 3,000 8.0
BDV50-AG90/NBS 6 -215 215 55 | 82 12.6
gal> 3 025- 6 20 | 21 | 17 245 160 8 | 112 33|29 | 67| NBC6| 6,000 12.8
-275 275 115 | 142 13.0
-305 305 145 | 172 13.2
-AG90/NBS10 -215 215 55 | 82 13.0
-245 3 1.5 -10 30 | 30 | 25 | 245 | 160 | 85| 112 | 45 | 43| 91 |NBC10| 6,000 13.4
-275 275 115 | 142 13.7
-AG90/NBS13 -215 215 55 | 82 13.1
-245 3 25 -13 35|31 |28 | 245 | 160 | 85| 112 | 52 | 45|101 |NBC13| 6,000| 13.5
-275 275 115 | 142 13.8
-AG90/NBS20 -230 3 25 -20 46 | 35 | 35 | 230 | 160 | 70 | 97 | 65 | 62 | 132|NBC20| 3,000 | 14.2
2" The angles ofpostioning pin o e key 6roove and drecton ofGuing 6036 are adusiabe hom o 1 360
3. Clamping nut and wrench are included. Collet must be ordered separately.
4. New Baby Collet for endmill model NBC[]-[ ]JEAA cannot be used.

@BIOEA



MNVHS Ad/AQ9

[ 2 BIG-PLUS

. BDV SHANK Ml 55xc cswracs o 69671 (Bia-pLUS)

ANGLE HEAD

Spindle head is equipped with a short taper for quick changing of various adapters.

[AGQO BUILD-UP type ] SPINDLE ANGLE : 90°

[STANDARD TYPE]

Designed for greater rigidity by having the face of the spindle
bore in line with the center of the machine spindle. Also helps to
minimize interference problems with ATC and storage problems

230

45

within the magazine.

[HIGH RIGIDITY TYPE]

10 65 45 45
Gage Line for
ot 25l AG35 Adapters

G N 038.1
— 07 1/

T
o o V
- ¢ 7
Y] . -+
‘ R21
6 Collar
Compression
3 Pin Compression
Fixed Length A

Exclusive STOP BLOCK for
ANGLE HEAD is required.

MAX.3,000 min-!

BIG-PLUS tools can be used in machining centers with conventional spindles.

@ The cutter rotates in the same direction of the machine spindle.

Model Weight (kg)

BDV50-AG90/AGH35-230 15.0

1. The standard Fixed Length A is 6mm. Other lengths are available upon request.
2. The angles of positioning pin to drive key groove and direction of cutting edge are adjustable from
0" to 360°.

Provided with a steel housing and reinforced locating pin

assembly for applications where increased rigidity is required to
perform various types of heavier machining.

EE(BI6>

230 45
10 65

45 45
2125 Gage Line for
AG35 Adapters
(@ 038.1 pie

110/ | ~

100
/
\

/o
ull 1

L “ﬁ‘f = =
\, | ales

6 Collar
Compression o _Draw Bar

3 Pin Compression

S:

Fixed Length A

Exclusive STOP BLOCK for
ANGLE HEAD is required.

MAX.3,000 min-1

BIG-PLUS tools can be used in machining centers with conventional spindles.

@ The cutter rotates in the same direction of the machine spindle.

Model Weight (kg)

BDV50-AG90/AGH35-230S 16.3

1. The standard Fixed Length A is 6mm. Other lengths are available upon request.
2. The angles of positioning pin to drive key groove and direction of cutting edge are adjustable from
0" to 360°.

S=80 type is available upon request. E? For STOP BLOCK G 25
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DIN 69871 (BIG-PLUS) DUAL CONTACT BD\/ SHANK

oF=Minimum bore size that an AG35 adapter
can fit into, excluding the cutting tool.

Min. Access Bore
oF

v us]
O
=
NEW BABY CHUCK g
L X
T Model od L oC oF | Weioht @
(k9) =
AG35-NBS10 1.5-10 47 30 162 0.6 ;
=f- g R -NBS13 | 25-13 35 168 0.7
-NBS16 25-16 54 42 170 0.8
-NBS20 25-20 46 0.9
Collet and wrench must be ordered separately.
L
NEW HI-POWER MILLING CHUCK
Weight
Model od L oC oF
(kg)
AG35-HMC20S 20 60 50 178 1.5
Wrench(FK45-50L) is included.
L
H
F F.
C1ompression ‘ T(Qension (forward) AUTO TAPPER TYPE B (Automatic depth control)
F X
| l Tension (reverse) Model d L |oC|H|F1|F2|Fs W(i'g)ht
I I ¢}
=== AG35-ATB12E | M4-M12 | 80[405| 72| |5 | 4 1.0
Tap Collet -ATB20E | M8-M20 |115|57.5/1025 ~ |6.5| 5 1.7

For Tap Collets, please contact (BIG agent.

L H FACE MILL ARBOR
Weight
Model oD L H
D |- (k9)
§= - 2 AG35-FMA25.4-20 25.4 20 22 1.0
= AG35-FMH22 -30 22 30 18 1.0
-FMH27 -20 27 20 20 1.0

Cutter face protrudes by 7.5mm from the 125mm diameter housing with the following combinations;
AG35-FMA25.4-20 + 50mm thick cutter, AG35-FMH22-30 + 40mm thick cutter
AG35-FMH27-20 + 50mm thick cutter

MORSE TAPER ADAPTER
Model od |MT.No.| L oc | oF | Weight
(kg)
AG35-MT1 12.065| 1 50 | 24 | 164 0.6
-MT2  |17.78 | 2 60 | 32 | 180 07

¢€.1(¢D) B 14]
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. BDV SHANK Ml 55xc cswracs o 69671 (Bia-pLUS)

ANGLE HEAD

Improved versatility is achieved from the 32mm capacity Milling Chuck

by using parallel reduction collets and other accessories.

(AG90 HMC type ) SPINDLE ANGLE : 90°

[STANDARD TYPE]

Designed for greater rigidity by having the face of the spindle
bore in line with the center of the machine spindle. Also helps to
minimize interference problems with ATC and storage problems
within magazine.

S=

230 }45
280
032 | 45 45
2125 \
L T e
— oiojo) @ s 0048
: - : s ——
- | 3 =
INER |
o [S) Q
- @) 9 o P
=

_Ill._ 3 Pin Compression

97
6 Collar Compression

Fixed Length A

MAX.3,000 min-1

Exclusive STOP BLOCK for
ANGLE HEAD is required.

BIG-PLUS tools can be used in machining centers with conventional spindles. ‘

@ The cutter rotates in the same direction of the machine spindle.

Model

Weight (kg)

BDV50-AG90/HMC32-230

16.8

1. The standard Fixed Length A is 6mm. Other lengths are available upon request.
2. The angles of positioning pin to drive key groove and direction of cutting edge are adjustable from

0 to 360°.

3. Wrench (FK80-90) is included.

[HIGH RIGIDITY TYPE]

Provided with a steel housing and reinforced Locating Pin
assembly for applications where increased rigidity is required to
perform various types of heavier machining.

@ For STRAIGHT COLLET G 15

6 Collar Compression
3 Pin Compression

Fixed Length A

MAX.3,000 min-1

230 | 45
280
232 | _ |, 45 45
2125 BE
FEL) [T e
0ff < E 00
: , - : g —
\ @ !
o | |
i °_{ ‘ 8l &
@f =] S
97 R 21

Exclusive STOP BLOCK for
ANGLE HEAD is required.

BIG-PLUS tools can be used in machining centers with conventional spindles. ‘

@ The cutter rotates in the same direction of the machine spindle.

Model

Weight (kg)

BDV50-AG90/HMC32-230S

18.1

1. The standard Fixed Length A is 6mm. Other lengths are available upon request.
2. The angles of positioning pin to drive key groove and direction of cutting edge are adjustable from

0" to 360°.

3. Wrench (FK80-90) is included.
S$=80 type is available upon request.

EEHBI6>

@ For STRAIGHT COLLET G 15
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Fc® Bl1G-PLUS
DIN 69871 (BIG-PLUS) DUAL CONTACT BD\/ SHANK

High rigidity bearings and substantial spindle design.
Max. power transmission 20Kw. (at 1,500min-")

(AG90 FACE MILL type ) SPINDLE ANGLE : 90°

190 38.5
(@80) cl
| amp Bolt
0140 ‘ = . 38.5 385
[ =] (s 1 T e
0125 ggé;f:ﬂ: @ F? . 9.35 -
TT] [ N / e access w}
OO0H | o o = / : Min. bore for <
I 4 //% > W\ 0206 5
: | i gl | \ <
ol [©) o , /
E : e f " ( |,/ )Z>
n - : — ~
; — 57
Iy }:—’
’L 6 Collar Compression R21
3 Pin Compression
Fixed Length A

MAX.1,500 min-1

- Exclusive STOP BLOCK for
ANGLE HEAD is required.
Simple 90° indexing of BIG-PLUS tools can be used in machining centers with conventional spindles. ‘
the cutter direction. @ The rotation of the cutting tool is in reverse direction of the machine spindle.
'
(Accuracy +5)) Model Weight (kg)
BDV50-AG90-FMA25.4S-190S 19.2

Figures in () indicate dimensions when 80mm diameter and 50mm high face mill cutter is mounted.
1. The standard Fixed Length A is 6mm. Other lengths are available upon request.

2. Coolant cannot be supplied through the Locating Pin.

3. The angles of positioning pin to drive key groove and direction of cutting edge are adjustable from 0° to 360°.

Hl Cutter head adjustable through [l Indexing through 90°

360° to any angle Cutter head is quickly indexable to 90°
Following the release of the Adjusting increments. (The Support Pin should
Bolts (8 positions), the cutter direction  be removed.)
can be easily adjusted.

Adjusting L
Bolt
© 5
0 0 ° y
=
Support Pin

ACAUTION :Indexing should not take
place within the machine.

@R



MNVHS Ad/AQ9

14 BIG-PLUS
BD\/ SHANK puAL conTacT DIN 69871 (BIG-PLUS)

ANGLE HEAD

Suitable for all cutting angles. In addition to the cutter head being adjustable a full 360°,
the spindle also becomes easily and precisely adjustable from 0° to 90° by 1° increments.

( AGU UNIVERSAL type | SPINDLE ANGLE : 0" to 90°

\%‘\Q vy

L1 ) L2

297(#40) @ - F
o125(#50)

T O >
- o

/_
o e
oCe2

» j— 8 &

s L el é@f
- M

6 Collar Compression(#50 Only)
5(#40), 3(#50)

Pin Compression
Fixed Length A
BIG-PLUS tools can be used in machining centers with conventional spindles. ‘ - - - -
@ The rotation of the cutting tool is in reverse direction of the machine spindle. Exclusive STOP BLOCK is required. ‘
Model od | oE | oD |0Ci|oCe| L | Lt | L2 | M | F | s | Collet | Max. | Weight
min (kg)

BDV40-AGU/NBS13-280 25-13 | 35 | 115 | 51 97 | 280 | 180 | 100 | 124 | 102 65 | NBC13 | 6,000 9.7
BDV50-AGU/NBS20-315 25-20 | 46 | 140 | 65 | 125 | 315 | 200 | 115 | 125 | 118 | 110 | NBC20 | 4,000 | 20.8

1. The standard fixed length A: 40 taper=8mm , 50 taper=6mm. Other lengths are available upon request

2. The angles of positioning pin to drive key groove and direction of cutting edge are adjustable from 0° to 360°. @ For NEW BABY COLLET G 3 @ For STOP BLOCK G 25

3. Clamping nut and wrench are included. Collet must be ordered separately.

‘.‘ et

EXCLUSIVE CLAMPING BOLTS AND NUTS
PRECISE ANGLE ADJUSTMENT

Uni . hani o Specially selected materials and special design
nique setting mechanism enables for clamping the head guarantee rigidity for even
EASILY ADJUSTABLE SPINDLE  the spindle angle to be precisely set end milling applications.

ANGLE FROM 0" to 90°. at 1° increments.

Adjustable AGU Universal Series expands Angle Head capabilities to
accomplish various angular machining applications.

®Machining draft
angle of a mold

@® Corner
rounding

@®Drilling or end
milling on an
angled surface

B 17 (€1(¢D)



AIR TURBINE SPINDLE

High-speed Micro-Machining can be done on a normal machining
center, eliminating the need of an expensive high-speed machine.

DIN 69871 (BIG-PLUS)

J BIG-PLUS

‘H” L d SPINDLE SYSTEM

DUAL CONTACT

BDV sHaNK

Machine Spindle
Rotation=0

Relation between Spindle speed and air pressure (Reference)

90,000
RBX7 RBX5 80,000 0,000
—Too € 70,000 Y ) Vi 4
Practical spindie g4 09 - 80,000 | 40,000 - 50,000 = 66,000 noxT
speed (min') 5 60,000
Clamping Range 20.45 - 4.05mm (MEGA4S) 5 (58,000
T.I.R at nose Less than 1um % 50,000 M-
Air pressure Less than 0.6MPa 0C 40,000 — - RBX5
Air flow 300L/min [ANR](0.6MPa) 30,000 L22%° . .
0.3 0.4 0.5 0.6
Air pressure (MPa)
[CENTER THROUGH Type ]

For compressed air through the machine spindle.

- L |
‘-\ o - o
o "'"";; BDV No. K <
.l' ; , "&"" ] % o
g P’}F T g5
Q] ¥ vl e e
™ :IE. f A |
e T MEGA4S
g For automatic tool change
BIG-PLUS tools can be used in machining centers with conventional spindles.
Operating spindle g Weight
Model speed(min-1) Tool diameter L oD oD1 K (kg)
BDV40-RBX7C-4S-150 60,000 - 80,000 21.0 or smaller 150 78 49.6 43 3.1
-RBX5C-4S-150 40,000 - 50,000 21.5 or smaller 96 ) 4.1
BDV50-RBX7C-4S-145 60,000 - 80,000 21.0 or smaller 145 78 68 38 5.8
-RBX5C-4S-145 40,000 - 50,000 21.5 or smaller 96 6.8

MNVHS Ad/AQ9

1. Nut and wrenches are included. Collet must be ordered separately.

2. XF1(Air Unit) must be ordered separately. m ACAUTION
For MICRO COLLET
( Compressed air to drive the AIR TURBINE SPINDLE must be clean. Therefore, coolant should \

| not be supplied through the spindle on the machine that the AIR TURBINE SPINDLE is used. |
.

________________________ D
IDE THR HT L
[S e j BDV No. ‘Lﬂ
*"}r ] % e
i 2T i of %

7t @ - e
“ Ar —ff—-—-—-—
For automatic tool change )
Pin stroke : 6 \
Ko
‘ BIG-PLUS tools can be used in machining centers with conventional spindles. ‘ Exclusive STOP BLOCK is required. ‘
Operating spindle n Weight
Model pspeedg(,mi?'n-‘) Tool diameter L oD K1 K2 S H (kg)
BDV40-RBX7-4S-165-65 60,000 - 80,000 1.0 or smaller 80 T 4.0
-RBX5-4S-165-65 40,000 - 50,000 21.5 or smaller 1ed 96 o 47 S Led 5.0
BDV50-RBX7-4S-170-80 60,000 - 80,000 21.0 or smaller 2 8.7
-RBX5-4S-170-80 | 40,000 - 50.000 | oi.50rsmaller | /0 | 100 62 52 80 | 5-40 g7
1. Nut and wrenches are included. Collet must be ordered separately.
2. XF1(Air Unit) must be ordered separately. m
SET UP INFORMATION for AIR TURBINE SPINDLE ; \
@ Preparing the Stop Block _ Al *jH
The @I AIR TURBINE SPINDLE utilizing a Locating MNe—o =
Pin requires the Stop Block, which is mounted to the 1 }
machine spindle. Please contact a @I6) agent for Locating Pin Y

details.

@I
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BIG-PLUS
BD\/ SHANK puAL conTacT DIN 69871 (BIG-PLUS)

HIGH SPINDLE

Higher spindle speeds are available without
excessive load on the machine spindle.

L
K1 l—L 0.01
BDV No.
© “IT~=+ 4D
3 + ala
: i8] S T %I S
°
]
T TP
— p e O /(,\V/y
T | L]Ex e
cooLANT [—H] -
©
Fixed Length H
‘ BIG-PLUS tools can be used in machining centers with conventional spindles. Exclusive STOP BLOCK is required. ‘
Model od L | Lo | oDt | D2 | Ki | s | Colet | fheed | Maxc | Wegnt
BDV40-GTG5-10-155 1.5-10 155 20 30 80 58 65 NBC10 4.67 20,000 5.0
BDV50-GTG6-10-163 1.5-10 163 20 30 100 63 80 NBC10 5.67 20,000 9.0
-GTG4-16-182 2.5-16 182 25.5 42 110 63 80 NBC16 3.80 15,000 10.8
1. The standard Fixed Length H is 6mm.
2. 1 pce. of maximum size collet (GTG5,6=NBC10-10AA,GTG4=NBC16-16AA) , clamping nut and wrench are included.
3.0 (angle of locating pin to drive key groove) is adjustable to any degree from 0° to 360°.
4. Special Air Purge oil mist lubrication style is available upon request for machining graphite, ceramic, tungsten and other composite materials.
5. Please do not use with neat oil coolant. Using with neat oil coolant carries a risk of fire.
GTX Type
Special design for die & mold.
Long nose design for minimized interference.
Long tool life with grease nipple.
> L
--\-“"“"h..“-- 0.01
. K1 54.5
. \\\ BDV No.
o T~ 4D,
o]
< e o
< - 0
L ] S
3 e 5t g
e -

—
COOLANT.

Speed Ratio : 5.67 o
N Fixed Length H

Exclusive STOP BLOCK is required. ‘

‘ BIG-PLUS tools can be used in machining centers with conventional spindles.‘

Weight

Model od L | Ki | S| Collet (kg)
BDV50-GTX6-8-205 | 0.5-8]205| 62 | 80 | NBC8 95

1. The standard Fixed Length H is 6mm.

2. Clamping nut and wrench are included.

3. Collet must be ordered separately.

4. Please do not use with neat oil coolant. Using with neat oil coolant carries a risk of fire.

B 19 (€1((D)




DIN 69871 D\/ SHANK

Hi-JET HOLDER

NEW BABY CHUCK Type |

Suitable for small diameter drills,
gun drills and end mills due to high
precision New Baby Chuck.

L
L1
DV No.
7 A N
' f Bk
» L lil %
Baby Perfect Seal S
: — (optional) g
Fixed Length H %
>
Z
~
’ Exclusive STOP BLOCK is required. ‘
Merit Set i
Model od oD L oC1 oCz2 S Collet M.a)_(; 2 pes. of Merit Ring and Bl
min 2 pes. of Merit Plate (kg)
DV40-ONBS13N-165 25-13 35 73 NBC13 10,000 MES-40 4.0
ONBS16N-165 25-16 42 165 81.6 80 65 NBC16 8,000 MES-50 4.3
-ONBS20N-165 2.5-20 46 NBC20 8,000 4.3
DV50-ONBS13N-165 25-13 35 NBC13 7.3
ONBS16N-165 25-16 42 165 99.6 80 80 NBC16 8,000 MES-50 7.3
-ONBS20N-165 2.5-20 46 NBC20 7.5
1. The standard Fixed Length H is 6mm.
2. Wrench, Collet and Adjusting Screw are optional items. . .
3. Max. coolant pressurejil; 2IMgPa. " o MERIT SET - N Merit Plate
4. Clamping Nut is sold separately. Please order BABY PERFECT SEAL(BPS) for your application. Merit Set incluqes 2 pcs. { _' /\(2 pes.)
Please do not use with neat oil coolant. ‘:Aﬁ?t Oéin'gg”‘ o'?ﬁtnegss’ "d.- 0 N
Using with neat oil coolant carries a risk of fire. and Locking Pads. Merit Ring | {/
(2 pcs.)
Accessories
WRENCH NBC COLLET BABY PERFECT SEAL | ADJUSTING SCREW Rubber
D e I
FOR ENDMILL o ﬂ
COLLET | | = ¥ " @ 1 | &
G ° (MG 10 R e
Model Model Model Model G L B
NBK13 NBC13-[1 BPS13- [ NBA13B M14 20 4
NBK16 NBC16-[] BPS16- ] NBA16B M18 20 4
NBK20 NBC20-[! BPS20- [] NBA20B | M21 20 4

@BIOEE]
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. D\/ SHANK piN 69871

Hi-JET HOLDER

[ SIDE LOCK Type |

Suitable for popular straight shanks with flat.

DV No.

: Lk
A
t@_\L_ *H :
,,,,, ||
[
e L
Tk
L3 Fixed Length H
J Exclusive STOP BLOCK is required.
Max. Merit Set Weight
Model od oD L 2Ci1 oC2 S min-i 2 cségf‘;\{lﬁgrﬁlg ataend (kg)
DV40-OSL16N-150 16 150 80 4.4
-OSL20N-150 20 48 81.6 80 65 8,000 MES-50 4.3
-OSL25N-165 25 165 4.4
-OSL32N-165 32 58 99.6 98 6,000 MES-65 5.7
DV50-OSL16N-150 16 80 7.5
-OSL20N-150 20 48 150 80 8,000 MES-50 7.4
-OSL25N-165 25 99.6 80 7.5
-OSL32N-165 32 58 165 7.9
-OSL40N-165 40 64 98 8,000 BB 8.0
-OSL50N-185 50 84 185 129.6 121 4,000 MES-90 11.9
1. The standard Fixed Length H is 6mm. 2. Max. coolant pressure is 2MPa.
Please do not use with neat oil coolant. MERIT SET Merit Plate

Using with neat oil coolant carries a risk of fire.

Merit Set includes 2 pcs.
each of Merit Plates,

if&'i

ﬂz pcs.)

Precision test bar of the highest quality.

- Periodic inspection of machine tools to control production stability.
- Shorter models are ideal for measuring ATC repeatability.

Effective test length A

oD

B 21 (€1(¢D)

E? @ and Locking Pads. Merit Ring [ L G
(2 pcs.)
BREDUCTION COLLET
TL» Model ed |eD | L | L1 | H Model od |eD | L | L1 | H
vl m v
3 @@1 g} | OSL25 ;g 16 | 55 | o | 55 |48 || OSL40 ;g 16 48
L - 20 50 - 20 | 40| 76 | 55 |50
L OSL32-16 | 16 48 25| 25 56
20| 20 | 32 | 66 | 55 | 50 32| 32 60
25| 25 56

‘ BIG-PLUS tools can be used in machining centers with conventional spindles.

Model L A oD
BDV40-50-L200SD 200 170

-L.340SD 340 310 50
BDV50-50-L200SD 200 178
-L340SD 340 318




HSK sHANK

MEGA MICRO CHUCK - = -« + + « v e e e e e C1
MEGA NEW BABY CHUCK -+« - =« e e e e e et C3
MEGAECHUGK « + + ¢ v o cvveemennennnn c7
MEGA DOUBLE POWER CHUCK: - -« . C9
NEW BABY CHUCK « « « + v e v eeeeeenn C11
MEGAERGRIP:+++ v v ettt Cc13
NEW Hi-POWER MILLING CHUCK - - - - .- C15
HYDRAULIC CHUCK - - - - -+ v e v eeeeee e C16
SHRINKCHUGCK « « v v v oevmeeneennnnn. c19
MOLD CHUGCK - « « + e s e veeeneenenns Cc21
FACE MILL ARBOR + + + v+ v vvvrenennnns C22
MEGA SYNCHRO Tapping Holder =« =+ * =« * - Cc25
ANGLE HEAD + v s+ o vevmrnnenenennnn c27
AIR TURBINE SPINDLE - = = = v+ v v vvve C38
DYNATEST «cvvvovvvvcnnennennnnnn. C50
 Form E_

MEGA MICRO CHUCK - =+« + « v v e eee e e C40
MEGA NEW BABY CHUCK -+« - =« e e e e e et C42
SHRINK CHUGK =« + v+ v vrrrnenennnnnnn C44
DYNATEST +vcvvvverorenenenennnns C50
Form

MEGA MICRO CHUCK « -« + =« » v v o v e e e C45
MEGA NEW BABY CHUCK - - - -+ -« - - - - - - C46
MEGAECHUGK « + ++ v o vveesmennennn. C47
MEGA DOUBLE POWER CHUCK - - - - - - - - C48
DYNATEST «cvvvvvvncnnennennnnnn. C50

COOLANTPIPE v vvvvveeeeeennnnnnn C51
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MEGA M’CRO CHUCK® Clamping Range : 0.45 - 28.05

Taper-off design minimizes interference and maximizes
rigidity.

Coolant Pipe
(Optional)

Model ClampingRange| oD | oD1 | L L1 Hi | He G Max. | Collet Model | Weight
ad min-1 (kg)
HSK-A40-MEGAS3S- 75T 0.45-3.95| 10 16.0 75 44 20 38 M4 P0.7 32,000 NBC 3S-[] 0.28
- 90T 18.0 90 60 28,000 0.31
-MEGA4S- 60T 13.9 60 27 44 35,000 0.27
- 75T 16.7 75 43 32,000 0.30
0.45-4.05| 12 26.5 M5 P0.8 : NBC 4S-
- 90T 20.0 90 60 47 28,000 c4s-0 0.33
-105T 23.0 105 76 25,000 0.37
-MEGAG6S- 60T > 16.0 60 29 40 - 35,000 0.28
- 75T 19.0 75 45 32,000 0.31
0.45-6.05| 14 28.5 . NBC 6S-
- 90T 21.1 90 60 49 M7 P0.75| 28,000 O 0.34
-105T 25.0 105 76 25,000 0.39
HSK-A50-MEGA3S-105T 0.45-3.25| 10 18.9 105 66 22 38 M4 P0.7 | 28,000 | NBC 3S-[]| 0.55
-MEGA4S-105T 0.45-4.05| 12 | 206 | 105 66 | 26.5 47 | M5P0.8 | 25,000 | NBC 4S-[]| 0.58
-MEGA6S-105T 0.45-6.05| 14 | 222 | 105 66 | 285 49 | M7P0.75| 25,000 | NBC 6S-[]| 0.60
HSK-A63-MEGA3S- 75T 13.6 75 36 32,000 0.8
- 90T 0.45-3.25| 10 16.2 90 51 22 38 M4 P0.7 | 28,000 | NBC3S-[]| 0.8
-120T 21.5 120 81 25,000 0.9
-MEGA4S- 60T 13.0 60 23 37 35,000 0.8
- 75T 15.4 75 36 32,000 0.8
- 90T 18.0 90 51 28,000 0.9
0.45-4.05| 12 26.5 M5 P0.8 -
-105T 20.6 105 66 47 25,000 NBC 45-[] 0.9
-120T 23.3 120 81 22,000 0.9
-135T 25.9 135 96 20,000 1.0
-MEGA6S- 60T 15.4 60 23 37 35,000 0.8
- 75T 17.0 75 36 48 32,000 0.8
- . 2 .
S0 0.45-6.05| 14 196 20 o 28.5 M7 P0.75 8,000 NBC 6S-[] L
-105T 22.2 105 66 49 25,000 0.9
-120T 24.8 120 81 22,000 1.0
-135T 27.5 135 96 20,000 1.0
-MEGAS8S- 90T 23.3 90 51 30,000 0.89
- . M9 P0.75 i
120T 295 -8.05| 18 285 120 81 31 50.5 22,000 NBC 8S-[] 103
1. MEGA NUT is included.
2. Coolant pipelislordered separately.

3. For models with the mark of 3%, there is no internal thread (G).

| 1 (€1[0D)




DIN 69893-1 1SO 12164 HSK SHANK m .

Micro diameter design is ideal for high speed applications
in tight areas with small diameter cutting tools.

L1
- Ha
) T — K Hi1
e
! FT " —
! | S e e
= =
A G 3
Coolant Pipe — -
(Optional) C
Model Clamping Range | oD L L1 H1 He G Max. | Goliet Model | Weight T
ad min-1 (kg) 72
HSK-A40-MEGA3S- 60 0.45 - 3.25 10 60 26 22 39 M4 P0.7 | 30,000 | NBC 3S-[] 0.26 w
T
-MEGA4S- 60 60 27 44 30,000 0.26 >
- ————— NBC 4S-
- 90 0.45 - 4.05 12 90 57 26.5 47 M5 P0.8 25000 C 4S-[] 0.29 ;
-MEGAG6S- 60 % 60 28 40 = 30,000 0.27
- : NBC 6S-
- 90 0.45-6.05 | 14 90 | 58 | 285 "4 [m7P0o.75]| 25,000 Y a0
HSK-A50-MEGA3S- 75 0.45 - 3.25 10 75 36 22 38 M4 P0.7 | 30,000 | NBC 3S-[] 0.49
-MEGAA4S- 75 0.45 - 4.05 12 75 36 26.5 47 M5 P0.8 | 30,000 | NBC 4S-[] 0.50
-MEGA6S- 75 0.45 — 6.05 14 75 36 28.5 49 M7 P0.75 | 30,000 | NBC 6S-[] 0.51
HSK-A63-MEGA3S- 60 0.45 - 3.25 10 60 22 22 35 M4 P0.7 | 30,000 | NBC 3S-[] 0.8
-MEGAA4S- 75 75 36 48 30,000 0.8
- 8 —————1 NBC4S-
105 0.45 - 4.05 12 105 61 26.5 47 M5 P0.8 25000 O 08
-MEGAG6S- 75 75 36 48 30,000 0.8
.45 - 6. 28.5 M7 P0.75 ——————— NBC 6S-[]
05 | 047805 | T o | e 49 25,000 0.9
-MEGAS8S- 90 2.95 - 8.05 18 90 48 31 50.5 M9 P0.75 | 30,000 | NBC 8S-[] 0.87
1. MEGA NUT is included.
2. Coolant pipelsislr;(;;ereed separately.
3. For models with the mark of 3, there is no internal thread (G).
Spare Parts || Accessories
MEGA NUT MEGA WRENCH MICRO COLLET MICRO COLLET Q TAPER CLEANER
PROTECTIVE CASE
?. '| |j @m 1
M r 2l (] 3 = =
MEGA
MICRO CHUCK Model Model Model Model Model
MEGA3S MGN3S MGR10 NBC3S-[] NBB3S SC-NBC3S
MEGA4S MGN4S MGR12 NBC4S-[ ] NBB4S SC-NBC4S
MEGA6S MGN6S MGR14 NBC6S-[| NBB6S SC-NBC6S
MEGA8S MGNS8S MGR18 NBC8S-[ | = =

¢€./(¢D) c2 |
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MEGA NEW BABY CHUCK

The Body, Collet, Nut and Wrench are
to be ideal for

specifically designed

® Coolant-through hol

Clamping Range : 0.25 - 220

\." ¢ ﬁ. N high speed operations.
P
- ‘ L
P R ‘ ) L1
~g — H
~ SR o T
=, 17 | I~ | | ——— a1 H | Eeila)
* T LU N B SIS
A kY A
(VA"
Coolant Pipe Adijusting Screw
(Optional) (Optional)
Clamping Range Max. Weight
Model od oD L L1 H il Collet Model (kg)
HSK-A40-MEGA 6N- 60 X 60 30 33 35,000 0.31
- 75 025- 6 20 75 45 23 - 38 30,000 NBC 6-] 0.34
- 90 90 60 23 - 43 30,000 0.37
-MEGA 8N- 60 % 60 30 41 35,000 0.35
- 75 05 - 8 25 75 45 26 - 38 30,000 NBC 8-[] 0.39
- 90 90 60 26 - 44 30,000 0.44
-MEGA10N- 60 X 60 26 40 35,000 0.42
- 75 X 1.5 -10 30 75 39 55 30,000 NBC10-[] 0.49
- 90 90 54 38 - 48 30,000 0.56
-MEGA13N- 75 X 75 55 55 25,000 0.55
5 25 -13 35 . -
- 90 X% 90 70 64 25,000 MG 0.64
-MEGA16N- 75 % 75 55 53 20,000 0.65
- 90 X 25 -16 42 90 70 63 15,000 NBC16-Ll 578
-MEGA20N- 90 25 -20 46 90 70 66 15,000 NBC20-[] 0.86
1. MEGA NUT is included.
2. Coolant pipel?slgfdueer separately.
3. "H" indicates the adjustment length with an Adjusting Screw.
4. Adjusting screws can not be used with % marked models.
Spare Parts | [ Accessories
MEGA NUT MEGA WRENCH NBC COLLET i/llzéléNAG gLIJETRFECT - ADJUSTING SCREW
@m . Rubber
§ - B
e e For ENDMILL S8 " M . ‘ L
‘ v COLLET | fad 7 o
L2 =G 7 P D & L1
o ek Model Model Model Model Model | G | L | B
MEGA 6N MGN 6 MGR20 NBC 6-[] MPS 6-[] NBA 6B | M7 | 12 2
MEGA 8N MGN 8 MGR25 NBC 8-[] MPS 8-[] NBA 8B | M 9 | 13 2.5
MEGA10N MGN10 MGR30 NBC10-[] MPS10-[] NBA10B | M11 16 3
MEGA13N MGN13 MGR35 NBC13-[] MPS13-[] NBA13B | M14 | 20 4
MEGA16N MGN16 MGR42 NBC16-[] MPS16-[ | NBA16B | M18 | 20 4
MEGA20N MGN20 MGR46 NBC20-[] MPS20- [ | NBA20B | M21 20 4

| c3 (€1(0D)
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g For HSK-A63 & A100, refer to the following pages.

Model Clamping Range | 5p L L1 H T | Collet Model | o9t
HSK-A50-MEGA 6N- 60 60 25 23 - 28 35,000 0.5
- 75 75 37 30,000 0.6
-100 100 60 25,000 0.6
-120 025- 6 20 120 80 23 - 43 23,000 N2E el 0.7
-135 135 93 20,000 0.7
-165 165 123 15,000 0.8
-MEGA 8N- 60 60 26 34 35,000 0.5
- 75 75 37 26 - 37 30,000 0.6
-100 100 62 28,000 0.7
-120 05 - 8 2 120 82 s 25000 | NBC &L [ C
-135 135 96 20,000 0.8
-165 165 125 15,000 0.9
-MEGA10N- 60 3 A 60 27 35 35,000 0.6 I
- 75 % 75 38 46 33,000 0.7 ;
-100 100 63 25,000 0.8 I
120 15 -10 30 120 a3 s NBC10) — o >
-135 135 08 20,000 1.0 =
-165 165 128 15,000 1.1
-MEGA13N- 65 A 65 30 39 30,000 0.7
- 75 % 75 40 46 28,000 0.7
-100 05 _13 35 100 65 44 - 56 25,000 NBG1aL] |09
-120 120 85 20,000 1.0
-135 135 100 44 - 63 18,000 1.1
-165 165 130 15,000 1.4
-MEGA16N- 75 75 49 48 28,000 1.0
-100 100 74 48 - 55 20,000 1.1
-120 25 -16 42 120 94 15,000 NBC16-] 1.3
-135 135 109 48 - 68 1.4
-165 165 139 10,000 17
-MEGA20N- 75 % A 75 49 47 20,000 0.9
-100 100 74 51 - 54 15,000 1.3
-120 25 -20 46 120 94 13,000 NBC20-[] 16
-135 135 109 51 - 68 10,000 1.8
-165 165 139 8,000 22
; ACA(E(SQ:\I pt}gel?s":r:liuedrzg-separately.

3. "H" indicates the adjustment length with an Adjusting Screw.
4. Adjusting screws can not be used with % marked models.
5. NBC-E collet can not be used with & marked models.
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Clamping Range : 0.25 - 220

MEGA NEW BABY CHUCK

The Body, Collet, Nut and Wrench are
specifically designed to be ideal for

A

MNVHS MSH

_,,___“'. ﬁ. 3 high speed operations.
F
<
f ] ‘ L
F - ‘ ‘ L1

W™ - :

¢ [T i R ORI W O 1 —_ 8 %
myan N A
(VA"
Coolant Pipe Adijusting Screw
(Optional) (Optional)
Model Clamping Range| - op L L1 H Max. | Coliet Moder | g
HSK-A63-MEGA 6N- 75 75 35 23 - 38 35,000 0.9
- 90 90 48 30,000 0.9
-105 105 63 30,000 0.9
-120 025- 6 20 120 76 23 - 43 25,000 NBC 6-U 1.0
-135 135 91 20,000 1.0
-165 165 121 15,000 1.0
-MEGA 8N- 75 75 35 26 - 38 35,000 0.9
- 90 90 50 30,000 1.0
-105 e o 105 63 30,000 NBC 8- 1.0
-120 120 76 26 - 45 25,000 1.1
-135 135 91 20,000 1.1
-165 165 121 15,000 1.2
-MEGA10N- 75 X 75 36 50 33,000 1.0
- 90 90 50 38 - 45 33,000 1.0
-105 105 65 25,000 1.1
-120 15 -10 80 120 80 25,000 NBC10-0J 1.2
-135 135 93 S 20,000 1.3
-165 165 123 15,000 1.4
-MEGA13N- 75 75 37 49 30,000 1.0
- 90 ¥ 90 51 64 30,000 1.1
-105 105 66 44 - 56 25,000 1.2
-120 25 -13 3% 120 81 20,000 NBC13-LJ 1.3
-135 135 96 44 - 63 20,000 1.4
-165 165 125 15,000 1.7
-MEGA16N- 75 X 75 39 48 30,000 1.1
- 90 ¥ 90 54 63 25,000 1.3
-105 105 69 48 - 54 20,000 1.4
-120 25 -16 42 120 84 15,000 NBC16-[] 1.5
-135 135 99 15,000 1.7
-165 165 129 ol 10,000 2.0
-200 200 164 8,000 2.4
-MEGA20N- 75 75 39 51 30,000 1.2
- 90 ¥ 90 54 61 25,000 1.4
-105 105 69 51 — 54 20,000 1.5
-120 25 -20 46 120 84 15,000 NBC20-[] 1.7
-135 135 99 51 68 15,000 1.8
-165 165 129 10,000 2.3
-200 200 164 8,000 2.7
; MEOGI:;!,\I ;;;relfslgfliﬁ(:z.separately.

3. "H" indicates the adjustment length with an Adjusting Screw.
4. Adjusting screws can not be used with % marked models.
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Model Clamping Range| oy L Ly H Max. | Collet Model | /9"
HSK-A100-MEGA 6N- 90 90 43 20,000 25
-105 105 58 18,000 25
-120 025- 6 20 120 73 23 - 43 18,000 NBC 6- ] 25
-135 135 88 14,000 25
-165 165 113 12,000 26
-MEGA 8N- 90 90 43 20,000 25
-105 105 58 18,000 26
-120 05 - 8 25 120 73 26 - 45 18,000 NBC 8- [ 2.6
-135 135 88 14,000 27
-165 165 113 14,000 27 C
-MEGA10N- 90 90 43 38 - 45 20,000 26
-105 105 58 18,000 2.7
-120 1.5 -10 30 120 73 38 - 48 18,000 | NBC10-[J | 27 &
-135 135 88 14,000 2.8 A
-165 165 113 14,000 3.0 2
-MEGA13N- 90 3 90 43 55 18,000 2.7 Z
-105 X 105 58 70 16,000 2.8 .
-120 e o 120 73 16,000 NBC13- [ 29
-135 135 88 14,000 3.0
-165 165 118 a = E 14,000 3.2
-200 200 148 10,000 35
-MEGA16N- 90 90 47 55 15,000 2.8
-105 X 105 58 70 14,000 2.9
-120 25 -16 | 42 120 LE 1400 | ngete-O 2o
-135 135 88 13,000 32
-165 165 118 wE = 13,000 3.6
-200 200 151 10,000 4.0
-MEGA20N- 90 90 47 55 15,000 29
-105 ¥ 105 58 70 14,000 3.0
-120 T 46 120 73 14,000 e O 3.2
-135 135 88 51 68 13,000 33
-165 165 118 13,000 38
-200 200 153 10,000 43
; gfcflaa/?n’\l pLiJ;.)relisslr;(r:l;:adrzg-separately.

3. "H" indicates the adjustment length with an Adjusting Screw.
4. Adjusting screws can not be used with 3 marked models.

Spare Parts | | Accessories
MEGA NUT MEGA WRENCH NBC COLLET SEALING NUT ADJUSTING SCREW
@m - MEGA PERFECT SEAL Rubber
) . B
e For ENDMILL s e 0 =
t ‘.I.q.--' COLLET | !1_ _'l @ "
— m» Y o = 1
o e Model Model Model Model Model G| L | B
MEGA 6N MGN 6 MGR20 NBC 6-[] MPS 6-[ NBA 6B | M 7| 12 | 2
MEGA 8N MGN 8 MGR25 NBC 8-[] MPS 8-[] NBA 8B | M 9| 13 | 25
MEGA10N MGN10 MGR30 NBC10-[] MPS10-[] NBA10B | M11 | 16 | 3
MEGA13N MGN13 MGR35 NBC13-[] MPS13-[] NBA13B | M14 | 20 | 4
MEGA16N MGN16 MGR42 NBC16- ] MPS16- ] NBA16B | M18 | 20 | 4
MEGA20N MGN20 MGR46 NBC20- [ MPS20- [ NBA20B | M21 | 20 | 4

¢€./(¢D) C6 |
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®
MEGA E CHUCK Clamping Range : 3.0 - g12

Collet chuck designed exclusively for endmilling
with high concentricity and rigidity.

s T

L1

= —
- [ ! —_—
i H } ‘: 1 7 s ;_?Bi
i al &
} }‘ - i L=t AL et ____?_f -ST ? ®
I ‘\LA, 77‘\ sl B 3
Coolant Pipe Adjusting Screw
(Optional) (Optional)
Model Clamping Range| o oD1 L L1 H Max. | cojlet Model | Veight
od min-1 (kg)
HSK-A40-MEGA 6E- 60 X 25.6 60 24 41 35,000 0.39
- 75 X% 3- 6 25 28.2 75 39 55 35,000 | MEC 6-[]| 0.45
- 90 28.3 90 54 37 - 45 25,000 0.52
-MEGA 8E- 65 x 33.6 65 30 44 35,000 0.46
- 75 X% 3-8 30 33.6 75 40 54 30,000 | MEC 8-[]| 0.51
- 90 33.6 90 55 42 - 51 25,000 0.61
-MEGA 10E- 70 3% 3_10 35 35 70 35 48 30,000 MEC10-[] 0.52
- 90 35 90 55 48 - 52 25,000 0.67
-MEGA 13E- 70 3% 3_12 42 42 70 35 50 30,000 MEC13-[] 0.62
- 90 X 42 90 55 67 25,000 0.81
HSK-A50-MEGA 6E- 75 3_ 6 o5 28.5 75 37 37 - 43 30,000 MEC 6-[] 0.6
-100 32.8 100 64 37 - 45 28,000 0.8
-MEGA 8E- 75 X 3_ 8 30 33 75 40 42 30,000 MEC 8-[] 0.7
-100 36.2 100 57 42 - 51 28,000 0.9
-MEGA 10E- 75 % 3_10 35 38 75 40 48 30,000 MEC10-[] 0.8
-100 39.8 100 57 48 - 58 25,000 0.9
-MEGA 13E- 75 - 75 49 50 30,000 0.9
3-12 42 2 MEC13-
-100 - 100 74 50 - 55 25,000 <l 1.1
HSK-A63-MEGA 6E- 65 26.2 65 28 43 0.9
- 90 30 90 51 Sy 1.0
-105 3- 6 25 32.6 105 66 MEC 6-[] 1.1
7 -4
120 36 120 82 87-45 | 29,000 12
-135 39 135 99 27,000 1.4
-MEGA 8E- 67 % 31.3 67 30 45 30,000 0.9
- 90 35 90 52 37 - 45 1.1
-105 3-8 30 38 105 68 29,000 | MEC 8-[] 1.2
-120 40.4 120 83 42 - 51 28,000 1.4
-135 44 135 100 27,000 1.6
-MEGA 10E- 75 >< 37.4 75 37 48 30,000 1.1
- 90 3% 40 90 53 64 1.2
-105 3-10 35 42.8 105 69 29,000 | MEC10-[] 1.4
-120 46 120 85 48 - 58 28,000 1.5
-135 42.8 135 99 27,000 1.7
-MEGA 13E- 75 >< 44 75 31 49 30,000 1.2
- 90 % 44.8 90 46 64 1.4
-105 3-12 42 45.7 105 61 29,000 | MEC13-[] 1.6
-120 47.3 120 77 50 - 57 28,000 1.8
-135 46.6 135 92 26,000 1.9
1. MEGA E NUT is included.
2. Coolant pipe islso:'zz:ojedeseparately.

3. "H" indicates the adjustment length with an Adjusting Screw.
4. Adjusting screws can not be used with % marked models.

| c7 (€1(0D)
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Model Clampng fange | 5 | oDy L L1 H Max. | Gollet Model V"(ig)h‘
HSK-A100-MEGA 6E- 75 3% 28 75 33 46 24,000 2.5
- 90 29.5 90 48 2.6
-105 a- 6 | 25 | 821 | 105 63 2099 | e .0 27
-120 34.7 120 78 37 - 45 18,000 ) 2.8
-135 37.4 135 93 T 2.9
-165 426 165 123 3.2
-MEGA 8E- 75 33 75 33 46 24,000 25
- 90 34.2 90 48 - 26
-105 - - 36.9 105 63 MEG 801 2.8
-120 39.5 120 78 42 - 51 18,000 2.9 C
-135 42.1 135 93 16,000 3.1
-165 47.4 165 123 3.4
-MEGA 10E- 80 3¢ 37.4 80 38 51 22,000 2.6 T
- 90 3 39.1 90 48 61 20,000 27 2
-105 510 35 418 105 63 ' MEGH0-L1 2.9 @
-120 44.4 120 78 46 - 58 18,000 3.1 >
-135 47 135 93 16,000 3.3 =
-165 52.3 165 123 3.7
-MEGA 13E- 82 % 44.4 82 40 50 20,000 2.8
- 90 45.8 90 48 18.000 29
-105 48.5 105 63 ’ 3.1
120 J= 1z 42 T 120 78 so_6| | 16.000 MEC13-0] 573
-135 53.7 135 93 - 3.6
165 59 165 123 14,000 42
; 'goEo(Ia:;ltE p:\:)l;-li—slzzgrl:ec:ie;parately.

3. "H" indicates the adjustment length with an Adjusting Screw.
4. Adjusting screws can not be used with % marked models.

Spare Parts | [ Accessories
MEGA E NUT MEGA WRENCH MEGA E COLLET iﬂEléléN: I,\—Z‘UIZERFECT SEAL ADJUSTING SCREW
i, Rubber
- cao n 5 "
§ A VL ) Y=F
. ; o -G 11 T - ‘

MEGA E CHUCK Model Model Model Model Model G L B
MEGA 6E MEN 6 MGR25 MEC 6-[] EPS 6-[] NBA6B| M7 | 12 | 2
MEGA 8E MEN 8 MGR30 MEC 8-[] EPS 8-[] NBA 8B | M9 | 13 | 25
MEGA10E MEN10 MGR35 MEC10-[] EPS10-[] NBA10B | M11 | 16 | 3
MEGA13E MEN13 MGR42 MEC13-[] EPS13-[] NBA13B | M14 | 20 | 4

¢./(¢D) cs |
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MEGA DOUBLE POWER CHUCK

Type D

Close to integral rigidity and precision of a solid
Flange contacting nut assures highest rigidity.

Coolant-through hol

Clamping Range : 916 - 942

toolholder.
L

H
Min. Clamping Length
E

L1

st
- 1 -
7 i HER
z
Coolant Pipe ol
(Optional) L
H
Min. Clamping Length
E
= -
11
s w1 3l g g 4
S - S ® § a
|
. Coolant Pipe
(Optional)
Model Fig. | od | oD | oD1 | oDz | L Li H E el
HSK-A 40-MEGA16D- 80 1 16 46 - - 80 25.5 62 50 12,000 0.75
HSK-A 50-MEGA16D- 85 1 16 46 _ _ 85 25.5 62 50 25,000 1.0
-MEGA20D- 85 X 20 50 86 30.5 63 51 20,000 1.05
HSK-A 63-MEGA16D- 80A 80 55 50 28,000 1.3
- 90A 90 65 28,000 1.5
-105A 2 16 42 52.6 - 105 25 55 26,000 1.8
-135A0 135 71 22,000 2.3
-165A O 165 22,000 2.8
-MEGA20D- 90 90 65 28,000 1.7
-105 105 80 26,000 1.6
-120 2 20 55 556.7 - 120 33 56 25,000 2.2
-135 135 85 22,000 25
-165 A 165 20,000 3.1
-MEGA25D-100A 100 75 24,000 2.0
assAL| | P % | 87| T [Tags | 0 80 > 20000 | 28
-MEGA32D-105A 105 80 24,000 2.2
EETT N I R A I I BT e 64 20,000 | 2.9
HSK-A100-MEGA16D-105 105 18,000 3.5
-135 O] 2 16 46 55 63 135 235 7 50 16,000 4.1
-165 O 165 12,000 4.7
-MEGA20D-105 105 73 18,000 4.1
-135 2 20 60 69 74 135 25.5 85 56 16,000 5.0
-165 A 165 15,000 5.9
-MEGA25D-105 105 73 18,000 4.5
-135 2 25 70 77 85 135 32 90 65 16,000 5.6
-165 A 165 15,000 6.8
-MEGA32D-115 115 83 18,000 5.0
-135 2 32 80 86 - 135 39.5 103 71 16,000 5.8
-165 165 105 14,000 71
-MEGA42D-115 . e 99 99.7 _ 115 40 83 78 14,000 5.5
-135 135 97 10,000 6.9
2 Gootant pipo s rderad sepavatly
3. The dimension H shows how deep a tool can be inserted.
4. As a back stop of cutting tools, optional Adjusting Screw is available for models marked with /\. Please refer to the following page.

For the models marked with O, commecially available hex socket head screws can be used.

However, please contact a (BIG) agent when the screw needs to be used with coolant through the bodly.
5. % Straight Collet Type AC cannot be mounted in the HSK-A50-MEGA20D-85.

Other collets such as Type C and PJC are available.

EXX@BI6>
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L

H
Min. Clamping Length|
E
Coolant-through hol o Lt
Type DS | For coolant to cutting tool periphery ﬂ*‘r -4 )
— " — I | UID 6
'l l } | Qy v g
EML [L. )
E i _ Coolant Pipe ol
-~ .-kb\ (Optional) L
H
- = ™ Win. Clamping Lengih |
o -\-'""-\.\‘_ E
<. M . L
I'_. = T ,LT 5
) I':Iﬂ',l'.'-‘l_‘ ,,L,,‘ =" = -——O Ao
LI ©
q_J' % S— 1 Qy § % %
Coolant Pipe /
Fig. 2| (Optional) C
Model Fig. | od oD | oDi | oDz L Li H E v, el
min-1 (kg) T
HSK-A 40-MIEGA16DS- 80 1 16 46 = = 82.5 28 64 52 12,000 0.75 %)
HSK-A 50-MEGA16DS- 85 ] 16 46 - - 87.5 28 64 52 25,000 1.0 )
-MEGA20DS- 85 20 50 - = 88.5 33 65 53 20,000 1.05 >
HSK-A 63-MEGA16DS- 80A 16 42 52.6 - 82 27 57 52 25,000 1.3 %
-MEGA20DS- 90 2 20 55 557 _ 92.5 355 67 58 25,000 1.7
-120 122.5 87 23,000 2.2
-MEGA25DS-100A 1 25 62 62.7 - 102 41 77 59 22,000 2.0
-MEGA32DS-105A 32 70 70.7 - 107 35 81 66 22,000 2.2
HSK-A100-MEGA16DS-105 16 46 55 63 107.5 %6 73 52 18,000 3.5
-135 O 137.5 16,000 4.1
-MEGA20DS-105 107.5 75 18,000 4.1
-135 20 60 69 74 137.5 28 87 58 16,000 5.0
=165 /\ 167.5 15,000 5.9
-MEGA25DS-105 2 107.5 75 18,000 4.5
-135 25 70 77 85 137.5 34.5 92 67 16,000 5.6
-165 A 167.5 15,000 6.8
-MEGA32DS-115 117.5 85 18,000 5.0
-135 32 80 86 = 137.5 42 105 73 16,000 5.8
-165 167.5 107 14,000 7.1
-MEGA42DS-115 1 42 99 99.7 - 117 42 85 80 14,000 5.5
1. Wrench is ordered separately.
2. Coolant pipe is ordered separately.
3. The dimension H shows how deep a tool can be inserted.
4. Type DS provides coolant around the cutting tool periphery, even if used with a cutting tool with a through hole.
5. As a back stop of cutting tools, optional Adjusting Screw is available for models marked with /\.
For the models marked with O, commecially available hex socket head screws can be used.
However, please contact a (BIG) agent when the screw needs to be used with coolant through the body.
Accessories
MEGA WRENCH ADJUSTING SCREW L
— AR
o =190
N\
o
MEGA DOUBLE POWER CHUCK Model Model oD L L1 G W
HSK-A 40-MEGA16D,16DS MGR46L — — — — — —
HSK-A 50-MEGA16D,16DS MGR46L — — — — — —
-MEGA20D,20DS MGR50L — — — — — —
HSK-A 63-MEGA16D,16DS MGR42L — — — — — —
-MEGA20D,20DS MGR55L HMA-M16 19 27 6 M16P1.5 8
-MEGA25D,25DS MGR62L HMA-M16 19 27 6 M16P1.5 8
-MEGA32D,32DS MGR70L = — — — — —
HSK-A100-MEGA16D,16DS MGR46L = — — — — —
-MEGA20D,20DS MGR60L HMA-M16 19 27 6 M16P1.5 8
-MEGA25D,25DS MGR70L HMA-M16 19 27 6 M24P1.5 8
-MEGA32D,32DS MGR80L = = = = = =
-MEGA42D,42DS MGR99L — — — — — —

€.1(¢D) C 10]
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NEW BABY CHUCK Clamping Range : 0.25 - g20

Great variety in length in order to
support high precision machining

| L1
- \ H
4 ilin =
&. . o AT P = %
L S ks | e sy 1 |
o \_..&:\ . ) i B ‘ =3
. = ——-
he ' _ Adijusting Screw
Coolant Pipe -
(Optional) (Optional)
Model Clamping Range | 4y L L1 H Collet Model |{2i9"
HSK-A63-NBS 6- 75 75 35 20 - 35 0.9
=105 025- 6 20 105 63 NBC 6-(] |92
-135 135 91 20 - 40 1.0
-165 165 121 1.0
-NBS 8- 75 75 35 23 - 37 0.9
-105 05 — 8 o5 105 61 NBC 8-[] 1.0
-135 135 91 23 - 42 11
-165 165 121 1.2
-NBS10- 75 x 75 35 48 1.0
e 15 =10 30 19 63 NBC10-[] |
-135 135 93 35-45 1.3
-165 165 123 1.4
-NBS13- 75 X 75 35 48 1.0
-12: 25 _13 35 105 65 41 -55 NBC13-[] 1.2
- 135 95 4 1.5
-165 165 125 1.7
-NBS16- 75 % 75 37 45 1.1
-105 105 67 45 - 55 1.4
-135 25 -16 42 135 97 NBC16-[] 1.8
-165 165 127 45 - 65 2.0
-200 200 162 2.4
-NBS20- 75 3 75 39 48 1.2
-105 105 69 48 - 53 1.5
-135 25 -20 46 135 99 NBC20-[] 1.9
-165 165 129 48 - 65 2.3
-200 200 164 27
1. NEW BABY NUT is included.
2. "H" indicates the ;Zjll:]sct:weit length with an Adjusting Screw.

3. Adjusting screws can not be used with 3 marked models.
4. Coolant pipe is ordered separately.

C 11 (€1(0D)
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Model Clamping Range oD L L1 H Collet Model | Weight
od (kg)
HSK-A100-NBS 6- 90 90 43 2.5
120 025- 6 20 120 68 20 - 40 NBC 6-[J 2.5
-165 165 113 2.6
-NBS 8- 90 90 43 25
-120 05 - 8 25 120 73 23 - 42 NBC 8-[J 2.6
-165 165 113 2.7
-NBS10- 90 90 43 2.6
-120 15 =10 30 120 73 35 - 45 NBC10-[] 27
-165 165 113 2.9
-NBS13- 90 90 43 58 27 (&
-120 120 73 2.9
165 =2 = lE & 165 113 41-60 NBC1s-L o
-200 200 148 3.4 -
-NBS16- 90 3 £ 43 58 28 2
-120 120 73 3.1 %)
-165 Z2 0 = 165 118 45 - 65 NBC1e-L o5 =
-200 200 151 39 =
-NBS20- 90 3 90 47 56 2.9
-120 120 73 3.3
-165 2 3 165 118 48 - 65 NBC20-LJ g
-200 200 153 4.2
; "'\‘Hlivl‘:\:éaBtzs'\:rl\g ;Zstctlrl:]dei(tjllength with an Adjusting Screw.

3. Adjusting screws can not be used with »* marked models.
4. Coolant pipe is ordered separately.

Spare Parts | | Accessories
NEW BABY NUT WRENCH NBC COLLET BABY PERFECT SEAL ADJUSTING SCREW
E°G 3 —
" N * ForENDMILL ¢ 1 i = B Rubbe[
- ‘* COLLET g Ly ] i
= -G 7] _ - 5 .
i |} ¥ rzap =
NEW BABY CHUCK Model Model Model Model Model G L B
NBS 6 NBN 6 NBK 6 NBC 6-[] BPS 6- [ NBA 6B | M7 | 12 2
NBS 8 NBN 8 NBK 8 NBC 8-[] BPS 8- [ NBASB | M9 | 13 25
NBS10 NBN10 NBK10 NBC10-[] BPS10-[J NBA10B | Mi1 16 3
NBS13 NBN13 NBK13 NBC13-[] BPS13- ] NBA13B | M14 | 20 4
NBS16 NBN16 NBK16 NBC16-[] BPS16- [] NBA16B | Mi8 | 20 4
NBS20 NBN20 NBK20 NBC20-[] BPS20- [] NBA20B | M21 | 20 4

For TAP DRIVING BACK STOP G 8

@BIOIEA



a

MNVHS MSH

. HSK SHANK m DIN 69893-1 1SO 12164

®
MEGA ER GR’P Clamping Range : 1.9 - 20.0

M6 X P1.0
Thread for Balance Screws

Adjusting Screw (Optional)

Coolant Pipe

(Optional)
> ‘ Mﬂ] g{ 3 2
1
HSK No. L1
L
Nut Max. Weight

Model od oD oD1 L L1 H Model min-1 (ko)
HSK-A63-MEGA ER16- 70 3% 70 32 45 33,000 1.0
- 90 90 49 33,000 1.1
-105 1.9 -10.0 30 52.6 105 64 35 — 47 MERN16 25,000 1.1
-135 135 94 20,000 1.3
-165 165 124 15,000 1.4
-MEGA ER20- 70 3 70 32 45 30,000 1.0
- 90 % 90 49 63 30,000 1.1
-105 2.75-13.0 35 52.6 105 64 42 - 54 MERN20 25,000 1.2
-135 135 94 20,000 1.4

42 - 62
-165 165 124 6 15,000 1.6
-MEGA ER25- 70 % 70 32 45 30,000 1.1
- 90 % 90 50 62 25,000 1.2
-105 2.75 - 16.0 42 52.6 105 65 44 - 55 MERN25 20,000 1.4
-135 135 95 15,000 1.7

44 - 67
-165 165 125 6 10,000 1.9
-MEGA ER32- 75 3 75 33 50 30,000 1.3
- 90 3% 90 47 61 25,000 1.5
-105 2.75 - 20.0 50 52.6 105 62 50 - 54 MERN32 20,000 1.7
-135 135 92 15,000 2.0

50 - 68
-165 165 122 10,000 2.4

1. Mega ER Nut is included. Adjusting screw, collet and wrench
must be ordered separately. 1 - -
2. "H" indicates the adjustment length with an adjusting screw. To maintain the accuracy of the tool assembly, do not use

1 1
3. Adjusting screws cannot be used with models marked 3. : collets and nuts manufactured by another company with the :
4. Balance screws are not included. ' chuck body of BIG’s Mega ER Grip. Also, we cannot guarantee 1
1 1
1 1
1 1

5. Coolant pipe must be ordered separately. Caution the accuracy statement for our collets if they are assembled on
6. Mega ER Girip is not able to use DIN6499 Form-A collets and ESX collets. the chuck body of another manufacturer.

7.Coolant pipe is ordeered separately. L L e e e e e e e e e e e e e m e e, —,—m———

@ For COOLANT PIPE C 51

 C 13 (€1(4D)
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Nut Max. Weight
Model od oD D1 L L1 H Model min-1 (ko)
HSK-A100-MEGA ER16- 75 75 31 46.5 20,000 3.3
=i 1.9 -10.0 30 85 105 59 MERN16 18,000 3.4
-135 135 89 35 - 47 14,000 3.6
-165 165 119 14,000 3.7
-MEGA ER20- 75 3% 75 31 45 18,000 3.4
-105 275 — 13.0 a5 85 105 59 42 - 54 MERN20 16,000 3.5
-135 135 89 14,000 3.7
42 - 62
-165 165 119 14,000 3.9
-MEGA ER25- 75 3% 75 32 44 15,000 3.4
105 | oo tsol o - 105 59 | 44-50 | oo oo | 14000 | 37 C
-135 135 89 13,000 4.0
44 - 67
-165 165 119 13,000 4.2
-MEGA ER32- 80 3 80 36 49 15,000 3.6 T
o )]
=105 % 275 - 20.0 50 85 105 59 71 MERN32 14,000 3.9 =X
-135 135 89 13,000 4.3 2]
50 - 68 I
-165 165 119 13,000 4.7 JZ>
1. Mega ER Nut is included. Adjusting screw, collet and wrench P

must be ordered separately. 1

2. "H" indicates the adjustment length with an adjusting screw. ! To maintain the accuracy of the tool assembly, do not use :
3. Adjusting screws cannot be used with models marked . : collets and nuts manufactured by another company with the |
4. Balance screws are not included. ' chuck body of BIG’s Mega ER Girip. Also, we cannot guarantee 1
5. Coolant pipe must be ordered separately. 1 Caution the accuracy statement for our collets if they are assembled on !
6. Mega ER Grip is not able to use DIN6499 Form-A collets and ESX collets. 1 the chuck body of another manufacturer !
7. Coolant pipe is ordeered separately. D e e e e e e e r e, e, —, e — === . !

Spare Parts | | Accessories

MEGA WRENCH ER LLET SEALING NUT AD TIN REW
MEGA ER NUT G C ﬁn - MEGA ER PERFECT SEAL JUSTING SC W e
- - n B L
I ﬁ / Wikl e bl ‘9 ' , o
- ‘_' - gm o ' ‘ ‘

MEGA ER GRIP Model Model Model Model Model G L B
MEGA ER16 MERN16 MGR30L ERC16-[] MERPS16-[] NBA10B | M11 16 3
MEGA ER20 MERN20 MGR35L ERC20-[] MERPS20-[] NBA13B | M14 | 20 4
MEGA ER25 MERN25 MGR42L ERC25- ] MERPS25- ] NBA16B | M18 | 20 4
MEGA ER32 MERN32 MGR50L ERC32-[ ] MERPS32-[ | NBA20B | M21 | 20 4

€.1(¢D) C 14]
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NEW Hi-POWER Coolant-through ho IR
MILLING CHUCK i Mlengne
Clamping Range : 20 - g42 Length E
Coolant Pipe
S Type (Optional)
|
BIG's original design of slit structure T N ]
.. T . L — 1 o0
- X supports heavy and finish end milling with o 8| =
¢ high power and precision.
L1
L
H
) Min. Clamping
Coolant Pipe
(Optional) Length E
, Wl T
& L Il
K L1
L2
]
i C-spanner | Weight
Model Fig. od oD L L1 L2 H E Model (kg)
HSK-A 40-HMC20S- 85 1 20 50 85 65 = 66 56 FK45-50L | 0.9
HSK-A 50-HMC20S- 90 1 20 50 90 64 = 66 56 FK45-50L | 1.2
HSK-A 63-HMC20S- 90 90 64 65 1.5
1 20 50 = 56 FK45-50L
-120 O 120 94 85 > Mo
-HMC25S-100 1 o5 59 100 74 _ 75 57 FK58-62L 1.9
-135 A 135 109 80 2.5
-HMC32S-110 110 84 85 2.3
-135 O 1 32 68 135 109 - 90 64 FK68-75L | 2.6
-165 A 165 139 3.2
HSK-A100-HMC20S-105 1 105 76 = 73 3.0
-135 [] 5 20 50 135 80 106 85 56 FK45-50L | 3.5
-165 A 165 100 136 4.1
-HMC25S-105 ; 105 76 73 3.3
-135 [] 25 59 135 106 57 FK58-62L | 3.9
-165 A 2 165 105 136 90 4.8
-HMC32S-115 ’ 115 86 83 3.9
-135 135 106 - 103 4.4
-165 [ ] 32 68 165 105 136 72 FKe8-75L | 5.4
-200 A 2 200 130 171 105 6.4
-300 A& 300 200 271 9.3
-HMC42S-115 115 86 83 4.9
-135 1 42 85 135 106 = 103 73 FK80-90L | 5.5
-165 [] 165 136 107 6.8
1. Wrench is ordered separately.
2. Axial length adjusting screw is available as option.
O/ Commercially available hex socket head screws can be used as a back stop (O =M8 / [1=M12).
Coolant is blocked by utilizing these commercial screws. Contact BIG agent when coolant flow is required.
3. “H” is the max. tool shank length that can be inserted into the holder.
4. Coolant pipe is ordered separately.
Accessories
C-SPANNER C-SPANNER
NEW Hi-POWER MILLING CHUCK Model NEW Hi-POWER MILLING CHUCK Model
HSK-A63-HMC20S FK45-50L HSK-A100-HMC20S FK45-50L
-HMC25S FK58-62L -HMC25S FK58-62L
-HMC32S FK68-75L -HMC32S FK68-75L
-HMC42S FK80-90L
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DIN 69893-1 1SO 12164 HSK SHANK m .

HYDRAULIC CHUCK

For high precision machining in Automotive, Aerospace, Medical and Die & Mold

Coolant Pipe Min. Clamping
Coolant-through hole (Optional) Length E
[SUPER SLIM Type] Clamping Range : 24 - 312 \
iyl | at &l &
W = Ble 5, 9
3
. L1
Fig. 1 L
. Coolant Pipe M"II- Clatrr?pEing
i (Optional) eng
SUPER
SLIM Wzﬂ O\
anl I - - al Al a5 C
& . i P 7 % 35 ] e
L1 T
Lo )]
L >
‘ BIG-PLUS tools can be used in machining centers with conventional spindles. ‘ E
Z
Model Fig. od oD oD1 oD2 L L1 L2 E V"(i'g)h‘ A
HSK-A63-HDC 4S- 75 1 4 14 20 75 26 — 19 1.0
-HDC 6S-120 6 26 57 25 1.1
-HDC 8S-120 > 8 17 48 28 120 70 30 1.2
-HDC10S-120 10 19 30 52 32 1.2
-HDC12S-120 12 21 32 35 1.2
1. Adjusting Screw cannot be used. 2. Coolant pipe is ordered separately.
A - Use only cutting tools that have a shank torelance within he. - Do not use with cutting tools made with a flat on the shank. (ie: Weldon type shank) \
- i . ) X - Do not tighten the clamping screw without first inserting a cutting tool into the Hydraulic Chuck. I
Cautlon * Roughing endmills are not recommended for use with Hydraulic Chucks. - Always insert the cutting tool into the Hydraulic Chuck beyond min. clamping length E. l
———————————————————————————————————————————————————— -’
Coolant-through hols
[JET THROUGH Type] Clamping Range : @4 - 220
Coolant Pipe Min. Clamping
(Optional) Length E
e
G = &l 5
il i Ty
L1
NEW L
Model od oD oD oDz L L E V"(ﬁig)h‘
HSK-A63-HDC 4J- 75 4 20 23 75 29 19 1.0
-HDC 6J-120 6 28 25 1.2
-HDC 8J-120 8 22 30 70 30 1.2
-HDC10J-120 10 24 48 32 120 32 13
-HDC12J-120 12 26 34 35 1.3
-HDC16J-120 16 34 43 76 42 1.5
-HDC20J-120 20 38 1.5
1. Adjusting Screw cannot be used. 2. Coolant pipe is ordered separately.
A - Use only cutting tools that have a shank torelance within he. - Do not use with cutting tools made with a flat on the shank. (ie: Weldon type shank) \
- . . . . - Do not tighten the clamping screw without first inserting a cutting tool into the Hydraulic Chuck. |
Cautlon * Roughing endmills are not recommended for use with Hydraulic Chucks. - Always insert the cutting tool into the Hydraulic Chuck beyond min. clamping length E. |
———————————————————————————————————————————————————— -’
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HYDRAULIC CHUCK

[ STANDARD Type |

Adjusting Screw

Coolant-through hol

Clamping Range : 04 - 932

Adjusting Screw

Left—hand thread Adjul_s‘t;rl]tg%%utter Left-hand thread Adjul_s;il:élﬁ] CI:_|utter
(Optional) Nin. Clamping (Optional)
e omtona™ o
"l\h.‘ &\ p (Optional)
! 75 8 E— & \ ala
s - MY EEE i NEEES
. =
: Ly L L1
4 L
4 Fig 1]
Adjustable Cutter /L-\:gtu Et;% tSr:::avzj
) Length H Min. Clamping - .
Coolant Pipe Length E (Optional) Adjustable Cutter
(Optional) Coolant Pipe Length H Min. Clamping
W_HI_, (Optional) Length E
st e NE i .
[ siee S T EIe e
L1 L1
L L
Fig. 3
. Adjusting Screw| Weight
Model Fig. od oD oD1 L L1 H E (Optional) (ka)
HSK-A40-HDC 6- 70 6 26 70 36 28_36 o8 HDA 6-05013 0.47
-HDC 8- 70 ] 8 28 G - 0.48
-HDC10- 75 10 30 ’ 75 41 33-41 33 HDA 8-06013 0.50
-HDC12- 80 12 32 80 46 38-45 38 0.55
HSK-A50-HDC 6- 75 6 26 HDA 6-05013 0.7
75 32 28-37 28
-HDC 8- 75 8 28 HDA 8-06013 0.7
-HDC10- 80 10 30 41.6 80 37 33-41 33 0.7
-HDC12- 85 1 12 32 85 42 38-46 38 0.8
HDA10-0801
-HDC16- 90a 16 38 48 43-51 43 0-08015 0.9
-HDC20- 90a 20 42 = 90 64 0.9
-HDC25- 903 a 25 55 62.9 23 62 52 — 1.3
HSK-A63-HDC 6- 703 70 24 46 = 1.0
-120 6 26 120 1.2
44 28-48 HDA 6- 2
-150 150 6-0503 1.4
-HDC 7-120 o 7 27 50 120 44 28-48 8 HDA 6-05032 | 1.3
-HDC 8- 703« 70 24 46 = 1.0
=Ll 8 28 120 44 28-48 HDA 8-06032 13
-150 150 1.5
-HDC 9-120 9 29 120 44 28-48 HDA 8-06032 | 1.3

C 17 (€1(0D)



DIN 69893-1 1SO 12164 HSK SHANK m .

Model Fig. | od oD | oD L L H E Ad‘z‘os:)';‘ignsa‘l’)'ew W(i'g’)h‘
HSK-A63-HDC10- 80« 80 35 55 — 11
120 10| 30 120 | 45 | 33-53 HDA10-08082 |-
-150 150 33 16
-HDC11-120 2 11 31 50 120 45 3353 HDA10-08032 | 1.4
-HDC12- 85 85 40 60 — 1.1
120 12| 3 120 45 | 38-58 38 | HDA12-10025 |-
-150 150 16
-HDC13-120 13 33 120 45 38-58 HDA12-10025 | 1.4
-HDC14- 85 85 40 60 a8 _ 1.2
120 14 3 120 45 38-58 HDA12-10025 |12
-150 150 17
-HDC15-120 15 37 120 45 58-68 HDA16-12015 | 1.5
“HDC16- 905 90 65 i _ 13 C
-120 16 38 50 120 46 58-68 HDA16-12015 | 1.5
-150 150 43-68 HDA16-12037 | 1.9
-HDC18- 903 ) 90 65 _ 1.3 T
120 18 40 120 46 58-68 HDA20-16015 | 1.6 =
-150 150 43-68 43 HDA25-16039 | 2.0 )
-HDC20- 903 90 65 — 1.3 JZ>
120 20 42 120 48 58-68 HDA20-16015 | 1.6 =
150 150 43-68 HDA25-16039 | 2.0
-HDC25-1205% s 25 55 63 120 51 95 52 _ 21
-HDC32-125% 32 60 69 125 59 100 56 _ 24
HSK-A100-HDC 6- 75 i 75 26 46 _ 24
120 6 26 120 44 28-48 HDA 605032 |22
-165 165 08 29
-HDC 8- 75 75 26 46 _ 2.4
120 8 28 120 44 28-48 HDA 8-06032 |22
165 165 3.0
-HDC10- 90 3 90 42 61 — 25
120 10 30 120 a5 s o 33 {oAT0-08052 27
165 50 165 3.1
-HDC12- 95 A 95 63 — 25
120 12 32 120 47 38 HDA12-10025 | 2.7
165 165 sie=e HDA12-10032 | 3.1
-HDC16-100 3 100 68 — 26
135 16 38 135 53 HDA16-12030 | 3.0
-165 165 4368 |, | HDA16-12037 | 3.3
-HDC20-105 3¢ 105 73 _ 27
135 20 42 135 59 58-68 HDA20-16015 | 3.1
-165 165 43-68 HDA25-16039 | 3.6
-HDC25-110 25 55 63 10 o e 52 — 3.3
-HDC32-110 32 64 75 56 — 3.7
3 At S ot be eaan win B et T, " For INnER BORE CLEANER G 19
3. H length is equal to the max. insertion length.
4. Straight C_olle_t cannot be used with A mark.
5. Coolant pipe is ordered separately.
6. Add the letter "W" to Adjusting Screw model number for hexagon sockets on both sides. e e e e e e e e e e e e e

(e.g. HDA12-10025W) « Use only cutting tools that have a shank tolerance within h6. \I

+ Do not use with cutting tools made with a flat on the shank

(i.e.: Weldon type shank) |
« Roughing endmills are not recommended for use with Hydraulic Chucks. |

- Do not tighten the clamping screw without first inserting a |

CaUtlon cutting tool into the toolholder. ]
- Always insert the cutting tool into the Hydraulic Chuck |
\ beyond min. clamping length E. D,

¢€./(¢D) C 18]
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Clamping Range : @6 - 620

SHRINK CHUCK

Min. Clamping
Length E

oD1
|

3
S
od
oD

Coolant Pipe
(Optional)
Slim design avoids interference with
the side wall and draft of the mold. -
— |
Coolant Pipe

Max. insertion length H

Min. Clamping
Length E

gt 8y &
L1
‘ L
Model Fig. od oD oD1 L L1 E H W(ig)ht
HSK-A40-SRC 6S-105 6 10 17.5 74 26 52 0.32
-SRC 8S-105 5 8 13 21.0 74 52 0.35
-SRC10S-105 10 16 24.0 105 76 32 62 0.39
-SRC12S-105 12 19 26.0 68 36 75 0.46
HSK-A50-SRC 6S-105 1 6 10 17.0 26 = 0.62
-SRC 8S-105 8 13 20.0 66 52 0.65
-SRC10S-105 2 10 16 23.0 e 32 62 0.68
-SRC12S-105 12 19 27.0 68 36 72 0.71
HSK-A63-SRC 6S-120 19.0 120 81 0.9
1 6 10 =
-165 23.0 165 121 o8 1.0
-SRC 8S-120 8 13 22.0 120 81 . 0.9
-165 26.0 165 123 1.1
-SRC10S-120 25.0 120 81 1.0
2 1 1 2
-165 0 6 29.0 165 123 8 62 1.1
-SRC12S-120 28.0 120 81 1.0
12 19 3 72
-165 32.0 165 125 6 1.2
1. Use carbide cutter within a tolerance of h6.
2. Coolant pipe is ordered separately. ‘ Q@ Wiper Cleaner is recommended to clean
the cl ing bore.
Please refer to the operation manual of heating / cooling equipment, © clamping bore m
as some equipments may not be compatible.
For 032mm Straight Shank Max. inertion
s Coolant Pipe . .
F il h‘"‘.‘-\. (Optional) P Min. Clamping
| g Length E
- = R
" —— —
< %"hg ﬁW ;o a
) ﬁ _ ‘ 18i==
g32mm sy
Straight Shank Type ‘ S L
(@EPD 7 L
M.l o dB [ Weight
Model ad oD | oD1 L | Lt [ClampingLengthlinsertion length " S'9
E H (kg)
HSK-A 63-SRC32D-105 30 o 52.6 105 | 54 = 80 1.4
HSK-A100-SRC32D-115 56.3 115 | 72 82 2.9
; gizilg:fgi:]o; icseg:z;:(rjo:ggaigg;r.n application when used with coolant through cutting tools.

C 19 (€1(/D)



DIN 69893-1 1SO 12164 HSK SHANK m .

Coolant Pipe Min. Clamping
(Optional) Length E

[ STANDARD Type |

oD1

-Fig.1 L
Max. insertion length H
Coolant Pipe . )
e - Min. Clampint
. h"h. (Optional) LengthpE g

od
—
oD
oD1

A

Fig.2 L
T
X
Model Fig. od oD oD1 L L1 E H W(ﬁigl)h‘ @
>
HSK-A 40-SRC 4- 60 % 4 0 12.8 60 26.5 16 44 0.27 prd
- 70 x 14.0 70 37 54 0.28 A
-SRC 6- 75 5 6 14 19.0 45 o6 2 0.31
-SRC 8- 75 8 18 23.0 s 46 ° 0.34
-SRC10- 75 10 22 26.0 37 32 . 0.42
-SRC12- 75 12 24 28.0 38 36 0.43
HSK-A 50-SRC 4- 75 2 4 10 14.0 16 55 0.51
-SRC 6- 75 1 6 14 18.0 36 %6 - 0.61
-SRC 8- 75 8 18 22.0 75 0.64
-SRC10- 75 5 10 22 25.5 35 32 52 0.67
-SRC12- 75 12 24 28.0 37 36 0.69
-SRC16- 75 16 28 32.0 38 0.71
HSK-A 63-SRC 4- 90 3 2 4 10 15.0 90 46 16 68 0.85
-SRC 6- 90 1 6 14 20.0 51 B 0.9
-150 26.0 150 108 o 1.04
-SRC 8- 90 8 18 24.0 90 51 _ 0.9
-150 30.0 150 110 1.15
-SRC10- 90 28.0 90 51 1.0
-150 10 22 34.0 150 | 111 82 62 129
-SRC12- 90 30.0 90 51 65 1.0
2 12
-150 24 36.0 150 | 112 36 72 133
-SRC16- 90 34.0 90 51 65 1.0
16 28
-165 41.0 165 119 38 80 1.7
-SRC20- 90 40.0 90 53 65 1.1
20 4
-165 8 47.0 165 122 42 100 1.9
HSK-A100-SRC 6-105 6 14 20.0 105 58 25
-165 27.0 165 118 o6 2.7
-SRC 8-105 . 8 18 24.0 105 58 a 25
-165 31.0 165 118 2.8
-SRC10-105 28.0 105 58 2.6
10 22
-165 35.0 165 118 82 2.9
-SRC12-105 12 o4 30.0 105 58 36 2.6
-165 37.0 165 118 72 3.0
-SRC16-105 34.0 105 58 2.7
16 28
-165 2 41.0 165 118 38 80 3.1
-SRC20-105 40.0 105 58 72 2.8
20 34
-165 47.0 165 118 42 100 3.4
1. Use carbide cutter within a tolerance of h6.
g- é Ulse farbid,e Cugef V(Vi"hi" a“:'elfance of hs. Q& Wiper Cleaner or TK Cleaner is reccomended to clean
. Loolant pipe Is ordered separately.
PP pareey the clamping bore. "G 19 ]
Please refer to the operation manual of heating / cooling equipment,
as some equipment may not be compatible.

€.1(¢D) C 20
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MOLD CHUCK Clamping Range : 3 - 616

Precision side lock holder to meet minimum
_i interference, accuracy and high speed requirements.

>
-

L1

L4 L3 L2

GlExclusive screw)

Coolant groove

Coolant is supplied through
2-grooves in the bore.

(Optional)
Model od oD L L | Le Ls La H G Max V"(ﬁ‘g‘t
HSK-A 63-SSL 3-135 3 10 R 6 M3 10
99 :
-SSL 6135 6 B | 12 13 - By
-SSL 8-135 8 15 135 | 18 40 M6 14
-SSL10-150 10 17 114 20 48 13
-SSL12-150 12 22| 150 [ . | 15 16 16 60 we | 13000 15
-SSL16-150 16 2 20 22 70 16

1. H dimension without values in the above table indicates that those models have a larger diameter hole behind the bore.
2. Coolant pipe is ordered separately. @ For COOLANT PIPE C 51

@ BIG genuine side lock screws must be used as they are made to an exclusive design and different from other screws on the market.

ESIDE LOCK SCREWS

Model Screw size Screw Length / Quantity Chuck Model
HO304FS M3 P0.5 4mm / 2pcs. SSL3
HO0404FS M4 P0.5 4mm / 2pcs. SSL4
HO6FSA M6 P0.75 4.5, 5mm / 1pce. each SSL6
HO6FSB 4.5,6mm / 1pce. each SSL8,10
HO8FSA M8 PO.75 6mm /2pcs. 8mm / 1pce. SSL12
HO8FSB 6, 8, 10mm / 1pce. each SSL16

1. Each model consists of 1 set of screws required for 1 Mold Chuck.

 C 21 (€1(6D)



DIN 69893-1 1SO 12164 HSK SHANK m .

FACE MILL ARBOR Type A and C

L2 ! i

Coolant Pipe -\ B
(Optional) N L
C
Model oD oD L L1 Lo W Clamp Bolt W(i;?)h‘
T
HSK-A 40-FMA25.4 - 50 25.4 50 50 22 5 9.5 MBA-M12 0.6 %)
HSK-A 50-FMA25.4 - 60 25.4 50 60 22 5 9.5 MBA-M12 1.0 o
-FMA31.75- 60 31.75 60 30 7 12.7 MBA-M16 1.2 E
HSK-A 63-FMA25.4 - 60 o5.4 50 60 22 5 95 MBA-M12 1.3 ;
- 90 90 1.7
-FMA31.75- 60 31.75 60 60 30 7 12.7 MBA-M16 1.5
HSK-A100-FMA25.4 -105 105 4.5
-135 25.4 50 135 22 5 9.5 MBA-M12 5.3
-195 195 7.1
-FMA31.75-105 105 4.8
-135 31.75 60 135 30 7 12.7 MBA-M16 5.6
-195 195 7.0
-FMA38.1 - 90 38.1 80 90 34 9 15.9 MBA-M20 4.9
-FMA50.8 - 75 50.8 100 75 36 10 19.05 MBA-M24 5.3
HSK-A 50-FMC22 - 60 22 45 60 18 5 10 M10-30L 3 0.9
1. Standard Cl Bolt (MBA-M[J[J) is included.
2. Toagu;;gly c:gra?nt tc:m)ugh the arborl,s(l)T;r:]in?\g Bolt with a hole through (TMBA-M[][)) is required.
3.3M10-30L is a cap screw.
4. Coolant pipe is ordered separately.
ECLAMP BOLT Standard Clamp Bolt |Clamp Bolt with a hole through
(accessory) (option)
L L Model Model oD L L1 G
1
™ MBA-M12 TMBA-M12 2
—1 33 10 12
. -M12H — -
[a]
1 = -M16 -M16 6
4 1 1
G ; y -M16H — 0 0 — 6
-M20 -M20 6
-M20H — S0 14 — 20
-M24 -M24 65 10 24

@BIOYEA
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FACE MILL ARBOR Type FMH

For cutters that require a coolant
hole through the pilot.

L L1
L2
\{ ST G G
e Iy WAV
| 3 == 1| |
all o :
1} L.rl‘ — o i Q 7{ !
A - Y 1
Coolant Pipe = R =< (\}, Coolant Pipe
(Optional) T (Optional) N
NN
) oD Drive keys Weight oC
Model Fig. (h6) oD1 L L1 " W G (kg) Min.
HSK-A 50-FMH22 - 47- 60 5 20 47 60 18 5 10 M10 0.8 36
- 90 90 1.2
APA - e e 2 27 60 60 20 6 12 M12 10 46
- 90 90 1.3
HSK-A 63-FMH16 - 37- 45 16 37 45 16 4 8 M 8 1.0 32
-FMH22 - 47- 45 1.1 43
-60 | 1| 5 47 o 18 5 10 M10 1l
- 90 90 1.7 36
-150 150 2.5
Sl 5 | o7 60 60 20 6 12 M12 16 | 46
- 90 90 2.3
-FMH22.225- 47- 45 45 1.1
sa60 1 22.225 47 5l 17 3.5 8 M10 L 39
- 90 90 1.7
-150 150 2.5
-FMH25.4 - 70- 60 60 1.8
- 90 2 25.4 70 90 22 5 9.5 M12 2.5 55
-150 150 41
SRl FIS/ORN GO0 2 31.75 76 60 30 7 12.7 M16 =0 63
- 90 90 2.7
. By utilizi lamping bolt with a hole through, coolant i lied through the bolt.
2. Hoxagon Saoket Head Gap Screw o ncludeg, - - ppied frough fhe bell

3. Coolant pipe is ordered separately.

 C 23 (€1(0D)



DIN 69893-1 1SO 12164 HSK SHANK m .

Model Fig. (’f]g) oD1 L L1 L?”"e keysw G V"(ﬁ'g)ht oo
HSK-A100-FMH22 - 47-105 105 3.4
-150 150 4.0
50 1 22 47 o0 18 5 10 M10 27 36
-250 250 5.4
-FMH22 - 60- 60 60 2.9
-105 105 3.9
-150 1 22 60 150 18 5 10 M10 5.4 49
-200 200 6.1
-250 250 7.2
-FMH27 - 60- 60 60 2.9 C
- 90 1 27 60 90 20 6 12 M12 3.7 46
-150 150 5.0
-FMH27 - 76- 60 60 3.2 T
- 90 1 27 76 90 20 6 12 M12 4.3 62 ;’
-150 150 6.5 )
-FMH32 - 96- 60 60 38 =
-9 | 2 |32 9 90 22 7 14 M16 5.5 80 =
-150 150 8.9
-FMH40  -100- 75 75 M20 4.9
q05 | 2| 100 105 A 95 16 |MBAM)| g | O
-FMH22.225- 47-105 105 3.4
-150 150 4.0
200 1 22.225 47 o 17 3.5 8 M10 27 39
-250 250 5.3
-FMH22.225- 60- 60 60 2.9
-105 105 3.9
-150 1 22.225 60 150 17 3.5 8 M10 4.9 53
-200 200 6.1
-250 250 7.2
-FMH25.4 - 70- 60 60 3.2
- 90 1 25.4 70 90 22 5 9.5 M12 4.1 55
-150 150 5.9
-200 200 7.4
-FMH31.75 - 76- 60 60 3.6
- 90 90 45
-105 1 31.75 76 105 30 7 12.7 M16 5.0 63
-150 150 6.6
-200 200 8.4
-FMH31.75 - 96- 60 60 3.9
- 90 90 55
-105 2 | 31.75 96 105 30 7 12.7 M16 6.4 84
-150 150 9.0
-200 200 11.8
-FMH38.1 -100- 60 60 4.1 89
- 90 90 M20 5.9
105 2 | 38.1 100 108 34 9 15.9 MEANeH | 6.8 .
-150 150 9.6
3. Fioxagon Socket hioau Sap Sorow 18 mcudag, oot © supplied hrough the bl

3. Coolant pipe is ordered separately.

€.1((D) C 24]
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Tapping Range : M2 - M20

ME GA S YN CHR O® Tapping Holder

Available in short, long and extra long length (150mm, 200mm)
to meet all production requirements.

Tap Holder Tap

L
- L1 L2
L'&E;,. Coootl.ant I|3ipe v
(Optional) < {‘”‘ 74\ & —
e T Eﬁ»f———A——Hf'c a
H L ] i LS U S it =Y
L B
HSK No. A =)
Model Tap Holder Model Tappi”% Range | ,p oD1 L Li Lo V"(i'g)ht
MGT 6-d- 30 Ve 110 30
HSK-A 40-MGT 6- 80 - 70 No.3 — U1/a 36 16 150 80 70 0.6
-100 : 180 100
MGT12-d- 30 M6 — M12 115 30
-MGT12- 85 - 70 U1/4 - U7/16 41 20 155 85 70 0.7
-100 P1/8 185 100
MGT 6-d- 30 VB 115 30
HSK-A 50-MGT 6- 85 - 70 N2 — U 1 36 16 155 85 70 0.8
-100 : 185 100
MGT12-d- 30 M6 — M12 115 30
-MGT12- 85 - 70 U1/4 - U7/16 20 155 85 70 0.9
-100 P1/8 185 100
MGT20-d- 35 M12 - M20 160 35
-MGT20-125 - 85 U1/2 - U3/4 30 210 125 85 1.6
-115 P1/4 - P3/8 240 115
MGT 6-d- 30 YR Y 115 30
HSK-A 63-MGT 6- 85 - 70 16 155 85 70 1.1
No.3 - U1/4
-100 185 100
MGT12-d- 30 M6 - M12 115 30
-MGT12- 85 - 70 U1/4 - U7/16 20 155 85 70 1.2
-100 P1/8 185 100
MGT20-d- 35 M12 — M20 145 35
-MGT20-110 - 85 U1/2 - U3/4 30 195 110 85 1.8
-115 P1/4 - P3/8 225 115

1. Tap Holder and wrench are ordered separately.

2. Coolant Pipe is ordered separately.

Rigid tapping function is required on the machine tool.
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Model Tap Holder Model Tapping Range @D oD1 L L+ L2 W(i'g)ht

MGT 6-d- 30 M2 - M6 125 30

HSK-A100-MGT 6- 95 - 70 No.3 — U1/d 36 16 165 95 70 2.6
-100 ’ 195 100
MGT12-d- 30 M6 - M12 125 30

-MGT12- 95 - 70 Ui/4 - U7/16 4 20 165 95 70 2.7
-100 P1/8 195 100
MGT20-d- 35 M12 - M20 150 35

-MGT20-115 - 85 U1/2 - U3/4 54 30 200 115 85 3.3
-115 P1/4 — P3/8 230 115

1. Tap Holder and wrench are ordered separately.
2. Coolant Pipe is ordered separately.
Rigid tapping function is required on the machine tool.

([ For small Tap MGT3 |

Coolant-through hole

Tapping Range : M1 - M3

-~ Coolant Pipe 100
(Optional) — 64 Micro Collet
l TNT = 22_| NBC4S-0UJ
o\
IS, VR o
: o e Hﬂi

220

yanY
ANP
212

Coolant-through hole

For Large Tap MGT36 | 140ing Range : M20 - M36

Compensation for synchronization
error eliminates heavy thrust load of
large diameter tapping.

g For TAP HOLDER A 33—A 36

-

[ Model | HSK-A63-MGT3-100

1. Nut is included. Wrench and collet are ordered separately.

2. 12mm common spanner is also required to hold the hex portion of
the body when clamping/unclamping the tap.

« Rigid tapping function is required on the machine tool.

« Not capable of supplying coolant through the holder body.

E For MGT3 ACCESSORIES A 31

T
| -
Ay e
Body Tap Holder Tap
230
Coolant Pipe 165 65
(Optional)
- 7
H rL’ § ”’/ﬁ ) K I
—HE— - & IR
1! | — “:tl:,.l‘
l,4 i e

@ For MGT36 TAP HOLDER A 37, B 10

@ For MGT36 ACCESSORIES A 37
E For COOLANT PIPE C 51
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ANGLE HEAD

It is the outstanding rigidity and accuracy of the NEW BABY CHUCK, used for holding the cutting tool, that
produces high precision with less runout. Available in various sizes to meet specific production requirements.

(AG90 NBS type | SPINDLE ANGLE : 90°

L K
L1 L2
oE G. G
Coolant Pipe 097 | || ed
(Optional) ™.
(& D_ §
1 o i
o 9 = ' =y
e
5 Pin Compression |
Fixed LengthA | M
L K
L1 L2
oE
N od
Coolant Pipe 297 1]
(Optional) %
e (o] ol @
8
Wt 01T 8
% o ol ©
@ (= T
5 Pin Compression M
Fixed Length A
Exclusive STOP BLOCK is required. ‘
@ The rotation of the cutting tool is in reverse direction of the machine spindle.(Speed Ratio 1:1)
i Max. Weight
Model Fig.| eod |oE| G | K L Li | L2 | M | P | Q| oF | Collet it (kg)
HSK-A63-AG90/NBS 6 -185 185 55 77 5.0
-215 215 85 | 107 5.2
1 25-6| 2 17 1 2 7 NB 6,000
245 0.25 - 6| 20 | 21 245 30 115 | 137 33 9| 6 C6 54
-275 275 145 | 167 5.6
-AG90/NBS10 -185 185 55 77 5.4
-215 1 (1.5-10/30|30(25|215 | 130 | 85 | 107 | 45 | 43 | 91 NBC10 6,000 5.8
-245 245 115 | 137 6.1
-AG90/NBS13 -185 185 55 77 5.5
-215 1 |25-13/ 35|31 |28 | 215 130 | 85| 107 | 52 | 45 | 101 | NBC13 6,000 5.9
-245 245 115 | 137 6.2
-AG90/NBS20S -180 S 2 [25-20/46|35|33| 180 | 127 | 53 72| 65| 62 | 132 | NBC20 3,000 7.9

1. The standard Fixed Length A is 8mm. Other lengths are available upon request.

2. The angles of positioning pin to drive key groove and direction of cutting edge are adjustable from 0° to 360°. @ For NEW BABY COLLET G 3
3. Clamping nut and wrench are included. Collet must be ordered separately.

4. New Baby Collet for endmill model NBC[]-[]EAA cannot be used. _

5. Coolant Pipe is ordered separately. (Coolant is supplied through the Locating Pin, not the Coolant Pipe.) For STOP BLOCK G 25

@ For COOLANT PIPE C 51
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L K
L1 L2 £ G G
Coolant Pipe 297 ‘ gd \
(Optional) _ . 1 = g L
i @ \
;h 1 ] é 7%7 /
L ] = . T 7/
2 ~H o [ — T
s fr‘J -
M
‘ 6 Collar Compression
é Pin Compression
Fixed Length A C
Exclusive STOP BLOCK for (%
ANGLE HEAD is required. A
@ The rotation of the cutting tool is in reverse direction of the machine spindle.(Speed Ratio 1:1) (£
Model od |0E[G|K| L |[Li|[Lle|M|P|Q]|eF| Colet e V"(ﬁ'é!)ht %
HSK-A100-AG90/NBS6-225 225 55 82 11.8
-255 255 85| 112 12.0
285 025-6 |20 | 21 | 17 285 170 115 | 142 33 | 29 67| NBC6 6,000 120
-315 315 145 | 172 12.4
-AG90/NBS10 -225 225 55 82 12.2
-255 15-10 | 30 | 30 | 25 | 255 |170| 85| 112| 45 | 43 91| NBC10 6,000 12.6
-285 285 115 | 142 12.9
-AG90/NBS13 -225 225 55 82 12.3
-255 25-13| 35| 31 |28 | 255 (170 85| 112| 52 | 45 | 101 | NBC13 6,000 12.7
-285 285 115 | 142 13.0
-AG90/NBS20 -240 25-20| 46 | 35 | 35| 240 [170| 70 97| 65 | 62 | 132| NBC20 3,000 13.4

1. The standard Fixed Length A is 6mm. Other lengths are available upon request.
2. The angles of positioning pin to drive key groove and direction of cutting edge are adjustable from 0° to 360°.

3. Clamping nut and wrench are included. Collet must be ordered separately.
4. New Baby Collet for endmill model NBC[]-[JEAA cannot be used.
5. Coolant Pipe is ordered separately. (Coolant is supplied through the Locating Pin, not the Coolant Pipe.)

S$=80 type is available upon request.

@ For NEW BABY COLLET G 3
g For STOP BLOCK G 25
@ For COOLANT PIPE C 51
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ANGLE HEAD

Compact and lightweight desigh combined with the accuracy required for drilling.
Ideal size for small machining centers.

[AGQQ COMPACT type ] SPINDLE ANGLE : 90° H Case & head sizes are substantially reduced.

High quality components
H High precision New Baby Collet

l Spiral bevel gears and angular contact bearings COT“Q(%ECT
. STANDARD
B Advanced non-contact sealing structure TYPE
L 25
L1 L2 69
P35 | NBS13 .
Coolant Pipe g od .
(Optional) i B
s BT | EE
miE >
o B | o ]
-1 L I N
&b Fixed Length H -l =
S |
ot ] PT1/8 LN
5 Pin Compression || M
_ 36
MAX.5,000min-1
L 25
L1 L2 69
_ 35| NBS13
Coolant Pipe Q od 50
(Optional) — B 4
oty o
Irs)
T)
o = <
"ﬁ T
@ | Fixed Length H
2
S} PT1/8
5 Pin Compression || M
MAX.5,000min-1
Exclusive STOP BLOCK is required.
Exclusive STOP BLOCK for compact type is the
@ The rotation of the cutting tool is in reverse direction of the machine spindle. same as HIGH SPINDLE & Hi JET HOLDER.
Model Fig. ad L L1 L2 M Collet Speed Ratio W(ig)ht
HSK-A 63-AG90-13-135 1 25_ 13 135 101 34 27.85 NBC13 11 4.4
-185 185 84 77.85 5.4
HSK-A100-AG90-13-145 5 55 _ 13 145 111 34 27.85 NBC13 11 6.8
-195 195 84 77.85 7.8
1. Clamping nut and wrench are included. Collet must be ordered separately. 4. A tapped hole (PT1/8) is prepared at the bottom cover of the Locating Pin housing so that a pipe for coolant
2. New Baby Collet for endmill model NBC13-[] EAA cannot be used. can be connected.
3. Fixed Length H and angle g vary depending on machine models. 5. Coolant Pipe is ordered separately. (Coolant is supplied through the Locating Pin, not the Coolant Pipe.)

Please specify your required dimensions.

@ For NEW BABY COLLET G 3 @ For STOP BLOCK G 25 @ For COOLANT PIPE C 51

Drilling
Cutter 212 carbide drill

High rigidity and runout accuracy Workpiece SULELY
. L. Cutting Speed 70m/min

provides stable machining. 372mmimin

Cutting Feed
0.2mm/rev
Spindle Speed 1,860min""

 C 29 (€1(0D)



DIN 69893-1 1SO 12164 HSK SHANK m .

Improved versatility is achieved from the 32mm capacity Milling Chuck
by using parallel reduction collets and other accessories.

(AG90 HMC type ) SPINDLE ANGLE : 90°

[STANDARD TYPE]

Designed for greater rigidity by having the face of the spindle
bore in line with the center of the machine spindle. Also helps to

minimize interference problems with ATC and storage problems 240 45
within magazine. 280
i 032 45 .45
Coolant Pipe 2125 T‘?‘
(Optional) [W B g
=i i 1ololl 8 00
o s |- 3 i ! } C
T i |/
= LB ‘ 2 .
e o S 8 s
B = 3
L R21 )
w
97 T
6 Collar Compression )Z>
| 3 Pin Compression ~
Fixed Length A

Exclusive STOP BLOCK for

MAX.3,000 min-1 ANGLE HEAD is required.

@ The cutter rotates in the same direction of the machine spindle.

Model Weight (kg)
HSK-A100-AG90/HMC32-240 16.0

1. The standard Fixed Length A is 6mm. Other lengths are available upon request.

2. The angles of positioning pin to drive key groove and direction of cutting edge are adjustable from 0° to 360°.
3. Wrench (FK80-90) is included.

4. Coolant Pipe is ordered separately. (Coolant is supplied through the Locating Pin, not the Coolant Pipe.)

@ For STRAIGHT COLLET G 15 @ For STOP BLOCK G 25
@ For COOLANT PIPE C 51

[HIGH RIGIDITY TYPE]

Provided with a steel housing and reinforced Locating Pin

S . e . 240 45
assembly for applications where increased rigidity is required to 280
perform various types of heavier machining. 232 45 45
Coolant Pipe 2125 #
(Optional) T o TS
s o 8 . o)
— = [ —1 3 i H
° i INEE 1T
5 B g =
97 R 21
6 Collar Compression
| 3 Pin Compression
Fixed Length A Exclusive STOP BLOCK for

MAX.3,000 min-1

ANGLE HEAD is required.

@ The cutter rotates in the same direction of the machine spindle.

Model Weight (kg)

HSK-A100-AG90/HMC32-240S 17.3

1. The standard Fixed Length A is 6mm. Other lengths are available upon request.

2. The angles of positioning pin to drive key groove and direction of cutting edge are adjustable from 0° to 360°.
3. Wrench (FK80-90) is included.

4. Coolant Pipe is ordered separately. (Coolant is supplied through the Locating Pin, not the Coolant Pipe.)

S$=80 type is available upon request.

@ For STRAIGHT COLLET G 15 @ For STOP BLOCK G 25
@ For COOLANT PIPE C 51
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ANGLE HEAD

Spindle head is equipped with a short taper for quick changing of various adapters.

[AGQO BUILD-UP type j SPINDLE ANGLE : 90°

[STANDARD TYPE]

Designed for greater rigidity by having the face of the spindle
bore in line with the center of the machine spindle. Also helps to
minimize interference problems with ATC and storage problems

within the magazine. 240 45
10 65 45 | 45
Coolant Pipe 2125 Gage Line for
(Optional) 381 AG35 Adapters 1~
A,XT < /o X S
b 1 I v”
=) = 5 A o
T o | = ;
) EVLI -
¥ = of= R21
] "f
6 Collar
’ Compression oﬁ Draw Bar
| 3 Pin Compression 97
Fixed Length A 2

in-1
MAX.3,000 min Exclusive STOP BLOCK for

ANGLE HEAD is required.

@ The cutter rotates in the same direction of the machine spindle.

Model Weight (kg)
HSK-A100-AG90/AGH35-240 14.2

1. The standard Fixed Length A is 6mm. Other lengths are available upon request.
2. The angles of positioning pin to drive key groove and direction of cutting edge are adjustable from 0° to 360°.
3. Coolant Pipe is ordered separately. (Coolant is supplied through the Locating Pin, not the Coolant Pipe.)

@ For AG35 ADAPTER A 54 @ For STOP BLOCK G 25
For cooLANT PIPE C 51

[HIGH RIGIDITY TYPE]

Provided with a steel housing and reinforced Locating Pin
assembly for applications where increased rigidity is required to

240 45
perform various types of heavier machining. 10 65 45 45
Coolant Pipe 2125 Gage Line for
Fa (Optional) 5381 AG35 Adapters L
o -
1\} ‘I? © f 1
i;[__( —HIi R = { i
Ed - A
2 |0 @ =3
¥ _i | 2
. B 1@% | N %’
S i - b

R21

l 6 Collar
| Compression Oi: _Draw Bar_

3 Pin Compression

Fixed Length A

Exclusive STOP BLOCK for

MAX. it
3,000 min ANGLE HEAD is required.

@ The cutter rotates in the same direction of the machine spindle.

Model Weight (kg)
# HSK-A100-AG90/AGH35-240S 15.5

1. The standard Fixed Length A is 6mm. Other lengths are available upon request.
2. The angles of positioning pin to drive key groove and direction of cutting edge are adjustable from 0° to 360°
3. Coolant Pipe is ordered separately. (Coolant is supplied through the Locating Pin, not the Coolant Pipe.)

S=80 type is available upon request.
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High rigidity bearings and substantial spindle design.
Max. power transmission 20Kw. (at 1,500min-")

(AG90 FACE MILL type ) SPINDLE ANGLE : 90°

200 38.5
(LSO)H Clam
p Bolt
5140 — 38.5 38.5
Coolant Pipe mfs ﬂg§.4;;/E/‘ g ]
(Optional) doof | o i N :':_
£ S
[
olt H 1 ) C
b 'y o | | ©
M I | '
@ —1
] — L4 57 -
’L 6 Collar Compression %)
3 Pin Compression wn
Fixed Length A L
>
P
A
MAX.1,500 min-1
Exclusive STOP BLOCK for
ANGLE HEAD is required.
Simple 90" indexing of
the cutter direction. @ The rotation of the cutting tool is in reverse direction of the machine spindle.
'
(Accuracy £5) Model Weight (kg)
HSK-A100-AG90-FMA25.4S-200S 18.4

Figures in () indicate dimensions when 80mm diameter and 50mm high face mill cutter is mounted.
1. The standard Fixed Length A is 6mm. Other lengths are available upon request.

2. Coolant cannot be supplied through the Locating Pin.

3. The angles of positioning pin to drive key groove and direction of cutting edge are adjustable from 0° to 360°.
4. Coolant Pipe is ordered separately. (Coolant is not supplied through the Coolant Pipe.)

@ For STOP BLOCK G 25 |:? For COOLANT PIPE C 51

Hl Cutter head adjustable through [l Indexing through 90°

360° to any angle Cutter head is quickly indexable to 90°
Following the release of the Adjusting increments. (The Support Pin should
Bolts (8 positions), the cutter direction  be removed.)
can be easily adjusted.

Adjusting L
Bolt
© o
0 0 5 5
=
Support Pin

ACAUTION :Indexing should not take
place within the machine.
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ANGLE HEAD

(AG90 OAG type | SPINDLE ANGLE : 90’
Secure coolant supply through tool!

Coolant
through
tool

Coolant Pipe

(Optional)
. g
MR
gkl
10| U
[T-]
o\ Fixed Length H

5 Pin Compression

y MAX.5,000min-1

L1

(Optional)

S T ] ’ Coolant Pipe

MAX.
COOLANT
PRESSURE

2MPa

)

Coolant is supplied from the Stop Block through the ML
cutting tool. MAX.5,000min-1

Exclusive STOP BLOCK is required.

Exclusive STOP BLOCK for OAG type is the
same as HIGH SPINDLE & Hi JET HOLDER.

@ The rotation of the cutting tool is in reverse direction of the machine spindle.

Model Fig. | od L Li Lo M Collet NUT | Speed Ratio V"(iig)ht
HSK-A 63-OAG90-13-185 1 e 13|18 | 101 | o0 | 705 | nBots | BPsia A 5.9
HSK-A100-OAG90-13-195 2 195 | 111 8.4

1. Designed to be used with coolant. Never run dry. _

2. Clamping nut must be ordered separately. Please order GCHSIORIELACK G 25
BABY PERFECT SEAL (BPS) for your application.

3. Coolant Pipe is ordered separately. g For NEW BABY COLLET G 3 G For BABY PERFECT SEAL G 10

(Coolant is supplied through the Locating Pin, not the Coolant Pipe.)

4. Adjusting screw and wrench are included. @ For COOLANT PIPE C 51

5. Fixed Length H and angle ¢ vary depending on machine models.
Please specify your required dimensions.
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A special head case, angled at 45°, insures an accurate cutting angle.
Utilizes NEW BABY CHUCK to assure high accuracy and versatility.

(AG45 NBS type ) SPINDLE ANGLE : 45° L
L1 L2
. &
Coolant Pipe 97 &
(Optional) o
ol L L TN asa ] €
E B
[Te] L . ga
it 9 ol =
@ 1o £
\ M
5 Pin Compression
Fixed Length A C
MAX.6,000min-1
3 L - L &
1 2
A - 5N ~
(Cé;)otl_ant II3)|pe 297 % o
ptional I
® o= >
T = ial & SN
iir w2 &y =
ST g% SN ©
| L 1 A
ha A o ° = d
%J
‘ M R18 (HSK-A63)
6 Collar Compression R21 (HSK-A100)
3 Pin Compression
Fixed Length A
Fig. 2

MAX.6,000 min’

Exclusive STOP BLOCK is required. ‘

@ The rotation of the cutting tool is in reverse direction of the machine spindle.

Model Fig. od oE | G| L |L|L|M|P Q | oF | Collet | Speed Ratio | Weight (kg)
HSK-A63 -AG45/NBS10-230 1 1.5-10 | 30 30 230 130 100|122 20 515| 90 NBC10 11 5.6
-AG45/NBS13-235 25-13 | 35 235 105|127 25 NBC13 5.7
HSK-A100-AG45/NBS10-270 5 1.5-10 | 30 30 270 170 100|127 | 20 515| 90 NBC10 1:1 12.4
-AG45/NBS13-275 25-13 | 35 275 105|132 | 25 NBC13 12.5

1. The standard fixed length A: A63=8mm , A100=6mm.

Other lengths are available upon request. g For NEW BABY COLLET G 3

2. Clamping nut and wrench are included. Collet must be ordered separately.

3. The angles of positioning pin to drive key groove and direction of cutting edge @ For STOP BLOCK G 25

are adjustable from 0° to 360°.

4. New Baby Collet for endmill model NBC[[]-[JEAA cannot be used. @ For COOLANT PIPE C 51

5. Coolant Pipe is ordered separately. (Coolant is supplied through the Locating Pin, not the Coolant Pipe.)

€.1(¢D) C 34]



C

MNVHS MSH

. HSK SHANK m DIN 69893-1 1SO 12164

ANGLE HEAD

Suitable for all cutting angles. In addition to the cutter head being adjustable a full 360°,
the spindle also becomes easily and precisely adjustable from 0° to 90° by 1° increments.

285
( AGU UNIVERSAL type | SPINDLE ANGLE : 0" to 90° 185 100
Coolant Pi . 102 turning radius
oolant Pipe
(Optional) 097 %
RS E AN
. S 7 Byial)
g : SR (.
I Ti 9l /)
% LE: . . S //é‘ Q Q“ Y T ¥
» ] @
v 1 I u|7
| 124 o R18
5 Pin Compression
MAX.6,000min-1 Fixed Length A
325
210 115
Coolant P - 118 turning radius %
oolant Pipe
B 2125 |
(Optional) [T o\ ‘
il |
AN 3 e} b o
il ( » —1¢/8 ﬁg =
ol k4t 1 © ,é ) 2 -
s B N ° =1 O X [
a ) & E
0
e : o
' 125
R21
6 Collar Compression
3 Pin Compression
MAX.4,000min-1 Fixed Length A
Exclusive STOP BLOCK is required.
@ The rotation of the cutting tool is in reverse direction of the machine spindle.
Model Fig. Collet Speed Ratio W(ig’)ht
HSK-A 63-AGU/NBS13-285 1 NBC13 1:1 9.6
HSK-A100-AGU/NBS20-325 2 NBC20 1:1 20.0

1. The standard fixed length A: A63=8mm , A100=6mm.
Other lengths are available upon request. E For NEW BABY COLLET G 3
2. The angles of positioning pin to drive key groove and
direction of cutting edge are adjustable from 0° to 360°. g For STOP BLOCK G 25
3. Clamping nut and wrench are included. Collet must be ordered separately.
4. Coolant Pipe is ordered separately. g For COOLANT PIPE C 51

(Coolant is supplied through the Locating Pin, not the Coolant Pipe.)

EXCLUSIVE CLAMPING BOLTS AND NUTS
Specially selected materials and special design

PRECISE ANGLE ADJUSTMENT

Unique setting mechanism enables for clamping the head guarantee rigidity for even
EASILY ADJUSTABLE SPINDLE  the spindle angle to be precisely set end milling applications.
ANGLE FROM 0" to 90'. at 1° increments.

Adjustable AGU Universal Series expands Angle Head capabilities to
accomplish various angular machining applications.

e .~ 9

I
V

®Machining draft
angle of a mold

®Corner
rounding

®Drilling or end
milling on an
angled surface

A
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Spindle angle is adjustable from 0 to 30.
Large swivel flange assures high rigidity.

[ AGU AGU30 type ] SPINDLE ANGLE : 0° to 30°

L VS ‘ Light Weight

‘v e '
Angle adjustment by aligning divisions
Spindle angle is easily adjustable from 0°to 30°using the scale
indication on the body. T
n
P
()]
Coolant Pipe Coolant Pipe E
(Optional) (Optional) =
255 305 =
150 105 175 130 36.5 36.5
MAX 17 - m
MAX 14, N
097 p 0125 20N A
. \V/f,ﬁf&%\ FO T2 NS 2
=l T ==
AR —Tg )
i — Gﬂu o
§ Lﬂn‘“’—’ il o \\ B o \
%] — © x - B o
| g ~ 3 &
147 a B 0
. - Q i _ N
5 Pin Compression i q:l Q
Fixed Length A 162
| 6 Collar Compression
3 Pin Compression
Fixed Length A
MAX.6,000min-1 MAX.4,000min-1
@ The cutter rotates in the same direction of the machine spindle.
) Weight
Model Fig. Collet Speed Ratio (kgg)
HSK-A 63-AGU30/NBS13-255 1 NBC13 1:1 6.8 ’ Exclusive STOP BLOCK is required.
HSK-A100-AGU30/NBS20-305 2 NBC20 1:1 15.3

1. The standard fixed length A: A63=8mm , A100=6mm.

Other lengths are available upon request. @ For NEW BABY COLLET G 3

2. Clamping nut and wrench are included. Collet must be ordered separately.

3. The angles of positioning pin to drive key groove and direction of cutting edge _
are adjustable from 0° to 360°. For STOP BLOCK G 25
4. Coolant Pipe is ordered separately.

(Coolant is supplied through the Locating Pin, not the Coolant Pipe.) g For COOLANT PIPE C 51

BSETTING DISK (included accessory)

For the precise adjustment

v of spindle angle or direction.

N

@74\\\

\[d

D

Clamp the Setting Disc
into the angled spindle. X

Check
the cutter Check
alignment. the setting

angle.
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ANGLE HEAD

Angular operation in a @30mm bore (min.) is possible. Modular heads enhance versatility.

Head is aligned with spindle center for easy programing.

Base Unit

( SMALL BORE type

Smallest
©30mm

Clamping Capacity: 93 — 94

AG90-CA4SGM-64

Clamping Capacity: @3 — 96

AG90-CA6SGM-45
AG90-CA6SGM-89
gl 1 Go0-CAGSGI-133
HSK-A100-AGB-196
Coolant Pipe 30 30
Optional ‘
Coolant Pipe 30 30, (Optional) C L G K G‘C
(Optional) L K GG 1 ) /'J
i I parEnN
- d ;
— L1 L2 ,X} = 2] | o § o=
OO :( od s Pl | } ! o] i
ol o P S TT :
b qﬂ \ %U‘ ®y [ lorNo 8| bl iy \\R3 o 8
R T | - ol o168 = o 1L
0 = 2] -
& o b "\ Rs o & » 5 [
@ ‘ M R18 (S=80)
i | M ‘ R21 (S=110)
‘ , 3 R18 6 Coller Compressi
5 Pin Compression ollar Compression
‘ Fixed Length A 3 Pin Compression
Fixed Length A
MAX.2,000min-! MAX.2,000min-!
Exclusive STOP BLOCK is required. ‘
@ The cutter rotates in the same direction of the machine spindle.
: Speed Weight (kg)
Set Model Base Head Figled [G|K|L|Li|L2|M|P|Q Ratio o5 | 5280 | S=110
HSK-A63-AG90-CA4SGM-241 AG90-CA4SGM- 64 241 56133 5.5
-273 - 06 3-4(12.5|16.5| 273 88/165 | 10.5|10.5| 1:1.06 5.6
HSK-A63-
-305 AGB- -128| 305 o |120]197 (Increase)| 57 | | _
-CA6SGM-222 177 | AG90-CABSGM- 45 222 37114 56
-266 - 89 3-6[15| 20 | 266 81/158 |12.5| 16 | 1:0.77 5.8
-310 -133 310 125(202 (Decrease)| 6.0
HSK-A100-AG90-CA4SGM-260 AG90-CA4SGM- 64 260 56117 1.7 | 111
-292 - 96 3 -4[125[16.5] 292 88|149 |10.5/10.5| 1:1.06 - [ 11.8|11.2
-324 HSK"Xé’g' 28] 324] .0, [120] 181 (Increase) 119|113
-CA6SGM-241 196 |AG90-CABSGM- 45 241 37| 98 1.8 11.2
-285 - 89 3-6|15|20 | 285 81[142[125| 16 | 1:0.77 | - |[120[114
329 133 329 125186 (Decrease) 12.2 | 11.6

1. The standard fixed length A: A63=8mm , A100=6mm. Other lengths are available upon request.
2. The angles of positioning pin to drive key groove and direction of cutting edge are adjustable from 0° to 360°.
3. Coolant cannot be supplied through the Locating Pin.

4. Exclusive collets should be ordered separately.
5. S=80 type is available for HSK-A100 models upon request.
6. Coolant Pipe is ordered separately. (Coolant is not supplied through the Coolant Pipe.)

@ For STOP BLOCK G 25 |:? For COOLANT PIPE C 51

BEXCLUSIVE COLLET
B Model oA B Model oA B
| | CA4-3 3 CA6-3 3
= 16. -
“ < 3.5 3.5 6.5 4 4 0o
u -4 4 -5 5
1. Use only a cutting tool shank with exactly the -6 6

same diameter as the collet bore diameter.
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DIN 69893-1 1SO 12164 HSK SHANK m .

AIR TURBINE SPINDLE

Hlgh-speed Micro-Machining can be done on a normal machining
center, eliminating the need of an expensive high-speed machine.

Machine Spindle
Rotation=0

Relation between Spindle speed and air pressure (Reference)

90,000
RBX7 RBX5 ~80,000 80,000
Practical spindle é 70,000 X ppY7
speed (min") 60,000 - 80,000 | 40,000 - 50,000 = },om./ DX/
Clamping Range 20.45 - 94.05mm (MEGA4S) % 60,000 beoroo
T.1.R at nose Less than 1um 'S 50,000 47,000 50,0001
Air pressure Less than 0.6MPa & 40,000 43,000 RBX A
Air flow 300L/min [ANR](0.6MPa) 38,000
30,000 1 1
0.3 0.4 0.5 0.6 C
Air pressure (MPa)
b
( CENTER THROUGH Type | -
I
For compressed air through the machine spindle. jz>
L A
. «
.-:..,-_.__
[N - —
s E&-"‘ ! N <
Vi o (¥ o~ ellalt
(W fa : 5
p ™ {E | ‘
‘H\‘{_ﬂ " =y For automatic tool change Coolant Pipe
Operating spindle : Weight

Model speed(min-1) Tool diameter L oD oD1 K (ko)

HSK-A 63-RBX7C-4S-160 60,000 - 80,000 21.0 or smaller 160 78 50 53 2.9

-RBX5C-4S-160 40,000 - 50,000 1.5 or smaller 96 3.9

HSK-A100-RBX7C-4S-165 60,000 - 80,000 21.0 or smaller 165 78 68 58 4.9

-RBX5C-4S-165 40,000 - 50,000 21.5 or smaller 96 5.9

1. Nut and wrenches are included. Collet must be ordered separately.

2. XF1(Air Unit) must be ordered separately. @m

3. Coolant Pipe is included.

@ For MICRO COLLET G 2

__ACAUTION

@ For COOLANT PIPE C 51

( Compressed air to drive the AIR TURBINE SPINDLE must be clean. Therefore, coolant should

| not be supplied through the spindle on the machine that the AIR TURBINE SPINDLE is used.
.

¢.1(¢D) C 38
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AIR TURBINE SPINDLE

(SIDE THROUGH Type |

The compressed air is supplied through the stop block which
also enables automatic tool change.

K <2_2> Drive key 0=0"-360
3
2T, N
For automatic tool change iiLi T ;jﬁ
| °l | & ,/ MEGA4S
Coolant Pipe H = =
: AN S
N =)
|
Pin stroke : 6
K2
’ Exclusive STOP BLOCK is required. ‘
Operating spindle : Weight
Model speed(min-1) Tool diameter L oD K1 K2 S H (ka)
HSK-A 63-RBX7-4S-175-65 60,000 - 80,000 21.0 or smaller 80 3.8
17 7 7 -4
-RBX5-4S-175-65 40,000 - 50,000 1.5 or smaller 5 96 6 5 65 0-45 4.8
HSK-A100-RBX7-4S-180-80 60,000 - 80,000 21.0 or smaller 8.4
180 100 72 62 80 5-50
-RBX5-4S-180-80 40,000 - 50,000 1.5 or smaller 9.4
1. Nut and h included. Collet must be ordered tely.
2. XF1 (A Unit must be ordered separately. (SRINED)
3. Coolant Pipe is included.
or
SET UP INFORMATION for AIR TURBINE SPINDLE
@ Preparing the Stop Block |
The @I AIR TURBINE SPINDLE utilizing a Locating . || ﬂf,:\,]m
Pin requires the Stop Block, which is mounted to the e }-'
_ ﬁ ’

machine spindle. Please contact a @16 agent for ‘
details. o - 77}

Locating Pin

Order Example

r’;a [For manual tool change]
. HSK-A63-RBX7-4S-175-65

Easily mounted on machines without a stop block.

When ordering, please exchange the end

HSK-A63-RBX7-4S-175H
of model number H.
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MEGA M’CRO CHUCK® Clamping Range : 0.45 - 8.05

Extremely slim design of body and
nut provides superior balance and
concentricity and is ideal for reaching
into confined areas.

Coolant Pipe
(Optional)

T 1 (o]
I Qi
°
8

Model Clamping Range | gp L L1 Hi1 Ho G M_a)_(. Collet Model Weight
od min-1 (kg)
HSK-E25-MEGA3S- 45T 3¢ 45 32 32 - 50,000 0.06
S 0.45 - 3.25 10 =
Z60T 60 | 48 | 22 38 | M4P07 | 40,000 | NBC3S-L) Moog
-MEGAA4S- 45T 3¢ 45 33 32 = 50,000 0.07
-60T 0.45 - 4.05 12 50 29 26.5 2 M5 P08 40,000 NBC4S-[] 010
-MEGAG6S- 45T 3 45 33 31 - 50,000 0.08
0.45 - 6.05 14 . "
- 60T 60 49 285 40 | M7P0.75| 40,000 NBC6S-LJ 0.10
HSK-E32-MEGA3S- 60T 60 35 38 40,000 0.15
0.45 - 3.25 10 M4 P0.7 - -
- 75T 75 50 22 38 40,000 NBC3S-[J 0.17
-MEGAA4S- 45T 3¢ 45 23 26 - 50,000 0.14
2 45 - 4., 26. NBCA4S-
- 60T 0.45 - 4.05 12 60 35 6.5 46 M5 P0.8 40,000 O 0.16
-MEGAG6S- 45T ¢ 45 23 28 - 50,000 0.14
2 - 8.5 NBC6S-
-goT | 045605 14 60 | 36 | 2 38 | M7 P0.75| 40,000 U o7
-MEGAS8S- 60T | 2.95-8.05 18 60 38 31 (43) — 40,000 | NBC8S-[] | 0.20
HSK-E40-MEGAS3S- 60T 60 35 39 40,000 0.23
45 - 3.2 1 M4 P0.7 : NBC3S-
- 75T 0.45-3.25 0 75 50 22 38 40,000 - 0.25
-MEGAA4S- 60T 60 35 44 40,000 0.24
_ M5 P0.8 : NBC4S-
- 75T 0.45 - 4.05 12 75 50 26.5 47 40,000 = 0.27
-MEGAG6S- 60T 3% 60 35 (42) - 40,000 0.24
- 75T 0.45 - 6.05 14 75 50 28.5 49 M7 PO.75 40,000 | NBC6S-[] | 0.28
- 90T 90 65 49 40,000 0.32
HSK-E50-MEGA3S- 80T 0.45 - 3.25 10 49 22 38 M4 P0.7 40,000 | NBC3S-[] | 0.46
-MEGAA4S- 80T 0.45 - 4.05 12 80 48 26.5 47 M5 P0.8 40,000 | NBC4S-[] | 0.47
-MEGAG6S- 80T 0.45 - 6.05 14 49 28.5 49 M7 P0.75| 40,000 | NBC6S-[] | 0.48
1. MEGA NUT is included.
2. For models vlvsithth; :1ark of 3%, there is no internal thread (G).

3. Coolant pipe is ordered separately.

Spare Parts || Accessories
MEGA NUT MEGA WRENCH MICRO COLLET MICRO COLLET Q TAPER CLEANER
PROTECTIVE CASE
1PN il §
& 1 = E.
: ‘ \ U IL*“P
MEGA
MICRO CHUCK Model Model Model Model Model
MEGA3S MGN3S MGR10 NBC3S-[] NBB3S SC-NBC3S
MEGA4S MGN4S MGR12 NBC4S-[] NBB4S SC-NBC4S
MEGA6S MGN6S MGR14 NBC6S-[] NBB6S SC-NBC6S
MEGA8S MGNSS MGR18 NBC8S-[] — —

€.1(¢D) C 40
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MEGA M’CRO CHUCK® Clamping Range : 0.45 - 6.05

Type S

~ Coolant Pipe Hi
. (Optional)

TRy N e

R?
- r
od i

oD

|———|

Model Clamping Range | gp L L1 H He G Max. | Collet Model | Weight

od min-1 (kg)
HSK-E25-MEGA4S 4578 | f45_405 | 12 |45 | 31 | p55 | 32 — 20000 | Npeag.[ |90
-60 60 46 42 | M5P0.8 | 40,000 0.08
-MEGA6S-45 3¢ 0.45 - 6.05 14 45 32 28 31 = 50,000 NBCes-[] |2.97
-60 60 47 28.5 41 M7 P0.75| 40,000 0.08
HSK-E32-MEGA3S-45 3¢ 0.45 - 3.25 10 45 23 22 31 = 50,000 | NBC3S-[] | 0.13
-MEGA4S-45 45 22 31 50,000 0.14

45 - 4. 12 26.5 M5 P0.8 2 NBC4S-
-60 0.45 - 4.05 60 34 46 40,000 e 0.15
-MEGA6S-45 3¢ 45 22 28 - 50,000 0.14

e 45 - 6. 28.5 .
e 0.45 - 6.05 14 = = 38 | M7Po75| 40,000 NBC6S-[] X
HSK-E40-MEGA3S-40 3% 0.45 - 3.25 10 40 19 22 24 = 50,000 | NBC3S-[] | 0.21
-MEGA4S-60 0.45 - 4.05 12 60 34 26.5 44 | M5P0.8 | 40,000 | NBC4S-[] | 0.23
-MEGABS-45 3¢ 45 23 27.5 27 = 50,000 0.22

o 0.45 - 6.05 14 NBC6S-
-60 3% 60 35 28.5 42 = 40,000 U 0.23
HSK-E50-MEGA3S-50 3% 0.45 - 3.25 10 50 20 22 30 - 45,000 | NBC3S-[] | 0.42
-MEGA4S-50 3¢ 50 21 30 — 45,000 0.43

45 - 4. 12 NBC4S-
-80 0.45 - 4.05 80 44 fee 47 | M5P0.8 | 40,000 c4s-0 0.45
-MEGAG6S-55 3% 55 26 35 - 45,000 0.44

0.45 - 6.05 14 NBC6S-
-80 8o | 44 | 2% [49 [ M7Po75| 40,000 Y

1. MEGA NUT is included.
2. For models v:lsitll'?fh: r$13rk of %, there is no internal thread (G).

3. Coolant pipe is ordered separately.

Spare Parts || Accessories
MEGA NUT MEGA WRENCH MICRO COLLET MICRO COLLET Q TAPER CLEANER
PROTECTIVE CASE
= D
- ‘ ] | _ 1
M r 2l (] 3 =
{8 e | B
MEGA
MICRO CHUCK Model Model Model Model Model
MEGA3S MGN3S MGR10 NBC3S-[] NBB3S SC-NBC3S
MEGA4S MGN4S MGR12 NBC4S-[] NBB4S SC-NBC4S
MEGA6S MGN6S MGR14 NBC6S-[] NBB6S SC-NBC6S
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MEGA NEW BABY CHUCK ® oot o oo

High speed design utilizes ultra
precision New Baby Collet which
guarantees a runout at the collet nose of
less than 1 micron.

L L
d L1 H
Coolant Pipe H Coolant Pipe
(Optional) (Optional)
At ] | UT [a)
| H Q Q|
Adjusting Screw
o ¢
iq. |Clamping Range Max. Weight
Model Fig. o oD L L1 H min-] Collet Model (kg) (%
HSK-E25-MEGA 6N- 40 3x 1 025- 6 20 40 29 25 30,000 NBC 6-[] 0.10 o)
8N- 45 3¢ , |05 -8 25 45 - 30 25,000 NBC 8-[] 0.12 2
10N- 60 > A 1.5 -10 30 60 - 45 20,000 NBC10- [] 0.17 jz>
= H = ~
HSK-E32-MEGA 6N- 45 > 1 0.95— 6 20 45 24 28 40,000 NBC 6-[] 0.17
- 60 60 37 23 - 27 35,000 0.20
-MEGA 8N- 50 % 1 05 - 8 o5 50 29 33 40,000 NBC 8-[] 0.22
- 65 65 44 26 - 32 35,000 0.27
-MEGA10N- 65 3% > 1.5 -10 30 65 = 47 30,000 NBC10- [] 0.28
-MEGA13N- 70 3% 25 -18 35 70 — 44 25,000 NBC13-[] 0.31
HSK-E40-MEGA 6N- 50 3x 50 26 31 40,000 0.26
- 60 60 34 23 - 26 35,000 0.28
- 75 1 025- 6 20 75 49 23 - 41 30,000 NBC 6-[] 0.31
- 90 90 64 23 _ 43 28,000 0.35
-120 120 94 25,000 0.41
-MEGA 8N- 55 55 31 36 40,000 0.31
- 75 1 05 - 8 25 75 51 26 - 41 30,000 NBC 8-[] 0.38
- 90 90 66 26 - 45 28,000 0.43
-MEGA10N- 60 3% 60 37 40 35,000 0.39
- 75 % 1 1.5 -10 30 75 52 55 30,000 NBC10-[] 0.46
- 90 90 67 38 - 48 28,000 0.53
-MEGA13N- 65 65 44 44 30,000 0.45
- 75 3% 75 54 55 0.53
25,000
-1 :g 1 25 -13 35 90 69 44 - 48 NBC13-[] 0.62
- 120 99 44 — 63 20,000 0.80
-150 150 129 15,000 1.00
-MEGA16N- 65 3 A 5 25 - 16 42 65 _ 46 25,000 0.43
- 75 % 75 48 20,000 NBC16-[] 0.60
1. MEGA NUT is included. 4. Coolant pipe is ordered tely.
2. Adjusting scrI:vlvnchL;nenot be used with 3% marked models. 5. Ng%?lg cﬂﬁ:: Icsa%rnzrtebesl?g:éa\lmtieﬂ{ A marked models.
3. "H" indicates the adjustment length with an Adjusting Screw.
Spare Parts | | Accessories
MEGA NUT MEGA WRENCH NBC COLLET SEALING NUT ADJUSTING SCREW
MEGA PERFECT SEAL
ﬁm F 3 Rubber
- e . For ENDMILL &t i ."'; ' n B L
.I !‘. - COLLET ~ e ! o
‘e G | GRED = ul
MEGA NEW
BABY CHUCK Model Model Model Model Model G L B
MEGA 6N MGN 6 MGR20 NBC 6-[] MPS 6-[] NBA 6B | M 7| 12 2
MEGA 8N MGN 8 MGR25 NBC 8-[] MPS 8-[] NBA 8B | M9 | 13 | 25
MEGA10N MGN10 MGR30 NBC10-[] MPS10-[ ] NBA10B | M11 | 16 3
MEGA13N MGN13 MGR35 NBC13-[] MPS13-[ ] NBA13B | M14 | 20 4
MEGA16N MGN16 MGR42 NBC16-[ | MPS16-[ | NBA16B | M18 | 20 4
MEGA20N MGN20 MGR46 NBC20-[ | MPS20-[ | NBA20B | M21 | 20 4
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Clamping Range : 0.25 - 220

MEGA NEW BABY CHUCK

L L
L1 H
Coolant Pipe H Coolgnt Pipe
(Optional) 1 (Optional)
,,,,,,, P
| 11 1 C H ‘gT %
Adjusting Screw
(Optional)
; Clamping Range Max. Weight
Model Fig. od oD L L1 H min-i Collet Model kg)
HSK-E50-MEGA 6N- 55 :% 55 27 35 40,000 0.47
- 70 38 23 - 39 30,000 0.50
70 1 025- 6 | 20 NBC 6-[]
-100 100 64 23 _ 43 25,000 0.56
-130 130 94 20,000 0.63
-MEGA 8N- 603 1 05 - 8 o5 60 30 37 40,000 NBC 8-[] 0.52
- 90 90 56 26 - 45 30,000 0.62
-MEGA10N- 60:x A 60 30 35 35,000 0.56
d 1 1.5 -10 30 g b
- 90 90 58 38 - 48 30,000 NEC 0.70
-MEGA13N- 703 70 40 45 28,000 0.67
- 90 90 60 44 - 47 25,000 0.80
-120 1] 25 -18 1 35 120 90 | . o5 |_20000 NBC13-L] g9
-150 150 120 B 15,000 1.24
-MEGA16N- 75 1 25 - 16 42 75 48 52 28,000 NBC16-[] 0.85
- 903 90 63 65 25,000 1.00
-MEGA20N- 753 A 75 - 49 25,000 0.80
-100 o o5 20 46 100 = 51 - 54 20,000 NBC20-[ ] 1.10
-130 o 130 - 18,000 ’ 1.50
51 - 68
-160 160 = 15,000 1.80
1. MEGA NUT is included. 4. Coolant pipe is ordered separately.
2. Adjusting screws can not be used with 3k marked models. 5. NBC-E collet can not be used with A marked models.
3. "H" indicates the adjustment length with an Adjusting Screw.
Spare Parts | | Accessories
MEGA NUT MEGA WRENCH NBC COLLET SEALING NUT ADJUSTING SCREW
MEGA PERFECT SEAL
@m § Rubber
» L B
ey For ENDMILL L - ‘ .
‘ ‘ e COLLET i [ ] @ o
! - -
‘a2 D S & Go) -] i
MEGA NEW
BABY CHUCK Model Model Model Model Model G L B
MEGA 6N MGN 6 MGR20 NBC 6-[] MPS 6-[| NBA 6B | M 7 | 12 2
MEGA 8N MGN 8 MGR25 NBC 8-[] MPS 8-[| NBA 8B | M 9 | 13 2.5
MEGA10N MGN10 MGR30 NBC10-[] MPS10-[ | NBA10B | M11 | 16 3
MEGA13N MGN13 MGR35 NBC13-[] MPS13-[ ] NBA13B | M14 | 20 4
MEGA16N MGN16 MGR42 NBC16-[| MPS16-[ | NBA16B | M18 | 20 4
MEGA20N MGN20 MGR46 NBC20-[| MPS20- [ | NBA20B | M21 | 20 4

X (BIG
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SHRINK CHUCK oo

Slim design avoids interference with

the side wall and draft of the mold.
Max. insertion length H

Coolant Pipe , -
(Optional) Min. Clamping
L Length E
~ I i HEE
‘\‘ -« L
| 1
C
Model ad oD oD+ L L1 E H Weight T
(kg) 7
HSK-E25-SRC 4S-45 4 7 10.0 45 29 16 18 0.06 (%)
-SRC 6S- 60 6 10 15.0 46 0.08 =
60 26 46 >
-SRC 8S- 60 8 13 18.0 48 0.10 <
HSK-E32-SRC 4S-60 X 4 7 10.0 33 16 18 0.14
-SRC 6S- 60 6 10 13.5 34 26 0.15
-SRC 8S- 60 8 13 16.5 60 43 0.16
-SRC10S- 60 10 16 20.0 36 32 0.18
-SRC12S- 60 12 19 23.0 37 35 0.19
HSK-E40-SRC 4S-60 3% 4 7 10.0 60 34 16 44 0.22
-SRC 6S- 75 6 10 15.0 26 50 0.24
-SRC 8S- 75 8 13 18.0 75 49 0.26
-SRC10S- 75 10 16 21.0 32 56 0.29
-SRC12S- 75 12 19 24.0 36 0.31
HSK-E50-SRC 6S- 75 6 10 14.5 %6 55 0.45
-SRC 8S- 75 8 13 17.5 52 0.46
-SRC10S- 75 10 16 205 2 a3 32 0.48
-SRC12S- 75 12 19 235 36 52 0.51
1. Use carbide cutter within a tolerance of h6.
2.% Use carbidfa cutter within a tolerance of h5. Q& Wiper Cleaner is recommended to clean
3. Coolant pipe is ordered separately. the clamping bore. @m
Please refer to the operation manual of heating / cooling equipment,
as some equipment may not be compatible.
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MEGA M’CRO CHUCK® Clamping Range : 90.45 - 06.05

Type T

Extremely slim design of body and

nut provides superior balance and
concentricity and is ideal for __J_"[ FGH—"
reaching into confined areas.
55 |8la
. \}\ Q
ey, L
T ]
Clamping Range Max. Weight
Model P 0% 9 oD L L1 Hi Hz2 G min-i Collet Model |53
HSK-F63-MEGA4S- 75T 0.45 - 4.05 12 75 44 26.5 41 M5 P0.8 | 32,000 | NBC4S-[] 0.7
-MEGAG6S- 75T 0.45 - 6.05 14 75 44 28.5 41 M7 P0.75 | 32,000 | NBC6S-[] 0.7
1. MEGA NUT is included.
2. Please contact (BIG) agent for HSK-F coolant pipe.
H2
Type S »
G
17— rj 1t
Q
L1
\ L
Clamping Range Max. Weight
Model P 0% 9 oD L L1 Hi Hz G min-i Collet Model |53
HSK-F63-MEGA4S- 75 75 39 41 30,000 0.7
0.45 - 4.05 12 26.5 M5 P0.8 NBC4S-
-105 105 76 47 25,000 . 0.7
-MEGA6S- 75 75 46 41 30,000 0.7
- 90 0.45 - 6.05 14 20 61 285 | 49 | M7P0.75| 27000 | NBCES-[] | g.71
-105 105 76 49 25,000 0.75

1. MEGA NUT is included.

2. Please contact (BIG) agent for HSK-F coolant pipe.

Spare Parts || Accessories
MEGA NUT MEGA WRENCH MICRO COLLET MICRO COLLET Q TAPER CLEANER
C?IE PROTECTIVE CASE
- ‘ | 'J ] 1
M r 2l | 3 2
fa e | B
MEGA
MICRO CHUCK Model Model Model Model Model
MEGA4S MGN4S MGR12 NBC4S-[] NBB4S SC-NBC4S
MEGA6S MGN6S MGR14 NBC6S-[] NBB6S SC-NBC6S
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MEGA NEW BABY CHUCK ® oot o oo

The Body, Collet, Nut and Wrench are
specifically designed to be ideal for
high speed operations.

Adjusting Screw

(Optional) C
Model Clamping Range| o L Ly H Max. Collet Model | V&gt
od min-1 (kg)
HSK-F63-MEGA 6N- 75 75 42 23 - 31 35,000 0.7 (i)
- 90 025- 6 20 90 53 30,000 NBC 6-[] 0.8 o
-105 105 69 23 - 43 25,000 0.8 %
-135 135 99 20,000 0.9 %
-MEGA 8N- 75 75 43 26 - 38 32,000 0.8
- 90 90 54 0.9
30,000
105 | o5 -8 | 25 105 69 NBC 8-[] |22
-120 120 84 26 - 45 25,000 0.9
-135 135 99 20,000 1.0
-165 165 129 15,000 1.1
-MEGA10N- 753 75 43 48 32,000 0.9
- 90 15 -10 30 90 54 30,000 NBC10-[] 0.9
-105 105 69 38 - 48 25.000 1.0
-120 120 84 ’ 1.1
-MEGA13N- 75:% 75 43 47 30,000 0.9
- 903 90 56 61 1.0
-105 25 -13 35 105 71 44 - 53 25,000 NBC13-[] 1.1
-120 120 86 20,000 1.2
-165 165 131 44 -6 15,000 1.6
-MEGA16N- 75:% 75 43 48 30,000 1.0
- 903% 25 -16 42 90 58 61 25,000 NBC16-[] 1.2
-105 105 73 48 - 56 20,000 1.3
-MEGA20N- 75:% 75 45 51 30,000 1.1
- 903% 25 -20 46 90 60 61 25,000 NBC20-[] 1.3
-105 105 75 51 - 58 20,000 1.4
1. MEGA NUT is included.
2. Adjusting screws can not be used with 3 marked models.
3. "H" indicates the adjustment length with an Adjusting Screw.
4. Please contact (BIGD agent for HSK-F coolant pipe.
Spare Parts | | Accessories
MEGA NUT MEGA WRENCH NBC COLLET SEALING NUT ADJUSTING SCREW
@m . MEGA PERFECT SEAL Rubber
il - - o i ﬂ B L
= t l ""::F M Eoc; EII\IIE[?FMILL ﬂ.? ) _.-‘-. . @ ,
e ED | €| D L 4 1
'\BAES\'(A(’)\II-IIEDJA(/)K Model Model Model Model Model G L B
MEGA 6N MGN 6 MGR20 NBC 6-[] MPS 6-[] NBA 6B | M 7 12 2
MEGA 8N MGN 8 MGR25 NBC 8-[] MPS 8-[] NBA 8B | M 9 | 13 25
MEGA10N MGN10 MGR30 NBC10-[] MPS10- [] NBA10B | M11 | 16 3
MEGA13N MGN13 MGR35 NBC13-[] MPS13-[] NBA13B | M14 | 20 4
MEGA16N MGN16 MGR42 NBC16-[ | MPS16-[ | NBA16B | M18 | 20 4
MEGA20N MGN20 MGR46 NBC20-[] MPS20-[ | NBA20B | M21 | 20 4
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®
MEGA E CHUCK Clamping Range : 93 - 12

Collet chuck designed exclusively for

% ; Lo
| AL

Adjusting Screw

o]
oD
oD1

(Optional)
Model CampngRange| op | oDt | L | L1 | Le H Max. | Collet Model | Weight

od min-1 (kg)

HSK-F63-MEGA 6E- 65 % 28.1 65 34 39 0.8
- 90 8- 6 125 M55 a0 58 21 37 - 45 i M= el 0.9

-MEGA 8E- 65 % 32.8 65 34 41 0.8

_ 22.5 -

~ 90 3 8 30 362 90 59 12— a7 30,000 MEC 8-[] 10
-MEGA10E- 75 % 38.4 75 44 48 30,000 1.0
- 90 % 41.1 90 59 67 ’ 1.2

-105 3-10 | 35 | 439 | 105 75 23 9,000 MEC10-[] 1.3

-120 46.7 120 91 48 - 58 ’ 1.6

-135 48.9 135 107 27,000 1.8
-MEGA13E- 75 % 45.7 75 47 50 1.1
- 90 % 48.3 90 62 64 i 14

3-12 42 25 MEC13-[]

-105 51 105 78 50 - 58 29,000 1.6

-135 51.8 135 108 50 - 60 26,000 2.0

1. MEGA E NUT is included.

2. Adjusting screws can not be used with % marked models.

3. "H" indicates the adjustment length with an Adjusting Screw.

4. Please contact (BIG agent for HSK-F coolant pipe.

Spare Parts | [ Accessories
MEGA E NUT MEGA WRENCH MEGA E COLLET ﬁé‘é"f EUII’ERFECT SEAL ADJUSTING SCREW
Rubber
-y . =D n B L
- lﬁf ' jL '*P i @ | ©
; 'I'.}:'-;"“' Eﬁﬂ]’ - ’

MEGA E CHUCK Model Model Model Model Model G L B
MEGA 6E MEN 6 MGR25 MEC 6-[] EPS 6-[] NBA 6B | M 7| 12 2
MEGA 8E MEN 8 MGR30 MEC 8-[] EPS 8-[] NBA 8B | M 9| 13 2.5
MEGA10E MEN10 MGR35 MEC10-[] EPS10-[] NBA10B | M11 16 3
MEGA13E MEN13 MGR42 MEC13-[] EPS13-[] NBA13B | M14 | 20 4
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DIN V 69893-6 HSK SHANK m .

®
MEGA DOUBLE PO WER CHUCK Clamping Range : 616 - 32
Type D
Close to integral rigidity and precision of a
solid toolholder. H
F Flange contacting nut assures highest rigidity. Min Clamping Length

L/ 7
NG
L1
L
C
Max. Weight
Model od oD oD1 L L1 H E s (ko)
HSK-F63-MEGA16D- 80A 16 42 52.6 80 25 55 50 28,000 1.2

-MEGA20D- 90A 20 50 55 90 34 65 56 28,000 1.4 %

-MEGA25D-100A 25 62 62.7 100 39 75 57 25,000 1.8 ;

-MEGA32D-105A 32 70 70.7 105 33.5 80 64 24,000 2.0 E

1. Wrench is ordered tely.
2. Pkreear;‘; clc?nct);c?r(eﬂlsg p) aellrgae‘ra]tyfor HSK-F coolant pipe. %
Accessories
MEGA WRENCH
MEGA DOUBLE POWER CHUCK Model

HSK-F63-MEGA16D MGR42L
-MEGA20D MGR50L
-MEGA25D MGR62L
-MEGA32D MGR70L

€.1(¢D) C 48]
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. HSK SHANK m DIN V 69893-6

MEGA DOUBLE POWER CHUCK ' oo o

Type DS | For coolant to cutting tool periphery

H
Min Clamping Length

8/38|g
. ! J
L1
L
Max. Weight
Model od oD oD1 L L1 H E o (ko)
HSK-F63-MEGA16DS- 80A 16 42 52.6 82 27 57 52 28,000 1.2
-MEGA20DS- 90A 20 50 55 92 36 67 58 28,000 1.4
-MEGA25DS-100A 25 62 62.7 102 41 77 59 25,000 1.8
-MEGA32DS-105A 32 70 70.7 107 35.5 82 66 24,000 2.0
1. Wrench is ordered tely.
2. Pltreea:(; cﬁn(t);c?r(eﬂl%e p) 22;ae$1tyfor HSK-F coolant pipe.

Accessories
MEGA WRENCH
MEGA DOUBLE POWER CHUCK Model
HSK-F63-MEGA16DS MGR42L
-MEGA20DS MGR50L
-MEGA25DS MGR62L
-MEGA32DS MGR70L

 C 49 (€1(0D)



HSK sHANK

DYNA TEST

For inspection and adjustment of
. machine spindle.

With in Aluminum box

Aluminum box — HSK-A Type | [DIN 69893-1 & ISO 12164-1]
L
[

for sirage. Effective test length A Model L A oD
HSK-A 40-32-L180SD | 180 157 30

-A 50-32-L240SD | 240 211

% ' : ” : E -A 63-50-L200SD | 200 171
-L350SD | 350 321 50

-A100-50-L200SD | 200 168

-L350SD | 350 318

1.The drive key slots are symmetrical to allow the HSK form A Dyna
Test Bar to be indexed 180 degrees.

HSK-E Type | [DIN 69893-5]
L

‘ ‘ Effective test length A Model L A oD
‘ HSK-E25-20-L175 175 163 20
Nl 4 -20-
| , , _ld E32-20-L180 | | 158
-E40-32-L180 157 30
-E50-32-L240 240 211

HSK-F Type | [DIN V 69893-6]
L

Effective test length A

Model L A oD

E : : 4 e HSK-F63-50-.200 200 171 o
-L350 350 | 321

¢.1(¢D) C 50

A
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MNVHS MSH

. HSK sHANK

COOLAN' ‘ " E For Form A and Form E For machines capable of supplying coolant through
Caution spindle, the Coolant Pipe should be fitted to all HSK
holders to protect against accidental selection of coolant.

m m '

Please contact (BIG) agent for HSK-F coolant pipe.

@ Mono block type Model oD G O sw
sw . HSK 25-CP 5 | M 8xP1 25
o 32-CP 6 | M10xP1 3
40-CP 8 | Mi2xP1 4
Q ——‘—if 50-CP 10 | M16xP1 5 ¢
L) 63-CP 12 | Mi8xP1 6
80-CP 14 | M20xP15 8
100-CP 16 | M24xP15 8
@1 swing type Model oD G Wrench (Optional)
G HSK_40-CPM 8 | M12XP1 | CPW 40
;ms 50-CPM | 10 | Mi6XP1 | CPW 50
@ a Uj 63-CPM | 12 | M18XP1 | CPW 63
) 80-CPM 14 M20X P1.5 CPW 80
100-CPM | 16 | M24XP1.5 | CPW100

HSK Turning tools Hsk-T63, T100 wo s

Revolutionary!
The very first modular tooling system for Turning application.

Z
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MEGA MICRO CHUCK
MEGA NEW BABY CHUCK
NEW BABY CHUCK
SHRINK CHUCK

MEGA SYNCHRO Tapping Holder

DRICAL

SHANK
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. CYLINDRICAL sHaNKk

MEGA M’CRO CHUCK® Clamping Range : 90.45 - 8.05

210 ultra small dia. to avoid interference.

High precision is maintained by combination with
MEGA NEW BABY CHUCK.

I
Hz
H1
iy Jic
T sl 4 — — o ———
. s |l J ®
e}
Q
Model Clamping Range D D L H H Collet Nut Weight
ode od e ou ! 2 G Model Model (kg)
ST10-MEGA3S-120 0.45 - 3.25 10 10 120 22 38 M4 P0.7 | NBC3S-[] | MGN3S 0.06
ST12-MEGAAS-130 045-405 | 12 | 12 |20 | 265| 47 | M5P0.8 | NBCAS{] | MGN4S [—o
-160 160 0.13
ST14-MEGA6S-160 160 0.18
200 0.45 - 6.05 14 14 200 28.5 | 49 M7 P0.75 | NBC6S-[] | MGN6S 0.21
ST16-MEGA8S-160 2.95 - 8.05 18 16 160 31 50.5 | M9 P0.75 | NBC8S-[] | MGN8S 0.23

1. MEGA NUT is included.

Spare Parts || Accessories
MEGA NUT MEGA WRENCH MICRO COLLET | MICRO COLLET Q TAPER CLEANER
_  [SJep) | PROTECTIVE CASE
- _ i J = 1
” - = 1 <3 - &
s e | &5
MEGA
MICRO CHUCK Model Model Model Model Model
MEGA3S MGN3S MGR10 NBC3S-[] NBB3S SC-NBC3S
MEGA4S MGN4S MGR12 NBC4S-[] NBB4S SC-NBC4S
MEGA6S MGN6S MGR14 NBC6S-[| NBB6S SC-NBC6S
MEGA8S MGN8S MGR18 NBC8S-[] = =
B MEGA MICRO CHUCK SET
Including convenient storage case.
| Set model | SST12-MEGA4S-130 | | Set model | SST14-MEGA6S-160

EXXBI6>

Contents

< SST12 - MEGA4S - 130 >
@ BODY/ ST12 - MEGAA4S - 130 (with MGN4S nut)
@ COLLET/NBC4S - 3 & 4 (2 pcs.)
@ WRENCH/ MGR12

< SST14 - MEGAG6S - 160 >

@® WRENCH/ MGR14

Set model

SST16-MEGA8S-160

Contents

< SST16 - MEGASS - 160 >
@ BODY/ ST16 - MEGAS8S - 160 (with MGN8S nut)
@ COLLET/NBC8S - 3,4,6 & 8 (4 pcs.)
@ WRENCH/ MGR18

@ BODY/ ST14 - MEGASS - 160 (with MGNBS nut)
@ COLLET/NBCSS - 3,4,5 & 6 (4 pcs.)




CYLINDRICAL sHaNK

® Coolant-through ho
MEGA NEW BABY CHUCK Clamping Range : 90.25 - 920
Cylindrical shank models offer flexible solutions Adjusting Screw (Optional) H
against possible interference in combination with
— MEGA DOUBLE POWER CHUCK. g -
~ 4 I ’ T Rk
L1
[Fig.1] L
Adjusting Screw (Optional) H
T Cwpm——
a , [ T A1 | | I Vs
gl i
L1
[Fig.2] L
:q. | Clamping Range Weight
Model Fig. od oD1 oD2 L L1 H Nut Model (kg)
ST20-MEGA 6N-100 100 76 0.2
-150 1 0.25 - 6 20 150 126 23 - 43 MGON 6 0.3
-250 250 226 0.5
-MEGA 8N-100 100 65 0.3
-150 05 -8 25 20 150 115 26 — 45 MGON 8 0.4
-250 2 250 215 0.6
-MEGA10N-100 100 60 0.3 E‘<)
-150 1.5 -10 30 150 110 38 - 48 MGON10 0.4 -
-250 250 210 0.6 %
ST25-MEGA 6N-150 025 - 6 20 150 116 23 - 43 MGON 6 0.5 T
-MEGA 8N-150 1 150 123 0.5 o
200 05 -8 25 200 173 26 - 45 MGON 8 0.7 ,ZE
-MEGA10N-150 25 150 123 05 L
200 ) 1.5 -10 30 200 173 38 - 48 MGON10 0.7 jz>
-MEGA13N-150 150 110 0.6 P
200 25 -13 35 200 160 44 - 63 MGON13 07
ST32-MEGA 6N-150 025 - 6 20 150 113 23 - 43 MGON 6 0.8
-MEGA 8N-150 1 05 -8 25 150 111 26 — 45 MGON 8 0.9
-MEGA10N-150 150 123 0.8
200 1.5 -10 30 200 173 38 - 48 MGON10 11
-MEGA13N-150 150 120 0.9
-200 25 -13 35 200 170 44 - 63 MGON13 1.1
-300 32 300 270 1.6
-MEGA16N-150 150 110 1.0
-200 2 25 -16 42 200 160 48 - 68 MGN 16 1.2
-300 300 260 1.7
-MEGA20N-150 150 105 1.0
-200 25 -20 46 200 155 51 - 68 MGN 20 1.3
-300 300 255 1.9
1. MEGA NUT is included.
2."H" indicateslft:gcaléj:stment length with an Adjusting Screw.
3. (BIG) ST LOCK is recommended to mount / release a cutting tool.
Spare Parts | [ Accessories
MEGA NUT MEGA WRENCH NBC COLLET SEALING NUT ADJUSTING SCREW
#m%. | MEGA PERFECT SEAL Rubber
) - B L
P For ENDMILL i = ‘ 0
'I % COLLET - "y ! gl
v < Ga |J % =D - v [
MEGA NEW
BABY CHUCK Model Model Model Model Model G L B
MEGA 6N MGON 6 MGR20 NBC 6-[] MPS 6-[] NBA 6B | M 7 | 12 2
MEGA 8N MGON 8 MGR25 NBC 8-[] MPS 8-[] NBA 8B | M9 | 13 | 25
MEGA10N MGON10 MGR30 NBC10-[] MPS10-[] NBA10B | M11 | 16 3
MEGA13N MGON13 MGR35 NBC13-[] MPS13-[] NBA13B | M14 | 20 4
MEGA16N MGN16 MGR42 NBC16-[ ] MPS16-[ ] NBA16B | M18 | 20 4
MEGA20N MGN20 MGR46 NBC20-[ ] MPS20-[ ] NBA20B | M21 20 4

@BIOEA
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CYLINDRICAL sHaNK

NEW BABY CHUCK Clamping Range : 0.25 - 220

Avoids interference when used in combination
with BIG NEW Hi-POWER MILLING CHUCK.

L

Adjusting Screw (Optional)

0 3 F
[a) s a
Q H 3 ‘gf Sy
s
H
L | L1
Adjusting Screw (Optional) ‘
(
. pr=mn— E
maa 5l E] ¢ °
W]
Model Fig.  |ClampingRange|  5pq oD2 oDs3 L L1 H Weight
ad (kg)
ST20-NBS 6-100 100 0.27
-150 1 025- 6 20 19.5 150 24 20 - 40 0.39
-250 250 0.64
-NBS 8-100 100 0.29
-150 05 - 8 25 24.5 20 150 26 23 - 42 0.41
-250 3 250 0.66
-NBS10-100 2 100 0.32
-150 150 0.44
250 % 1.5 -10 30 29.5 250 28 35 - 45 0.69
-350 350 0.93
ST25-NBS 6-150 150 0.60
-200 3 025- 6 20 19.5 200 24 20 - 40 0.79
-250 3 1 250 0.98
-NBS 8-150 150 0.62
-200 3 05 - 8 25 24.5 200 26 23 - 42 0.81
-250 o5 250 1.00
-NBS10-150 150 0.65
-200 3 1.5 -10 30 29.5 200 28 35 - 45 0.84
-250 > 250 1.03
-NBS13-150 150 0.67
-200 25 -18 35 34.5 200 34 41 - 60 0.86
-250 3 250 1.05
ST32-NBS 6-150 150 0.96
-200 025- 6 20 19.5 200 24 20 - 40 1.28
=250 3 250 1.59
e B P R RN
-NBS10-150 150 1.02
=200 3« 200 1.33
250 1.5 -10 30 29.5 250 28 35 -45 164
-350 3% 32 350 1.95
-NBS13-150 150 1.04
-200 3« 200 1.35
250 25 -13 35 34.5 550 34 41 - 60 167
=300 3x¢ 300 2.30
-NBS16-150 150 1.05
-200 3« e 25 - 16 42 41.5 200 34 45 - 65 1.37
-300 3« 300 2.00
-NBS20-150 150 1.05
=200 3% 25 -20 46 455 200 34 48 - 65 1.37
-300 3« 300 2.00
; ugg\él?r\nBaYrkgg -\lz—vilts;]lsécelll:gi%t equipped with a hole through for coolant.

EXXBI6>



CYLINDRICAL sHaNK

NEW BABY CHUCK Coolant—through hole
CARBIDE CYLINDRICAL SHANK ciping Range : 00.25 - 06

Reliable solution for deep and narrow access
having slim head and solid carbide shank.

= 7 250

% ensures high accuracy, high rigidity and powerful !n-.

gripping force for Carbide Cylindrical Shank I
New Baby Chuck. |

©

| . o Q

- NS ~ 224 126, %

_ | | =

8| - %4—8
Qi ‘ 1 'y Q
P, |
L S 7_’,’
. o
Standard Type
[ Model | ST20W-NBS6-250 | <NBN6 Nut included >
== e e

Remarks : Collet and Wrench are not included. Weight $1.20 kg ®)
:
Z
3
NEW Hi-POWER MILLING CHUCK c;)
NEW Hi-POWER MILLING CHUCK : il (’;
T
>
Z
x

Spindle Speed : 1,000 min-1
Cutting Feed :0.1mm/rev.
Cutting Depth : 0.5mm

Cutter : 5mm Solid Carbide End Mill
Workpiece : Cast Iron G025 (DIN)
FC25 (JIS)
Spare Parts | | Accessories
NEW BABY NUT | | WRENCH NBC COLLET BABY PERFECT SEAL | ADJUSTING SCREW
:t . - ;‘- 5 RubbeLr
5 L
=& o e | 49 | g & =5-
ks AP |  xap = - \

NEW BABY CHUCK Model Model Model Model Model G L B
NBS 6 NBN 6 NBK 6 NBC 6-[] BPS 6-[] NBA 6B | M 7 12 2
NBS 8 NBN 8 NBK 8 NBC 8-[] BPS 8-[] NBA 8B | M 9 13 25
NBS10 NBN10 NBK10 NBC10-[] BPS10-[] NBA10B | M11 16 3
NBS13 NBN13 NBK13 NBC13-[] BPS13-[] NBA13B | M14 20 4
NBS16 NBN16 NBK16 NBC16-[ | BPS16-[] NBA16B | M18 20 4
NBS20 NBN20 NBK20 NBC20-[ | BPS20- [ ] NBA20B | M21 20 4

@ieor
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. CYLINDRICAL sHaNKk

Coolant-through hol

SHR'NK CHUCK Clamping Range : 4 - 620

 SUPER SLIM Type |

Slim design avoids interference with
the side wall and draft of the mold.

Max. insertion length: H

Min.
Clamping Length
FE—,
. S e
S @
) L
Min. Min.
Clamping Length Clamping Length
FL E
%‘ U ‘ I HY! T E?%t '%: H I I =19
o o
L1 ] Li
L
Model Fig. od oD oD1 L L1 E H V"(ﬁig)ht

ST12-SRC 4SS-120 % 1 4 7 12 120 51 16 = 0.10
-SRC 6SS-120 2 6 9 32 26 52 0.10
ST20-SRC 4SS-150-K40 ¢ 3 4 7 20 150 40 16 = 0.25
-SRC 6SS-150-K60 150 60 0.25
-200 1 200 110 0.30

-200-K60 3 6 9 20 60 26 = 0.30

-250 1 110 0.35

-250-K60 3 250 60 0.40

-SRC 8SS-150 150 0.25
-200 1 8 11 20 200 90 26 = 0.30

-250 250 0.40
-SRC10SS-150 150 0.25
-200 10 13 20 200 71 32 60 0.35

-250 2 250 0.40
-SRC12SS-150 150 0.25
-200 12 15 20 200 52 36 70 0.35

-250 250 0.45

1. Use carbide cutter within a tolerance of hé.
2. % Use carbide cutter within a tolerance of h5.

Please refer to the operation manual of heating / cooling equipment,
as some equipments may not be compatible.

| D5 (€1(0D)

Q& Wiper Cleaner is recommended to clean
the clamping bore.

MEPG 19




CYLINDRICAL sHaNK

Min.
Clamping Length
E

Il
S - - — Bk
. L1 m‘\
L
Max. insertion length: H
Min.
Clamping Length
E
JEN - ) g
ot
) - b
Min.
Clamping Length
E
a _ _ | —— g3 0
Q i SIS <
|| [ -
L1
. . 5
L D
O
>
-
()
I
>
- =
Model Fig. od oD oD L L1 E H V"(ﬁg’)ht
ST20-SRC 8S-150 150 0.25
-200 1 8 13 20 200 71 26 - 0.35
-250 250 0.45
SRC10S-150 150 0.25
-200 2 10 16 20 200 43 32 60 0.35
-250 250 0.45
ST32-SRC10S-150-K70 150 0.50
-200-K70 10 16 32 200 70 32 - 0.75
-300-K70 3 300 1.20
-SRC12S-150-K70 150 70 0.55
-200-K70 200 0.80
36 -
-300 1 12 19 32 200 129 1.20
-300-K70 3 70 1.25
-SRC16S-150 150 70 0.60
-200 16 24 32 200 83 38 80 0.85
-300 o 300 1.30
-SRC20S-150 150 0.60
-200 20 28 32 200 50 38 80 0.85
-300 300 1.30
1. Use carbide cutter within a tolerance of h6.
Please refer to the operation manual of heating / cooling equipment, a Wlper_ Cleaner is recommended to clean
as some equipments may not be compatible. the clamping bore. EEB

¢€./(¢D) D6 |
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. CYLINDRICAL sHaNKk

SHR’NK CHUCK Clamping Range : 4 - 632

[ STANDARD Type |

Max. insertion length: H
Min.
Clamping Length
E
5 |
I A Rl
: P
) IV
Min. Clamping Length Min. Clamping Length
E E
oo
[ N N L ° 1l IR B
f ‘ L1 ot F LL‘—G\-
Model Fig. od oD oD L Ly E H V"(igl)ht
ST20-SRC 4-150-K40 3% 5 150 40 16 _ 0.25
-150-K80 3¢ 4 1 a 80 0.20
-SRC 6-150 150 0.30
-200 1 6 14 20 200 62 26 - 0.35
-250 250 0.45
ST32-SRC10-150-K70 3 150 70 0.65
-200 1 200 100 0.85
-200-K70 3 10 22 32 70 32 - 0.90
-300 1 100 1.30
-300-K70 3 800 70 1.35
SRC12-150 150 0.65
-200 1 12 24 32 200 81 36 - 0.90
-300 300 1.35
SRC16-150 150 70 0.70
-200 2 16 28 32 200 47 38 80 0.90
-300 300 1.35

1. Use carbide cutter within a tolerance of h6.

2. % Use carbide cutter within a tolerance of h5.

Please refer to the operation manual of heating / cooling equipment,
as some equipments may not be compatible.

Qa Wiper Cleaner
the clamping bore.

is recommended to clean

PG 19

For 032mm Straight Shank S %
L
%' Rﬂ"'x““w.
P ®
-, BIG-PLUS
Max. insertion length: H Max. insertion length: H
i i - Min,
Air-bleeding hole Clam pi’\r%nll.ength ClampinénLength
E E
M H— ‘
! T — Y
BBT Type T 117 BT% 5 s T |o als
Q Q
\.\m BBT No. ,..\ﬂr i) L HSK No. ‘ io} .
“\ p L Fig. 2 L
\\' Model Fig.| od | oD | oDr L L1 E H W(?(ig)ht

HSK Type BBT40-SRC32D- 95 95 65 88 1.6
BBT50-SRC32D-105 ! 32 a4 54 105 61 51 105 4.1
HSK-A 63-SRC32D-105 5 30 44 52.6 105 54 51 80 1.4
HSK-A100-SRC32D-115 56.3 115 72 82 2.9

EXX(BI6>

. Designed for center through coolant application when used with coolant through cutting tools.




CYLINDRICAL sHaNK

MEGA SYNCHRO Tapping Holder Tapping Range : M1 - M20

=l - -=—c

Body Tap Holder Tap
- L3 - L
L1 L2
X Tq." ~ —
s e *gﬁ‘ — - ,;::;,ﬂi;i’;* o 9
o
Q
Model Tap Holder Model Tapping Range oD oD1 Szl [z L L1 L2 L3 Gl
d oD2 (kg)
MGT 6-d- 30 M2 — M6 95 30
ST20-MGT 6-65 - 70 No.3 — U1/a 36 16 20 135 65 70 40 0.5
-100 165 100
MGT12-d- 30 M6 - M12 100 30
ST25-MGT12-70 - 70 U1/4 - U7/16 41 20 25 140 70 70 50 0.8
-100 P1/8 170 100
MGT20-d- 35 M12 - M20 125 35
ST32-MGT20-90 - 85 U1/2 - U3/4 54 30 32 175 90 85 55 1.5
-115 P1/4 - P3/8 205 115
1. Tap Holder and wrench are ordered separately. 3% (BIG Side Lock Holder model TSL is recommended as a basic holder.

Rigid tapping function is required on the machine tool.
For TAP HOLDER A 33-A 36 For ACCESSORIES A 32
For MEGA WRENCH A 32 For SIDE LOCK HOLDER A 39

@ Tapping Range for DIN & ISO Standard

MGT Size DIN Standard ISO Standard
DIN371 DIN376 DIN353 1SO529 1SO2284
MGT 6 M3-M6 M5-M8 M3-M5
MGT12 M5-M8 M8-M12 1/8 M6,M8,M12 1/8
MGT20 M10 M12-M18 1/4-3/8 M10-M20 1/4-3/8

E? For detail of TAP HOLDER A 33—A 36

For small Tap MGT3

B MEGA Wrench For

K Model s | Model | MGR12

S$T20-MGT3-90 1. 12mm common spanner is also

required to hold the body when
clamping/unclamping the tap.

~d B MICRO COLLET For
90
22.5
68 22 Mioro Colet
icro Collet I
<
"NBC4s-[1 I 3}
g s hEE If LS
Tapping Range Ta
p Shank
‘ Model DIN371 | 150529 | od
Clamping length 45 NBC4S - 2.5AA | M1 - M1.8 M2 2.5
NBCA4S - 2.8AA |M2 - M2.6 | M2.2, M2.5| 2.8
1. Nut is included. Wrench and collet are ordered separately. NBC4S - 3.1AA M3 3.15
2.12mm common spanner is also required to hold the body when clamping/unclamping the tap. NBC4S - 3.5AA M3 3.5

- Rigid tapping function is required on the machine tool.
+ Not capable of supplying coolant through the holder body.

¢./(¢D) Ds |
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CYLINDRICAL sHaNK

Other products with cylindrical shank

Fssomss

Environment

§E-G 21
CLEAN TEC

Full automation of
swarf and coolant removal
by means of wind pressure.

CUTTING TOOLS

Indexable Insert
Endmill

M

FULLCUT MILL
Shoulder and slot milling
cutter with both high radial
and axial rake angle.

oy Ultra high feed
. — chamfer mill
- . ~

.__‘- -k
e
Ny,
-
R-CUTTER (FHIEED

Automated R-chamfering.
Front & back chamfering are
available!

[ improvement tool

MASURING TOOLS

Touch probe &
,:\ edge finder

\l}

MC

PMP

POINT MASTER C?HIIIIB

Touch sensors provided with high
precision stroke and interchangeable
stylus for measuring different applications.

Ultra high feed
chamfer mill

C-CUTTER MINI (HIFS)

Ultra High Feed Rate!
Increases the feed rate up to
400% using 4 inserts!

Center and
chamfer in one

CENTER BoOY (AED

Accurate centering and chamfering
can be obtained in a single operation !!

Position
detecting tool

POINT CENTER
Precise detection

of wokpiece position
in X & Y axes.

ACCU CENTER

Simple and precise
edge finder offering
repeatability within 3ym.

Extensive

chamfering range C-CUTTER

e Universal

i
——

Cc-CUTTER (EED

Reduced number of tool holders and
machining time by wide chamfering range.

Back spot facing tool
"‘-a.___ for cap screw hole
N ._v_‘.

"
BF-CUTTER (HED

Selected spot facing diameters suitable
for cap screws.

EXX(BI6>
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BBT(BIG-PLUS) SERIES

TURNINGTOOLS - -« ------ E1-E10
SELECTION GUIDE + + + + + v v v eevnnnennn E3

HSK-T SERIES
TURNINGTOOLS - -------------- E11-E18
SELECTION GUIDE + + + = v v+ v evvsnnnnns E3

BIG CAPTO SERIES

TURNINGTOOLS - -« ------ E19 - E29
SELECTIONGUIDE = - = = =+ + v+ v veennnnn E3
ROTATIONTOOLS - - - ------cc-- E30 - E53

The trademark CAPTO is licensed
from Sandvik Coromant




t

ONITOOL NHNLTIIN

. MILLTURN tootinG e

L adl
Zféf

$50-DCLNN-00050-12

%

TYPE S CARTRIDGE (A

TN16 I"/

TN22

$50-DTJNR-00050-16
-DTJNL-00050-16
$50-DTJNR-00050-22
-DTJNL-00050-22

= D5’

TYPE S BASIC HOLDER

BIG-PLUS

SPINDLE SYSTEM

puAL conTacT JIS B 6339 (BIG-PLUS)

S50

L

BBT40M-S50-

75

75

4 o
12.5°

BBT50M-S50-120

/;X VC16

120

VB16

$50-DDHNN-00050-15 $50-DDJNR-00050-15 $50-SVQBN-00050-16

g For SELECTION GUIDE E 3

-DDJNL-00050-15

3¢ In case of DN1506 insert (thickness of 6.35mm), please replace the standard Carbide Shim by DNS1506 (option).

E\]

j F50

35

F63

[ﬁ

45

F50 / F63
TYPE F BASIC HOLDER

L |eD
BBT40M-F50- 75 | 75
-105 |105
BBT50M-F63- 70 | 70
-130 | 130

EE-E 7

50

63

TYPE F CARTRIDGE (A

CN12
CN16

CN19 j/
-]

F50-DCLNR-35035-12(16)
-DCLNL-35035-12(16)

F63-DCLNR-45035-12(16)
-DCLNL-45035-12(16)

F63-PCLNR-45045-19
-PCLNL-45045-19

| E1 (€[]

)

TN16

m
/>
TN22 ! ,‘ D15

27e

- \

|
F50-DTJNR-35035-16 F50-DDJNR-35035-15
-DTJNL-35035-16 -DDJNL-35035-15
F63-DTJNR-45035-16(22) F63-DDJNR-45035-15
-DTJNL-45035-16(22) -DDJNL-45035-15

‘007

F63-DDHNR-45040-15
-DDHNL-45040-15

3¢ In case of DN1506 insert (thickness of 6.35mm), please replace the standard Carbide Shim by DNS1506 (option).



BIG-PLUS

SPINDLE SYSTEM

DUAL CONTACT

JIS B 6339 (BIG-PLUS)

m 5
i

DN1

VB16
VC16

¥,
o

27

$50-DDJNR-33075-15
-DDJNL-33075-15

$50-SVLBR-33075-16
-SVLBL-33075-16

MILLTURN tooLinG

$63
TYPE S BASIC HOLDER

BBT40M-S63- 65
BBT50M-S63-110

$63-DCLNN-00060-16
-DCLNN-00060-19

$63-DTJNR-00060-27
-DTJNL-00060-27

&>

BORING BAR HOLDER

sy

ONITOOL NEHNLTIIIN

SQUARE TOOL HOLDER
D

vcie| /- VN16
4 : : AW a2y
] [\ [28
I S N A I
F50-SVQBR-35035-16 F63-SVJBR-45055-16 F63-DDUNR-45035-15  F50-DDJNR-35050-15 F63-DVJNR-45055-16
-SVQBL-35035-16 -SVJBL-45055-16 -DDUNL-45035-15 -DDJNL-35050-15 DVINL-45055-16
F63-SVQBR-45035-16 F63-DDJNR-45055-15
-SVQBL-45035-16 -DDJNL-45055-15

€:/((3) E2
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ONITOOL NHNLTIIN

. MILLTURN ToolnG

SELECTION GU’DE *Cartridge No. in this table corresponds to the cartridge No. on page E1 and E2.
ER‘,%{QQ Insert S Cartridge Fome Right hand Left hand
o) ()
& S 5
= S

CN1204 asy | oD +5

95° CN1606 [ No.8-1 ]

I’
o],
A0
(15.8)
(15.8)
B

(19)
5
=
b

cNigos | @D | (XD @ o5~
[e)]
sl [ \®

TN1604 [ No.2-1 N No.12-1]

O
A
(16)
(16)
¢
O

TN2204 e OB

93°

(21)

TN2706 [ No.9 ]

& o3

VC1604

VB1604 o m
5% O

|
(15
(15.5)
\8
O
¢

BX@I6



MILLTURN tooliNG

Entering Cartridge

Angle Insert Stype F type Right hand Left hand
Ul 1
DNiso4 | @YD | @CEED = e
(1506) sz(\ O \ 2 E %/ O 432
93°

|
feo
(W
=

DN1504 [ No.6

(1506) 32“% &

Jg,
(14.6
(14.6)
\8

O
Q

107.5°| DN1504 aEy O

(1506)

(14.2),
=
N
o
o
3
o

&>

VB1604

117.5°| \cip0s | @D | @D

i\ 17.5° 5 117.5°f::Z< .
27.5 = ,i_fi 27.5 ;
r
_|
C
32° 32 2
DN1504 1 _ 3
(1506) 3 3 3 g
\ - 3 Z
93 93° o
93°
N &
VN1604 [ No.19 ] o _ 4
Y o O — °
52 %‘ g g % 52
NEUTRAL TYPE
Insert
CN12 CN16 CN19 DN1504(1506) VB1604 / VC1604
[ No.1 J [ No.8-1 ] [ No.3

50°

Oace

(105)

€./(¢D) E4 |
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. MILLTURN 1o01iNG 1=

45° BASIC HOLDER Type S

BIG-PLUS

SPINDLE SYSTEM

DUAL conTacT JIS B 6339 (BIG-PLUS)

BLOCKING SCREW SET (option)

For type S basic holder

BX@I6

Type Model oD L (L1) ng:(emwg
S50 BBT40M-S50- 75 50 75 125 CK5S
S63 -S63- 65 63 65 125 CK6S
S50 BBT50M-S50-120 50 120 170 CK5S
S63 S$63-110 63 110 170 CK6S

1. Basic holders include a locking screw.
Type Set Model Screw (2p) T-Wrench (1p)
S50 CK5S M10 x P1.0 CK-T5
S63 CK6S M12 x P1.0 CK-T6




BIG-PLUS
JIS B 6339 (BIG-PLUS) DUAL CoNTACT /\/\l I_l_TU RN TOOLING

45° CARTRIDGE Type S

/* y ER:%:QQ No. | Hand Model Insert F L | oo | SQamP
,\~ @TX® | N | S50-DCLNN-00050-12 | g, ON120%. | o | 50 | 50 | P2
QXX | | | S63-DCLNN-00060-16 it o | e | & |5
WNo.8-2/ -00060-19 | gnombie 80 cPs
i e Bl A M
R | S50-DTJNR-00050-22
@B DTiNLooosozz | Tanseso | O | | % | om
o | om0
> R | S50-DDJNR-00050-15 o | s
L -DDJNL-00050-15 | 1
J— R | S50-DDJNR-33075-15 | g, (ON1506) . o | ge | 0| P2
L -DDJNL-33075-15
, @TXD | N | S50-DDHNN-00050-15 o | 50
a N L | S50-SVLBR-33075-16 vereore | s | 75 E
‘Y\‘ ﬂ R -SVLBL-33075-16 | _ VC1604 50 | M35
YN\ 117.5° | @mXB® | N | S50-SVQBN-00050-16 0 50

1. Wrench is ordered separately.
2. Inserts are not included. The standard ISO inserts are to be adapted.
3. %1 Carbide Shim for 4.76mm thick DIN1504 insert is included as standard.

In case of DN1506 insert (thickness of 6.35mm), please replace the standard Carbide Shim by DNS1506 (option).

*2 Both VB1604 and VC1604 inserts are suitable.

*3 M3.5 is screw-on type.

E Right Hand E Left Hand E Neutral

ONITOOL NHNLTTIN

[Coding system for cartridge]

S50/- D/CIL] -|00/|050]-12] Clamping Method Insert Shape Entering Angle
Insert Size | D |Double-Clamp| | € | Rhombic 80" | | J 93:
Length P | Leverlock T | Triangle 600 L 95 o
Offset Value D | Rhombic 55 H 107.5
Hand S | Screw-On V | Rhombic 35° || Q 117.5°
Relief Angle
¢ Entering Angle Relief Angle Hand
¢ Insert Shape N | 0°Negative || R | Right Hand
¢ Clamping Method B | 5° Positive L Left Hand
¢ Cartridge Type and Size - —
C | 7° Positive N Neutral

¢€./(¢D) E6 |
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BIG-PLUS
. /\/\”_LTURN TOOLING 50AL contacT JIS B 6339 (BIG-PLUS)

90° BASIC HOLDER Type F

‘

o—
o

063 o1

I

L1
L1

o

/

|
L
! I -
‘ F

oD

Type Model Fig. oD L L1 F
BBT40M-F50- 75 75 110

F50 1 50 35
-105 105 140
BBT50M-F63- 70 70 105

F63 2 63 45
-130 130 165

1. Basic holders include M10x22L and M10x25L screws for clamping cartridges.
2. Wrench is ordered separately.

90° CARTRIDGE Type F50

‘{. e Entering

Clamp
— 3 Angle No. Hand Model Insert F L Piece
R | F50-DCLNR-35035-12 CN1204
(No.10-1] Rhombic 80° 35 35 CpP2
95" L -DCLNL-35035-12
|
| R | F50-DCLNR-35035-16
! CN1606
N - { No.10-2] Rhombic 80° | 35 E= e
L -DCLNL-35035-16
. R F50-DTJNR-35035-16 TN1604
- F 93" | (XD Triangle 60° 35 35 CP1
. L -DTJNL-35035-16
Right Hand
R | F50-DDJNR-35035-15
=D 35 35 cP2
. L -DDJNL-35035-15 | DN1504+'
95 (DN1506) _
R | F50-DDJNR-35050-15 | Rhombic 55
| | RightHand =D 35 0 crz
L -DDJNL-35050-15
E Left Hand R
F50-SVQBR-35035-16 2
117.5° | €D VB1604- 35 35 M3.5+3
L -SVQBL-35035-16 | 1nompic35

1. Wrenches are not included in the cartridges. Please purchase separately. —
2. Inserts are not included. The standard ISO inserts are to be adapted. @ FONSEARE PARTS E 29
3. %1 Carbide Shim for 4.76mm thick DIN1504 insert is included as standard.

In case of DN1506 insert (thickness of 6.35mm), please replace the standard Carbide Shim by DNS1506 (option).
4. %2 Both VB1604 and VC1604 inserts are suitable.
5. *3 M3.5 is screw-on type.

BA@I6



JIS B 6339 (BIG-PLUS)

BIG-PLUS

|- SPINDLE SYSTEM
DUAL CONTACT

90° CARTRIDGE Type F63

MILLTURN tooLinG

Entoring No. Hand Model Insert F L Cl_amp
‘/. Angle Piece
— - -J R F63-DCLNR-45035-12 Rhgm-ll)izcogoo i o o
L -DCLNL-45035-12
R F63-DCLNR-45035-16
95° | (TXE® CN1606 45 35 CP3
} L -DCLNL-45035-16 | "nomoic 80
O -
R F63-PCLNR-45045-19 CN1906 _ e 45 LEVER
L -PCLNL-45045-19 | Rhombic 80 Loex
F
R F63-DTJNR-45035-16
Right Hand @D [— R Triangiabo" | 45 35 CP1
93°
R F63-DTJNR-45035-22
TN2204
. (No.12-2} . . 4
[ ] Right Hand L -DTJNL-45035-22 | '"andle 60 ° % cre
[ LeftHand R | F63-DDJNR-45035-15
[ No.13 J 45 35 CP2
93° L -DDJNL-45035-15
R F63-DDJNR-45055-15
CrED 45 55 CP2
L -DDJNL-45055-15 DN1504+
(DN1506)
R F63-DDHNR-45040-15 | Rhombic 55°
107.5°| €D 45 40 CP2
L -DDHNL-45040-15
. R F63-DDUNR-45035-15
93 45 35 CP2
L -DDUNL-45035-15
R F63-SVQBR-45035-16
117.5°| QXD T 45 35 M3.5+2
-SVQBL-45035-16 VB1604
. R | F63-SVJBR-45055-16 | Rnombic35
93" | €D 45 55 M3.5+2
L -SVJBL-45055-16
R F63-DVJNR-45055-16
93° | CTED VN1604 45 55 CP4
L -DVJNL-45055-16 | Hnombic 35
1. Wrench is ordered separately.
2. Inserts are not included. The standard ISO inserts are to be adapted.
3. x1 Carbide Shim for 4.76mm thick DIN1504 insert is included as standard.
In case of DN1506 insert (thickness of 6.35mm), please replace the standard Carbide Shim by DNS1506 (option).
4. %2 M3.5 is screw-on type.
[Coding system for cartridge]
F63 - IE“E“_EI _|45”035|_|1 2| Clamping Method Insert Shape i Entering Angle
Insert Size ; 5 5
Lenath P | Lever lock T | Triangle 60 L 95
eng D | Rhombic 55° || H 107.5°
Offset Value S | Screw-On |['v [Rhombic35"|| Q| 175"
Hand U 93"
Relief Angle '
* Entering Angle Relief Angle Hand
® |nsert Shape N 0° Negative R|ght Hand
¢ Clamping Method B | 5° Positive L Left Hand
* Cartridge Type and Size C | 7 Positive N Neutral

¢€./(¢D) Es |

ONITOOL NHNLTTIN



ONITOO0L NHNLTTIN

BIG-PLUS

/\/\H_LTURN TOOLING = 50AL contacT JIS B 6339 (BIG-PLUS)

SQUARE TOOL HOLDER

i

(180 Multi Type |

BEX@I6

| ] Right hand || Lefthand

Model Hand 1B L L1 A oD
BBT40M-180-BH20R-110 R
20 110 70 27 80
-BH20L-110 L
-180-BH25R-130 R
25 130 90 315 90
-BH25L-130 L
BBT50M-180-BH25R-140 R
25 140 90 50 120
-BH25L-140 L
By assembling 3 square holders, ATC time can be reduced.
| |Righthand [ | Lefthand
Model Hand 1B L L1 A oD
BBT40M-180-3BH20R-110 R
20 110 70 35 90
-3BH20L-110 L
BBT50M-180-3BH25R-140 R
25 140 90 50 120
-3BH25L-140 L

ACautlon _________________ ~

| 60 degree indexing is required to the machine tool spindle. |
-




G-PLUS

16 B 6339 (BIG-PLUS) - friatidm MILLTURN To0LING

BORING BAR HOLDER o e @

Application: boring and thread cutting

H L
A G |L1, Lo " Lo
G Ly, L2, L2 ’_\iﬂj
T M
oz ffollellor 2z [Bilello ,
il —
Fig 1 L/IE
Model Fig. od oD L L1 L2 H A G Plug A Plug B
BBT40M-BSL 8- 75 8 25 75 6 10 40 40 M6 P1.0 M6x5L M4x4L
-BSL10- 80 10 29 80 8 12 50 45 M8 P1.0 M6x5L M5x5L E
-BSL12- 90 1 12 34 90 8 16 55 53 M8 P1.0 M6x5L M6x5L
-BSL16-100 16 40 100 10 21 68 65 M10 P1.25 M6x5L M6x5L =
-BSL20-100 20 50 100 12 20 70 67 M10 P1.25 M6x5L M6x5L E
-BSL25-110 25 55 110 14 23 74 83 M12 P1.5 M8x8L M6x5L %
-BSL32-125 5 32 64 125 16 26 83 - M12 P1.5 M8x8L M6x5L 5
-BSL40-150 40 80 150 18 32 98 - M16 P1.5 M10x10L M6x5L 8
BBT50M-BSL 6- 80 6 23 80 5 8 30 32 M5 P0.8 M5x5L M4x4L %
-BSL 8- 85 8 25 85 6 10 40 38 M6 P1.0 M6x5L M4x4L ©
-BSL10- 90 10 29 90 8 12 50 43 M8 P1.0 M6x5L M5x5L
-BSL12-100 12 34 100 8 16 55 53 M8 P1.0 M6x5L M6x5L
-BSL16-105 1 16 40 105 10 21 68 61 M10 P1.25 M6x5L M6x5L
-BSL20-110 20 50 110 12 20 70 60 M10 P1.25 M6x5L M6x5L
-BSL25-120 25 55 120 14 23 74 70 M12 P1.5 M8x8L M6x5L
-BSL32-125 32 64 125 16 26 83 80 M12 P1.5 M8x8L M6x5L
-BSL40-135 40 80 135 18 32 98 91 M16 P1.5 M10x10L M6x5L
-BSL50-145 50 90 145 18 36 115 102 M16 P1.5 M10x10L M6x5L

Interchangeable between center-through and side-through coolant supply by using plugs.

Side-through Center-through

Adjustment for either right hand or left hand is also possible.

€./(¢D) E 10]
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. MILLTURN tootinG GEZEEE so r21ees

CN12

Wy

SSO-DCLNN-00050-1 2

@

TYPE S CARTRIDGE (ZAEDY

w o®
X

$50-DTJNR-00050-16(22)
-DTJNL-00050-16(22)

E? For SELECTION GUIDE E 3

$50-DDHNN-00050-15

$50
TYPE S BASIC HOLDER

HSK-T 63-S50
HSK-T1 00-S50

$50-SVQBN-00050-16

$50-DDJNR-00050-15
-DDJNL-00050-15

2% In case of DN1506 insert (thickness of 6.35mm), please replace the standard Carbide Shim by DNS1506 (option).

F63
TYPE F BASIC HOLDER

HSK-T 63-F63
HSK-T100-F63

MEPE 15

N-

F63-DCLNR-45035-12(16)
-DCLNL-45035-12(16)

F63-PCLNR-45045-19
-PCLNL-45045-19

E 11 (€1(0D)

TN16

A

F63-DTJNR-45035-16(22)
-DTJNL-45035-16(22)

For SELECTION GUIDE E 3

3 17.5°
> _—»
>.<-
NS | | g 27" DN157;
M /%175
1]
F63-DDJNR-45035-15 F63-DDHNR-45040-15
-DDJNL-45035-15 -DDHNL-45040-15

% In case of DN1506 insert (thickness of 6.35mm), please replace the standard Carbide Shim by DNS1506 (option).



$50-DDJNR-33075-15
-DDJNL-33075-15

$50-SVLBR-33075-16
-SVLBL-33075-16

is0 121645 (Ldnd MILLTURN TooLinG

$63
TYPE S BASIC HOLDER

HSK-T 63-S63
HSK-T100-S63

M EEE 137
RS,

N
e

s [0l T TN;E&, Lo 3

S63-DCLNN-00060-16 S$63-DTJNR-00060-27
-DCLNN-00060-19 -DTJNL-00060-27

&>

P

VB16
VC16

5 .

F63-SVQBR-45035-16
-SVQBL-45035-16

>

VB16

VC16

BORING BAR HOLDER

—

o

IS

ONITOOL NEHNLTIIIN

.

SQUARE TOOL HOLDER

F63-SVJBR-45055-16
-SVJBL-45055-16

% Oo [28
)

F63-DDUNR-45035-15 F63-DDJNR-45055-15 F63-DVJNR-45055-16
-DDUNL-45035-15 -DDJNL-45055-15 -DVJNL-45055-16

@BIOEA
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45° BASIC HOLDER Type S

o

Coolant Pipe

(optional)

Manual

Clamping
\__Hole

BLOCKING SCREW SET (option)
For type S basic holder

E 13 (€1(0D)

Type Model oD L (L1) ng:‘énwg
HSK- T63-S50- 60 60 110
S50 - 75 50 75 125 CK5S
-100 100 150
-S63- 70 70 130
S63 63 CK6S
- 90 90 150
S50 HSK-T100-S50-115 50 115 165 CK5S
S63 -S63-105 63 105 165 CK6S
1. Basic holders include a locking screw.
Type Set Model Screw (2p) T-Wrench (1p)
S50 CK5S M10 x P1.0 CK-T5
S63 CK6S M12 x P1.0 CK-T6




is0 121643 Lo MILLTURN TooLNG

45° CARTRIDGE Type S

ER:%:QQ No. | Hand Model Insert F L | oo | SG2mP
@TX® | N | S50-DCLNN-00050-12 | g, ON120%. | o | 50 | 50 | P2
95" |@EED | | S63-DCLNN-00060-16 ot o | e | & |5
WNo.8-2/ 0006019 | gnombie 80 cPs
N a——— DDk
R | S50-DTJNR-00050-22
@B -DTJNL-00050-22 mangiego' | O | % | | o
I e i B
> R | S50-DDJNR-00050-15 o | s
L -DDJNL-00050-15 | 1
J— R | S50-DDJNR-33075-15 | g, (ON1506) . e | ge | 0| P2
L -DDJNL-33075-15
/ @TX® | N | S50-DDHNN-00050-15 0o | 80
a N L | S50-SVLBR-33075-16 vereone | s | 75 E
X ﬂ R “SVLBL-33075-16 | _ VC1604 50 | M35
YN\ 1175 | @mX® | N | S50-SVQBN-00050-16 0 50

1. Wrench is ordered separately.
2. Inserts are not included. The standard ISO inserts are to be adapted.
3. %1 Carbide Shim for 4.76mm thick DIN1504 insert is included as standard.

In case of DN1506 insert (thickness of 6.35mm), please replace the standard Carbide Shim by DNS1506 (option).

*2 Both VB1604 and VC1604 inserts are suitable.

*3 M3.5 is screw-on type.

E Right Hand E Left Hand E Neutral

ONITOOL NHNLTTIN

[Coding system for cartridge]

S50/- D/CIL] -|00/|050]-12] Clamping Method Insert Shape Entering Angle
Insert Size | D |Double-Clamp| | € | Rhombic 80" | | J 93:
Length P | Leverlock T | Triangle 600 L 95 o
Offset Value D | Rhombic 55 H 107.5
Hand S | Screw-On V | Rhombic 35° || Q 117.5°
Relief Angle
¢ Entering Angle Relief Angle Hand
¢ Insert Shape N | 0°Negative || R | Right Hand
¢ Clamping Method B | 5° Positive L Left Hand
¢ Cartridge Type and Size - —
C | 7° Positive N Neutral

€./(¢D) E 14]
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90° BASIC HOLDER Type F

Manual Coolant Pipe
Clamping Hole (optional)
3 | C
-
j |
’// \l_—__//
L |F
oD
Type Model oD L L1 F
HSK-T63-F63- 50 50 85
- 75 75 110
F63 -100 63 100 135 45
-130 130 165
-170 170 205
HSK-T100-F63-100 100 135
F63 63 45
-150 150 185

1. Basic holders include M10x22L and M10x25L screws for clamping cartridges.
2. Wrench is ordered separately. @ For COOLANT PIPE C 51

3. Coolant pipe is ordered separately.

E 15 (€1(0D)



is0 121643 Lo MILLTURN TooLNG

90° CARTRIDGE Type F63

Entoring No. Hand Model Insert F L leamp
‘/. Angle Piece
— - -J R F63-DCLNR-45035-12 Rhgm:)ﬁ:ogoo i o o
L -DCLNL-45035-12
R F63-DCLNR-45035-16
95° | (TXE® CN1606 45 35 CP3
} L -DCLNL-45035-16 | "nomoic 80
O -
R | F63-PCLNR-45045-19 | .o o 45 45 LEVER
L -PCLNL-45045-19 | Rhombic 80 Loex
F
R F63-DTJNR-45035-16
Right Hand @D [— R Triangiabo" | 45 35 CP1
93°
R F63-DTJNR-45035-22
TN2204
. (No.12-2} . . 4
[ ] Right Hand L -DTJNL-45035-22 | '"andle 60 ° % cre
[ LeftHand R | F63-DDJNR-45035-15
[ No.13 J 45 35 CP2
93° L -DDJNL-45035-15
R F63-DDJNR-45055-15
CrED 45 55 CP2
L -DDJNL-45055-15 DN1504+
(DN1506)
. R | F63-DDHNR-45040-15 | Rhombic 55°
107.5°| €D 45 40 CP2
L -DDHNL-45040-15
. R F63-DDUNR-45035-15
93 45 35 CP2
L -DDUNL-45035-15
. R F63-SVQBR-45035-16
117.5°| €D T 45 35 M3.5+2
-SVQBL-45035-16 VB1604
. R | F63-SVJBR-45055-16 | Rnombic35
93" | €D 45 55 M3.5+2
L -SVJBL-45055-16
R F63-DVJNR-45055-16
93° | CTED VN1604 45 55 CP4
L -DVJNL-45055-16 | Hnombic 35
1. Wrench is ordered separately.
2. Inserts are not included. The standard ISO inserts are to be adapted.
3. %1 Carbide Shim for 4.76mm thick DIN1504 insert is included as standard.
In case of DN1506 insert (thickness of 6.35mm), please replace the standard Carbide Shim by DNS1506 (option).
4. %2 M3.5 is screw-on type.
[Coding system for cartridge]
F63 - IE“E“_EI _|45”035|_|1 2| Clamping Method Insert Shape i Entering Ar:gle
Insert Size ; 5 5
Lenath P | Lever lock T | Triangle 60 L 95
eng D | Rhombic 55° || H 107.5°
Offset Value S | Screw-On |['v [Rhombic35"|| Q|  117.5°
Hand U 93"
Relief Angle '
* Entering Angle Relief Angle Hand
® |nsert Shape N 0° Negative R|ght Hand
¢ Clamping Method B | 5° Positive L Left Hand
* Cartridge Type and Size C | 7 Positive N Neutral

€./(¢D) E 16
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SQUARE TOOL HOLDER

t

ONITOO0L NHNLTTIN

45 Type 90 Type
Coolant Pipe
M | - Manual
Clzrr]#;)iing Hole (optional) — Clamping Hole
Coolant Pipe 3 Jg
(optional) / f"’ﬁ?" 1 oF
\ TN e —h\/
<\
N *“\\‘) i { j :/ ! : \
& fa) -
o g ] o A | Iz
‘ ~——
: |
° ©
B B
| | Right hand || Lefthand || Neutral
Model Hand|[JA| B | C | D | oF Model Hand|[[JA| B | C | D | oF
HSK-T63-45-BH25R-110| R HSK-T 63-90-BH20N- 80 20 | 32 | 80 | 60| 80
25 | 85 | 60 |110 | 118
-BH25L-110| L -BH25N-100( N o | e 100 | 75 100
1. Coolant pipe is ordered separately. -BH25N-130 130 |105
. - -90- - 25 | 55 [150 |125| 128
. é Caution = = = = = = = = = = = = = - HSK-T100-90-BH25N-150| N
1. Coolant pipe is ordered separately.
Projection prohibited o

- mm mm mm o= o= e

Coolant Pipe
(optional)

Manual

Clamping Hole

The excess length of a turning tool
must be cut off to avoid
interference with an ATC arm.

- = = om— =

| | Right hand || Lefthand

Model Hand |[JA | B C| D |oF

HSK-T 63-180-BH20R-110| R
20 |27 |[110| 70 | 75

-BH20L-110| L

HSK-T 63-180-BH25R-115| R
25 |29.5[(115| 80 | 90

-BH25L-115| L

HSK-T100-180-BH25R-140| R
25 |50 [140| 90 [120

-BH25L-140| L
“BH25R-180] R | o |55 |180|115 [120

-BH25L-180| L
1. Coolant pipe is ordered separately.

E 17 (€1(0D)

(180 Multi Type |
By assembling 3 square holders, ATC time can be reduced.
Coolant Pipe
- Manual
(optional) Clamping Hole
’i Y oF
[ CEE Oy
J i
! &}
0 (©)
of:e|*°
0 O
|
| ] Right hand || Lefthand
Model Hand |[JA| B | C | D | @oF
HSK-T63-180-3BH20R-120| R
20 | 35 |120| 70 | 90
-3BH20L-120| L
HSK-T63-180-3BH25R-120| R
25| 45 |120| 80 [110
-3BH25L-120| L
1. Coolant pipe is ordered separately.
KACaution _________________ ~

| 60 degree indexing is required to the machine tool spindle. |
~ 4
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BORING BAR HOLDER oo o

Application: boring and thread cutting

e

L Manual H Manual
¢ H Clamping Hole Li L2 L2 Clamping Hole
% Lila L.
~ 1L2 L2
L ]
'\ _ = [ _ -
% .gr QO@—F o } | % '8 U @ O [l B \L\L:J:‘ |
| . | | .
L J}Lﬁ Coolant Pipe L & Coolant Pipe
G = (optional) H=Z (optional)
.
Model Fig. od oD L L1 L2 H G
HSK-T 63-BSL 6- 70 6 23 70 5 8 24 M 5 P0.8
-BSL 8- 75 8 25 75 6 10 32 M 6 P1.0
-BSL10- 80 1 10 29 80 8 12 40 M 8 P1.0
-BSL12- 85 12 34 85 8 16 45 M 8 P1.0
-BSL16-100 16 40 100 10 21 60 M10 P1.25
-BSL20-100 20 50 100 12 20 60 M10 P1.25
-BSL25-105 5 25 55 105 14 23 67 M12 P1.5
-BSL32-115 32 64 115 16 26 74 M12 P1.5
-BSL40-135 40 80 135 18 32 91 M16 P1.5
HSK-T100-BSL16-105 16 40 105 10 21 60 M10 P1.25 E
-BSL20-110 20 50 110 12 20 60 M10 P1.25
-BSL25-120 1 25 55 120 14 23 67 M12 P1.5
-BSL32-125 32 64 125 16 26 74 M12 P1.5
-BSL40-135 40 80 135 18 32 90 M16 P1.5 §
1. Coolant pipe is ordered separately. 5
0
pd
_|
o
o
=
Interchangeable between center-through and side-through coolant supply by using plugs. QZ)
., Plug A ' Chuck Model Plug A Plug B
"'-3'__"‘" -@:r’ . BSL 6 M5 P0.8 M4 P0.7
8
10 M6 P1.0 M5 P0.8
12
16
Side-through Center-through
9 enter-throug 20 * M6 P1.0 M6 P1.0
5
Adjustment for either right hand or left hand is also possible.
32 * M8 P1.25
40

Both plugs are included as standard.
xButton-head bolt.

€./(¢D) E 18]
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MILLTURN 1oouiNG ELEREARETTY 5o 26625-1

@
TYPE S CARTRIDGE (7a¥9)

> D

4
zb/
[

$50-DCLNN-00050-12 $50-DTJNR-00050-16 $50-DDHNN-00050-15

-DTJNL-00050-16

C5-S50- 40

- 55
- 75
-100
C6-S50- 45
- 75
-100
C8-S50-100
-135

$50-DTJINR-00050-22

-DTJNL-00050-22 3% In case of DN1506 insert (thickness of 6.35mm), please replace the standard Carbide Shim by DNS1506 (option).

S50
TYPE S BASIC HOLDER
L

MEE 21

$50-DDJNR-00050-15 $50-SVQBN-00050-16
-DDJNL-00050-15

F50
TYPE F BASIC HOLDER
I - E 23 )
C5-F50- 25
- 50
- 85
-125
| F50 | F63
L~ (.~
35

CN16 TN16

A
] ]

\s

F50-DCLNR-35035-12(16) F50-DTJNR-35035-16
“DCLNL-35035-12(16) DTJNL-35035-16
F63-DCLNR-45035-12(16) F63-DTJNR-45035-16(22)
-DCLNL-45035-12(16) DTJNL-45035-16(22)
F63-PCLNR-45045-19
-PCLNL-45045-19

E 19 (€1(0D)

F63
TYPE F BASIC HOLDER

L
C6-F63- 30
- 75
-100
-130
-170
C8-F63- 45
-100
-130
-170

B 23

F50-DDJNR-35035-15 F63-DDHNR-45040-15
-DDJNL-35035-15 -DDHNL-45040-15
F63-DDJNR-45035-15

-DDJNL-45035-15

% In case of DN1506 insert (thickness of 6.35mm), please replace the standard Carbide Shim by DNS1506 (option).



erxa BIG CAPTO SHANK /\/\l |_|_TU RN TOOLING

S$63
TYPE S BASIC HOLDER
el E 21

C6-S63- 50

- 90
%, C8-S63- 90
/ %
é Q)QE
No.7
5 }!; 5
> ", >

VB16 CN16

Wﬂ =

$50-DDJNR-33075-15 $50-SVLBR-33075-16 $63-DCLNN-00060-16 $63-DTJNR-00060-27
-DDJNL-33075-15 -SVLBL-33075-16 -DCLNN-00060-19 -DTJNL-00060-27

e

SQUARE TOOL HOLDER (ZAF¥D

Boring Bar

ONITOOL NEHNLTIIIN

BORING BAR HOLDER
E-E 27/

For [ ]Shank

VB16 VB16 D?\lé15 ;—W\ VN16
VC16 . VCi6
P £ . 42°
0 o8
] | i
5
F50-SVQBR-35035-16 F63-SVJBR-45055-16 F63-DDUNR-45035-15 F50-DDJNR-35050-15 F63-DVJNR-45055-16
-SVQBL-35035-16 -SVJBL-45055-16 -DDUNL-45035-15 -DDJNL-35050-15 -DVJNL-45055-16
F63-SVQBR-45035-16 F63-DDJNR-45055-15
-SVQBL-45035-16 -DDJNL-45055-15

@BIOE]
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. MILLTURN tooLinG 150 28623-1

45° BASIC HOLDER Type S

BLOCKING SCREW SET (option)

For type S basic holder

E 21 (€1(0D)

Type Model oD L (L1) ngrke'}"wg
C5-S50 -40 40 90
-55 55 105
S50 50 CK5S
-75 75 125
-100 100 150
C6-S50 -45 45 95
S50 -75 50 75 125 CK5S
-100 100 150
-S63 -50 50 110
S63 63 CK6S
-90 90 150
C8-S50-100 100 150
S50 50 CK5S
-135 135 185
-S63 -90 90 150
S63 63 CK6S
-125 125 185
1. Basic holders include a locking screw.
Type Set Model Screw (2p) T-Wrench (1p)
S50 CK5S M10 x P1.0 CK-T5
S63 CK6S M12 x P1.0 CK-T6




150 266231 MILLTURN TtooLiNG

45° CARTRIDGE Type S

/ AN
v* 7 [Enteringl (o | ang Model Insert F L | oo | Came
Angle ’ Piece
.‘ \ @TXP | N | S50-DCLNN-00050-12 | g, CNI203 . | o | s0 | 50 | cpr2
* 95" |@EED | | S63-DCLNN-00060-16 ot o | e | & |5
Wo.5:2] 0006019 | gnombie 80 cPs
R | $50-DTJNR-00050-16
. TN1604
93" | (=D Triangle 60° 0 50 50 CP1
L -DTJNL-00050-16 | '"a"9ie €0
. R | S50-DTJNR-00050-22
93° | (IF® ) ’;‘géogoo 0 50 50 cP2
L -DTJNL-00050-22
R | S63-DTJNR-00060-27
. TN2706
93’ | @I ) . 0 60 | 63 CcP3
L -DTJNL-00060-27 | '"andle €0
R | S50-DDJNR-00050-15
(o4 ) 0 | s0
o . L -DDJNL-00050-15 g
Left hand \ 93 I(DDI\II\L5 ggﬁ)
o R | SS0-DDINR-3307515 | miombic 85 | oo | 55 | CcP2
‘ [ No.6 J
L -DDJNL-33075-15
/ @T=®» | N | S50-DDHNN-00050-15 0 50
L | S50-SVLBR-33075-16 A R E
) VAN ["No.7 ) VB1604*
N ﬂ R -SVLBL-33075-16 VC1604 50 M3.5+°
Rhombic 35
YN\ 1175 | @mX® | N | S50-SVQBN-00050-16 0 50

1. Wrench is ordered separately.
2. Inserts are not included. The standard ISO inserts are to be adapted.
3. %1 Carbide Shim for 4.76mm thick DIN1504 insert is included as standard.
In case of DN1506 insert (thickness of 6.35mm), please replace the standard Carbide Shim by DNS1506 (option).
4. %2 Both VB1604 and VC1604 inserts are suitable.
5. *3 M3.5 is screw-on type.

E Right Hand E Left Hand E Neutral

ONITOOL NEHNLTIIIN

[Coding system for cartridge]

S50 - @ |£| -|00/|050]-12] Clamping Method Insert Shape Entering Angle
Insert Size | D |Double-Clamp C | Rhombic 80° || J 93:
Length P | Lever lock T | Triangle 600 L 95 _
Offset Value D | Rhombic 55 H 107.5
Hand S | Screw-On |['v [Rhombic35’ || @ | 1175
Relief Angle
¢ Entering Angle Relief Angle Hand
Insert Shape N | 0°Negative || R | Right Hand
¢ Clamping Method B | 5° Positive L Left Hand
¢ Cartridge Type and Size - _
C | 7° Positive N Neutral

@BIOEA
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90° BASIC HOLDER Type F

oD
— |
|
O
LLIF
oD1
Type Model oD oD1 L L1 F
C5-F50-25 25 60
F50 -50 50 50 50 £ 35
-85 85 120
-125 125 160
C6-F63-30 30 65
-75 75 110
F63 -100 63 63 100 135 45
-130 130 165
-170 170 205
C8-F63-45 45 80
-100 100 135
Fe3 -130 80 63 130 165 45
-170 170 205
1. Basic holders include M10x22L and M10x25L screws for clamping cartridges.
2. Wrench is ordered separately.
o
90" CARTRIDGE Type F50
{f. k Entering Clamp
— ) Angle No. Hand Model Insert F L Piece
R F50-DCLNR-35035-12 CN1204
(No.10-1] Rhombic 80° 35 35 CP2
95° L -DCLNL-35035-12
|
! R F50-DCLNR-35035-16
‘ CN1606
AN - tNo.10-2] Rhombic 80° £ & CP3
L -DCLNL-35035-16
. R F50-DTJNR-35035-16 TN1604
—F 93 [ No.12-1 Triangle 60° 35 35 CP1
Rioht Hand L -DTJNL-35035-16
ight Han
R F50-DDJNR-35035-15
[ No.13 ] 35 35 CP2
. L -DDJNL-35035-15 [ DN1504+'
95 (DN1506) _
R F50-DDJNR-35050-15 | Rhombic 55
| | RightHand D 35 50 CP2
l:| Left Hand L -DDJNL-35050-15
eft Han
R F50-SVQBR-35035-16 2
117.5’| CTXD S 35 35 M3.5:3
L -SVQBL-35035-16 | nompic35

1. Wrenches are not included in the cartridges. Please purchase separately. —
2. Inserts are not included. The standard ISO inserts are to be adapted. @ EONSRAREIRERTS E 29
3. %1 Carbide Shim for 4.76mm thick DIN1504 insert is included as standard.

In case of DN1506 insert (thickness of 6.35mm), please replace the standard Carbide Shim by DNS1506 (option).
4. %2 Both VB1604 and VC1604 inserts are suitable.
5. *3 M3.5 is screw-on type.

E 23 (€1(0D)
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90° CARTRIDGE Type F63

MILLTURN 1oolNG

Entoring No. Hand Model Insert F L leamp
‘/. Angle Piece
— - -J R F63-DCLNR-45035-12 Rhgm-éﬁ:ogoo i o o
L -DCLNL-45035-12
R F63-DCLNR-45035-16
95° | (TXE® CN1606 45 35 CP3
} L -DCLNL-45035-16 | "nomoic 80
O -
R F63-PCLNR-45045-19 CN1906 _ e 45 LEVER
L -PCLNL-45045-19 | Rhombic 80 Loex
F
R F63-DTJNR-45035-16
Right Hand @D [— R Triangiabo" | 45 35 CP1
93°
R F63-DTJNR-45035-22
TN2204
. [No.12-2] - . 4
[ ] Right Hand L -DTJNL-45035-22 | '"andle 60 ° % cre
[ LeftHand R | F63-DDJINR-45035-15
[ No.13 J 45 35 CP2
93° L -DDJNL-45035-15
R F63-DDJNR-45055-15
[ No.18 ] 45 55 CP2
L -DDJNL-45055-15 DN1504+
(DN1506)
. R | F63-DDHNR-45040-15 | Rhombic 55°
107.5°| €D 45 40 CP2
L -DDHNL-45040-15
. R F63-DDUNR-45035-15
93 45 35 CP2
L -DDUNL-45035-15
. R F63-SVQBR-45035-16
117.5°| €D T 45 35 M3.5+2
-SVQBL-45035-16 VB1604
. R | F63-SVJBR-45055-16 | Rnombic35
93" | €D 45 55 M3.5+2
L -SVJBL-45055-16
R F63-DVJNR-45055-16
93° | CTED VN1604 45 55 CP4
L -DVJNL-45055-16 | Hnombic 35
1. Wrench is ordered separately.
2. Inserts are not included. The standard ISO inserts are to be adapted.
3. %1 Carbide Shim for 4.76mm thick DIN1504 insert is included as standard.
In case of DN1506 insert (thickness of 6.35mm), please replace the standard Carbide Shim by DNS1506 (option).
4. %2 M3.5 is screw-on type.
[Coding system for cartridge]
F63 - IE“E“_EI _|45”035|_|1 2| Clamping Method Insert Shape i Entering Ar:gle
Insert Size ; s 5
Lenath P | Lever lock T | Triangle 60 L 95
eng D | Rhombic 55° || H 107.5°
Offset Value S | Screw-On |['v [Rhombic35"|| Q|  117.5°
Hand U 93"
Relief Angle '
* Entering Angle Relief Angle Hand
® |nsert Shape N 0° Negative R|ght Hand
¢ Clamping Method B | 5° Positive L Left Hand
* Cartridge Type and Size C | 7 Positive N Neutral

@I
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SQUARE TOOL HOLDER

45 Type
B | |Righthand [ | Lefthand
A .
TD—> Model Hand| CJA| B | C | D | oF V"(ﬁ'g)h‘
cs-a5-BH20R-5838 | R | | _ | .| .| o],
o -BH20L- 5838 | L '
Ce-a5-BH2sR-7752 | R | | | | | |,
-BH25L- 7752 | L :
o C8-45-BH32R85109 L R | ) | oo |09 | 145 | 135 | 7.3
N y -BH32L-85109 | L :

Projection
prohibited

& O

E 1 The excess length of a turning tool must be cut
y Off to avoid interference with an ATC arm.
B -
=
—
—
_|
Cc
ny)
Z
_|
9 90 Type
L
P
) S Neutral
Model Hand| JA| B | ¢ | D | oF V"(ﬁig)h‘

C5-90-BH20N-32105 | N 20 32 | 105 85 80 | 2.2
C6-90-BH25N-40130 | N 25 40 | 130 [ 105 | 100 | 4.2
C8-90-BH32N-51085 85 53 6.0

-51165 N 2 °1 165 | 133 128 8.7

E 25 (€1(0D)
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3 :] Right hand :] Left hand
Model Hand|[JA| B | ¢ | D | E | oF W(ﬁigg)ht
C5-180-BH20R- 2590 R
| “BH20L- 2500 | L 20 |25 | 90| 65| 5 | 80| 1.6
C6-180-BH25R-32120S | R
! “BH25L321205 | L 25 295|120 | 80 | 45| 90 | 3.1
B C8-180-BH32R-40125 R
. BH32L-40125 | L 32|40 [125]| 85 | 8 [128 | 6.0

E
=
—
[
_|
C
uy)
z
_|
(180 Multi Type | 5
5
Right hand Left hand

| |Righthand [ | Lefthand

Model Hand|[JA| B | ¢ | D | E | oF V"(‘f(ig)ht
(@) - = -
C5-180-3BH20R-100 | R | ,, | 55 | 100| 70 | 15 | 90 | 26
o -3BH20L-100 | L
C6-180-3BH20R-105 | R | ,; | 55 | 105 | 70 | 15 | 90 | 3.2
3 -3BH20L-105 | L
B o =
8BH25R-110 | R | 5 | 45 | 110 | 80 | 20 | 110 | 46
-3BH25L-110 | L
C8-180-3BH25R-130 | R | 5 | 45 | 130 | 90 | 20 | 110 | 6.1
-3BH25L-130 | L

@BIOEA
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BORING BAR HOLDER

Application: boring and thread cutting

. MILLTURN tooLinG 150 28623-1

Coolant-through hole

Clamping Range : 06 - g40

oD

HIHE-HIHS

=T=

E 27 (€1(0D)

Weight
Model od oD L L1 L2 H G (kg)
C5-BSL 6- 70 6 23 5 8 41 M 5:P0.8
-BSL 8- 70 8 25 70 6 10 M 6:P1.0 0.6
-BSL10- 70 10 29 8 12 42 M 8:P1.0
-BSL12- 80 12 34 80 8 16 53 0.8
-BSL16- 90 16 40 10 21 65 1.0
M10 : P1.25
-BSL20- 90 20 50 90 12 20 60 13
-BSL25-100 25 55 100 14 23 70 1.6
M12:P1.5
-BSL32-110 32 64 110 16 26 78 21
-BSL40-130 40 80 130 18 32 93 M16 : P1.5 3.7
C6-BSL 6- 70 6 23 5 8 i M 5:P0.8 1.4
-BSL 8- 70 8 25 70 6 10 M 6:P1.0 13
-BSL10- 70 10 29 8 12 42 M 8:P1.0
-BSL12- 80 12 34 80 16 53 15
-BSL16- 90 16 40 10 21 65 1.7
90 M10 : P1.25
-BSL20- 90 20 50 12 22 60 2.0
-BSL25-100 25 55 100 14 26 70 M12 : P15 2.3
-BSL32-110 32 64 110 16 30 78 o 2.8
-BSL40-130 40 80 130 18 32 93 M16 : P1.5 4.3
C8-BSL 6- 75 6 23 75 5 8 46 M 5:P0.8
-BSL 8- 75 8 25 6 10 46 M 6:P1.0 2.6
-BSL10- 80 10 29 80 8 12 52 M 8:P1.0
-BSL12- 80 12 34 16 52 2.7
-BSL16- 90 16 40 90 10 21 65 M10 : P1.25 2.9
-BSL20-100 20 50 100 12 22 70 3.3
-BSL25-110 25 55 110 14 26 80 M12:P15 3.6
-BSL32-120 32 64 120 16 30 88 4.1
-BSL40-130 40 80 130 18 32 93 M16 : P1.5 5.3
Interchangeable between center-through and side-through coolant supply by using plugs.
Chuck Model Plug A Plug B
Plug B
\"':., \t& BSL 6 M 8 P1.25 V1 4P
8 M10 P1.0
10 M12 P1.5 M 5 P0.8
12 M14 P1.5
16 M18 P1.5 (C5: M6 P1.0)
Side-through Center-through 2(5) M 6 P1.0* M 6 P1.0
Adjustment for either right hand or left hand is also possible. iz M 8 P1.25*

1. Both plugs are included as standard.

2. xButton-head bolt.
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SIDE LOCK HOLDER oo o

Application: indexable insert drill

oD

L

H
Weight
Model od oD L L1 L2 H G (kg)
C5-TSL16-60 16 48 0.8
14
-TSL20-60 20 48 60 14 50 M10 0.9
-TSL25-75 25 75 56 0.9
1
-TSL32-85 32 63 85 20 5 60 M16 1.6
C6-TSL16-70 16 48 1.7
14
-TSL20-70 20 48 70 14 50 M10 1.7
-TSL25-70 25 20 56 16
-TSL32-75 32 63 75 15 60 M16 2.0
-TSL40-85 40 68 85 25 70 2.2 E
C8-TSL16-80 16 48 3.1
14
-TSL20-80 20 48 80 14 50 M10 3.1
-TSL25-85 25 85 20 56 3.0 -
-TSL32-90 32 63 90 15 60 M16 3.5 =
-TSL40-95 40 68 95 25 70 35 5
C
)
=z
_|
@)
o)
r
5
B REDUCTION COLLET
:i—l_ Model od oD L L1 H
fr=—="15 0SL25-16 16 . 62 | 55 |48
E E }@@ - g -20 20 ' 50
Ll 0OSL32-16 16 48
L -20 20 | 32 | 66 | 55 | 50
25 25 56
0SL40-16 16 48
20 20 40 76 | 55 |22
25 25 ‘ 56
-32 32 60

@I
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MILLTURN tooliNG

SPARE PARTS for Cartridge

HEDOUBLE CLAMP TYPE
Clamp Piece Set
@ Clamp piece @Clamp ®
Set model piece ST Insert
SCP-1 CP1 TN16
@ Carbide e - CN12,TN22
M5x20 28x10 RIS
SCP-3 CP3 CN16,TN27
® Shim screw @Clamp SCP-4 CP4 VN16
SCP-5 CP5 CN19
1. Set includes one each of clamp piece, screw and spring.
2. Wrench is ordered separately (Model: T-4-L70).
Carbide Shim Set
Insert Set model @ Shim ®Screw | Torx size Insert Set model @ Shim ®Screw | Torx size
TN1604 STNS1604 TNS1604 M3x7 T10 CN1204 | SCNS1204 CNS1204 M4x8 T15
TN2204 STNS2204 TNS2204 M4x8 T15 CN1606 | SCNS1606 CNS1606 M5x12 T20
TN2706 STNS2706 TNS2706 M5x12 T20 CN1906 | SCNS1906 CNS1906 M5x12 T20
DN1504 | SDNS1504 DNS1504 M4x8 T15 VN1604 | SVNS1604 VNS1604 M3x7 T10
DN1506 | SDNS1506 DNS1506 M4x8 T15
1. Set includes one each of carbide shim and screw.
2. Wrench is ordered separately (Model: DA-T10, DA-T15, DA-T20).
BLEVER LOCK TYPE
For F63-PCLNR(L)45045-19
@ Bolt Lever Lock Set
®Lever Pin Set model @ Lever @Bolt Spanner size
@ Shim Pin SLCL6 LCL6 LCS6 4mm
Carbide Shim Set
Set model ® Shim @ shim Pin
SLSC63 LSC63 LSP6
BINSERT CLAMPING SCREW SET
For VB16 Insert
% [ set model | s3508DS |
Contents
M3.5 screws........... 10pcs
Wrench............ DA-T15 1pce
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MEGA M’CRO CHUCK® Clamping Range : 90.45 - 96.05

Extremely slim design of body and nut provides superior balance and
concentricity and is ideal for reaching into confined areas.

World’s
original L

L1

Type T

Hz T
H1
g [ U]
NEEE S
e =
Clamping Max. Weight
Model Range od oD L L1 H1 H2 G e Collet (kg)
C4 -MEGA3S- 60T 0.45 - 3.25 10 60 35 22 38 M4 P0.7 35,000 NBC3S-[] 0.3
-MEGA6S- 60T 60 35 47 30,000 0.3
90T 0.45 - 6.05 14 % 65 28 29 M7 P0.75 22,000 NBC6S-[] 04
C5 -MEGA3S-105T 0.45 - 3.25 10 105 79 225 | 385 M4 P0.7 30,000 NBC3S-[] 0.5
-MEGA4S-105T 105 79 25,000 0.5
= 26.5 | 47 : 5
20T 0.45 - 4.05 12 120 94 M5 P0.8 20,000 NBC4S-[] 06
-MEGA6S-105T 105 79 25,000 0.6
45 - 6. 285 | 49 . : NBC6S-
-120T 0.45 - 6.05 14 120 94 M7P0.75 20,000 - 0.6
C6 -MEGA3S-120T 0.45 -3.25 10 120 92 225 | 38.5 M4 P0.7 25,000 NBC3S-[] 1.3
- - 1.
MEGRAS:120T, 0.45 - 4.05 12 120 92 26.5 | 47 M5 P0.8 22,000 NBC4S-[] 3 E
-135T 135 107 20,000 1.4
-MEGA6S-120T 120 92 22,000 1.3
0.45 - 6.05 14 285 | 49 M7 P0.75 . NBC6S-[]
-135T 135 107 20,000 1.4 =
1. MEGA NUT is included. [
=
_|
5
Type S L 2
_|
oL o
H2 rc—)
H1 @ — Zz
S Y, ©
a e e S
S o e e R
. G )
¢ I
Clamping Max. Weight
Model Range od oD L L1 H1 H2 G pr Collet (kg)

C5 -MEGA3S-75 0.45 - 3.25 10 49 22.5 38 M4 P0.7 25,000 NBC3S-[] 0.4
-MEGA4S-75 0.45 - 4.05 12 75 50 26.5 47 M5 PO0.8 25,000 NBC4S-[] 0.4
-MEGA6S-75 0.45 - 6.05 14 50 28.5 49 M7 P0.75 25,000 NBC6S-[] 0.4

C6 -MEGA3S-90 0.45 - 3.25 10 50 22.5 38 M4 P0.7 25,000 NBC3S-[] 1.1
-MEGA4S-90 0.45 - 4.05 12 90 58 26.5 47 M5 P0.8 25,000 NBC4S-[] 1.2
-MEGA6S-90 0.45 - 6.05 14 58 28.5 49 M7 P0.75 25,000 NBC6S-[] 1.2

1. MEGA NUT is included.
Spare Parts Accessories
MEGA NUT MEGA WRENCH MICRO COLLET COLLET BOX Q TAPER CLEANER
t ‘ x l?l - "l-q l = ._
MEGA MICRO CHUCK Model Model Model Model Model
MEGA3S MGN3S MGR10 NBC3S-[] NBB3S SC-NBC3S
MEGA4S MGN4S MGR12 NBC4S-[] NBB4S -NBC4S
MEGA6S MGN6S MGR14 NBC6S-[ | NBB6S -NBC6S
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ONITOO0L NHNLTTIN

MILLTURN toolNG

1ISO 26623-1

Coolant-through ho

MEGA NEW BABY CHUCK ! Clamping Range : 0.25 - 920

High speed design utilizes ultra precision New Baby Collet which guarantees a
runout at the collet nose of less than 1 micron.

World’s L
original H
o I e | = R ]
3 R A J
h Adjusting Screw(Optional) @
Model S oD L Li H Max Collet | PO
C5 -MEGA 6N- 60 60 34 23 - 36 35,000 0.5
- 75 75 49 30,000 0.5
- 90 90 62 30,000 0.5
-105 0.25- 6 20 105 77 23 - 43 25,000 NEG &= 0.6
-120 120 90 23,000 0.6
-135 135 105 20,000 0.6
-MEGA 8N- 60 60 33 26 - 36 35,000 0.5
- 75 75 49 30,000 0.6
- 90 90 64 30,000 0.6
-105 05 -8 25 105 77 26 - 45 27,000 N=E &1 0.7
-120 120 92 25,000 0.7
-135 135 107 20,000 0.8
-MEGA10N- 55 3% 55 31 48 35,000 0.5
- 75 75 49 33,000 0.6
- 90 920 64 30,000 0.7
-105 15 -10 80 105 79 38 - 48 27,000 NEET-L] 0.8
-120 120 92 25,000 0.9
-135 135 107 20,000 0.9
-MEGA13N- 55 x 55 31 48 30,000 0.6
- 75 75 49 44 - 48 28,000 0.7
- 90 90 64 25,000 0.8
-105 25 -13 % 105 79 44— 63 22000 | "BC1H o9
-120 120 94 20,000 1.0
-135 135 109 18,000 1.1
-MEGA16N- 60 3x 60 38 53 30,000 0.7
- 75 X 75 53 68 28,000 0.9
- 90 90 69 48 — 63 23,000 1.0
-105 =l 42 105 84 20,000 NEETeHT 1.1
-120 120 99 48 - 68 15,000 1.3
-135 135 114 15,000 1.4
-MEGA20N- 60 3x 60 39 51 23,000 0.8
- 75 X 75 54 66 20,000 1.0
- 90 90 69 51 - 60 17,000 1.1
105 25 -20 46 105 84 15000 | NBC20-L 3
-120 120 99 51 - 68 13,000 1.4
-135 135 114 10,000 1.6
1. MEGA NUT is included.
2. "H" indicates the adjustment length with an Adjusting Screw.
3. Adjusting Screw cannot be used with 3 marked model. "H" is the max. tool shank length that can be inserted into the holder.
Spare Parts Accessories
MEGA NUT MEGA COLLET (52X<ED | MEGA PERFECT SEAL ADJUSTING SCREW
WRENCH - CED Rubber
s S a B L
> ; a ﬁ! -

AN Model Model Model Model Model G L | B
MEGA 6N MGN 6 MGR20 NBC 6-[ | MPS 6-[ ] NBA 6B M 7 12 2
MEGA 8N MGN 8 MGR25 NBC 8-[ | MPS 8-[ ] NBA 8B M 9 13 2.5
MEGA10N MGN10 MGR30 NBC10-[ | MPS10-[] NBA10B M11 16 3
MEGA13N MGN13 MGR35 NBC13-[] MPS13-[] NBA13B M14 20 4
MEGA16N MGN16 MGR42 NBC16-[ | MPS16-[ ] NBA16B M18 20 4
MEGA20N MGN20 MGR46 NBC20-[ | MPS20-[ | NBA20B M21 20 4
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Model g;’gg';g oD L L1 H M Collet W(f('g%ht

C6 -MEGA 6N- 60 60 30 23 - 33 35,000 1.2
- 75 75 43 35,000 1.2

- 90 90 58 30,000 1.2

-105 105 73 30,000 1.3

-120 U B 2l 120 88 23 - 43 25,000 MG &0 1.3

-135 135 103 20,000 1.3

-165 165 128 15,000 1.4

-200 200 163 10,000 1.5

-MEGA 8N- 60 60 29 26 - 31 35,000 1.3
- 75 75 43 35,000 1.3

- 90 90 58 30,000 1.3

-105 105 73 30,000 1.4

-120 CoA 22 120 88 26 - 45 25,000 e - 1.4

-135 135 103 20,000 15

-165 165 133 15,000 1.6

-200 200 163 10,000 17
-MEGA10N- 60 60 32 51 35,000 1.3
- 75 75 43 38 - 45 33,000 1.4

- 90 90 58 30,000 1.4

-105 105 73 25,000 1.5

-120 el £ 120 88 38 - 48 25000 | NBC10- O 1.6

-135 135 103 20,000 1.6

-165 165 133 15,000 1.8

-200 200 168 12,000 2.0
-MEGA13N- 60 60 32 51 35,000 1.3
- 75 % 75 45 66 32,000 1.4

- 90 90 60 44 - 55 30,000 1.5

-105 105 73 25,000 1.6

-120 =9 S £ 120 90 20,000 M- 1.7

-135 135 103 44 - 63 20,000 1.8

-165 165 133 15,000 2.0

-200 200 168 12,000 2.2
-MEGA16N- 65 3 65 37 56 32,000 1.5
- 75 % 75 47 66 30,000 1.6

- 90 90 60 48 - 57 25,000 1.7

-105 105 75 20,000 1.8

-120 =9 Sl 42 120 90 15,000 G- 2.0

-135 135 105 48 - 68 15,000 2.1

-165 165 135 10,000 24

-200 200 170 8,000 27
-MEGA20N- 65 3 65 37 51 32,000 1.5
- 75 % 75 47 65 30,000 1.6

- 90 90 62 51 - 56 25,000 1.8

-105 105 77 20,000 2.0

-120 =9 ey g 120 92 15,000 NMEEEs-L 2.1

-135 135 107 51 - 68 15,000 23

-165 165 137 10,000 2.6

-200 200 172 8,000 29

1. MEGA NUT is included.

2. "H" indicates the adjustment length with an Adjusting Screw.
3. Adjusting Screw cannot be used with 3 marked model. "H" is the max. tool shank length that can be inserted into the holder.
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MEGA NEW BABY CHUCK"

1ISO 26623-1

Coolant-through hol

High speed design utilizes ultra precision
New Baby Collet which guarantees a runout
at the collet nose of less than 1 micron.

Clamping Range : 90.25 - 620

L it 1

AR = 2]

a
®| 8

t
T

~nCCTHA

Adjusting Screw(Optional)

Clampin Max. Weight
Model Rangg ﬂ% oD L L1 H i Collet (kél)
C8 -MEGA 6N- 90 90 45 20,000 2.4
-105 105 60 18,000 2.5
-120 120 75 17,000 2.6
135 025- 6 20 135 % 23 - 43 15.000 NBC 6-[] 56
-165 165 120 12,000 2.7
-200 200 155 10,000 2.7
-MEGA 8N- 90 90 46 20,000 2.6
-105 105 60 18,000 2.6
-120 120 75 17,000 2.7
135 CE 25 135 90 o 15000 | NBC &L 57
-165 165 120 13,000 2.8
-200 200 155 12,000 2.9
-MEGA10N- 70 70 30 38 - 46 22,000 2.6
- 90 90 45 20,000 2.7
-105 105 60 18,000 2.7
-120 1.5 -10 30 120 75 38 - 48 17,000 NBC10-[] 2.8
-135 135 90 15,000 2.9
-165 165 120 13,000 3.0
-200 200 155 12,000 3.2
-MEGA13N- 70 ¢ 70 34 70 20,000 2.6
- 90 90 50 18,000 2.8
-105 105 65 16,000 2.9
-120 25 -13 35 120 80 44 - 63 15,000 NBC13-[] 2.9
-135 135 95 14,000 3.0
-165 165 120 12,000 3.2
-200 200 155 11,000 3.5
-MEGA16N- 70 ¢ 70 34 70 17,000 2.7
- 90 90 50 48 - 66 15,000 2.9
-105 105 65 14,000 3.0
-120 25 -16 42 120 80 14,000 NBC16-[] 3.2
-135 135 95 48 - 68 13,000 3.3
-165 165 125 13,000 3.6
-200 200 160 10,000 3.9
-MEGA20N- 70 ¢ 70 34 63 16,000 2.8
- 90 90 50 15,000 3.0
-105 105 65 14,000 3.1
-120 25 -20 46 120 80 51— 68 14,000 NBC20-[] 3.3
-135 135 95 13,000 3.5
-165 165 125 13,000 3.8
-200 200 160 10,000 4.1
1. MEGA NUT is included.
2. "H" indicates the adjustment length with an Adjusting Screw.
3. Adjusting Screw cannot be used with 3 marked model. "H" is the max. tool shank length that can be inserted into the holder.
Spare Parts Accessories
MEGA NUT MEGA COLLET l:?m MEGA PERFECT SEAL ADJUSTING SCREW Rubb
ul r
WRENCH - Sm B F‘L
il '-._,H' ) R i - '
L I £ T.-n , all e A o
AN Model Model Model Model Model G L | B
MEGA 6N MGN 6 MGR20 NBC 6-[ | MPS 6-[ ] NBA 6B M 7 12 2
MEGA 8N MGN 8 MGR25 NBC 8-[] MPS 8-[] NBA 8B | M9 | 13 2.5
MEGA10N MGN10 MGR30 NBC10-[ | MPS10-[] NBA10B M11 16 3
MEGA13N MGN13 MGR35 NBC13-[] MPS13-[] NBA13B M14 20 4
MEGA16N MGN16 MGR42 NBC16-[ | MPS16-[ ] NBA16B M18 20 4
MEGA20N MGN20 MGR46 NBC20-[ | MPS20-[ | NBA20B M21 20 4
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Clamping Range : 83.0 - 12

MEGA E CHUCK'

Collet chuck designed exclusively for endmilling with high concentricity and rigidity.

L1

oD1
oD
od

Adjusting Screw(Optional)

Model g;fgg'g% oD oD1 L L1 H Max, Collet V"(ﬁ'g)“‘
C5 -MEGA 6E- 553 26.4 55 29 48 35,000 0.5
- 75 29.6 75 49 30,000 0.6
- 90 32.3 90 64 25,000 0.7
-105 8- 6 25 352 | 105 81 37 - 45 22,000 | MEC &L og
-120 37.9 120 97 20,000 0.9
-135 40.9 135 113 18,000 1.1
-MEGA 8E- 553 31.3 55 31 48 35,000 0.6
- 75 34.0 75 51 30,000 0.7
- 90 37.4 90 67 25,000 0.8 E
-105 8- 8 80 40.1 105 82 42 - 51 22,000 | MEC &L —3
-120 42.8 120 98 20,000 1.1
-135 45.8 135 114 18,000 1.3 =
-MEGA10E- 60 37.4 60 37 53 30,000 0.6 ﬁ
- 75 39.9 75 53 48 - 49 30,000 0.8 —
- 90 42.7 90 69 25,000 0.9 %
3-10 35 MEC10-[] >
-105 45.3 105 84 48 - 58 20,000 11 3
-120 45.3 120 99 18,000 1.3 @)
-135 44.6 135 114 16,000 1.4 rC_)
-MEGAT13E- 60 3% 444 60 39 50 30,000 0.8 g
- 753% 44.8 75 54 68 30,000 0.9
- 90 3-12 42 44.8 90 69 25,000 MEC13-[] 1.1
-105 46.0 105 84 50 - 60 20,000 1.3
-120 45.8 120 99 16,000 1.4
-135 45.0 135 114 13,000 1.6
1. MEGA E NUT is included.
2. "H" indicates the adjustment length with an Adjusting Screw.
3. Adjusting Screw cannot be used with3 marked model. "H" is the max. tool shank length that can be inserted into the holder.
Spare Parts Accessories
MEGA E NUT MEGA MEGA E COLLET MEGA E PERFECT SEAL | ADJUSTING SCREW
WRENCH -G 11 3 N GAED Rubber
i 5 - ‘ B L
| ™ o |8
“ % 5 = - Jﬁ = 1 o
E'\éIIE-IGUAéK Model Model Model Model Model G L B
MEGA 6E MEN 6 MGR25 MEC 6-[ ] EPS 6-[] NBA 6B M 7 12 2
MEGA 8E MEN 8 MGR30 MEC 8-[ | EPS 8-[] NBA 8B M 9 13 2.5
MEGA10E MEN10 MGR35 MEC10-[] EPS10-[] NBA10B M11 16 3
MEGA13E MEN13 MGR42 MEC13-[] EPS13-[] NBA13B M14 20 4
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MEGA E CHUCK'

Collet chuck designed exclusively for endmilling with high concentricity and rigidity.

Clamping Range : 3.0 - 912

L1

oD1

oD
od

Adjusting Screw(Optional)

Model g;’gg'g% oD | oDi L L1 H Ma, Collet V"(ﬁ'g)ht

C6 -MEGA 6E- 60 ¢ 27.9 60 33 51 35,000 12
- 75 20.5 75 48 30,000 1.3

- 90 32.1 90 63 30,000 14

105 347 | 105 78 28,000 15

120 3-6 1 2 Ix3 | 120 93 37-45 | 25000 | MEC &L Mg

135 400 | 135 | 108 22,000 18

165 452 | 165 | 138 18,000 2.1

-200 517 | 200 | 175 15,000 27

-MEGA B8E- 60 % 327 | 60 33 51 32,000 13
- 75 34.2 75 48 42-46 | 30,000 14

- 90 3.7 | 90 63 30,000 15

105 395 | 105 78 28,000 1.7

120 8- 8 | 80 M1 [ 120 93 42 51 25000 | MEC &L g

135 447 | 135 | 108 23,000 1.9

165 503 | 165 | 140 20,000 24

-200 56.6 | 200 | 176 15,000 3.4
-MEGA10E- 65 3 384 | 65 38 56 32,000 14
- 75 % 39.1 75 48 66 30,000 15

- 90 416 90 63 30,000 16

105 444 | 105 78 27,000 18

120 8-10 1 8% ™70 | 120 8 | g ss | 28000 | MECTOH T,

135 500 | 135 | 110 20,000 2.2

-165 554 | 165 | 141 17,000 2.7

-200 562 | 200 | 176 13,000 33
-MEGA13E- 65 3% 451 65 39 56 30,000 15
- 75 % 46.0 75 49 66 30,000 16

- 90 49.0 90 66 055 | 28000 18

105 514 | 105 80 25,000 2.1

-120 s-t2 42 54.2 120 96 22,000 =eED 23

135 568 | 135 | 112 5060 | _18:000 26

165 623 | 165 | 141 15,000 32

-200 578 | 200 | 177 10,000 36

1. MEGA E NUT is included.

2. "H" indicates the adjustment length with an Adjusting Screw.

3. Adjusting Screw cannot be used with3% marked model. "H" is the max. tool shank length that can be inserted into the holder.
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Model g;rgg'g% oD oD1 L L1 H m;’_(i Collet V\l(ekg;)ht

C8 -MEGA 6E- 70 28.2 70 30 20,000 2.5
- 90 30.7 90 55 20,000 2.6

-105 33.3 105 70 18,000 2.7

-120 3- 6 25 35.9 120 85 37 - 45 16,000 MEC 6-[] 2.9

-135 38.5 135 100 14,000 3.0

-165 43.6 165 129 13,000 3.3

-200 49.8 200 165 12,000 3.8

-MEGA 8E- 70 30.0 70 30 42 — 47 20,000 2.6
- 90 35.4 90 55 20,000 2.7

-105 38.0 105 70 20,000 2.9

-120 3-8 30 40.7 120 85 42 — 51 18,000 MEC 8- 3.1

-135 43.3 135 100 16,000 3.2

-165 48.4 165 129 16,000 3.6

-200 54.5 200 165 13,000 4.2
-MEGA10E- 70 37.9 70 30 70 22,000 2.6
- 90 40.3 90 55 20,000 2.8

-105 42.9 105 70 20,000 3.0

-120 3-10 35 45.6 120 85 48 - 58 18,000 MEC10- ] 3.2

-135 48.2 135 100 16,000 3.4

-165 53.1 165 129 16,000 3.9

-200 59.4 200 165 13,000 4.6
-MEGA13E- 70 % 44.6 70 30 70 20,000 2.8
- 90 47.0 90 55 18,000 3.0

-105 49.6 105 70 18,000 3.2

-120 3-12 42 52.3 120 85 50 - 60 16,000 MEC13-[] 3.4

-135 54.9 135 100 14,000 3.7

-165 60.1 165 130 14,000 4.3

-200 66.4 200 166 10,000 5.2

1. MEGA E NUT is included.
2. "H" indicates the adjustment length with an Adjusting Screw.
3. Adjusting Screw cannot be used with3% marked model. "H" is the max. tool shank length that can be inserted into the holder.

Spare Parts

Accessories

MEGA E NUT MEGA MEGA E COLLET MEGA E PERFECT SEAL ADJUSTING SCREW
WRENCH (EED GRED Rubber
- 1 ’ i 0 B L
I~ V’ h < ")
ke &= . = B ©
E"é‘f_%gK Model Model Model Model Model G L B
MEGA 6E MEN 6 MGR25 MEC 6-[ ] EPS 6-[] NBAGB | M7 | 12 | 2
MEGA 8E MEN 8 MGR30 MEC 8- EPS 8-[] NBA 8B | M9 | 13 | 25
MEGA10E MEN10 MGR35 MEC10-[] EPS10-[] NBA10B | M1 | 16 | 3
MEGA13E MEN13 MGR42 MEC13-[] EPS13-[] NBA13B | Mi4 | 20 | 4

@I
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o
MEGA DOUBLE POWER CHUCK Clamping Range : 916 - 932
Close to integral rigidity and precision of a solid toolholder. . T Bs) For coolantto
Advanced technology for high speed and heavy duty endmilling. ype cutting tool periphery
Type D For coolant through tools
L
- L1
e
p U
- 3| o el le [IL
S R il I Il Y R
RN N 1l
T ) ‘- Min. Clamping
Length E
Model SL?’EE'S% oD oD1 L Li E Max; V"(ﬁ'g)ht
C5-MEGA16D- 65 65 30,000 0.9
- 90 16 46 55 90 23.5 50 28,000 1.4
-105 105 25,000 1.8
-MEGA20D- 75 75 30,000 1.2
- 90 20 55 55.7 90 33 56 28,000 1.5
-105 105 25,000 1.8
-MEGA25D- 75 75 25,000 1.4
- 90 25 62 62.7 90 33 56 22,000 1.7
-105 105 20,000 2.0
C6 -MEGA16D- 70A 70 30,000 1.6
- 90A 90 28,000 2.0
-105A 105 25,000 23
-135A 16 42 526 135 25 %5 22,000 2.9
-165A 165 18,000 3.6
-200A 200 15,000 4.2
-MEGA20D- 75 75 30,000 2.0
- 90 90 28,000 22
-105 20 55 557 105 33 56 25,000 25
-135 ' 135 22,000 3.1
-165 165 18,000 3.7
-200 200 15,000 4.3
-MEGA25D- 75A 75 28,000 2.1
- 90A 90 25,000 2.4
-105A - - . 105 - 7 23,000 2.8
-135A ' 135 20,000 3.3
-165A 165 18,000 3.9
-200A 200 15,000 4.8
-MEGA32D- 90 90 25,000 25
-105 105 22,000 29
-135 32 70 70.7 135 33.5 65 18,000 3.4
-165 165 15,000 3.9
-200 200 12,000 4.5
1. Wrench is ordered separately.
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Model g:{gg'g% oD oD+ L L1 E Max, V"(ig)ht

C8 -MEGA16D- 70 70 25,000 28
105 105 20,000 35

135 16 46 55 135 235 50 18,000 41

165 165 15,000 47

200 200 12,000 56
-MEGA20D- 75 75 25,000 33
105 105 20,000 42

135 20 60 69 135 255 56 18,000 5.0

165 165 15,000 59

-200 200 12,000 71
-MEGA25D- 75 75 21,000 34
105 105 18,000 45

135 25 70 77 135 32 65 15,000 5.4

165 165 12,000 6.4

-200 200 10,000 78
-MEGA32D- 90 %0 20,000 43
105 105 17,000 48

135 32 80 86 135 395 71 15,000 6.0

165 165 12,000 73

-200 200 10,000 9.0

1. Wrench is ordered separately.

@ For STRAIGHT COLLET G 15

&>

Accessories <
MEGA WRENCH MEGA WRENCH ﬁ
=
Iy,
zZ
_|
MEGA Double Power Chuck Model MEGA Double Power Chuck Model 8
C5 -MEGA16D MGR46L C8 -MEGA16D MGR46L r
C6 -MEGA16D MGR42L -MEGA20D MGR60L 5
C5/C6 -MEGA20D MGR55L -MEGA25D MGR70L
-MEGA25D MGR62L -MEGA32D MGR80L
-MEGA32D MGR70L

@I
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MEGA DOUBLE POWER CHUCK® o

Type DS For coolant to cutting tool periphery

L1

y Il
u 1 I v i ot Ll
% j 3 %"*;@
Min. Clamping
Length E
Model gk oD oD L L1 E T

C5 -MEGA16DS- 65 67.5 30,000 0.9
- 90 16 46 55 92.5 25.5 52 28,000 1.4

-105 107.5 25,000 1.8

-MEGA20DS- 75 77.5 30,000 1.2

- 90 20 55 55.7 92.5 35.5 58 28,000 1.5

-105 107.5 25,000 1.8

-MEGA25DS- 75 77.5 25,000 1.4

- 90 25 62 62.7 92.5 35 58 22,000 1.7

-105 107.5 20,000 2.0

C6 -MEGA16DS- 70A 72 30,000 1.6
- 90A 92 28,000 2.0

-105A 107 25,000 2.3

-135A 16 42 526 137 27 57 22,000 2.9

-165A 167 18,000 3.6

-200A 202 15,000 4.2

-MEGA20DS- 75 77.5 30,000 2.0

- 90 92.5 28,000 2.2

-105 107.5 25,000 2.5

135 20 55 55.7 1375 35.5 58 22,000 31

-165 167.5 18,000 3.7

-200 202.5 15,000 4.3

-MEGA25DS- 75A 77 28,000 2.1

- 90A 92 25,000 2.4

-105A 107 23,000 2.8

-135A 25 62 627 137 41 59 20,000 3.3

-165A 167 18,000 3.9

-200A 202 15,000 4.8

-MEGA32DS- 90 92.5 25,000 2.5
-105 107.5 22,000 2.9

-135 32 70 70.7 137.5 36 67 18,000 3.4

-165 167.5 15,000 3.9

-200 202.5 12,000 4.5

1. Wrench is ordered separately.
2. Type DS provides coolant around the cutting tool periphery, even if used with a cutting tool with a through hole.

EXBI6



150 266231 MILLTURN TtooLiNG

Model Reabire oD oD L Lt E T

C8 -MEGA16DS- 70 72.5 25,000 2.8
-105 107.5 20,000 3.5

-135 16 46 55 137.5 26 52 18,000 4.1

-165 167.5 15,000 4.7

-200 202.5 12,000 5.6

-MEGA20DS- 75 77.5 25,000 3.3
-105 107.5 20,000 4.2

-135 20 60 69 137.5 28 58 18,000 5.0

-165 167.5 15,000 5.9

-200 202.5 12,000 7.1

-MEGA25DS- 75 77.5 21,000 3.4
-105 107.5 18,000 4.5

-135 25 70 77 137.5 34 67 15,000 5.4

-165 167.5 12,000 6.4

-200 202.5 10,000 7.8

-MEGA32DS- 90 92.5 20,000 4.3
-105 107.5 17,000 4.8

-135 32 80 86 137.5 42 73 15,000 6.0

-165 167.5 12,000 7.3

-200 202.5 10,000 9.0

1. Wrench is ordered separately.
2. Type DS provides coolant around the cutting tool periphery, even if used with a cutting tool with a through hole.

&>

Accessories =

MEGA WRENCH MEGA WRENCH E

$

Z

S

MEGA Double Power Chuck Model MEGA Double Power Chuck Model rC_)

C5 -MEGA16DS MGR46L C8 -MEGA16DS MGR46L =

C6 -MEGA16DS MGR42L -MEGA20DS MGR60L ®
C5/C6 -MEGA20DS MGR55L -MEGA25DS MGR70L
-MEGA25DS MGR62L -MEGA32DS MGR80L

-MEGA32DS MGR70L
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Coolant-through hole

NEW BABY CHUCK Clamping Range : 90.25 - g20

Great variety in length in order to support high precision machining.

Jm

oD
od
[

1

Adjusting Screw
(Optional)
Model g;{gg';“% oD L L1 H Collet Model V"(ekgh‘
C5-NBS 6- 60 60 34 0.5
90 62 0.6
0.25- 6 20 50 o0 20 - 40 NBC 6-[] 06
135 105 0.6
-NBS 8- 60 60 34 0.5
90 64 0.7
05 - 8 25 & = 23 - 42 NBC 8-[] 07
135 107 0.8
-NBS10- 60 60 31 = 0.6
90 64 0.7
15 -10 30 o 5 35 - 45 NBC10-[] 08
135 109 0.9
-NBS13- 60 60 31 = 0.6
90 64 0.8
25 -13 35 o o 41 - 60 NBC13-[] 10
135 109 1.1
-NBS16- 60 60 38 = 0.7
25 -16 42 128 gg Eles NBC16-[] ?'Z
45 - 65 :
135 113 1.4
-NBS20- 60 60 39 = 0.8
25 -20 46 % 89 -0 | NBC2o-[] S
120 99 48— 65 1.4
135 114 1.6
C6-NBS 6- 75 75 43 1.2
105 73 1.3
0.25- 6 20 135 103 20 - 40 NBC 6-[] 1.4
165 133 1.4
200 168 15
-NBS 8- 75 75 43 1.3
105 73 1.4
05 - 8 25 135 103 23 - 42 NBC 8-[] 1.5
165 133 1.6
200 168 1.7
-NBS10- 75 75 43 1.4
105 73 1.5
15 -10 30 135 103 35 - 45 NBC10-[] 1.7
165 133 1.8
200 168 1.9
-NBS13- 75 75 45 41 - 57 1.5
105 73 1.7
25 -13 35 135 103 41 - 60 NBC13-[] 1.9
165 133 2.0
200 168 2.2
-NBS16- 75 75 47 = 1.6
105 75 1.9
25 -16 42 135 105 NBC16-[] 2.1
165 135 519 2.4
200 170 27
-NBS20- 75 75 47 = 1.7
105 77 2.0
25 -20 46 135 107 NBC20-[] 2.2
165 137 a6 2.6
200 172 3.0

1. NEW BABY NUT is included.
2. Adjusting screws can not be used with 3 marked models.
3. "H" indicates the adjustment length with an Adjusting Screw.
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Clamping Weight
Model Range od oD L L1 H Collet Model (kg)
C8-NBS 6- 90 90 45 2.6
-120 120 75 2.7
165 025- 6 20 165 120 20 - 40 NBC 6-[] 57
-200 200 155 2.8
-NBS 8- 90 90 45 2.7
-120 120 75 2.8
165 05 - 8 25 165 120 23 - 42 NBC 8-[] 59
-200 200 155 2.9
-NBS10- 90 90 50 2.7
-120 120 75 2.9
165 1.5 -10 30 165 120 35 -45 NBC10-[] 3.0
-200 200 155 3.2
-NBS13- 90 90 50 2.8
-120 120 80 3.0
165 25 -13 35 165 125 41 - 60 NBC13-[] 33
-200 200 160 3.5
-NBS16- 90 90 50 3.0
-120 120 80 3.2
165 25 -16 42 165 125 45 - 65 NBC16-[] 3.6
-200 200 160 3.9
-NBS20- 90 90 50 48 - 61 3.1
-120 120 80 3.4
165 25 -20 = 165 125 48 - 65 N ECHE-L 38
-200 200 160 4.2
1. NEW BABY NUT is included.
2. Adjusting screws can not be used with 3 marked models.
3. "H" indicates the adjustment length with an Adjusting Screw.
E
Spare Parts Accessories
NEW BABY NUT || WRENCH COLLET [(Za<F) |BABY PERFECT SEAL ADJUSTING SCREW =
- Rubber -
. . CASD B L 0
‘ . = —
- c;‘! ‘F‘T | ﬂ.'i'“ . @ T
| 2 i - O
v Cyied I z
i L g = ~
- (@)
NEW BABY CHUCK Model Model Model Model Model G L B ,C—)
NBS 6 NBN 6 NBK 6 NBC 6-[] BPS 6-[] NBA 6B M7 12 2 %
NBS 8 NBN 8 NBK 8 NBC 8-[] BPS 8-[] NBA 8B M9 | 13 2.5
NBS10 NBN10 NBK10 NBC10-[] BPS10-[] NBA10B M11 16 3
NBS13 NBN13 NBK13 NBC13-[] BPS13-[ ] NBA13B M14 | 20 4
NBS16 NBN16 NBK16 NBC16-[ | BPS16-[ | NBA16B M18 | 20 4
NBS20 NBN20 NBK20 NBC20-[ | BPS20-[ ] NBA20B M21 20 4
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HYDRAUL’C CHUCK Clamping Range : 06 - 932

For high precision machining in Automotive, Aerospace,
Medical and Die & Mold

Adjustable Cutter Adjusting Screw

y. \ .‘h’_ Length H Left-hand thread

Min. Clamping (Optional)
Length E
' ':.
~ / . ’ d 4 h H )
L3 g 3 8 [
N & . L @
L LY |
L
Model od oD oD1 L L1 E H Adlz‘ggggniﬁ)rew V"(ekg)h‘
C5-HDC 6- 55 55 18 48 - 0.8
- 90 6 26 45 90 45 28 33 - 50 HDA 6-05020 1.0
-120 120 28 - 50 HDA 6-05032 1.2
-HDC 8- 55 % 55 18 48 = 0.8
- 90 8 28 45 90 45 28 33 - 50 HDA 8-06020 1.1
-120 120 28 - 50 HDA 8-06032 1.3
-HDC10- 60 60 24 53 - 0.9
- 90 10 30 45 90 45 33 43 - 55 HDA10-08015 1.1
-120 120 33 - 54 HDA10-08032 1.3
-HDC12- 60 3 46 60 24 53 - 0.9
- 90 12 32 90 38 53 - 60 HDA12-10010 ® o1
45 48
-120 120 38 - 60 HDA12-10032 1.3
-HDC14- 90 14 34 45 90 48 38 53 - 60 HDA12-10010 ® 1.1
-HDC16- 75 % 50 75 35 68 - 1.1
- 90 X 16 38 48 90 48 43 83 - 1.2
-120 46 120 43 - 70 HDA16-12037 1.4
-HDC18- 90 18 40 48 90 48 43 83 = 1.2
-HDC20- 75 52 75 35 68 - 1.1
- 90 % 20 42 50 90 48 43 83 = 1.2
-120 47 120 43 - 70 HDA16-12037 1.5
-HDC25- 90 3 25 55 63 90 48 52 83 = 1.7
; Al-c;julZtci’%atgsrg\ff:rj\ﬁ?tnt])in&;izgx;thwg gglﬁggfnngge?cfﬂx‘is the max. tool shank length that can be inserted into the holder.

3. Add the letter "W" to Adjusting Screw model number for hexagon sockets on both sides. (e.g. HDA6-05020W)
Adjusting Screw with @ indication is not available in W type. @ For INNER BORE CLEANER G 19
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Adjusting Screw | Weight
Model od oD oD1 L L1 E H (Optional) (kg)
C6-HDC 6- 60 60 18 51 - 1.4
- 90 4 -50 HDA 6-05020 1.
1 22 6 % 45 120 : 28 > 1 :
= 45 28 - 50 HDA 6-05032 '
-150 150 2.0
-HDC 8- 60 % 60 18 51 - 1.4
- 90 48 33 - 50 HDA 8-06020 1.6
1 Zg 8 28 45 120 28 18
= 45 28 - 50 HDA 8-06032 '
-150 150 2.0
-HDC10- 65 % 65 24 56 - 1.4
- 90 90 48 43 - 55 HDA10-08015 1.6
120 10 30 45 120 33 18
45 33 - 54 HDA10-08032 .
-150 150 2.1
-HDC12- 65 X 46 65 24 56 = 1.5
- 90 90 48 - 60 HDA10-08015 1.6
-120 12 8 45 120 48 38 1.8
38 - 60 HDA10-08032 -
-150 150 2.1
- - = HDA12-10010 ® .
HDC14- 90 14 o e 90 e a8 53 - 60 0010 1.6
-120 120 38 - 60 HDA12-10032 1.9
-HDC16- 75 X 50 75 35 66 1.6
- 47 0 81 1.7
1 gg E 16 8 1 ZO 48 43 2.0
= 48 43 - 70 HDA16-12037 '
-150 150 2.3
- - 4, 90 66 = 1.7
HDC18- 90 18 40 8 e e E
-120 49 120 43 -70 HDA16-12037 2.0
-HDC20- 75 X 53 75 33 66 1.7
- 72 1.
128 . 20 2 50 128 48 43 2 ? ;
i 43-70 HDA16-12037 : -
-150 150 2.4 —
-HDC25- 90 3 90 46 80 = 2.2 S
-120 25 55 63 120 51 52 67 - 79 HDA20-16015 2.8 5
-150 150 81 52 -79 HDA25-16039 3.5 (@]
-HDC32- 90 ¢ - 75 63 90 43 o 81 - 28 O
-120 63 - 120 - 66 - 78 HDA20-16015 3.0 %
1. "H" indicates the adjustment length with an Adjusting Screw.
2. Adjusting Screw cannot be used with 3 marked model. "H" is the max. tool shank length that can be inserted into the holder.

3. Add the letter "W" to Adjusting Screw model number for hexagon sockets on both sides. (e.g. HDA6-05020W)
Adjusting Screw with @ indication is not available in W type. E? For INNER BORE CLEANER G 19

- Use only cutting tools that have a shank tolerance within h6. \l
A - Do not use with cutting tools made with a flat on the shank (i.e.: Weldon type shank) |
- Roughing endmiills are not recommended for use with Hydraulic Chucks.
1 Caution - Do not tighten the clamping screw without first inserting a cutting tool into the toolholder. |
- Always insert the cutting tool into the Hydraulic Chuck beyond min. clamping length E.

N —————————————————————————————

——
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NEW Hi-POWER

M’LL'NG CHUCK Clamping Range : 916 - 232

BIG's original design of slit structure supports heavy and finish end milling
with high power and precision.

Coolant-through hol

L2

L1

2Ll
al o | |8 _
Q L
Min. Clamping @
Length E
H max.
Clamping Weight
Model Range od oD oD1 L L1 L2 H max. E (kg)
C5-HMC16S- 65 16 43 = 65 44 45 58 55 0.8
-HMC20S- 75 = 75 = 68 1.0
2
-105 0 50 = 105 44 = 85 56 1.4
-HMC25S- 75 = 75 = 68 1.3
105 % 55 _ 105 47 Z 87 57 17
-HMC32S- 85 32 62 = 85 56 = 78 58 1.6
C6-HMC16S- 70 16 43 = 70 44 48 61 55 1.5
-HMC20S- 75 = 75 53 66 1.7
-105 20 50 = 105 44 83 g5 56 2.3
-120 = 120 98 2.5
-HMC25S- 75 = 75 53 66 2.0
-105 25 59 = 105 45 83 &7 57 25
-135 = 135 113 3.1
-HMC32S- 90 = 90 = 81 2.4
-105 32 68 = 105 54 = % 64 2.7
-135 = 135 = 3.3
C8-HMC20- 80 - 80 50 80 3.3
-105 63 105 75 3.9
2
-135 0 60 66 135 46 105 85 %6 47
-165 69 165 135 5.5
-HMC25- 85 - 85 - 85 3.5
-105 65.5 105 75 3.9
2 2
-135 ° 6 67 135 58 105 90 65 47
-165 70 165 135 5.4
-HMC32- 95 - 95 - 95 45
-105 = 105 = 4.9
2
-135 8 80 = 135 63 = 105 & 5.8
-165 = 165 = 6.8
1. C-§ i dered tely.
R
Accessories
C-SPANNER C-SPANNER
NEW Hi-POWER Model NEW Hi-POWER Model
MILLING CHUCK ode MILLING CHUCK ode
C5-HMC16S C8-HMC20
FK45-50L FK58- 62
-HMC20S 5-50 -HMC25 58- 6
-HMC25S FK52-55 -HMC32 FK80- 90
-HMC32S FK58-62L
C6-HMC16S
FK45-50L
-HMC20S 5-50
-HMC25S FK58-62L
-HMC32S FK68-75L

E 45 (€1(0D)




150 266231 MILLTURN TtooLiNG

SHRINK CHUCK o

T T Slim design avoids interference with the side wall

and draft of the mold. Max. Insertion Length H
% . Min Clampi &8
LY et B I
e N
g ~ \
'\._H“- ? T ‘u )0 I IO | N
- S5l & @
. “ﬂ L1
SLIM Type L
Model od oD1 oD2 L L1 E H W(f(g)ht
C5-SRC 6S-105 6 10 18.3 26 0.5
-SRC 8S-105 8 13 21.3 26 0.5
-SRC10S-105 10 16 24.3 105 80 32 % 0.5
-SRC12S-105 12 19 27.3 36 0.6
C6-SRC 6S-120 6 10 19.5 120 92 %6 111 1.2
-165 23.8 165 133 156 14
-SRC 8S-120 8 13 22.5 120 92 26 111 1.3
-165 26.8 165 133 156 1.5
-SRC10S-120 10 16 25.5 120 92 30 111 1.3
-165 30.5 165 135 156 1.5
-SRC12S-120 12 19 28.5 120 92 36 111 1.4
-165 33 165 135 156 1.6
1. Use carbide cutter within a tolerance of h6.
Please refer to the operation manual of heating / cooling equipment, Max. Insertion Length H
as some equipments may not be compatible. ) )
Min.Clamping o E
Length E Q M

atof )
Q &T B <
- i~ =
; =
L1 = E'
[ STANDARD Type | L 5
=z
Weight 3
Model od oD1 oD2 L L1 E H o9 Q
(kg) e
C5-SRC 6- 75 6 14 19.1 75 50 26 0.5 =
-SRC 8- 75 8 18 23.1 75 50 26 0.5 O]
-SRC10- 75 10 22 27.1 75 50 32 68 0.6
-SRC12- 75 12 24 29.1 75 50 36 0.6
-SRC16- 75 16 28 33.1 75 50 38 0.6
C6-SRC 6- 90 6 14 20.5 90 63 26 12
-SRC 8- 90 8 18 24.5 90 63 26 13
-SRC10- 90 10 22 28.5 90 63 32 81 1.3
-SRC12- 90 12 24 30.5 90 63 36 1.4
-SRC16- 90 34.5 90 63 1.4
-165 16 28 42.4 165 138 38 80 2.1
-SRC20- 90 40.5 90 63 80 15
-165 20 34 48.4 165 138 42 100 25
C8 -SRC 6-120 5 14 22.8 120 85 o6 120 26
-165 27 165 125 165 28
-SRC 8-120 8 18 26.8 120 85 26 120 26
-165 31 165 125 165 29
-SRC10-120 30.8 120 85 120 27
1
-165 0 22 35 165 125 82 165 3.0
-SRC12-120 32.8 120 85 120 27
1
-165 2 24 37 165 125 36 165 3.1
-SRC16-120 36.8 120 85 120 238
-165 16 28 41 165 125 38 165 3.3
-SRC20-120 4238 120 85 3.0
2
-165 0 84 47 165 125 42 100 35

1. Use carbide cutter within a tolerance of h6.
Please refer to the operation manual of heating / cooling equipment,
as some equipments may not be compatible.
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MOLD CHUCK

Coolant-through hole

Clamping Range : 23 - 820

Precision side lock holder to satisfy the requirements for minimum
interferece, accuracy and high speed.

L

H max.

L1

Lo L3 La
|

R

‘ G(Exclusive screw)

N

= i

Model od oD+ oD2 L L1 Lo Ls La G | Hmax V"(?(g)h‘
C6-SSL 3-135 3 10 29.0 6 6 M3 1.3
-SSL 4-135 4 1 302 6 7 M4 14
-SSL 6-135 6 13 32.2 135 1 12 13 - V6 126 1.4
-SSL 8-135 8 15 34 135 18 15
-SSL10-150 10 17 385 15 20 - 16
-SSL12-150 12 22 433 | 150 126 15 16 16 M8 141 1.9
-SSL16-150 16 26 47 15 20 22 2.0
C8-SSL 6-150 6 13 335 12 13 27
-SSL 8-150 8 15 353 135 18 - M6 28
-SSL10-150 10 17 37.1 15 20 29
-SSL12-150 12 22 42 150 8 15 16 16 150 3.0
-SSL16-150 16 26 456 15 20 22 M8 32
-SSL20-150 20 30 496 15 20 25 33

BIG genuine side lock screws must be used as they are made to an exclusive design

and different from other screws on the market.

HSIDE LOCK SCREWS

Model Screw size Screw Length / Quantity Chuck Model
HO0304FS M3 P0.5 4mm / 2pcs. SSL3
HO0404FS M4 P0.5 4mm / 2pcs. SSL4
HO6FSA M6 PO.75 4.5, 5mm / 1pce. each SSL6
HO6FSB 4.5, 6mm / 1pce. each SSL8,10
HO8FSA M8 P0.75 6mm /2pcs. 8mm / 1pce. SSL12
HO8FSB 6, 8, 10mm / 1pce. each SSL16,20

1. Each model consists of 1 set of screws required for 1 Mold Chuck.
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M E GA S YN CHR O® Tapping Holder

Compensates for synchronization errors during rigid tapping.

MILLTURN 1oolNG

Coolant-through hol

Tapping Range : M2 - M20

Improves thread quality and tool life by reducing thrust loads ] W
caused by synchronization errors up to 90%. I .\|\.|\|”|I|||!|IW|| j
Tap Tap Holder \JL
Body
L2 L1
[ & é 8 o] T b —
b e W
gy ~ @
3
Model Tap Holder Model Tappin% Range oD oD1 L L1 L2
MGT 6-d- 30 105 30
C5-MGT 6- 75 - 70 el 36 16 145 -5 70
-100 DTS Sl 175 100
MGT12-d- 30 M6 — M12 105 30
-MGT12- 75 - 70 U1/4 - U7/16 41 20 145 75 70
-100 P1/8 175 100
MGT20-d- 35 M12 - M20 135 35
-MGT20-100 - 85 U1/2 - U3/4 54 30 185 100 85
-115 P1/4 - P3/8 215 115
MGT 6-d- 30 Y8 < VG 110 30
C6-MGT 6- 80 - 70 36 16 150 80 70
No.3 - U1/4
-100 180 100
MGT12-d- 30 M6 — M12 110 30
-MGT12- 80 - 70 U1/4 - U716 41 20 150 80 70
-100 P1/8 180 100
MGT20-d- 35 M12 - M20 135 35
-MGT20-100 - 85 U1/2 - U3/4 54 30 185 100 85
-115 P1/4 - P3/8 215 115
MGT 6-d- 30 YR < VG 110 30
C8-MGT 6- 80 - 70 36 16 150 80 70
No.3 - U1/4
-100 180 100
MGT12-d- 30 M6 - M12 110 30
-MGT12- 80 - 70 U1/4 - U7/16 41 20 150 80 70
-100 P1/8 180 100
MGT20-d- 35 M12 - M20 130 35
-MGT20- 95 - 85 U1/2 - U3/4 54 30 180 95 85
-115 P1/4 - P3/8 210 115
Figie apping funetion 5 edired 1 the machinG too.
@ Tapping Range for DIN & ISO Standard
. DIN Standard ISO Standard
MGT Size DIN371 DIN376 DIN353 1SO529 1S02284
MGT 6 M3 - M6 M5 — M8 M3 - M5
MGT12 M5 — M8 M8 - M12 1/8 M6,M8,M12 1/8
MGT20 M10 M12 - M20 1/4 -1/2 M10 - M20 1/4 — 3/8

@ For detail of TAP HOLDER A 35- A 36

€./(¢D) E 48]
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FACE MILL ARBOR Type A

L1
L2

-

I==EIRLE==
Model oD1 oDz L L1 L2 w Clamp Bolt W(ﬁ'é’)ht
AN o G 25.4 50 40 22 5 9.5 MBA-M12 0.9
- 75 75 1.2
C6-FMA25.4 - 40 40 1.4
- 60 25.4 50 60 22 5 9.5 MBA-M12 1.8
- 90 90 24
-FMA31.75- 40 40 1.6
~ 90 31.75 60 % 30 7 12.7 MBA-M16 26
-FMA38.1 - 45 38.1 80 45 34 9 15.9 MBA-M20 2.2
C8-FMA25.4 - 40 40 2.7
- 75 25.4 50 75 22 5 9.5 MBA-M12 3.2
-105 105 3.8
- - 4 2.7
- 31.75 60 0 30 7 12.7 MBA-M16
- 90 90 4.0
-FMA38.1 - 45 38.1 80 45 34 9 15.9 MBA-M20 3.2
1. Standard Clamp Bolt (MBA-M[JJ) is included.
2. Toazusg)ly c:g;ell)nt tohrough the arborl,s(‘lT;rrl:pﬁg Bolt with a hole through (TMBA-M[][)) is required.
FACE MILL ARBOR Type C e
L2
G\\ )
0 s s W A=Y S =
h_p#l al e |7t ~
_
Model oD1 oD2 L L1 L2 W G W(ekg)ht
C5-FMC16-40 16 32 40 16 5 8 M 8 0.5
-FMC22-40 22 45 40 18 5 10 M10 0.7
C6-FMC16-40 16 32 40 16 5 8 M 8 1.3
-FMC22-40 22 45 40 18 5 10 M10 1.4
-FMC27-45 27 62 45 20 6 12 M12 1.6
C8-FMC16-50 16 32 50 16 5 8 M 8 2.5
-FMC22-50 22 45 50 18 5 10 M10 2.7
-FMC27-50 27 62 50 20 6 12 M12 3.0
-FMC32-50 32 80 50 22 7 14 M16 3.2

1. Clamp Bolt (Cap Screw) is included.
2. By utilizing a clamping bolt with a hole through, coolant is supplied through the bolt.
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FACE MILL ARBOR Type FMH

For cutters that require a coolant hole through the pilot.

L1 L
L2
G\\ |
—— o s e _ j|
- nl
Model oD oD2 L L1 Lo w G e
C5-FMH22 - 47- 45 45 0.7
- 60 22 47 60 18 5 10 M10 0.9
- 90 90 14
-FMH22 - 60- 45 60 45 0.9
22 1 1 M1
- 60 60 8 ° 0 0 11
-FMH27 _ - 60- 60 60 60 11
2 12
o0 27 - 0 6 M12 —
-FMH25.4 - 70- 45 70 45 1.0
25.4 .
o0 5 — 22 5 9.35 M12 =
-FMH31.75- 96- 50 31.75 9% 50 30 7 12.55 M16 18
C6-FMH22 - 47- 45 45 14
- 60 60 16
22 47 M1
- 90 90 18 > 10 0 2.0 E
-150 150 28
-FMH22__ - 60- 45 45 16
- 60 22 60 60 18 5 10 M10 2.0 -
-FMH27 _ - 60- 45 45 17 5
- 60 60 2.0 5
o0 27 60 - 20 6 12 M12 == 2
-150 150 3.9 9
-FMH25.4 - 70- 60 60 2.1 2
- 90 25.4 70 90 22 5 9.35 M12 28 Z
-150 150 42
-FMH31.75- 96- 60 31.75 9 60 30 7 12.55 M16 22
C8-FMH22 - 47- 60 60 28
-105 105 3.4
22 1 M1
-150 4 150 18 ° 0 0 4.0
-200 200 4.7
-FMH22__ - 60- 60 60 3.1
-105 22 60 105 18 5 10 M10 4.0
-150 150 5.0
-FMH27 _ - 60- 60 60 3.1
-105 105 41
27
T 60 — 20 6 12 M12 =
-200 200 6.1
-FMH32__ - 96- 75 75 4.6
-105 32 9 105 22 7 14 M16 6.8
-150 150 75
-FMH25.4 - 70- 60 60 3.3
-105 25.4 70 105 22 5 9.35 M12 46
-150 150 6.0
-FMH31.75- 96- 75 75 45
105 31.75 9 105 30 7 12.55 M16 5.1
-150 150 73
-FMH38.1_-100- 75 75 47
A 1 , .
o2 38 00 - 34 9 158 | MBA-M20H ——

1. Clamp Bolt (Cap Screw) is included.
2. By utilizing a clamping bolt with a hole through, coolant is supplied through the bolt.

¢€./(¢D) E 50|



ONITOO0L NHNLTTIN

MILLTURN toolNG

1ISO 26623-1

SIDE LOCK ENDMILL HOLDER

Weight
Model od oD L L1 L2 H G (K gg)
C6-ISL12- 80 12 42 80 22,5 50 | M12 1.7
-ISL16- 80 16 48 80 24 = 52 M14 1.8
x -ISL20- 80 20 52 80 25 55 M16 1.9
-ISL25-105 25 63.5 | 105 24 25 60 M18x2 | 2.9
-ISL32-115 32 72 115 24 28 90 M20x2 | 3.5
C8-ISL16- 90 16 48 90 24 52 M14 3.1
H -ISL20- 90 20 52 90 25 B 55 | M16 32
L, L2 -ISL25-105 25 63.5 | 105 24 25 60 | Mi8x2| 4.0
G -ISL32-115 32 72 115 24 28 90 | M20x2 | 4.5
-ISL40-125 40 90 125 30 32 90 M20x2 | 5.8
0 -ISL42-125 42 90 125 30 32 90 M20x2 | 5.9
L | -ISL50-135 50 99.5 | 135 35 35 90 M24x2 | 6.8
- ’ %SIDE LOCK HOLDER for Drill [ FRlFL)
CK BORING SYSTEM
CK SHANK @IG+[{AISER
CKB modular syster.r! with BIG.CAPTO shank. Model CKBNol oD 0 P A | Weight
enhancesthe capability of multi-tasking machines. (kg)
C5-CKB1- 73 1 19 105 72.5 80 0.5
-CKB2- 85 2 24 120 84.5 96 0.6
-CKB3- 55 3 31 95 55 70 0.6
- 80 120 80 95 0.7
-CKB4- 48 4 39 95 48 70 0.6
- 73 120 73 95 0.7
-CKB5- 50 5 50 107 50 87 0.6
L - 83 140 | 83 | 120 | 13
L -CKB6-_50 6 | 64 | 121 | 50 | 101 | 1.0
CKB No. C6-CKB1- 78 1 19 110 77.5 83 1.2
-~ @ -CKB2- 90 2 24 | 125 895 | 98 1.3
S -CKB3- 65 105 | 65 78 | 1.3
o1& =8" 00 | 2 | % a0 100 | 113 | 15
S g EE @ -CKB4- 58 105 | 58 78 | 13
A ‘ - 93 4 £ 140 93 113 1.7
1. L and A dimensions on the table are reference figures when EWN Head is mounted. -CKB5- 48 5 50 105 48 79 1.3
A mandon s o iaianos flom the tacs of o fango 1 he surtng afge. | - 83 140 | 83 | T4 | 17
2. Designed to be capable of supplying coolant though the shank. l -CKB6- 59 6 64 130 59 108 1.6
Licensed product from KAISER PRECISION TOOLING LTD. - 94 165 | 94 | 143 | 23
for limited sales territory, Asia and Oceania. C8-CKB1-103 1 19 | 185 | 1025 | 725 | 26
-CKB2-115 2 24 150 114.5 105.5 2.7
World’s No.1 Modular Boring System -CKB3-125 3 31 165 125 130 2.9
-CKB4-118 165 118 130 3.1
CKB BORING SYSTEM 178 4189 e 178 | 190 | 37
High accurary,high rigidity & wide variations. -CKB5-108 165 108 130 35
r 2 !. I‘. - * L.{ " -183 ® | %0 o 183 | 205 | 46
’ — « e " -CKB6- 74 6 | os 145 | 74 | 110 | 32
= 1 & 4 -169 240 | 169 206 5.8
a pt ; :
L & I-'Il oy S " -CKB7- 73 - g0 |_160%| 73 1303% | 5.0
o S -123 210% | 123 | 180%| 8.4
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150 266231 MILLTURN TtooLiNG

ABS" SHANK BIE>

L Model ABSNo. | oD L Weight
. (kg)
S H‘ @ C5-ABS50- 50 50 50 50 0.7
N
il C6-ABS50- 50 50 50 50 1.4
3 — -ABS63- 63 63 63 60 1.8
7”§@7u @ C8-ABS50- 50 50 50 50 26
=) -ABS63- 50 63 63 60 2.9
ABS No. -ABS80- 80 80 80 80 3.7

SIDE CUTTER ARBOR

Model oD | oD1 | L Li | wi | we | Weight
(kg)
C6-SCA25.4 - 75 | 55, | 49 | 75| 25 | 635 | 27.78 |22
- -120 120 2.4
/.a”;f r SCA31.75- 75 | 31.75| 46 | 75 | 30 | 7.92 | 3492 | 24
L{ C8-SCA25.4 - 90 | .\ | 4o | 0| o5 | 635 | 27.78 |23

L ’ -135 135 338

-SCA31.75- 90 90 3.7
L1 30 L 1. Nut is included.

30 | 7.92 | 34.92
n 2. Distance collars of 5mm, 8mm, 10mm and 12mm are included.

46
135 | 3175 135 4.3

&>

s 4] j

1 L ;
i L) =
Hut U \ Distance collar :
C
)
=z
_|
(@)
O
MORSE TAPER HOLDER 2
=z
Weight ®
Model MT No. oD L

L (kg)

C5-MTA1- 95 1 25 95 0.6

-MTA2-110 2 32 110 0.8

________ @ -MTA3-130 3 40 130 1.2

o) e C6-MTA1- 95 1 25 95 13

- i @ -MTA2-110 2 32 110 1.5

-MTA3-130 3 40 130 1.9

MT No. C8-MTA1-105 1 25 105 | 2.6

-MTA2-120 2 32 120 2.8

-MTA3-140 3 40 140 3.2

Model JTNo.| oD L | Li |Weight

) ) (kg)

- C5-JTA1-40 1 9754 | 40 | 15 | 05

Q -JTA2-40 2 [14199] 40 | 20 | 05

@ -JTA6-40 6 |[17.170| 40 | 24 | 05

° ‘ C6-JTA1-40 1 9754 40 | 15 | 1.2

R N - -JTA6-40 6 |[17.170| 40 | 24 | 1.2

I @ C8-JTA1-50 1 9.754| 50 | 15 | 25

JT No. -JTA6-50 6 |17.170| 50 | 24 | 25

¢€./(¢D) E 52



. MILLTURN tooLinG 150 28623-1

BIG CAPTO
EXTENSION e -
BIG CAPTO
BIG CAPTO BIG CAPTO ~—{1 __ ) =
cé ceé a # ————— mamelV=] v i
8 V7 S ENE] I
T Al
I 0 #%‘(
Clamp Bolt
Clamp Bolt Weight
HIEEE! 280HIY) el L headSize] Hex. Tightening Torque | (k9)
€6-C6-100 o8 88 | 100 | M2oxP2 | 12mm | 170Nm [
C8-C8-100 ce | 80 20xP2 17
1. A clamp bolt is included.
BIG CAPTO
REDUCTION e -
BIGCAPTO | L1 No.1
No.2
BIG CAPTO BIG CAPTO /
C5 Cé ——
/ a f= N
S SR N RN e
[ S0l
Clamp Bolt
Model  |BGCRPTO[BGCAPTO (o || | | ¢, Clz 2ol Weight
No.1 | No.2 Thread Size | Hex. |Tightening Torque| (KQ)
- C6-C5-75 C6 [ C5 [50[63[75[46[Mi6xP15[ 95N'-m | 0.5
C8-C6-85 cs | c6 |63/8085|50 M20xP2 |'“™ 170N-m | 0.8
1. Aclamp bolt is included.
E Test Bar
L Model oD | oD1 L L1
= [710.002 L
= - ! C5-32- 150 | 180 | 150
g ! = 9 - 215 63 | 245 | 215
S : 8E 3 -40- 250 | 40 280 | 250
b4 é‘ S C6-40-L150 182 | 150
— [710.002
3 4o%e -L200 | 40 | 75 | 232 | 200
Q -L320 352 | 320
Z A : : C8-40-L200 240 | 200
o) For maintenance of machine tool 1320 “° | ® [ 360 [ 320

BIG-PLUS BASIC HOLDER

Model BIG CAPTO oD L
e - LA BIG-PLUS
O spPiNDLE SYSTEM BBT40-C3-30 C3 32 30
DUAL CONTACT -C4-40 C4 40 40
.il!' -C5-50 C5 50 50
L -C6-75 Cc6 63 75
BBT50-C3-40 C3 32
A \| -C4-40 c4 40 40
o H——1rmht -C5-40 [ 50
—= Tl / -C6-50 cé 63 50
BIG CAPTO No. -C8-70 cs 80 70
Interchangeable with existing standards.
Cost saving dual contact system.
BIG CAPTO HOLDER BIG-PLUS BIG-PLUS is a simple Simultaneous Dual

BASIC HOLDER Contact Spindle System maintaining

interchangeability with existing machines
and toolholders.

I
0
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N/C LAT-

TOOLIN

NEW BABY CHUGK « - = veecvmnnnnn. F1
MEGAERGRIP +cvvvvverneenneunnnn. F3
MEGA MICRO CHUGCK - - « =+ =+ e v e v enennn F4
MEGA SYNCHRO Tapping Holder « « <« -« -« F4
AUTO TAPPERTYPEB -:::-c-cvvveee.. F5

AUTO TAPPERTYPER - ::ccvvevee.n F5




ONITOOL FHLVT ON

N/C LATHE tooLNG

NEW BABY CHUCK Clamping Range : 82.5 - 620

 STOPPER Type |

Flange as a stopper enables presetting of the tool away from machine and minimizes downtime.
Shank is designed to be directly mounted into the drill holder of turret.

Adjustable Cutter Length H

- L1 L Adjusting
Screw
' 7
- sl s } | [ T 3T | a
o 9 F
Model od oD oD1 oD2 L L1 H
SLS25-NBS13- 30 25_13 o5 35 3 54 30 4 - 60
- 60 60
SLS32-NBS13- 30 30
- 60 25-13 35 39.5 60 41 - 60
-100 32 58 100
-NBS20- 30 30
- 60 25-20 46 45.5 60 48 - 65
-100 100
SLS40-NBS13- 30 30
- 60 25-13 35 60 41 - 60
-100 100
49.5
-NBS20- 30 40 68 30
- 60 25-20 46 60 48 - 65
-100 100
1. NEW BABY NUT is included.
2. Designed to be capable of supplying coolant through the body.
3. "H" indicates the adjustment length with an Adjusting Screw.
Spare Parts | [ Accessories
NEW BABY NUT WRENCH COLLET BABY PERFECT SEAL ADJUSTING SCREW
i @m @ED Rubber
Vo ) - ; L
) i | ¥g
v - O
o LE - - [
NEW BABY CHUCK Model Model Model Model Model G L B
NBS 6 NBN 6 NBK 6 NBC 6-[| BPS 6-[] NBA 6B | M 7 12 2
NBS 8 NBN 8 NBK 8 NBC 8-[] BPS 8-[] NBA 8B M 9 13 25
NBS10 NBN10 NBK10 NBC10-[ ] BPS10-[] NBA10B M11 16 3
NBS13 NBN13 NBK13 NBC13-[] BPS13-[] NBA13B M14 20 4
NBS16 NBN16 NBK16 NBC16-[] BPS16- [ ] NBA16B M18 20 4
NBS20 NBN20 NBK20 NBC20-[ ] BPS20- [] NBA20B M21 20 4
For applications using the sealed collet nut BABY e Order Example
PERFECT SEAL, please order nut-less version of the 'j.j . .
NEZV |BABYbCHUCK body by adding "NL" after each - NEW BABY CHUCK model + NL
modetnumber. - S'-S?h?u't'i‘:?oﬁ:iﬁg /NL BABY PERFECT SEAL model
GED BPS13-03035

(] =

BPS13-03035 NBC13-3AA SLS32-NBS13-30/NL

SL20-NBS13-40 / NL

(Nut is not included)

| F1 (€1(D)




( STANDARD Type |

N/C LATHE toouNG

Versatile as a basic holder for drills, taps, reamers and small tool bits.

Adjustable Cutter Length H

L1

L

Adjusting Screw

Adjustable Cutter Length H

L1

L

Adjusting Screw

1‘ ‘_‘\ (Option) (Option)
2 s e T ST —
Model fig od oD1 oD2 oD3 L L1 H
SL16_-NBS 6- gg 1 — 20 ) ;‘8 15 20 - 40
NBS 8- = 05 -6 16 25 o 16.5 23 - 42
-NBS10: gg 2 15 -10 30 21 gg 37 35 - 45
SL20 -NBS 6- gg | e G 20 ) 2 15 20 - 40
-NBS 8- 40 05 - 8 25 40 16.5 23 - 42
- 80 2 80
-NES10- 40 2 5 30 21 o 18 35 - 45
-NBS13- gg 95 <@ 35 26 2 43 41-60
SL22 -NBS &- gg B G 20 2 15 20 - 40
-NBS 8- 40 1 05 - 8 o5 - 40 16.5 23 - 42
- 80 0o 80
NBST0- = 15 10 30 2 18 35 - 45
-NBS13- gg 5 25 —13 35 26 ;‘8 28 :1 :gg
SL25 -NBS 6:123 055 6 20 128 15 20 - 40
-NBS 8:128 1 05 - 8 25 _ 128 16.5 23 - 42
-NBS10:1gg 15 -10 o5 30 128 18 35 -45
-NBs13:1gg . 05 _ 13 35 %6 128 215 41 - 60
-NBS16:1gg 55 _18 42 32 128 48 45 - 65
SL25.4-NBS 6:123 B 20 128 15 20 - 40
-NBS 8:123 1 G5 _ G 25 _ 128 16.5 23 - 42
-NBSH1 0:123 15 -10 25.4 30 128 18 35-45
-NBSTz: 80 2 5 13 35 26 - 215 41-50
-NBs1s:1gg 5 16 42 30 128 48 45 - 65
SL32 -NBs13::gg 1 o5 13 a5 ) 128 41-60
-NBS16::gg DE i 32 42 1‘5)8 215 45 - 65
-NBSZO::gg 5 25 _ 20 46 36 128 48 - 65

1. NEW BABY NUT is included.

2. Designed to be capable of supplying coolant through the body.

3. "H" indicates the adjustment length with an Adjusting Screw.

€./(¢D) F2 |
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N/C LATHE tooLNG

® Adjustable Cutter Length H
MEGA ER GR’P Clamping Range : 22.75 - 20 L L
Adjusting Screw
[ STOPPER Type } High precision components = = ——|———— N (Opton)
< outperform standard ER collet ] i /
, system. 8 g g I. L e 3
4‘79' - ==
LI ey . 4
Model ad oD oD1 oD2 L L1 H Adjusting Screw
SLS25-MEGA ER20-45/NL 45
Z5NL | 27513 25 35 32 54 — 42 - 62 NBA13B
SLS32-MEGA ER20-45/NL 45
7s/NL| 27513 35 39.5 = 42 - 62 NBA13B
-MEGA ER32-45/NL 82 58 45 47 - 68
75/NL | 275-20 50 50 = = NBA20B
SLS40-MEGA ER20-45/NL 45
75NL | 275-13 35 49.5 = 42 - 62 NBA13B
-MEGA ER32-45/NL 40 68 45
75/NL | 275-20 50 50 = 50 - 68 NBA20B

1. Nut is not included. Refer to the "Accessories" table below and select the suitable nut according to applications.
2. Designed to be capable of supplying coolant through the body.

Adjustable Cutter Length H

3. "H" indicates the adjustment length with an Adjusting Screw. L
1 L
[ STANDARD Type | Coolant-through ho Adustng Saeu
) ‘f' Clamping Range : 1.9 - 616 o |
al =T 1a
- Flat is provided on the shank to be mounted °| § ! :‘U}A
. . | —
f v in the tool post of the NC lathe directly. [ G Rt
Q
Model od oD oD1 oD2 L L1 H Adjusting Screw
SL16-MEGA ER11- 40/NL 40
275- 6 16 19 - 19 23 - 40
- 80/NL 80 NBA 6B
SL20-MEGA ER11- 40/NL 40
275- 6 20 1 = 1 23 -4
- 80/NL 9 T 9 3-40 NBA 6B
-MEGA ER16- 40/NL 40
19-1 2 2 2 -
~80/NL 9 0 0 30 3 30 8 35 - 47 NBA10B
SL25-MEGA ER11- 60/NL 60
100/NL 275- 6 25 19 = 100 19 23 - 40 NBA 6B
-MEGA ER16- 60/NL 60
00/NL 1.9-10 30 - 100 28 35 - 47 NBA10B
-MEGA ER20- 60/NL 60
00/NL 2.75-13 25 35 27 100 30 42 - 62 NBA13B
-MEGA ER25- 60/NL 60
00/NL 2.75 - 16 42 33.5 100 48 44 - 67 NBA16B
SL19.05-MEGA ER11- 40/NL 40
T BO/NL 275- 6 19.05 19 = 80 19 23 - 40 NBA 6B
"MEGAER16- 4ONL| 5 19.05 30 23 40 28 35 - 47 NBA10B
- 8O/NL| : o -
1. Nut is not included. Refer to the "Accessories" table below and select the suitable nut according to applications.
2. Designed to be capable of supplying coolant through the body.
3. "H" indicates the adjustment length with an Adjusting Screw.
Accessories
MEGA ER NUT | MEGAERPERFECT | MEGA ER NUT C-SPANNER ADJUSTING SCREW
SEAL (CZREED) | WRENCH Rubber
B L
e | 6 o | ©9 oY
. % -~ © [
MEGA ER GRIP Model Model Model Model Model Model G L B
MEGA ER11 — - — ERN11 NBK 6 NBA6B M 7 12 2
MEGA ER16 MERN16 MERPS16-[] MGR30L ERN16 NBK10 NBA10B | M11 16 3
MEGA ER20 MERN20 MERPS20-[] MGR35L ERN20 NBK13 NBA13B | Mi4 20 4
MEGA ER25 MERN25 MERPS25-[ ] MGR42L ERN25 NBK16 NBA16B | M18 | 20 4
MEGA ER32 MERN32 MERPS32-[ | MGR50L ERN32 FK45-50L NBA20B | M21 20 4

| F3 (€1(0D)
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N/C LATHE toouNG

Coolant-through hol

MEGA M’CRO CHUCK Clamping Range : 90.45 - 96.05

Smaller nut diameter than body allows installation into toolholder of small lathes from the back side.

Model ad oD L
SL16-MEGA6S- 60 16 60
SL20-MEGA6S- 40 40
0.45 - 6.05
- 80 20 80
il SL15.875-MEGA6S- 60 15.875 60
X / 1. MEGA NUT is included.
-'3- = 2. Designed to be capable of supplying coolant through the body.
- Spare Parts | [ Accessories
MEGA NUT MEGA WRENCH MICRO COLLET
28.5 3 V TG 2)
18 _ L i g
{5 W
5 8 T S MEGA
, MICRO CHUCK Model Model Model
MEGA 6S MGN6S MGR14 NBC6S-[]
Rigid tapping attachment with error compensation
®
MEGA SYNCHRO Tapping Holder Tapping Range: M1 - M3
Improves thread quality and tool life by reducing thrust loads RIGID
caused by synchronization errors up to 90%. TAPPING
90
p MICRO COLLET 2 = 2 =
MICRO COLLET
NBC4S-d NBC4S-d
g=32= ";Hﬁ:j ”vl\: § g=3== ::JH:;:] §
Y g E} % E} Clampirl‘gsLength -
Model SLS25-MGT3-22 Model ST20-MGT3-90

1. MEGA NUT is included.

2. MEGA WRENCH and common spanner (12mm)

are required to clamp/unclamp the tap.

1. MEGA NUT is included.

2. There is no flat on the shank.

3. MEGA WRENCH and common spanner (12mm)
are required to clamp/unclamp the tap.

Rigid tapping function is required on the machine tool.

BMICRO COLLET Tapping Range: M1 - M3

@ Provides high clamping force and accuracy despite the compact size.

i

07.4

N
NS
o

Spare Parts | [ Accessories
MEGA NUT MEGA WRENCH
* 1
| r’ V
MEGA SYNCHRO Tapping Holder Model Model
MGT3 MGN4S MGR12
Tapping Range
Model DINSF;:) : |Sg529 T e

NBC4S - 2.5AA |M1 - M1.8 M2 2.5
NBC4S - 2.8AA | M2 - M2.6 | M2.2, M2.5| 2.8
NBC4S - 3.1AA M3 3.15
NBC4S - 3.5AA M3 3.5

@O
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N/C LATHE tooLNG

AUTO TAPPER TYPE B Tapping Range: M3 - M20

Ideal for blind-hole or pipe tapping with depth control.
Designed with minmum projection to clear space limitation on turret.

L
L1
L2 [a)
Q
rf====3- ’(:JW7 o 7L
T “jf:;JUL g QE%
P \Tap Collet type TC (Option)
P‘fﬁ- TENSION F2 | || F1 comp
Model Max TapSize oD | oDt | L | L1 | Lo | Fi | Fo |T30 Collet
SLS25-ATB 8- 45 M3-M 8| 25 | 255 130 | 45 17 3 TC 8-d
SLS32-ATB12- 60 32 | 32 155 | 60 30 4
- 0.5 TC12-d
sLsao-ATBi2- 60 | MO M2 [ TTee s | 0 | 4
-ATB20- 70 M8 - M20 44 180 70 5 TC20-d

1.Tap Collet type TC is ordered separately.
2. Not available for left-hand threading.
3. F2 in the table is tension amount to reach neutral position.

F1: Compression
F2: Tension

SYNCHRO TAPP’NG HOLDER TYPE R Tapping Range: M3 - M20

Radial float eliminates misalignment of center
between machine spindle and tap.

Small axial float compensates for synchronization errors L
and minimizes thrust loads on a tap.

oD

e ===
e i N ﬁ

\Tap Collet type TC (Option)

oD1

TENSION F2 F1 COMP
Radial float =+0.5mm/g
Model Max. Tap Size| oD | oD1 L L1 L2 F1 F2 Ta,\FA) oC()i%IIIet
SLS32-ATS12R- 60 32 32 125 60 30 0.5 0.5
SLS40-ATS12R- 60 | ">~ M2 32 | 125 | 60 Tc12-d
40 25 0.5 0.5
-ATS20R- 70 M8 — M20 44 145 70 TC20-d
1. Tap Collet type TC is ordered separately. F1: Compression
F2: Tension
Rigid tapping function is required on the machine tool.
L
BTAP COLLET
(For Synchro Tapping Holder Type R & Auto Tapper Type B) a v:{ — o< C
Tapping Range d .
Model Vietric Unity Bive D L Tapping Attachment
SR M =M 4 [ No. 5 No8 - 158 | 405 | ATB 8
M5-M 8 | No.10 - U5/16 =
TC12-d M 3-M12 | No. 5-U1/2 P1/8 22 55 ATB12, ATS12R
M 8-M12 | U3/8 - U1/2 P1/8 22
TC20-
S M14 - M20 | U9/16 — U3/4 P1/4, P3/8 |31 & RO U

Specify the tap size when ordering. <Order example> For M3: TC12-M3

| F5 (€1(0D)



MICRO COLLET ++ v vvvevomemnnnnnnnnn G2
NEW BABY COLLET(NBC / NBC-E / FONBC)- - - - G3
COLLET EJECTOR/REMOVER « - . ... G8
PERFECT SEAL(MPS /BPS/EPS) - - ---- G9
MEGAE COLLET « -+« e oo eevvnnecnnn. G11
TORQUEWRENCH -+ +vvveennnnnnnn Gi12
MEGAERGCOLLET + -+ v v eveveeenennnn G13
MEGA ER PERFECT SEAL = == -« --- G14
STRAIGHT COLLET for HMC & HDC - - - - - - G15
TOOLING MATE ++ v+ vveovovonensnnnn G17
HOLDER LOGCK + -+ tvscmcmsencnnn- Gi17
KOMBIGRIP - -cvcvresemensencnnns Gis
STLOCK tcccceeeerceceneeeeeenn G1 8
CLEANERSERIES - -+« v+ et eveeennnnn G19
CLEANTEGC ++vvvvevveennneennnnns G21

T-SLOTCLEAN -« + v vevonennnnennnn G22
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ACCESSORIES

MEGA MICRO CHUCK

MEGA WRENCH

Without
PS Ring

ao—
MICRO COLLET
I -
= MICRO
NBC_S SEAL NUT ssSY
]
MEGA WRENCH = ==
MEGA NEW BABY CHUCK
NN
NEW BABY COLLET
% NBC D
(Standard)
MEGA _
@ NBC O PERFECT SEAL 9
T (0.1-0.2 increment) m:]] MPS
ADJUSTING
SCREW % NBC-E
(For Endmill)
FONBC e
MEGA WRENCH Coolant collet I~
DIGITAL MEGA TORQUE WRENCH
MEGA TORQUE WRENCH (RSP
MEGA E COLLET —
MEGA E
(I PERFECT SEAL
ADJUSTING
SCREW EPS
[ERG 11 ]
Without .‘\\\\:
MEGA WRENCH PS Ring
DIGITAL MEGA TORQUE WRENCH
MEGA TORQUE WRENCH
NEW BABY CHUCK
NEW BABY COLLET
NBC ——
(Standard)
(I BABY . ‘ .
;S\(D;quUE?/\-/”NG % e PERFECT SEAL € NSNS S
(0.1-0.2 increment) BPS
0
TAP DRIVING NBC-E N CISSS
BACK STOPCHED (For Endmill PS Fing
FONBC , ‘ —
Coolant collet L : > S AN
WRENCH
MEGA ER GRIP
RN
MEGA ER COLLET —
Olo Hﬂ % ERC MEGA ER
PERFECT SEAL ; = ==
WD) MERPS

| G 1 (1[D)]




M’CRO COLLET For MEGA MICRO CHUCK

Available in 0.1mm diameter increments to suit all the cutting tool shank sizes with maximum accuracy.
Despite their compact size, high clamping force and accuracy are achieved.

ACCESSORIES

H Collet concentricity

B o o
—W Within - Within Collet Max. Runout
@i@ Class | Atnose |Atendoftestbar
3 E[ £ — T3 Within Within
\ - —< | AA | {um | 3pm
MEGAS3S MEGA4S MEGAG6S
Collet Model C'ampig%ﬁange Collet Model C'amp‘g%Range Collet Model C'ampig%ﬁange Collet Model C'ampi;%ﬁange
NBC3S-0.5 AA| 0.45 -0.55 NBC4S-0.5 AA| 0.45 - 0.55 NBC6S-0.5 AA | 0.45 -0.55 || NBC6S-4.1 AA|4.05 -4.15
-0.6 AA| 0.55 -0.65 -0.6 AA| 0.55 - 0.65 -0.6 AA| 055 -0.65 -4.2 AA|4.15 -4.25
-0.7 AA| 0.65 -0.75 -0.7 AA| 0.65 -0.75 -0.7 AA|0.65 -0.75 -4.3 AA|4.25 -4.35
-0.8 AA|0.75 -0.85 -0.8 AA| 0.75 -0.85 -0.8 AA|0.75 -0.85 -4.4 AA|4.35 -4.45
-0.9 AA| 0.85 -0.95 -0.9 AA| 0.85 -0.95 -0.9 AA| 085 -0.95 -4.5 AA|4.45 -455
-1.0 AA| 095 -1.05 -1.0 AA| 0.95 -1.05 -1.0 AA|0.95 -1.05 -4.6 AA|455 -4.65
-1.1 AA|1.05 -1.15 -1.1 AA|1.05 -1.15 -1.1 AA|1.05 -1.15 -4.7 AA|4.65 -475
-1.2 AA|1.15 -1.25 -1.2 AA| 1.15 -1.25 -1.2 AA|1.15 -1.25 -4.7625AA | 4.7125 — 4.8125
-1.3 AA| 125 -1.35 -1.3 AA| 125 -1.35 -1.3 AA|1.25 -1.35 -4.8 AA|4.75 -4.85
-1.4 AA| 135 -1.45 -1.4 AA| 1.35 -1.45 -1.4 AA|1.35 -1.45 -4.9 AA|4.85 -495
-1.5 AA| 145 -1.55 -1.5 AA| 145 -1.55 -1.5 AA|1.45 -1.55 -5.0 AA|495 -5.05
-1.6 AA| 155 -1.65 -1.6 AA| 155 -1.65 -1.6 AA|1.55 -1.65 -5.1 AA|5.05 -5.15
-1.7 AA| 165 -1.75 -1.7 AA| 165 -1.75 -1.7 AA|1.65 -1.75 -5.2 AA|5.15 -525
-1.8 AA| 175 -1.85 -1.8 AA| 175 -1.85 -1.8 AA|1.75 -1.85 -5.3 AA|5.25 -5.35
-1.9 AA| 185 -1.95 -1.9 AA| 185 -1.95 -1.9 AA|185 -1.95 -5.4 AA|535 -5.45
-2.0 AA| 195 -205 2.0 AA| 195 -2.05 -2.0 AA|1.95 -2.05 -5.5 AA|545 -555
2.1 AA| 205 -215 2.1 AA| 205 -2.15 21 AA|2.05 -2.15 -5.6 AA|5.55 -5.65
2.2 AA| 215 -225 2.2 AA| 215 -225 22 AA|2.15 -2.25 -5.7 AA|565 -5.75
2.3 AA| 225 -235 23 AA| 225 -235 23 AA|225 -235 -5.8 AA|5.75 -5.85
2.4 AA| 235 -245 2.4 AA| 235 -245 24 AA|235 -2.45 -5.9 AA|585 -5.95
25 AA| 245 -255 25 AA| 245 -255 25 AA|2.45 -255 -6.0 AA|595 -6.05
-2.6 AA| 255 -265 2.6 AA| 255 -265 -2.6 AA|255 -265
27 AA|265 -275 27 AA| 265 -275 27 AA|265 -275
-28 AA| 275 -285 2.8 AA| 275 -285 -28 AA|2.75 -2.85
29 AA| 285 -295 29 AA| 285 -2095 29 AA|285 -2095
-3.0 AA| 295 -3.05 -3.0 AA| 295 -3.05 -3.0 AA|295 -3.05
-3.1 AA|3.05 -3.15 -3.1 AA|3.05 -3.15 -3.1 AA|3.05 -3.15
-3.175AA | 3.125 - 3.225 -3175AA | 3.125 - 3.225 -3175AA | 3.125 - 3.225
-3.2 AA|3.15 -3.25 -3.2 AA| 3.15 -3.25 -3.2 AA|3.15 -3.25
o0A=6.06 B=18.8 -3.3 AA| 325 -335 -3.3 AA|325 -335
-3.4 AA| 3.35 -3.45 -3.4 AA |3.35 -3.45
-3.5 AA| 345 -355 -3.5 AA|3.45 -355
-3.6 AA| 355 -365 -3.6 AA|355 -365
-3.7 AA| 365 -3.75 -3.7 AA|3.65 -3.75
-3.8 AA| 3.75 -3.85 -3.8 AA|3.75 -3.85
-39 AA[ 385 -395 -39 AA[385 -3.95
-4.0 AA| 3.95 -4.05 -4.0 AA|3.95 -4.05
oA=7.4 B=225 o0A=9.4 B=245
MEGAS8S
Collet Model Clampig% Range Collet Model CIampiggé Range Collet Model Clampig%Range Collet Model CIampig% Range
NBC8S-3.0 AA | 295 -3.05 || NBC8S-4.4 AA|4.35 -4.45 NBC8S-5.8 AA|5.75 -5.85 NBC8S-7.2 AA|7.15 -7.25
-3.1 AA|3.05 -3.15 -45 AA|4.45 -455 -5.9 AA|585 -5.95 -7.3 AA|7.25 -7.35
-3.2 AA|3.15 -3.25 -4.6 AA|4.55 -4.65 -6.0 AA|595 -6.05 -7.4 AA|7.35 -7.45
-3.3 AA|3.25 -3.35 -4.7 AA|4.65 -475 -6.1 AA|6.05 -6.15 -7.5 AA|745 -755
-3.4 AA |3.35 -3.45 -4.8 AA|4.75 -4.85 -6.2 AA|6.15 -6.25 -7.6 AA|755 -7.65
-3.5 AA | 3.45 -3.55 -49 AA|4.85 -495 -6.3 AA|6.25 -6.35 -7.7 AA|765 -7.75
-3.6 AA |3.55 -3.65 -5.0 AA|4.95 -5.05 -6.4 AA|6.35 -6.45 -7.8 AA|7.75 -7.85
-3.7 AA |3.65 -3.75 -5.1 AA|505 -5.15 -6.5 AA|6.45 -6.55 -7.9 AA|7.85 -7.95
-3.8 AA|3.75 -3.85 -5.2 AA|5.15 -525 -6.6 AA|6.55 -6.65 -8.0 AA|795 -8.05
-3.9 AA |3.85 -3.95 -5.3 AA|525 -5.35 -6.7 AA|6.65 -6.75
-4.0 AA | 3.95 -4.05 -5.4 AA|535 -5.45 -6.8 AA|6.75 -6.85
-41 AA[405 -415 -55 AA|5.45 —555 6.9 AA|6.85 -6.95
-4.2 AA | 415 -425 -5.6 AA|5.55 -5.65 -7.0 AA|6.95 -7.05
-4.3 AA|4.25 -435 -5.7 AA|565 -5.75 -7.1 AA|7.05 -7.15
oA=12 B=27

¢€./(¢D) G2 |
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ACCESSORIES

NEW BABY COLLET

( STANDARD Type |

For MEGA NEW BABY CHUCK, NEW BABY CHUCK

Refer to page G5 for Collapsibility 0.1 & 0.2 mm/g Type.

H Collet concentricity

EEX@BI6

Collet Max. Runout
Class | At nose [Atendof test bar
69 ‘ a0 Within Within
-+ — 1 1ym | 3pm
s s Wign i
A %ﬂ; 4d
— N
f———— =g
)
Collapsibilit:
Clamping diameter: 0.25 - 220.0 |:| 0.25/2 /
Collapsibility
Collapsibility 0.1 & 0.2 mm/g Type are also available in the range shown with . Refer to page G5. I:I 0.5/0
MEGAG6N / NBS6 MEGAS8N / NBS8 MEGA10N / NBS10
Collet Model Clamping Range Collet Model Clamping Range Collet Model Clamping Range
NBC6-0.5 AA 0.25 -0.50 ® NBCS8-0.75AA 05 -0.75 O®NBC10- 1.75AA 15 -1.75
® -0.75AA 0.50 -0.75 (J -1 AA 0.75 -1.0 ° -2 AA 1.75 -2.0
[ -1 AA 0.75 -1.00 [ -1.25AA 1.0 -1.25 ° - 2.25AA 20 -225
® -1.25AA 1.00 -1.25 ° -1.5 AA 125 -1.5 ° - 25 AA 225 -25
® -1.5 AA 1.25 -1.50 o -1.75AA 1.5 -1.75 ° - 2.75AA 25 -275
® -1.75AA 150 -1.75 [ 2 AA 1.75 -2.0 ° -3 AA 275 -3.0
® -2 AA 1.75 -2.00 [ -2.25AA 20 -225 - 3.175AA 2.675 - 3.175
[ -2.25AA 2.00 -225 ° -2.5 AA 225 -25 - 3.25AA 275 -3.25
® -2.5 AA 225 -250 o -2.75AA 25 -275 ° - 3.5 AA 30 -35
® -2.75AA 250 -275 [ -3 AA 275 -3.0 - 3.75AA 325 -375
[ -3 AA 2.75 -3.00 -3.175AA 2.675 - 3.175 ° -4 AA 35 -40
-3.175AA 2.925 - 3.175 ) -3.5 AA 30 -35 - 4.25AA 3.75 -4.25
® -3.25AA 3.00 -3.25 [ -4 AA 35 -40 ° - 45 AA 40 -45
® -3.5 AA 3.25 -3.50 [ -4.5 AA 40 -45 - 4.75AA 425 -475
® -3.75AA 350 -3.75 [} -5 AA 45 -50 ° -5 AA 45 -50
[ -4 AA 3.75 -4.00 -5.25AA 475 -5.25 - 5.25AA 475 -5.25
® -4.25AA 400 -4.25 [} -5.5 AA 50 -55 ° - 5.5 AA 50 -55
® -4.5 AA 425 -450 -5.75AA 525 -575 - 5.75AA 525 -575
[ -4.75AA 450 -4.75 ) -6 AA 55 -6.0 ) -6 AA 55 -6.0
® -5 AA 475 -5.00 ) -6.5 AA 6.0 -6.5 [ - 6.5 AA 60 -65
® -5.25AA 5.00 -5.25 [ -7 AA 65 -7.0 ° -7 AA 65 -7.0
® -5.5 AA 5.25 -5.50 [ -7.5 AA 70 -75 ° - 7.5 AA 70 -75
® -5.75AA 550 -5.75 J -8 AA 75 -8.0 ) -8 AA 75 -8.0
® -6 AA 5.75 -6.00 oA=125 B=18 ° - 8.5 AA 80 -85
pA=9.5 B=14 ° -9 AA 85 -90
° - 95 AA 9.0 -95
° -10 AA 95 -10.0
pA=16.5 B=27




ACCESSORIES

| ®
4Jju
/4

oA
!

S31HOSS300V

Clamping diameter: 2.5 - 20.0 |:| Collapsibility 0.5/o
MEGA13N / NBS13 MEGA16N / NBS16 MEGA20N / NBS20

Collet Model Clamping Range Collet Model Clamping Range Collet Model Clamping Range
® NBC13- 3 AA 25 - 3.0 ® NBC16- 3 AA 25 - 3.0 ® NBC20- 3 AA 25 - 3.0
- 3.175AA 2.675 — 3.175 - 3.25AA 275 - 3.25 - 3.25AA 275 - 3.25
- 3.25AA 275 - 3.25 [ - 3.5 AA 30 - 35 ® - 3.5 AA 30 - 35
[ - 3.5 AA 30 - 35 - 3.75AA 325 - 3.75 - 3.75AA 325 - 3.75
- 3.75AA 325 - 3.75 L -4 AA 35 - 40 ® -4 AA 35 - 40
[ -4 AA 35 - 4.0 - 4.25AA 3.75 - 4.25 - 4.25AA 3.75 - 4.25
- 4.25AA 3.75 - 4.25 [ - 45 AA 40 - 45 [ - 45 AA 40 - 45
[ - 45 AA 40 - 45 - 4.75AA 425 - 4.75 - 4.75AA 425 - 4.75
- 4.75AA 425 - 4.75 L -5 AA 45 - 5.0 ® -5 AA 45 - 5.0
[ -5 AA 45 - 5.0 - 5.25AA 475 - 5.25 - 5.25AA 475 - 5.25
- 5.25AA 475 - 5.25 [J - 55 AA 50 - 55 (J - 55 AA 50 - 55
[ - 55 AA 50 - 55 - 5.75AA 525 - 5.75 - 5.75AA 525 - 5.75
- 5.75AA 525 - 5.75 L -6 AA 55 - 6.0 ® -6 AA 55 - 6.0
[ -6 AA 55 - 6.0 o - 6.5 AA 6.0 - 6.5 [ - 6.5 AA 6.0 - 6.5
® - 6.5 AA 6.0 - 6.5 [ -7 AA 65 - 70 (] -7 AA 65 - 70
[ ] -7 AA 65 - 70 (J - 75 AA 70 - 75 (J - 75 AA 70 - 75
[ - 7.5 AA 70 - 75 o -8 AA 75 - 8.0 ® -8 AA 75 - 8.0
[ -8 AA 75 - 8.0 o - 8.5 AA 80 - 85 [ - 85 AA 80 - 85
® - 85 AA 80 - 85 [J -9 AA 85 - 90 (] -9 AA 85 - 90
® -9 AA 85 - 9.0 ® - 9.5 AA 90 - 95 ® - 9.5 AA 9.0 - 95
[ - 9.5 AA 90 - 95 L -10 AA 9.5 -10.0 ® -10 AA 9.5 -10.0
° -10 AA 9.5 -10.0 L -10.5 AA 10.0 -10.5 ® -10.5 AA 10.0 -10.5
[ ] -10.5 AA 10.0 -10.5 [ 11 AA 105 -11.0 (] -11 AA 105 -11.0
[ J 11 AA 105 -11.0 (J -11.5 AA 11.0 -115 (J -11.5 AA 11.0 -115
[J -11.5 AA 110 -115 ® -12  AA 11.5 -120 (J -12  AA 11.5 -120
[J -12  AA 11.5 -12.0 ® -12.5 AA 120 -12.5 (J -12.5 AA 120 -125
[ -12.5 AA 120 -125 ® -13 AA 125 -13.0 [ -13 AA 125 -13.0
o -13  AA 125 -13.0 o -13.5 AA 13.0 -135 (J -13.5 AA 13.0 -135
0A=20.5 B=31 [ -14  AA 13.5 -14.0 ® -14  AA 13.5 -14.0
(] -14.5 AA 140 -145 (J -14.5 AA 140 -145
[ -15 AA 145 -15.0 [ -15 AA 145 -15.0
(] -15.5 AA 150 -155 (J -15.5 AA 150 -155
(J -16  AA 155 -16.0 ® -16 AA 155 -16.0
oA=25.5 B=35 L -16.5 AA 16.0 - 16.5
[ -17  AA 16.5 -17.0
[ -17.5 AA 170 -175
[ -18  AA 17.5 -18.0
L -18.5 AA 18.0 -18.5
[ -19  AA 185 -19.0
[ -19.5 AA 19.0 -19.5
[ -20 AA 19.5 -20.0

oA=28.5 B=38

€./(¢D) G4 |
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ACCESSORIES

NEW BABY COLLET For MEGA NEW BABY CHUCK, NEW BABY CHUCK

(Collapsibility 0.1 & 0.2mm/g Type |

(NBC6, NBC8, NBC10)

H Collet concentricity

Collet Max. Runout
Class | Atnose [Atend of test bar
Within Within
a 1um 3pm
Wi
B 4d
6 _[_"_':__‘l _____ Iz
(0.1 or 0.2mm increments) Jﬁ ﬁf — °
| =
L — . I
Clamping diameter: 0.4 - |:| ((J:.gl/l;psmlmy |:| 802|/|Zp5|bmty
MEGAGN / NBS6 MEGAS8N / NBS8 MEGA10N /NBS10
Collet Model Clamping Range|]  Collet Model Clamping Range Collet Model Clamping Range Collet Model Clamping Range
NBC6-0.50AA 0.4-0.5 | NBC6-4.10AA 4.0-41 NBC8-0.60AA 0.5-0.6 NBC10- 1.60AA 1.5-16
-0.60AA 0.5-0.6 -4.20AA 41 -42 -0.70AA 0.6 - 0.7 - 1.70AA 1.6-17
-0.70AA 0.6 — 0.7 -4.30AA 42-43 -0.80AA 0.7-0.8 - 1.80AA 1.7-18
-0.80AA 0.7 -0.8 -4.40AA 43-44 -0.90AA 0.8-0.9 - 1.90AA 1.8-19
-0.90AA 0.8-0.9 -4.50AA 44-45 -1.00AA 0.9-1.0 - 2.00AA 1.9-20
-1.00AA 0.9-1.0 -4.60AA 45-46 -1.10AA 1.0-1.1 - 2.10AA 2.0-2.1
-1.10AA 1.0-1.1 -4.70AA 4.6-47 -1.20AA 1.1-1.2 - 2.20AA 21-22
-1.20AA 1.1-1.2 -4.80AA 47 -48 -1.30AA 1.2-1.3 - 2.30AA 22-23
-1.30AA 1.2-1.3 -4.90AA 48-49 -1.40AA 1.3-14 - 2.40AA 23-24
-1.40AA 1.3-14 -5.00AA 49-5.0 -1.50AA 1.4-15 - 2.50AA 24-25
-1.50AA 1.4-15 -5.10AA 5.0 -5.1 -1.60AA 1.5-1.6 - 2.60AA 25-26
-1.60AA 1.5-1.6 -5.20AA 51-52 -1.70AA 1.6-1.7 - 2.70AA 26-27
-1.70AA 1.6-1.7 -5.30AA 5.2-53 -1.80AA 1.7-1.8 - 2.80AA 27-28
-1.80AA 1.7-1.8 -5.40AA 5.3-54 -1.90AA 1.8-1.9 - 2.90AA 28-29
-1.90AA 1.8-19 -5.50AA 54-55 -2.00AA 19-20 Refer to page G3
-2.00AA 1.9-20 -5.60AA 55-56 -2.10AA 2.0-21 for larger sizes.
-2.10AA 2.0-21 -5.70AA 5.6 - 5.7 -2.20AA 21-22 oA=16.2 B=26
-2.20AA 21-22 -5.80AA 5.7 - 5.8 -2.30AA 22-23
-2.30AA 22-23 -5.90AA 5.8-5.9 -2.40AA 23-24
-2.40AA 23-24 -6.00AA 5.9 - 6.0 -2.50AA 24-25
-2.50AA 24-25 | gA=9.3 B=13.5 -2.60AA 25-26
-2.60AA 25-26 -2.70AA 2.6 -27
-2.70AA 2.6-27 -2.80AA 27-28
-2.80AA 27-28 -2.90AA 28-29
-2.90AA 28-29 -3.00AA 2.8-3.0
-3.00AA 2.9-3.0 -3.20AA 3.0-3.2
-3.10AA 3.0 - 3.1 -3.40AA 32-34
-3.20AA 3.1-32 -3.60AA 3.4-36
-3.30AA 3.2-33 -3.80AA 3.6 -3.8
-3.40AA 3.3-34 -4.00AA 3.8-4.0
-3.50AA 3.4-35 -4.20AA 4.0-42
-3.60AA 3.5-3.6 -4.40AA 42-44
-3.70AA 3.6 - 3.7 -4.60AA 4.4-46
-3.80AA 3.7-3.8 -4.80AA 4.6 -4.8
-3.90AA 3.8-3.9 -5.00AA 48 -5.0
-4.00AA 3.9-4.0 Refer to page G3
for larger sizes.

| G5 (€1(0D)

oA=12.2 B=17




FONBC COOLANT COLLET For MEGA NEW BABY CHUCK, NEW BABY CHUCK

For cutters with
coolant-through

Optimum collet for center-through
coolant applications with
coolant-through cutting tools.

il
—
=

< 8

[
@ For MEGA New Baby Chuck:
- m:
Ve FONBC MGN

Use the standard MGN nut.

@ For New Baby Chuck:

T e

/e FONBC

Use the standard NBN nut.

ACCESSORIES

MEGAGN / NBS6 MEGAS8N / NBS8 MEGA10N / NBS10

Collet Model  |Clamping Range Collet Model  |Clamping Range Collet Model  |Clamping Range
FONBC 6-3 AA| %3.00 FONBC 8-3 AA| 2.9-3.0 | |[FONBC10- 3 AA| 2.9 - 3.0
-3.25AA|[3.15 - 3.25 -35AA| 34-35 - 35AA| 34 - 35

-3.5 AA|3.40 - 3.50 -4 AA| 3.9-4.0 - 4 AA| 39- 4.0
-3.75AA|3.65 - 3.75 -45AA| 44 -45 - 45AA| 44 - 45

-4 AA([3.90 - 4.00 -5 AA| 49-5.0 -5 AA| 49- 5.0
-4.25AA[4.15 - 4.25 -55AA| 54-55 - 55AA| 54 - 55

-4.5 AA|4.40 - 4.50 -6 AA| 5.9-6.0 - 6 AA| 59- 6.0
-4.75AA[4.65 - 4.75 -6.5AA| 6.4-6.5 - 6.5AA| 6.4 - 6.5

-5 AA|[4.90-5.00 -7 AA| 69-7.0 -7 AA|69- 7.0
-5.25AA|5.15 - 5.25 -75AA| 74-75 - 75AA| 74- 75

-5.5 AA|5.40 - 5.50 -8 AA| 7.9-8.0 - 8 AA| 79- 8.0
-5.75AA[5.65 - 5.75 | 0A=12.5 B=18 - 85AA| 84 - 85

-6 AA|5.90 - 6.00 -9 AA| 89 - 9.0

0A=9.5 B=14 - 95AA| 9.4 - 95
-10 AA]| 9.9 -10.0

oA=16.5 B=27

MEGA13N /NBS13 MEGA16N / NBS16 | MEGA20N / NBS20 |
Collet Model |Clamping Range Collet Model |Clamping Range Collet Model  (Clamping Range
FONBC13- 3 AA| x 3.0 FONBC16- 5 AA| 49- 5.0 | |[FONBC20- 5 AA| 49- 5.0
- 3.5AA| 34- 35 - 55AA| 54- 55 - 55AA| 54- 55

- 4 AA| 39- 40 - 6 AA| 59- 6.0 - 6 AA| 59- 6.0

- 45AA| 44- 45 - 6.5AA| 6.4- 65 - 6.5AA| 6.4- 65

-5 AAl 49- 50 -7 AA| 69- 70 -7 AA| 69- 7.0

- 55AA| 54- 50 - 75AA| 74- 75 - 75AA| 74- 75

- 6 AAl 59- 6.0 - 8 AA| 79- 80 - 8 AA| 79- 8.0

- 6.5AA| 64- 65 - 85AA| 84 - 85 - 85AA| 84- 85

-7 AAl 69- 7.0 -9 AA| 89- 90 - 9 AA| 89- 9.0

- 75AA| 74- 75 - 95AA| 94- 95 - 9.5AA| 9.4- 95

- 8 AA| 79- 80 -10 AA| 9.9-10.0 -10 AA| 9.9 -10.0

- 85AA| 84- 85 -10.5AA|10.4 - 10.5 -10.5AA|[10.4 - 10.5

- 9 AA|l 89- 9.0 -11 AA|10.9 - 11.0 -11 AA|10.9 - 11.0

- 95AA| 94- 95 -11.5AA|11.4 - 115 -11.5AA|11.4 - 115

-10 AA| 9.9-10.0 -12 AA|11.9-120 -12 AA|11.9-12.0

-10.5AA| 10.4 - 10.5 -125AA|12.4 - 125 -12.5AA|12.4 - 125

-11 AA|10.9 - 11.0 -13 AA|12.9-13.0 -13 AA|12.9 - 13.0

-11.5AA| 114 - 115 -13.5AA|13.4 - 135 -13.5AA|13.4 - 13,5

-12 AA|11.9 - 12.0 -14 AA|13.9 - 14.0 -14 AA|[13.9 - 14.0

-12.5AA| 124 - 12,5 -14.5AA|14.4 - 145 -14.5AA|14.4 - 145

-13 AA|12.9 - 13.0 -15 AA|14.9-15.0 -15 AA|14.9 - 15.0
oA=20.5 B=31 -15.5AA|15.4 - 155 -15.5AA[15.4 - 15,5
-16 AA|15.9 - 16.0 -16 AA|15.9 - 16.0

gA=25.5 B=35 -16.5AA|16.4 — 16.5

-17 AA|16.9 - 17.0

-17.5AA|17.4 - 175

[Note] -18 AA|17.9 - 18.0
Collapsibility is different from standard NBC collet. -185AA18.4 - 185
-19 AA|18.9 - 19.0

-19.5AA|19.4 - 19.5

-20 AA]19.9 - 20.0

oA=28.5 B=38

¢€./(¢D) G |
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ACCESSORIES

NEW BABY COLLET For MEGA NEW BABY CHUCK, NEW BABY CHUCK

( For ENDMILL Type |

=

L -

P —

H Collet concentricity

Max. Runout

SRR At nose | Atend of test bar

A | Yo | m

Within Within
1um 3um

MEGAGN / NBS6 MEGAS8N / NBS8 MEGA10N / NBS10
Model od Model od Model od
NBC 6-3E AA 3 NBC 8-3E AA 3 NBC10- 3E AA 3
-4E AA 4 -4E AA 4 - 4E AA 4
-5E AA 5 -5E AA 5 - 5E AA 5
-6E AA 6 -6E AA 6 - 6E AA 6
oA=9.2 B=17 -8E AA 8 - 8E AA 8
oA=12 B=20 -10E AA 10

oA=16 B=32
MEGA13N /NBS13 MEGA16N / NBS16 MEGA20N / NBS20
Model od Model od Model od
NBC13- 3E AA 3 NBC16- 3E AA 3 NBC20- 3E AA 3
- 4E AA 4 - 4E AA 4 - 4E AA 4
- 5E AA 5 - BE AA 5 - 5E AA 5
- 6E AA 6 - 6E AA 6 - 6E AA 6
- 8E AA 8 - 8E AA 8 - 8E AA 8
-10E AA 10 -10E AA 10 -10E AA 10
-12E AA 12 -12E AA 12 -12E AA 12
oA=20 B=38 -14E AA 14 -14E AA 14
-16E AA 16 -16E AA 16
oA=25 B=42 -20E AA 20

oA=28 B=45

« Use only a cutting tool shank with exactly the same diameter

as the collet bore diameter.

* The tolerance of the cutting tool shank must be within h7.

NEW BABY COLLET SET For MEGA NEW BABY CHUCK, NEW BABY CHUCK

@ Contains all the major collet models to cover entire clamping range.

Model Capacity | Number of Collet | yiga® BZe | CQreseonding
SNBC 6AA-22 05- 6 22 200 X170 X 50 MEGA 6N /NBS 6
SNBC 8AA-20 05- 8 20 200X 170X 50 MEGA 8N /NBS 8
SNBC10AA-20 1.5-10 20 200X 170X 50 MEGA10N / NBS10
SNBC13AA-21 2.5-13 21 245 X210 X 60 MEGA13N / NBS13
SNBC16AA-27 2.5 -16 27 275 X230 X 65 MEGA16N / NBS16
SNBC20AA-35 2.5 -20 35 310 X260X 75 MEGA20N / NBS20
Provided in an exclusive storage box.
BOX for NEW BABY COLLET For MEGA NEW BABY CHUCK, NEW BABY CHUCK
@ Exclusive case to protect and maintain the high precision collets.
Model Number of Case Size Corresponding
Holes (Width X Length) Collet Model
NBB 6 60 200 X 170 X 50 NBC 6/FONBC 6
NBB 8 50 200X 170X 50 NBC 8/FONBC 8
NBB10 40 200X 170X 50 NBC10 / FONBC10
NBB13 35 245 X210 X 60 NBC13 /FONBC13
NBB16 35 275 X230 X 65 NBC16 / FONBC16
NBB20 45 310 X260 X 75 NBC20 / FONBC20

| G 7 (€1(0D)

1. The boxes can not be used for New Baby Collet for ENDMILL Type show above.




COLLET EJECTOR

Collet Ejector can easily and quickly remove New Baby Collets from MEGA Nuts & NEW BABY Nuts.

@HOW TO ASSEMBLE A COLLET

Insert the collet into the Collet Ejector. Then
insert it into the nut and depress the piston.

Depress the piston

Piston

ACCESSORIES

as shown in the

will be removed.

1.Tilt the Collet Ejector

picture to remove the
collet from the nut.

@HOW TO REMOVE A COLLET

[ﬂt@\

2.Finally, depress the piston and the collet

Depress the piston

N f, =
,,,,, - ]
r 9" F == 2 Sy
H For NEW BABY COLLET Il For NEW BABY ENDMILL COLLET
Model Nut Model Collet Model Model Nut Model Collet Model
NBC 6-CE MGN 6/NBN 6 NBC 6/FONBC 6 NBC 6E-CE MGN 6/NBN 6 NBC 6E
NBC 8-CE MGN 8/NBN 8 NBC 8/FONBC 8 NBC 8E-CE MGN 8/NBN 8 NBC 8E
NBC10-CE MGN10 /NBN10 NBC10/ FONBC 10 NBC10E-CE MGN10 / NBN10 NBC10E
NBC13-CE MGN13 /NBN13 NBC13 /FONBC 13 NBC13E-CE MGN13 /NBN13 NBC13E
COLLET REMOVER For MEGA NEW BABY CHUCK, NEW BABY CHUCK & MEGA ER GRIP

Collet Remover eases removal of the collet from the nut.

Especially helpful for small collet series (MEGABN to 13N).

Model |

NBJ |

@How to use

Collet

Remover

TAP DRIVING BACK STOP rornew BaBY cHuck

To suit synchronized tapping.

2

Tap Square

-

Chuck Model NBS10 NBS13 NBS16 NBS20
Tap size | Standard | Tap square Model Model Model Model
M 8 DIN 371 6.2 = NBA13-M 8DD = =
JIS 5.0 NBA10-M 8 NBA13-M 8 = —
M0 DIN 371 8.0 = NBA13-M14M10DD |NBA16-M14M10DD —
JIS 5.5 NBA10-M10 NBA13-M10 NBA16-M10 —
M12 DIN 376 7.0 — NBA13-M12D NBA16-M12D NBA20-M12D
JIS 6.5 — NBA13-M12 NBA16-M12 NBA20-M12
M4 DIN 376 9.0 — — NBA16-M14DM16D | NBA20-M14DM16D
JIS 8.0 — NBA13-M14M10DD |NBA16-M14M10DD | NBA20-M14
M16 DIN 376 9.0 — = NBA16-M14DM16D | NBA20-M14DM16D
JIS 10.0 — = NBA16-M16 NBA20-M16
M20 DIN 376| 12.0 - = — NBA20-M20
JIS 12.0 — = —
1. Rigid tapping function is required on the machine tool.
The square of the tap is positively located by = = ]

fitting the Tap Driving Back Stop.

S31HOSS300V
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ACCESSORIE

S

Sealed collet nut for coolant-through tools

MEGA PERFECT SEAL For MEGA NEW BABY CHUCK

Reliable coolant supply to the tool tip!

Unique design increases sealing performance with higher
. coolant pressure to create a "perfect seal".

Remove the PS Ring, to supply coolant to the cutting tool

THRUST
BALL
NBC COLLET

0

>

TiN COATING

SEAL (PS RING)

periphery. o Replaceable
Model Shg;"kt‘gia. L1 | Collet Model Model sngﬁtktet;ia. L1 | Collet Model
MPS 6-03035 | 3- 3.5 NBC 6-3- 3.75| | MPS16-03035| 3 - 3.5 NBC16-3- 4
-0304 | 3- 4 -3- 4.25 -0304| 3- 4 -3- 45
-04045 | 4- 45|54 -4- 475 -04045| 4- 45|, 4- 5
-0405 | 4- 5 -4- 525 -0405| 4- 5 -4- 55
L -05055 | 5- 55 -5- 575 -05055| 5- 5.5 5- 6
ﬂ—r -0506 | 5- 6 -5- 6 -0506| 5- 6 -5- 6.5
MPS 8-03035| 3- 3.5 NBC 8-3- 4 -06065| 6 - 6.5 6- 7
| -0304 [ 3- 4 -3- 45 -0607| 6- 7 |44 6- 7.5
T -04045 | 4- 45 4- 5 -07075| 7- 75 -7- 8
******* -0405 | 4- 5 |3.9 -4- 55 -0708| 7- 8 -7- 85
-05055 | 5- 55 -5- 6 -08085| 8- 8.5 8- 9
Standard NEC Collet -0506 | 5- 6 -5- 6.5 0809 8- 9 |44 -8- 9.5
-06065 | 6 - 6.5 6- 7 -09095| 9- 95| -9-10
0607 [ 6- 7 |34 6- 75 -0910| 9-10 -9-10.5
-07075 | 7- 75 -7- 8 -10105[10 - 10.5 -10 - 11
-0708 | 7- 8 -7- 8 -1011]10-11 |5, -10-11.5
MPS10-03035 | 3- 3.5 NBC10-3- 4 -11115[11 - 115 | -11-12
-0304 | 3- 4 -3- 45 -1112]11 - 12 -11-125
2way coolant -04045 | 4- 45|54 4- 5 -12125[12 - 12.5 12-13
-0405 | 4- 5 -4- 55 -1213[12-13 -12-13.5
Th'°‘;9h Tools _Jet Through -05055 | 5- 55 5-6 A314[13 =14 |41 13-145
| -0506 | 5- 6 -5- 6.5 -1415|14 - 15 -14-15.5
- -06065 | 6 - 6.5 6- 7 -1516[15 - 16 -15-16
-0607 | 6- 7 4.3 6- 7.5 MPS20-03035| 3- 35 NBC20-3- 4
-07075 | 7- 75 7- 8 -0304| 3- 4 -3- 45
-0708 | 7- 8 -7- 85 -04045| 4- 45],, 4- 5
-08085 | 8- 85 8- 9 -0405| 4- 5 -4- 55
J ] 0809 | 8- 9 |35 8- 9.5 -05055| 5- 55 5- 6
‘ B ] -09095 | 9- 95 -9-10 -0506| 5- 6 -5- 6.5
| -0910 [ 9-10 -9-10 -06065| 6 - 6.5 6- 7
With PS RING Without PS RING MPS13-03035 | 3- 35 NBC13-3- 4 -0607| 6- 7 |43 6- 7.5
-0304 | 3- 4 -3- 45 -07075| 7- 75| ° 7- 8
04045 [ 4- 45|,4 4- 5 -0708| 7- 8 -7- 85
-0405 | 4- 5 -4- 55 -08085| 8- 85 8- 9
-05055 | 5- 55 5- 6 -0809| 8- 9 |,¢ 8- 9.5
-0506 | 5- 6 -5- 6.5 -09095| 9- 95 -9-10
-06065 | 6 - 6.5 6- 7 -0910| 9-10 -9-10.5
-0607 | 6- 7 |,¢ 6- 75 -10105[10 - 10.5 -10 - 11
-07075 | 7- 75| 7- 8 -101110 - 11 -10-11.5
-0708 | 7- 8 -7- 85 -11115[11 - 115 | 5 4 -11-12
-08085 | 8- 85 8- 9 -1112[11 - 12 -11-125
-0809 | 8- 9 4.9 -8- 9.5 -12125(12 - 125 -12-13
-09095 | 9- 95| -9-10 -1213|12 - 13 -12-13.5
-0910 [ 9-10 -9-10.5 -1314[13 - 14 -13-14.5
-10105 |10 - 10.5 -10 - 11 -1415[14-15 |5.2 -14-15.5
-1011 [ 10 - 11 -10-11.5 -1516[15 - 16 -15-16.5
-11115 [11-115],, -11-12 -1617[16 - 17 -16-17.5
-1112 [11-12 -11-125 -1718[17-18 |46 -17-18.5
-12125 [12 - 125 -12-13 -1819[18 - 19 -18-19.5
-1213 [12-13 -12-13 -1920[19 - 20 -19 - 20
- 1 pce. of PS Ring is included.
« To supply coolant to the periphery of the cutting tool, Adjusting Screw should not be mounted.
[PS RING]

* Replaceable seal is installed in the
MEGA PERFECT SEAL

Replacement seal is recommended when
coolant leaks due to damage of the PS Ring

EXX@BI6>

Corresponding

Corresponding

Corresponding

1 package contains
) 5 pcs. (1 size).

Model MPS Model Model MPS Madel Model MPS Model
PS-0304 |[MPS[-03035,0304|[ PS-0809 |MPS[]-08085,0809|] PS-1314 |MPS[]-1314
0405 04045,0405 0910 09095,0910 1415 1415
0506 05055,0506 1011 10105,1011 1516 1516
0607 06065,0607 1112 11115,1112 1617 1617
0708 07075,0708 1213 12125,1213 1718 1718
1819 1819
1920 1920




Sealed collet nut for coolant-through tools

BABY PERFECT SEAL rornew Basy cHuck

Reliable coolant supply to the tool tip!
Unique design increases sealing performance with higher
coolant pressure to create a "perfect seal".
Remove the PS Ring, to supply coolant to the cutting tool

ACCESSORIES

NBC COLLET

THRUST
BALL TN COATING

SEAL (PS RING)

periphery. Replaceable
Model  |qCuler | Lt | Collet Model Model  [groulter | L | Collet Model
BPS 6-03035| 3- 35 NBC 6-3- 3.75 BPS16-03035| 3- 3.5 NBC16-3- 4
-0304 | 3- 4 -3- 4.25 -0304| 3- 4 -3- 4.5
04045 | 4- 45 53 -4- 475 -04045| 4- 45|49 4- 5
-0405| 4- 5 -4- 5.25 -0405| 4- 5 -4- 55
-05055 | 5- 55 -5- 5.75 -05055| 5- 55 -5- 6
-0506 | 5- 6 -5- 6 -0506| 5- 6 -5- 6.5
BPS 8-03035| 3- 35 NBC 8-3- 4 -06065| 6 - 6.5 6- 7
4H -0304 | 3- 4 -3- 45 -0607 | 6- 7 |43 -6- 7.5
] ; 04045 | 4- 45 -4- 5 -07075| 7- 75 -7- 8
T -0405| 4- 5 |39 4- 55 -0708| 7- 8 -7- 85
-05055| 5- 55 -5- 6 -08085| 8- 85 8- 9
Standard NBC Collet -0506 | 5- 6 5- 65 -0809| 8- 9 |46 -8- 95
-06065 | 6 - 6.5 6- 7 -09095| 9- 95| ° -9-10
-0607 | 6- 7 3.4 -6- 7.5 -0910| 9-10 -9-10.5
-07075| 7- 75 -7- 8 -10105 |10 - 10.5 -10 - 11
-0708 | 7- 8 -7- 8 -1011 |10 - 11 5.1 -10-11.5
BPS10-03035 | 3- 3.5 NBC10-3- 4 -11115 |11 =115 | -11-12
-0304 | 3- 4 -3- 45 -1112 |11 - 12 -11-12.5
2way coolant -04045 | 4- 45|59 -4- 5 -12125 |12 - 125 -12-13
-0405| 4- 5 -4- 55 -1213 |12 - 13 -12-13.5
Through Tools Jet Through -05055| 5- 55 -5- 6 -1314[13-14 |41 -13-14.5
-0506 | 5- 6 -5- 6.5 -1415 |14 - 15 -14-15.5
-06065 | 6 - 6.5 6- 7 -1516 | 15 - 16 -15-16
-0607 | 6- 7 43 -6- 7.5 BPS20-03035| 3- 35 NBC20-3- 4
-07075| 7- 75 -7- 8 -0304| 3- 4 -3- 45
-0708 | 7- 8 -7- 8.5 -04045| 4- 45 4.0 4- 5
-08085| 8- 85 -8- 9 -0405| 4- 5 -4- 55
-0809 | 8- 9 35 -8- 9.5 -05055| 5- 55 -5- 6
-09095 | 9- 9.5 -9-10 -0506| 5- 6 -5- 6.5
-0910 | 9-10 -9-10 -06065| 6 - 6.5 6- 7
With PS RING Without PS RING BPS13-03035 | 3- 35 NBC13-3- 4 -0607 | 6- 7 |44 -6- 75
-0304 | 3- 4 -3- 45 -07075| 7- 75 -7- 8
-04045 | 4- 45 4.3 -4- 5 -0708| 7- 8 -7- 8.5
-0405| 4- 5 -4- 55 -08085| 8- 85 -8- 9
-05055| 5- 5.5 -5- 6 -0809| 8- 9 4.6 -8- 9.5
-0506 | 5- 6 -5- 6.5 -09095| 9- 95 -9-10
-06065 | 6 - 6.5 6- 7 -0910| 9-10 -9-10.5
-0607 | 6- 7 4.6 6- 7.5 -10105 [ 10 - 10.5 -10 - 11
-07075| 7- 75| -7- 8 -1011 |10 - 11 -10-11.5
-0708 | 7- 8 -7- 8.5 -11115 |11 - 115 5.1 -11-12
-08085 | 8- 85 8- 9 -1112 |11 - 12 ’ -11-125
-0809 | 8- 9 4.9 -8- 9.5 -12125 |12 - 125 -12-13
-09095 | 9- 95| -9-10 -1213 |12 - 13 -12-13.5
-0910 | 9-10 -9-10.5 -1314 |13 - 14 -13-14.5
-10105 [10-10.5 -10 - 11 -1415 |14 -15 |5.2 -14-155
-1011 |10 - 11 -10-11.5 -1516 |15 - 16 -15-16.5
-11115 |11 - 115 4.2 -11-12 -1617 |16 - 17 -16-17.5
-1112 |11 -12 ' -11-12.5 1718 |17-18 |46 -17-18.5
-12125 [12 - 125 -12-13 -1819 |18 - 19 -18-19.5
-1213 |12 - 13 -12-13 -1920 | 19 - 20 -19-20
« 1 pce. of PS Ring is included.
« To supply coolant to the periphery of the cutting tool, Adjusting Screw should not be mounted.
PS RING
[ ] Model | Ogemendio || Movel | Ogssiorans || Mosel |Ogsindns
PS-0304 |BPS[ 1-03035,0304 PS-0809 | BPS[1-08085,0809 PS-1314 [ BPSLI1-1314
0405 04045,0405 0910 09095,0910 1415 1415
0506 05055,0506 1011 10105,1011 1516 1516
L. . 0607 06065,0607 1112 11115,1112 1617 1617
* Replaceable seal is installed in the 0708 07075,0708 1213 12125,1213 1718 1718
BABY PERFECT SEAL 1819 1819
Replacement seal is recommended when 1920 1920

coolant leaks due to damage of the PS Ring.

1 package contain
5 pcs. (1 size).

)
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S31HOSS30IV

ACCESSORIES

L
MEGA E COLLET Fo:vEca E cHuck N
. - T ;L o
[T} S}
MEGA 6E MEGA 8E MEGA10E MEGA13E
Min. Min. Min. Min.
Model od Clanll?)ing Model od Clarrll?)ing Model od Clarrllr;])ing Model od Clanll?)ing
Length Length Length Length
MEC6-3AA | 3 19 MEC8-3AA | 3| 19 MEC10- 3AA| 3| 19 MEC13- 3AA| 3 | 19
-4AA 4 22 -4AA | 4 22 - 4AA| 4 | 22 -4AA| 4 | 22
-5AA 5 25 -5AA | 5 25 -5AA| 5] 25 - 5AA|5 | 25
-6AA |6 | 27 -6AA |6 | 28 - 6AA| 6| 28 - 6AA| 6 | 28
L=34.9 oD=11.3 -7AA | 7 29 - 7AA| 7 | 295 - 7AA| 7 | 295
H Collet concentricit SEom| 8| 51 SRERES 6 | 31 SREEE 6 | S
il A =394 oD=14.1 - 9AA[ 9| 33 - 9AA[9 | 33
Vyiiain - Vyithin -10AA[10] 37 -10AA[10] 35
L=45.7 oD=17.1 -11AA|11| 37
4d -12AA |12 | 39
— L=47.9 0D=20.6
( - S T
I——\,\/
Collet Max. Runout
Class At nose |Atendoftestbar| < Use onlya cutting tool shank with exactly
the same diameter as the collet bore diamater.
AA within 1 MM | Within 3|lm « The tolerance of the cutting tool shank must be within h7.
Sealed collet nut for coolant-through tools
MEGA E PERFECT SEAL rorvecaE cHuck
K‘ 5" THRUST »
[ AT BALL TIN COATING
1 i 5'!. SEAL (PS RING)
I\‘J‘:‘.“ MEGA E COLLET o Replaceable
Seal
Model  [gSUler | Lt |Collet Model Model | SUfter | Lt |Collet Model
L EPS 6-03 3 5.6 | MEC 6- 3 EPS13-03 3 6.4 | MEC13- 3
A’T -04 4 - 4 -04 4 -4
,,,,, = -05 5 5.2 =5 -05 5 6 = B
} - = -06 6 -6 -06 6 - 6
I | EPS 8-03 3 6.4 | MEC 8- 3 -07 7 6.3 -7
MEGA E COLLET (MEC) -04 4 -4 -08 8 -8
-05 5 6 -5 -09 9 6.5 -9
2wav coolant -06 6 -6 -10 10 -10
o -2 e T
Through Tools  Jet Through -08 8 5.6 -8 12 12 6.2 12
! | EPS10-03 3 6.4 | MEC10- 3 + 1 pee. of PS Ring is included.
| -04 4 -4 « To supply coolant to the periphery of the cutting tool,
= Adjusting Screw should not be mounted.
-05 5 6 -5
-06 6 -6
-07 7 - -7
-08 8 ’ -8
-09 9 5 = &
With PS RING Without PS RING uil0 10 10
[PS RING]
+ Replaceable seal is installed in the Model Chuck Model Model Chuck Model
MEGA E PERFECT SEAL.
R ) EPS[-03 PS-0809 EPS[-09
eplacement seal is recommended when PS-0304
( coolant leaks due to damage of the PS Ring. -04 -0910 -10
-0405 -05 -1011 -11
1 package contains -0506 -06 1112 12
5 pcs. (1 size). -0607 -07
-0708 -08
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ACCESSORIES

D’G’TAL MEGA TORQUE WRENCH For MEGA NEW BABY CHUCK, NEW BABY CHUCK

Informs secure and appropriate tightening with graphic, sound and vibration. . .

o ‘ﬁ’
o L{;U.t A z
v or Asia Only

Predetermined torque values

The recommended torque for each collet chuck model is preset.
Appropriate tightening torque is available easily and securely by
choosing the model to be clamped.

® Mega Torque Wrench body

Model MGR-TL/P
Effective length 268 T 10-50N-m
orque range - .
Overall length L
829 118 Minimum read (digit) 0.01N-m
Display 7 LCD segments — 4 digits, numerical display
20 LCD segments — bar graph
s | el PEAK hold
Basic function Tightening completion signal—= beep emission & vibration
Auto power-off (5 minutes)
Power supply Built-in lithium battery (Approx. 500 times rechargeable)
Operations per charge 4,000 times tightening operations per full charge
=Sl T | i il 8[ Recharging time Approx. 3 hours (Using the exclusive AC adapter)
Operating temperature 0°C - 40°C (Without dew condensing)
Weight 2909
€ig (=Torque Wrench Body, excluding Mega Wrench Adapter and AC Adapter)

® Mega Wrench adapter (option) @ ® Set

(mm) Wei Suitable collet chuck Model Set contents
eight
Model L (kg) Mega « Bod
Overall lengtt| 22 b New Baby Chuck| MEGA E Chuck o y Wreneh adaot
SMGR-TL/P ega Wrench adapters
MGR20A-N | 355 36 16 0.13 | MEGA 6N R — (MGR20A-N thru MGR46A-N)
MGR25A-N | 359 44 20 | 0.18 | MEGA 8N | MEGA 6E 6 pieces
MGR30A-N | 362 50 20 |0.22 | MEGA1ON | MEGA 8E Exclusive storage case
Easy to store and carry the
MGR35A-N | 364.5 55 20 0.23 | MEGA13N | MEGA10E equipments. (1) Body and (6) Mega
MGR42A-N | 368 62 20 | 025 | MEGA16N | MEGA13E Wrench Adapters are fit.
Standard accessory for the body (MGR-TL/P)
MGR46A-N | 370 66 20 0.27 | MEGA2ON | — and set (SMGR-TL/P) models.
MEGA TORQUE WRENCH o vEGA cHucK SERIES
@ With torque limiter. Body
Model od -
MEGA Micro Chuck | MEGA New Baby Chuck| MEGA E Chuck
MGR10TL 10 MEGA3S

MGR12TL / MGR12TLS > 12 MEGA4S
MGR14TL / MGR14TLS 14 MEGAGS

MGR18TL 18 MEGA8S
2 MGR20TL / MGR20TLS 3% 20 MEGA 6N
MGR25TL / MGR25TLS > 25 MEGA 8N MEGA 6E
MGR30TL 30 MEGA10N MEGA 8E
MGR35TL 35 MEGA13N MEGA10E
MGR42TL 42 MEGA16N MEGA13E
MGR46TL 46 MEGA20N

-

. TLS models marked with % are recommended to tighten 3mm or smaller inner diameter collets.

€.1(¢D) G 12]
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S31HOSS30IV

ACCESSORIES

MEGA ER COLLET

For MEGA ER GRIP

All collets are inspected twice to guarantee the runout accuracy of "AA" quality.

H Collet concentricity

. . . . . . . Collet Max. Runout
Available in min. 0.1mm increments to suit each cutting tool shank size. Class | At nose IAtendof testbar
B AA Within Within
b 1um 3um
Measurement stan.dards: S V¥';t1rr¥1n vgm]n
DING45 and 18013488 | 8| ol & ad
= —
= AT joo——————x F18
8°f —J
[ ] colapsiviityo1/s [ | Coliapsibility 0.25/0 [ ] coliapsibiiiy 0.5/
MEGA ER 11 MEGA ER 20 MEGA ER 25 MEGA ER 32
Collet Model C'ampgg Range Collet Model C'ampigg Range Collet Model C'ampg‘g Range Collet Model C'ampg‘g Range
ERC11-3AA 2.75- 3.0 ERC20-3AA 2.75- 3.0 ERC25-3AA 2.75- 3.0 ERC32-3AA 2.75- 3.0
-3.25AA | 30 - 325 -3.25AA | 30 - 325 -3.25AA| 30 - 325 -3.25AA| 30 - 325
-3.5AA 325- 35 -3.5AA 325- 35 -3.5AA | 325- 35 -3.5AA | 325- 35
-3.75AA | 35 - 375 -3.75AA | 35 - 375 -3.75AA| 35 - 375 -3.75AA| 35 - 375
-4AA 375- 4.0 -4AA 375- 4.0 -4AA 375- 4.0 -4AA 375- 40
-4.25AA | 40 - 425 -4.25AA | 40 - 425 -4.25AA| 40 - 425 -4.25AA| 40 - 425
-4.5AA 425 - 45 -4.5AA 425 - 45 -4.5AA 425- 45 -4.5AA 425 - 45
-4 75AA | 45 - 475 -4.75AA | 45 - 475 -4 75AA| 45 - 475 -4.75AA| 45 - 475
-5AA 475- 5.0 -5AA 475- 5.0 -5AA 475- 50 -5AA 475- 5.0
-5.25AA | 50 - 525 -5.25AA | 50 - 525 -5.25AA| 50 - 525 -5.25AA| 50 - 525
-5.5AA 525- 55 -5.5AA 525- 55 -5.5AA 525- 55 -5.5AA | 525- 55
-5.75AA | 55 - 575 -5.75AA| 55 - 575 -5.75AA| 55 - 575 -5.75AA| 55 - 575
-6AA 55 — 6.0 -6AA 55 - 6.0 -6AA 55 - 6.0 -6AA 55 - 6.0
oA=11 B=18 L=338 -6.5AA 60 - 65 -6.5AA 60 - 65 -6.5AA | 60 - 65
MEGA ER 16 -7AA 65 - 7.0 -7AA 65 - 7.0 -7AA 65 - 7.0
T G i | T o W e aan |75 oo aan |75 a
ERC16-2AA 19 - 20 -8.5AA 80 - 85 -8.5AA 80 - 85 -8.5AA 80 - 85
2.1AA 20 - 21 -9AA 85 - 9.0 -9AA 85 — 9.0 -9AA 85 - 9.0
2. 2AA 21 — 29 -9.5AA 9.0 - 95 -9.5AA 9.0 - 95 -9.5AA | 90 - 95
-2.3AA 25 _ o3 -10AA 9.5 -10.0 -10AA 9.5 -10.0 -10AA 9.5 -10.0
-2 4AA 23 _ 24 -10.5AA | 10.0 - 105 -10.5AA| 100 -105 -10.5AA| 10.0 - 105
-2.5AA 24 _ 25 -11AA | 105 -11.0 -11AA | 105 - 110 -11AA | 105 - 11.0
26AA | 25 - 26 -11.5AA [ 110 - 115 -11.5AA| 1.0 - 115 -11.5AA| 110 - 115
2.7AA 26 - 27 -12AA | 115 -120 -12AA | 115 -120 -12AA | 115 -120
28AA | 27 - 28 -12.5AA [ 120 -125 -12.5AA] 120 - 125 -12,5AA| 120 -125
-2.9AA 28 - 29 -13AA 12.5 - 13.0 -13AA 12,5 —13.0 -13AA 125 -13.0
-3AA 275- 3.0 oA=20 B=31.5 L=6.36 -13.5AA| 130 -135 -13.5AA| 130 -135
-3.25AA | 30 - 325 -14AA 13.5 —14.0 -14AA 13.5 - 14.0
-3.5AA 325- 35 -14.5AA| 140 -145 -14.5AA| 140 -145
-3.75AA | 35 - 375 -15AA 145 -15.0 -15AA 145 -15.0
-4AA 375- 4.0 -15.5AA| 150 - 155 -15.5AA| 150 - 155
-4.25AA | 40 - 425 -16AA 155 —16.0 -16AA 155 -16.0
-4.5AA 425- 45 oA=25 B=34 L=6.66 -16.5AA| 160 -16.5
-475AA | 45 - 475 -17AA 16.5 -17.0
-5AA 475 - 50 -17.5AA| 170 -175
-5.25AA | 50 - 525 -18AA [ 175 -18.0
-5.5AA 505— 55 COLLET REMOVER -18.5AA| 18.0 -18.5
-5.75AA | 55 - 575 Collet Remover eases removal of the collet from the nut. -19AA | 185 -19.0
-6AA 55 - 6.0 -19.5AA| 19.0 -195
-6.5AA 60 - 65 -20AA | 195 -20.0
-7AA 65 - 7.0 oA=32 B=40 L=7.16
-7.5AA 70 - 75 @How to use
-8AA 75 - 80
-8.5AA 80 - 85
-9AA 85 — 9.0 Model | NBJ | Collet ﬁ/ » %
95AA | 90 - 95 MBS
-10AA 9.5 —10.0
oA=16 B=275 L=6.26
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Sealed collet nut for coolant-through tools

MEGA ER PERFECT SEAL ror vecaercriP

Reliable coolant supply to the tool tip.

ACCESSORIES

2way coolant Model Lo | gouter Collet Model
Through Tools  Jet Through MERPS25-030035 3 - 35 | ERC25- 3 - 3.75
ERC COLLET [ I -035040 35-4 - 3.5- 4.25
L ' -040045 4 - 45 -4 - 475
-045050 | 4O 45- 5 ~45- 525
hl(-.\\.. - N -050055 5 - 55 -5 -6
[ ] ~055060 55- 6 5565
e - -060065 6 - 65 -6 -7
- | -065070 43 65— 7 - 6.5- 75
s - -070075 ' 7 - 75 -7 -8
1 -075080 75- 8 - 75- 85
With PSRING ~ Without PS RING 080085 8 _ 85 -8 -9
-085090 46 85- 9 - 8.5- 9.5
-090095 : 9 -95 -9 -10
Model L | goutter | Collet Model ~095100 95 10 YR
MERPS16-030035 3 - 35 |ERC16- 3 - 3.75 -100105 10 -10.5 -10 -11
-035040 35- 4 - 35-4.25 -105110 10.5 —11 -10.5-11.5
-040045 40 4 - 45 -4 - 475 -110115 5.1 11 =115 A1 12
-045050 . 45-5 - 45- 525 -115120 : 11.5 -12 -11.5-12.5
-050055 5 -55 -5 -6 -120125 12 -125 -12 -13
-055060 55- 6 - 55- 65 -125130 12.5 -13 -12.5-13
-060065 6 - 6.5 -6 -7 -130140 13 -14 -13 -14.5
-065070 43 65-7 -65-75 -140150 5.2 14 -15 -14 -15.5
-070075 ' 7 -75 -7 -8 -150160 15 -16 -15_-16
-075080 75-8 -75-85 MERPS32-030035 3 - 35 | ERC32-3 - 3.75
-080085 8 -85 -8 -9 -035040 35-4 - 3.5- 4.25
-085090 e 85-9 -85-95 -040045 4.0 4 - 45 -4 - 475
-090095 : 9 -95 -9 -10 -045050 ' 45-5 - 4.5- 5.25
-095100 9.5 -10 - 9.5-10 -050055 5 - 55 -5 -6
MERPS20-030035 3 - 35 | ERC20- 3 - 3.75 -055060 55 -6 - 5.5- 6.5
-035040 35- 4 - 35-4.25 -060065 6 - 65 -6 -7
-040045 40 4 - 45 -4 - 475 -065070 43 6.5- 7 - 6.5- 75
-045050 ' 45-5 - 45- 5.25 -070075 : 7 - 75 -7 -8
-050055 5 - 55 -5 -6 -075080 75- 8 - 75- 85
-055060 55- 6 -55-65 -080085 8 -85 -8 -9
-060065 6 - 65 -6 -7 -085090 46 85-9 - 85- 95
-065070 43 65— 7 -65-75 -090095 : 9 - 95 -9 -10
-070075 7 -75 -7 -8 -095100 9.5 -10 - 9.5-10.5
-075080 75- 8 -75-85 -100105 10 -10.5 -10 -1
-080085 8 -85 -8 -9 -105110 10.5 -11 -10.5-11.5
-085090 46 85-9 -85-95 -110115 51 11 -115 11 -12
-090095 9 -95 -9 -10 -115120 11.5 -12 -11.5-12.5
-095100 9.5 -10 - 95-105 -120125 12 -125 -12 -13
-100105 10 -10.5 -10 -11 -125130 12.5 -13 -12.5-13.5
-105110 10.5 -11 -10.5-11.5 -130140 13 -14 -13 -14.5
-110115 5.1 11 -115 11 12 -140150 5.2 14 -15 -14 -155
-115120 11.5 -12 -11.5-12.5 -150160 15 -16 -15 -16.5
-120125 12 -125 -12 13 -160170 16 -17 -16 -17.5
-125130 12.5 -13 -12.5-13 -170180 46 17 -18 -17 -18.5
1.1 pce. of PS Ring is included. -180190 ' 18 -19 -18 -19.5
-190200 19 -20 -19 -20
[PS RING]
+ Replaceable seal is installed in the MEGA ER PERFECT SEAL
Replacement seal is recommended when )
coolant leaks due to damage of the PS Ring.
vocel | GRESRng || mocel | SanesEOnS vosel | SaresReng
PS-0304 | MERPS[]-030035, 035040| | PS-0809 | MERPS [1-080085, 085090 PS-1314 | MERPS[J-130140
-0405 -040045, 045050 -0910 -090095, 095100 -1415 -140150
-0506 -050055, 055060 -1011 -100105, 105110 -1516 -150160
-0607 -060065, 065070 -1112 -110115, 115120 1617 -160170
(1 package_contains) -0708 -070075, 075080 -1213 -120125, 125130 -1718 -170180
5 pes. (1 size). 1819 180190
-1920 -190200

€.1(¢D) G 14]

S31HOSS300V



S31HOSS30IV

ACCESSORIES

STRAIGHT COLLET ror veGA DOUBLE POWER CHUCK, NEW Hi-POWER MILLING CHUCK & HYDRAULIC CHUCK
STRAIGHT COLLET SELECTION GUIDE

PJC coLLeT

Periferical
Coolant Supply

OCA coLLET

Through Tool
Coolant Supply

PSC coLLeT

J=

Through Tool
Coolant Supply

AC coLLET

J=

W/O Center
coolant

MEGA DOUBLE
POWER CHUCK

MEGA DOUBLE
POWER CHUCK

NEW Hi-POWER
MILLIN’G CHUCK HM c

HYDRAULIC
CHUCK

BPJC COLLET For (MEGA-D/DS & HMC & HDC)

For coolant to cutting tool periphery

® Model Description

[PJC] [16] - @
Inner Dia.

Outer Dia.
*PJC Collet

K
o
9]
C
£

8

o

= A

& P 3

i

(©)

L LA

Jet Through

—

1

JET THROUGH COLLET Coolant shoots out of the collet end face.

BOCA COLLET For

® Model Descrlption

[OCA] @
Inner Dia.

Outer Dia.
Coolant Feed Straight Collet

W

-
Inner Dia.

Outer Dia.
]

G 15 (€1(0D)

Model A oD L Model A oD L
PJC16-6 6.0 PJC32-6,8,10,12,14
23 54
-8,10,12 6.3 -16,20 50 139 | 74
PJC20-3,4,5,6, 5.2 -25 54
-7,8,9,10 5.7 PJC42-16,20,25,32 5.0 50.5 83
-11,12 6.4 27 61 1. For coolant directed to cutting tool periphery.
-13 6.8 2. Other sizes are available upon request.
14.15.16 - % With either the Type D or Type DS chuck body,
19 7.3 coolant is supplied to cutting tool periphery,
PJC25-6,8,10,12 5.0 not through the tool.
-16 5.4
18 58 32.5 68
-20 6.5
Through Tool
Model Chuck Model
OCA16 -6, 8,10, 12 MEGA16D, HMC16(S)
OCA20-6, 8,10, 12, 14, 16 MEGA20D, HMC20(S)
OCA25-6, 8,10, 12, 14, 16, 18, 20 MEGA25D, HMC25(S)

21, 22, 23,

OCA32-6, 8, 10, 12, 13, 14, 15, 16, 17, 18, 19, 20,

24, 25, 28

MEGA32D, HMC32(S)

OCA42 -6, 8, 10, 12, 16, 19, 20, 24, 25, 31, 32

MEGA42D, HMC42

1. For coolant-through tools




ACCESSORIES

BPSC COLLET For

For coolant-through tools

; fi Through Tool

Model Description D
PSC] [20] - @
ner Dia. OIL HOLE COLLET
Outer Dia. Model A oD L Model A oD L
PSC Collet o
a PSC20-3 7.7 PSC32-6 75
g -4,5,6, 7.5 -7,8,9,10 8.2
. = -7,8,9,10 g2 | 27 | 61 -11,12,13,14,15,16| 8.7 | 38 | 74
8 & _'“f a -11,12,13 67 -18,19,20,21 9.2
§ M M— © -14,15,16 ' 28 -22,23,24,25 9.5
L ‘ A

BAC COLLET For
ADJUSTABLE STRAIGHT COLLET (Type "C")

H H
Model od oD L Vin_ T Max. Model od oD L Min. | Max.
' AC16- 6 6 30 AC32- 6 6 30
-8 8 16 |58 32 47 -8 8 32
-10 [ 10 -10 10
37 37
-12 12 -12 12
AC20- 6 6 30 -14 14 32 84 40 | 62
L -8 8 32 -16 16 46
Adjusting Screw _ [* -10 10 -18 18 48
) .H 2 37 | 48 —
— % | 1 5 -12 | 12 0 |68 20 | 20 52
Q
=iy} -14 14 40 -25 25 55
a E@H* -16 16 42 AC42- 6 6 30
d AC25- 6 6 30 -8 8 34
- 32 -10 1
8 8 0 37
® Model Description -10 10 37 -12 12 42 99 77
. -12 12 -16 16 46
[16] @ 25 | 785 58
Inner Dia. -14 14 40 -20 20 52
G ”Otuter Dia. -16 16 46 -25 25 55
o -18 | 18 48 -32 32 62
-20 20 52

1. For use without coolant supply.

2. Straight Collet without Adjusting Screw is also available.
Model example: C32-20
Contact BIG agent for details.

€.1(¢D) G 16
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ACCESSORIES

TOOLING MATE

[ For BBT (BT) & BDV (DV) |

(For HSK & BIG CAPTO|

Innovative "Two-way clutch needle roller
clamping system" assures secure
clamping at the tool flange periphery.

HOLDER LOCK

Horizontal tooling fixture.

Fixing cap

G 17 (€1(0D)

Adapter Lock Screw

3. Adapter Lock Screw is available as a spare part. Model: RTM0615
4. 4pcs. of cap bolts to mount on the table are not included.

| TOOLING MATE must be securely fixed\
| to abench with 4 mounting bolts.

| oC
Taper No Replaceable adapter
B TEg Taper No.
oDy ]
I
Made of special = z
| resin material . 2 _ !
// | oD
 p— il
Model BNV oC | oD | H [OW|P| oM |Adapter Model
TMS40-20 20 7 TMA40-20
-30 30 76 60 150 110 90 (for M6) -30
-40 40 -40
TMS50-40 40 105 88 190 160 | 130 9 TMAS50-40
-50 50 (for M8) -50
1. 1pce. of Adapter is included. H
2. Adapter can be olrdére;i:dividually. /'Acau“on ————————

3. Adapter Lock Screw is available as a spare part. Model: RTM0615
4. 4pcs. of cap bolts to mount on the table are not included.

| TOOLING MATE must be securely fixed\
| to abench with 4 mounting bolts.

______________ >y
Adapter Lock Screw
oC

Model HNSOK BIG’E)‘i\)PTO oC H Ow | OP oM Adapter Model
TMS40- 32R 32 c3 76 | 165 TMA40- 32R
- 40R 40 C4 76 | 165 | 410 2 7 - 40R

- 50R 50 Cs5 76 | 165 (for M6) - 50R

- 63R 63 C6 87 | 172 - 63R
TMS50- 80R 80 c8 114 | 215 | 440 130 9 TMA50- 80R
-100R | 100 - 124 | 219 (for M8) -100R

1.1 . of Adapter is included. H

B Mot o be ol sl ~A\Caution________

\/
\ E
N oM
L \ Horizontal operation prevents
)| 4 small cutting tools from
| \ La \ dropping into the toolholder.
Model BT No. L L1 L2 L3 La H Hi1 oM Fixing cap
HL-BT30 30 82 | 31 82 | 26 65 | 120 | 100 7 HL-30CP
HL-BT40 | 40 98 | 33 | 98 | 32 | 80 | 140 | 115 | (for M6) | HL-40CP
HL-BT50 | 50 124 | 43 | 131 | 44 | 100 | 178 | 140 | 9 (for M8) | HL-50CP
1. Fixing cap is available as a spare part. .
2. Exclusive for each size of BET/BT 80, 40 and 50. ,-Acal—mon ———————— N
3. 4pcs. of cap bolts to mount on the table are not included. HOLDER LOCK must be securely fixed
| toa bench with 4 mounting bolts JI



KOomMBI GRIP

ACCESSORIES

Innovative "Two-way clutch needle roller clamping system" assures secure clamping at the

tool flange periphery.

HSK /BIG CAPTO oC

No.
(For HSK & BIG CAPTO)
N I
oD
Model | HSK [BIGCAPTO| 5c | oD H oP oM
No. No.
KG 25R 25 - 48 79 65 62
32R 32 C3 55 85 69 7
40R | 40 c4 63 93 70 |77 | (for M6)
50R 50 C5 75 105 89
63R 63 C6 88 123.5 75 | 105.5 9
80R 80 Cs8 107 142 90 | 124 (for M8)
100R | 100 - 127 162 100 | 144
1. 4pcs. of cap bolts to mount on the table are not included.
Ideal fixture for set-up of cylindrical shank toolholder.
Clamps 20, 25 & 32mm diameter shank holder by replacing the sleeve. 40
—
020, 25 & 32mm |
sleeves g

Sleeve

[ Model | sTL40

,A\Caution______ N
KOMBI GRIP must be securely

| fixed to a bench with 4 mounting

\ bolts.

1. 1pce. each of 920, 25 & 32mm sleeves
are included.

2. 4pcs. of cap bolts to mount on the table
are not included.

,ACaution ______ \
ST LOCK must be securely fixed I
 foa bench with 4 mounting bolts.

€.1/(¢D) G 18]
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ACCESSORIES

Perfect for Hydraulic Chuck and Shrink Fit Holder
O WIPER CLEANER

Easy cleaning by simply inserting and removing.

Just insert and remove!

Perfect for Hydraulic Chuck and Milling chuck Holder
TK CLEANER

Absolute cleaning of clamping bore by unique "slide" feature.

L

F—j

AWC7-12

For 6 to 12mm clamping bores

| Model oD L
Exclusive synthetic
leather strips AWC 6 6
AWC 7 7 20
AWC 8 8
| L AWC 9 9 %
R AWC10 10
AWC11 11 31
AWC12 12

Exclusive synthetic
leather strips

For 13 to 42mm clamping bores

For internal collet taper
Q TAPER CLEANER

Maintain accuracy of high precision collet chucks.

Model diar?g?ar(fa) E S%ﬁs;hgtry

TKC13 13
14 14 60
15 15 2
16 16
18 18 70
20 20
25 25 80 3
32 32 100
40 40 4
2 i 105

==

For MEGA MICRO CHUCK

For MEGA NEW BABY CHUCK & NEW BABY CHUCK

—— Model Sgggg'e 2% NEw BABY Model Suitable body
T S e, CHUCK
g SC-NBC3S MEGA 3S -.b & SC-NBC 6 MEGA 6N NBS 6
Mg~y SC-NBC4S MEGA 4S ' SC-NBC 8 MEGA 8N NBS 8
SC-NBC6S MEGA 6S .‘::--. NEW BABY SC-NBC10 MEGA10N NBS10
SC-NBC13 MEGA13N NBS13
CHUCK
‘\&; - SC-NBC16 MEGA16N NBS16
For MEGA E CHUCK SC-NBC20 MEGA20N NBS20
- Model Sy
e ™
w e SC-MEC 6 MEGA 6E For ER collet chuck Model Suitable body
Iy SC-MEC 8 MEGA 8E SC-MER11 ER11
SC-MEC10 MEGA10E SC-MER16 ER16
SC-MEC13 MEGA13E SC-MER20 ER20
SC-MER25 ER25
SC-MER32 ER32

G 19 (€1(0D)




ACCESSORIES.

For tool shank taper and flange

Q TOOLING CLEANER

Particles and oil on both taper and flange of 7/24 taper
holder are easily removed.

Cleaning strip for taper

For #30 & #40 tapers

Model Shank size

SCE-30 No.30
SCE-40 No.40

Cleanig strip for face

For machine spindle

SPINDLE CLEANER

Easy cleaning of oil or particles from the machine spindle.

—_—

=0 — L{ o

For ISO taper spindle For Morse taper spindle For HSK spindle
Model Taper Size Model Taper Size Model Spindle
SC20 #20 SC1 MTH1 SC-HSK 32 HSK-A 32
SC30 #30 SC2 MT2 40 HSK-A 40
SC40 #40 SC3 MT3 50 HSK-A 50
SC45 #45 SC4 MT4 63 HSK-A 63 G
SC50 #50 SC5 MT5 80 HSK-A 80
SC6 MT6 100 HSK-A100
>
Model Spindle 8
SC-HSK25E HSK-E25 ("}")
32E HSK-E32 8
40E HSK-E40 T
50E HSK-E50 (I'jl'l)

@BIOXE)
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. ACCESSORIES

SPINDLE CLEANER ro siccaro

Easy cleaning of BIG CAPTO polygon taper.

,

Wipe the BIG CAPTO Spindle!

For machine spindle

CLEAN TEC

For Maintaining

Precision
Model BIG CAPTO No.
SC-C3 C3 Cleaning
-C4 C4 strips

-C5 C5
-C6 C6
-C8 C8

Full automation of swarf and coolant removal by means of wind pressure.

Bl 2160 Type
95

82
QS
&

e
&
Flange 066

Hl 0260, 5330 Type

High pressure coolant removes swarf. Wind pressure cleans workpieces.

Numbers shown in () are dimensions of ST20-CT330 model.

Model ST20-CT160 ST20-CT260 ST20-CT330
; 1,000min"" — 2,000min' — 3,000min' — 4,000min"
Stamng Speed (1sec) (0.5sec) (0.5sec) (0.5sec)
Recommended rotation Min.6,000"" — Max.9,000min"’ Min.4,000 - Max.7,000min™ Min.3,000 - Max.6,000min"
Direction of rotation Clockwise

Recommended feed

3,000 - 10,000mm/min

G 21 (€1(0D)




ACCESSORIES.

T'SLOT CLEAN u fore

Improve efficiency of table cleaning.
Save you from cleaning T-slots packed with swarf.
Quick discharge of swarf out of a machine.

Better machining
precision

. Easy removal ( BIG ) Other

- with a pin attached. P manufacturer

- '/’ ..-""I;//

Ideal
expansion

Coolant removes heated swarf and avoids
thermal displacement of machine.

1,000/ 400 /100
If necessary, cut off to the length that you need.

SET 400mm SET

Set Model w Contents of set Model W Contents of set
TS14-S 14 ?ggmm)(i pieces TS14-400L-100P 14 400mm3X 100 pieces
TS18-S 18 mm>x 4 pieces TS18-400L-100P 18 Removal pin X 10 pieces
TS22-S 22 Removal pin X1 piece TS22-400L-100P 22

_ — CLEAN TEC
For large machines o Quicker and more effective by using
1,000mm SET 1000mm (1m) long version is _ CLEAN TEC together with T-SLOT CLEAN.
available. = F
W
Model W Contents of set G
TS18-1000L-10P 18 1,000mm X 10 pieces
TS22-1000L-10P 22 Removal pin X1 piece

S31HOSS300V
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ACCESSORIES

PULLSTUD BOLT

Before ordering

Ensure to check the dimensions of the required pullstud bolt by refering to
the specification sheet of the machine tool. In the case of machines with
coolant-through-spindle capability especially, provide us a copy of the
pullstud bolt drawing, as sealing method may vary even aomong machines
with the same model number.

L1

e < i= e

oDt
-

Lt [Type2]  [Type 3]
= MEGA PULLSTUD BOLT
Spindle Model Standard oD1 | oD2 L L1 0 od od1 ?}?AZ Specification / Feature
30PMG None - = JIS BT30
30PMGH JIS 12 8 23.4 | 184 75 4.0 - 1 JIS BT30 with hole
30PMGH2 2.5 5.5 3 YASDA
30 P30T-1MG MAS-I 45 None = - MAS-1 BT30
(M12) | pP30T-1MGH . o e e 25 | - 1 MAS-1 BT30 with hole
P30T-2MG MAS-T 60 None - = MAS-2 BT30
P30T-2MGH 25 - 1 MAS-2 BT30 with hole
30P-1MGH 11 8 23 18 45 4.0 = 1 FANUC
P30T-2MGH3 Original 11 75 | 23 18 60 2.5 - 1 BROTHER
PMO30MG 11 7 23 18 45 2.5 6.5 3 DMG MORI
40PMG None | - - JIS BT40
40PMGH 7.0 = 1 JIS BT40 with hole
40PMGH2 7.0 - 1 MAKINO (Face G) 31
40PMGH7 JIS 19 |14 29 23 75 4.0 5.0 2 OKUMA (Face G) 1
40PMGH4A 70 - 1 YASDA 23 side hole
40PMGH11 10.0 3 YASDA
40PMGH12 5.0 - 1 MITSUI
P40T-1MG None - - MAS-1 BT40
P40T-1MGHA 3.0 - 1 MAS-1 BT40 with hole
P40T-1MGH1 315 5.5 2
P40T-1MGH4 MAS-T 18 110 135 |28 % 30 [70 | 3 OKUMA
P40T-1MGH7 4.0 - 1 MAKINO (Face G) %1
40 P40T-1MGH8A 3.0 7.0 3 JTEKT
(M16) ::gl::nn = None | - = MAS-2 BT40
z:g::img:: MAS-T 1510 195 28 60 22 5"5 ; MAS-2 BT40 with hole
P40T-2MGH1 3.0 7.0 3 OKUMA
PVD40MG DIN 19 |14 26 20 75 7.0 _ 1 DIN 69872 from A
MP40MG 15 |10 25 18 90 | None - MITSUI
POM40MG Gifiel 15 |10 35 28 90 | None - - DMG MORI w/o hole
PMO40MG 19 |14 29 23 75 7.0 [10.0 3 DMG MORI with Hole
PYN4OMG 18.8 | 14.45 | 19.11 | 14.03| 45 7.0 = 1 MAZAK
1. Machine tool builders have used many various shapes and sizes of pull stud bolts.
2. The use of the incorrect bolts may result in injury or property damage for your machining center.
1. End face was grinded for the sealing.
$%2. End face has O-ring for the sealing.
-\Oo\'ix‘g 5\
Other sizes are also available. MEGA PULLSTUD BOLT €%
Contact BIG agent for pullstud bolts ['MG Jin the model numbers stand for MEGA PULLSTUD BOLT.
not listed above. Tensile strength is improved by utilizing tool steel. Especially

recommended for the BIG-PLUS dual contact applications.

G 23 (€1(0D)



L1

ACCESSORIES

g i
N e 8
{0 e e
C— T C—
L [Type2]  [Type3]
Spindle Model Standard oD1 | oD2 L L1 0 od od1 $;F;2 Specification / Feature
50PH .
50PMGH Jis 28 |21 |34 |25 75 (100 | - | 1 LS ST D
50PH2 MAKINO (Face G) 31
P50T-1 _
P50T-1MG None - MAS-1 BT50
P50T-1H 8.0 - 1 .
P50T-1MGH 6.0 — 1 MAS-1 BT50 with hole
P50T-1H1 6.0 - 1 MAKINO (Face G) %1
P50T-1H4 MAS-T 123 |17 |45 |35 4 760 [104| 3 JTEKT
P50T-1H5 5.5 1.2 3 YASDA
P50T-1H8 8.0 11.0 3 DMG MORI (Face G) 31
P50T-1MGH25 6.0 7.0 2 OKUMA (Face G) %1
P50T-1H18 6.0 9.5 3 OKUMA
P50T-1H19 4.5 - 1 TOSHIBA
P50T-2
50 P50T-2MG None - - MAS-2 BT40
(M24) P50T-2H 8.0 - 1 MAS-2 BT40 with hole
P50T-2MGH25 6.0 - 1
P50T-2H4 MAS-T 23 17 45 35 60 8.0 11.0 3 DMG MORI (Face G) 31
P50T-2H14 6.0 7.0 2 OKUMA (Face G) 31
P50T-2MGH14 6.0 7.0 2 )
P50T-2H11 6.0 9.5 3 OKUMA
P50T-2H15 6.0 | 104 3 JTEKT
P50T-2H16 55 | 11.2 3 YASDA
PVD50 DIN 28 21 34 25 75 | 11.5 - 1 DIN 69872 from A
MP50 None - MITSUI
MP50H1 24 |18 81 128 | %0 e - [ d MITSUI with hole
POM50 None - - DMG MORI
POM50H 23 17 45 35 90 8.0 - 1 .
POMS50H1 Original 80 |124 | 3 DMG MORI with hole
POM50H7 23 17 45 35 90 6.0 9.5 3 OKUMA with hole
POM50H8 23 17 45 35 90 6.0 - 1 OKK (Face O)3x 2
PYN50-4 MAZAK (Face O) %2
PYN50-5 e HRER 2l e ag g - L MAZAK (Face G) 31
1. Machine tool builders have used many various shapes and sizes of pull stud bolts.
2. The use of the incorrect bolts may result in injury or property damage for your machining center.
1. End face was grinded for the sealing.
$%2. End face has O-ring for the sealing.
PULLSTUD WRENCH 2
L
Taper Size Model W L Suitable pullstud specification
JIS, MAS-I, MAS-II,
el '3 140 | 30p_1MGH, P30T-2MGH3, PMO30MG

If appearance shape is the same, the specification other than above is also usable.

€.1((D) G 24]
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ACCESSORIES

STOP BLOCK ror ANGLE HEAD

( SET UP INFORMATION |

@ Preparing the Stop Block

The @I®ANGLE HEAD utilizes a Locating Pin that engages with the Stop Block, which is
mounted to the machine spindle to prevent radial movement of the @16> ANGLE HEAD
during operation. Therefore, it is necessary to use a Stop Block with the proper dimensions
to match the Locating Pin of the @16 ANGLE HEAD.

Please contact a @I agent if using an existing Stop Block.

1. Standard Setup of the Locating Pin

Please note that the “S” dimension and Fixed Length “A” are not adjustable by
the user. If the standard dimensional values shown below are not suitable for

your machine, please contact a @I6 agent.

{“S” Dimension)

The distance from the centerline of the @I ANGLE HEAD spindle

to the centerline of the Locating Pin.

(Fixed Length “A”)

The axial distance from the gauge line to the top of the Locating s gy [ ‘ ]
Pin, when the Locating Pin is properly engaged in the Stop Block.

“S” Dimensiﬁn—

V>, Uibua paxi4

”S” Dimension Fixed Length “A”
BDV / BBT40 / HSK-A63 65 8
BDV / BBT50 / HSK-A100 110 6

2. Stop Block Dimensions

15

éaugenne

O-RING(P12/JIS)

(BDV40/BBT40/HSK-A63)

19.6£0.02

10° 10°

18158 Y

Please order a Stop Block from the machine tool builder.
Refer to the following diagrams for the proper Stop Block groove
dimensions and configurations for use with a @16 ANGLE HEAD.

31

Gauge line

O-RING(P12/JIS)

{BDV50/BBT50/HSK-A100)

Note : For a BDV50/BBT50/HSK-A100 unit with an 80mm ”S” dimension, please use the Stop Block dimensions for
BDV40/BBT40/HSK-A63, as the Locating Pin dimension differs from that of a standard unit with a 110mm ”S” dimension.

G 25 (€1(0D)



ACCESSORIES

3. Semi-Finished Stop Block

A semi-finished Stop Block has the proper groove form for use with a @16 ANGLE HEAD, as well as additional material to allow the user to
machine the block to the correct height.
If a pre-made Stop Block is unobtainable from the machine tool builder, a semi-finished Stop Block can be used. Please consult with the
machine tool builder for selection, machining, and mounting of a semi-finished Stop Block.

(BDV40/BBT40/HSK-A63)

@ MODEL : SB-A/SB-B

10 45 10 -
s [ @ d
& ”?\ I |\ - o}
® D- € °
26 PIN 40
82
30
S B #~10° 2, GAUGING
§2 Mm
EE
oIS o Y, {
=_| pras B8
B V0 <
U 8%
[V
[aV) Te}

1. Adjustment to the required height by milling the base.
2. Fix the stop block by inserting two dowel pins (26).

{BDV50/BBT50/HSK-A100)

Note :

@MODEL : SB-G/E
90

75

65

o 'O |[l@

M6

15

A\
N\

30
70

CAP BOLT 45

110

10

27
15
)
N

25
10

70

34

for milling

10°.?s-GAU§

Maximum range

06.8

1. Adjustment to the required height by milling the base.

2. Fix the stop block by inserting two dowel pins (26).

on the sketch indicates heat treatment (HRC45-50), all other surfaces can be milled.

€.1(¢D) G 26
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ACCESSORIES

STOP BLOCK For HIGH SPINDLE & Hi-JET HOLDER

( SET UP INFORMATION |

@ Preparing the Locating Pin and Stop Block

The HIGH SPINDLE and Hi-JET HOLDER utilize a Locating Pin that engages with the
Stop Block, which is mounted to the machine spindle. Please refer to the following
instructions to select / adjust the Locating Pin, and to prepare for the Stop Block.

1. Standard Setup of the Locating Pin

(“S” Dimension)

The distance from the centerline of the holder to «g” D . -
the centerline of the Locating Pin. imension =3 Stop Block
Please note that this dimension is not adjustable BDV /DV / BBT40 65 3
by the user. BDV / DV / BBT50 80 L «g»
¢.§_ Dimension:
(Fixed Length “H”) = ‘ ] |
The axial distance from the gauge line of the spindle to the bottom of the groove on the ‘f L ‘
Stop Block. This dimension is adjustable by the user. - " 47'J @
Three (3) Locating Pin models are available: LP-A, LP-B and LP-C. Each Locating Pin is Locating Pi ! I )
adjustable to provide a different range of Fixed Length “H”, as shown in the tables below. ocating Pin %
Please specify the required Fixed Length “H” when ordering.  Otherwise, it will be
delivered set at the @I6 standard, 6mm.
HIGH SPINDLE Hi-JET HOLDER
DV40 DV50 DV40- OSL32N | DV50- OSL50N
Eoh Bl EE2 EEVED BBT.BT40 | BBT. BT50 | BBT40- OSL32N | BBT50- OSL50N

LP-A -9/ +6 -4/+11 | -24/ -9 -9/ +6 LP-A -6/ 49| -9/ +6 0/+15 +3/+18

LP-B +6/ +21 +11/+26 -9/ +6 +6 / +21 LP-B +9/+24 | +6/+21 +15/+30 +18/+33

LP-C +21/+36 | +26/+41 +6 / +21 +21/+36 LP-C | +24/+39 | +21/+36 +30 / +45 +33 / +48

Note: [ ]indicates adjustable range of the @BI6 standard setup.
’ 2. Stop Block Dimensions
The diagram on the right shows the proper 10°19'6i0'0?
10°
groove dimensions for a suitable Stop Block for <<BDV/DV/B BT4O>> 18188
use with @®HIGH SPINDLE and Hi-oeT  (BDV/DV/BBT50)
HOLDER. When ordering a Stop Block from a
machine tool builder, please refer to these
dimensions. 15 9+0.1 I
éauge line

O-RING(P12/JIS)

3. Semi-Finished Stop Block

A semi-finished Stop Block has the proper
groove form for use with @16 HIGH SPINDLE
and Hi-JET HOLDER, as well as additional
material to allow the customer to machine the
block to the correct height.

(NOTE: Stop Block SB-F is not height-adjustable.)
If a pre-made Stop Block is unobtainable from
the machine tool builder, a semi-finished Stop
Block can be used.

Please consult with the machine tool builder
for selection, machining, and mounting of the
semi-finished Stop Block.

G 27 (C1(6D)

@ MODEL : SB-A/SB-B

10 45 10 -
o D B of
26 PIN 40
82
30
qg)v ﬁg'e ~10°5; GAUGING
Y 18
§2
= I
@©
22| pras 8%
i I D <
q N 53
o 2
Note :

all other surfaces can be milled.

@ MODEL : SB-F

75
60
M8
CAP BOLT 54
- Pz
o LRI -
e X >
06 PIN 15‘ 15
[ [~
30 20 | 25
lm
o L.
AN| o !
b |

on the sketch indicates heat treatment (HRC45-50),
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POINT CENTER -« « « + + o emeveemenennn H3 . ,}‘ .
BASE MASTER SERIES -+ -« ccnvenenn- H4 e . "
TOOLMASTER «cvocvvvvrnenenaennenn H5 Al
ACCUGCENTER v v v o oeeeeeeeeann.. H5

ALIGNMENT TOOL for ATC arm -« -« ... H6 {

DYNAFORGE: « + + « oot oo e eeeeennn H7

TOOL PRESETTER type TPS «« v vvvvn.. H8
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MEASURING To01s

POINT MASTER PRO SERIES

POINT MASTER PRO Series is a precision 3-D touch sensor which will

operate in non-conductive as well as conductive applications, resin, ceramic
or coated workpieces, machines with ceramic spindle taper or bearings can

V%

LED
Lamp

N —]

Touch Probe &

Edge Finder
all be accommodated. g
CYLINDRICAL Sshank Type ———
including non-conductive
cutting tools,workpieces,
and machine tools.
L1 L
28
> P Z|_Over-travel
S - S o4
® [a) _ i '
Q -
9 § Over-travel
Lamp (3-LED)
Model oD | | | |, |Repeatabiiy Over-iravel LI P et Battery life | Standard |Weight
(h7) (Probe) XY Z XY Z (Continuous use) Stylus (kg)
PMP-10 10 75 49 +1um Panasonic Lithium BR435x1 | 50 hours 0.4
H . T28-4R
-20 20 |90 | 50 | (20) | *¥12 | 5 |04 |18 LR1x2 50 hours | ° 20 05
1. PMP-10 has one LED only.
2. Above table indicates the specification when using stylus ST28-4R.
3. There is approx 5um lag in X & Y directions and approx.
2um lag in Z direction to illuminate LED lamp when stylus touches workpiece surface.
BBT Shank Type Jis B 6339 (BIG-PLUS)
T DUAL CONTACT
L L
L1 Ly
28
Lamp(1-LED) 7| Over-travel Lamp (3-LED) 28
© ~ o Z| _Over-travel
< o (32}
- 4 i g‘ i Q o4
‘/ i h i ~ j F/
[32] =
'\ g Qo
U—u iy ; Over-travel L ; Over-travel
‘ BIG-PLUS tools can be used in machining centers with conventional spindles. ‘
.| BBT Repeatabilty |  Over-travel Measuring Pressure Battery life | Standard |Weight
Model Fig. N L | L1 (Probe) Battery . Syl (kg)
0. XY Z XY Z (Continuous use) ylus g
BBT30-PMP-115| 1 30 [115 | 63 | +1um 412 5 0.4 15 CR2x1 90 hours STo8-4R |08
BBT40-PMP-120| 2 | 40 [120 | 60 | (20) LR1x2 50 hours 1.3

1. Above table indicates the specification when using stylus ST28-4R.
2. There is approx 5um lag in X & Y directions and approx.
2um lag in Z direction to illuminate LED lamp when stylus touches workpiece surface.

| H1 (€1(0D)



MEASURING tooi1s

HSK Shank Type 150 12164(DIN 69893-1) & DIN 69893-5

e X
g ¥ f A
o i - e, P
' oy
A - ‘ & ; ) L L
» L1 - L1
s Lamp (3-LED) 28 Lamp (1-LED) 28
HSK-A03 Z| Over-travel ey Z|_Over-travel
§ o HSK-E32 ] <47
\ %]
FanY i Q\,%‘} L = r_ Vany T =
O =2 | Nz =
. oins E
L X|Over-travel %|over-travel
" 3 Measuring Pressure ; ;
Model Fig. | HSKNo. | L | Ly | Repeacily Over-travel (N) Battery (a‘;tti‘neua’s'fi) S‘Sat;?uasrd W(ig)h‘
XY Z XY Z
HSK-A63-PMP-130 1 | HSK-A63 |130| 65 “um(@e) | +12 5 0.4 15 CR2x1 | 90 hours ST28-4R 1.3
HSK-E32-PMP-120 2 | HSK-E32 [120| 85 SR44 x2| 24 hours 0.5
1. Above table indicates the specification when using stylus ST28-4R.
2. There is approx 5um lag in X & Y directions and approx.
2um lag in Z direction to illuminate LED lamp when stylus touches workpiece surface.
B ALTERNATIVE STYLUS
The stylus (M3 thread) is replaceable. Please replace when different model of stylus required or if damaged.
L L
.l‘;._'aq__ od IS
T . % ! } 15 25
== Measurement
= ',!- - 3 | L1 | Depth
.
. i o) 60° g
&
. L L 2|  Ros .
‘g Q
E@g SPe—= A 25
L1 N
va A
) . ) Ideal for peculiarly shaped workpiece
Model Fig. | L Li | ed | Material Series or tapered portion of plastic mold.
- 1
ST28 e 1 e [Model| sT15-50K
. 28 Carbide PMC-PMP * PMC-Series only
-3P 5 _ 3 :
-4P 4
ST38-6P 8 | g L= 16 Steel PMC
ST38-6 X6 4 6 6 (SUS) PMC[IIS
ST28-4R 2 28 — 4 Ruby PMP

3% Stylus model ST38-6X6 is exclusive for PMC-20S.
Runout accuracy may worsen when used on other models.

@BIOXA

ST00L ONIHNSY3AN
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MEASURING To01s

POINT MASTER PMC SERIES

POINT MASTER Series is a precision 3-D touch sensor to center and
measure the workpiece.
LED lamp illuminates when the stylus touches the workpiece.

A/

Audible
BEEP

N —]

Touch Probe &

. _ Edge Finder
Stroke of stylus provides sufficient over-travel for safety. 9
Point Master PMC and Point .i o .
CYLI N DRICAL Shank Type Center utilize conductivity ! Macgllne
from the machine, toolholder, ; SRl
" Point Master / Point Center ‘
-“\, through workpiece. : Point Master
Measurement is not possible 1 Point Center Workpiece
< f‘\t_ with non-conductive machine : p—
or workpiece. ' 1
\\ o N _I _______ ] |
3 L1 L L
’ 38 38
Audible
Beep & o Z|_Over-travel - 6
S S 06 S ©
© / Q
[m) _ o) N o= -
[S} O O A—
S L
<
Lamp (3-LED) Over-travel
‘ with stylus ST38-6X6 ‘
Repeatability| ~ Over-travel (B ESETE Battery life | Standard |Weight
Model ebh7 | L L1 (Probe) ®) Ry (Continuous use) | Stylus (kg)
XY z XY z Y g
PMC-20 20 | 110 | 50 +1um ST38-6P 0.4
+12 . 2.7 LR1X2 90 hours
PMC20S | 20 | 110 | 50 | (20) | * 5 | 06 ST38-6x6 | 04

@ For STYLUS OPTIONS H 12

PO'NT CENTER Precise detection of wokpiece position in X & Y axes.

@ Special carbide stylus ball
iah- i in i H For use with conductive
o ng.h sensitive electronic circuit I G, A
— @ Stainless steel body and machine tools.

T :f"'-...:?\ @ Positioning ring

- 40 70

..I' 30 40
e Shank LED |Groove for 83
=y e, [A]

g positioning ring
- _|__coI_|__ L

Repeatability T 3 | i
=1 Aids to bring the
tylus to th t
Battery cap Stylus ball ; -);:(Jisa | :ositi(z I’]correc

210

024
210
I
T
1
1

[ Model | Pc-10B |
Stylus ball repeatability [ +1um Battery model BR435 x
Measuring direction | X & Y axes Battery life 20 hours (continuous use)
Overtravel +2mm Weight 100g
Touch signal Green LED ON Standard accessory | BR435x1P Positioning ring

* Panasonic lithium battery

e - S

Applications

Detecting Centering and
reference position measuring of I.D. Measuring width

EEX(BI6>



MEASURING 1o01s

BASE MASTER SERIES

BASE MASTER Series is a precision touch sensor to determine workpiece
offsets and tool length.
Mounted on workpiece surface or machine table, LED lamp illuminates

. . . . Tool Offset
immediately when the cutting edge touches the sensor plate and the position Sensor
is detected.
The most popular Base Master model with 1um accuracy. Sl U8B With cemaluETve
Operates when a conductive circuit is completed. cutting tools, workpieces,
and machine tools.
i \ Sensor Plate 218
[ep]
L Lamp (LED) — Height accuracy 50*3:9% mm
% Measureable 3N
Battery (SR44x2) @8 proeoe
So Repeatability
+8 accurary +1um (20)
Magnet I = Min. measurable tool
e diameter gimm
Battery life 10 hours (continuous use)
| . | Weight 0.23kg

[ Model | BM-50

BASE MASTER GOLD

Suitable for various tools and workpieces,

_ Forall materials,
including non-conductive materials such as ceramics. SRzs including non-conductive
cutting tools,workpieces,

and machine tools.

’ Sensor Plate 018
(Ceramic) o4
@ Lamp (LED) @ Height accuracy 50 +9-005mm
| ° Measureable oN
by < pressure
Battery = Repeatabilt
w
~ ’ (SR44x2) alg acourary +1pm (20)
3 +
I 3 Min. measurable tool
T2
Magnet diameter ofmm
\ ! ; 10hours
Biathizi It (continuous use)
Weight 0.24kg

042.5

[ Model | BM-50G |

BASE MASTER MICRO m_u

U7
i pre-set @0.05mm tools.
Considerable reduction of
set-up time for small dia. tools.

Specifically designed for micro cutting tools.

Low measuring pressure protects the cutting edge.

including non-conductive
cutting tools,workpieces,
b and machine tools.

' w " For all materials,

Sensor Plate 018
(Ceramic) o7
A Height accurac 50 +0.005
Lamp (LED N L Y o mm
® Measureable
-§ pressure 0.3N
Battery (SR44x2) ol g Repeatability
+1um (20
™ = accurary Hm (20)
3 Min. measurable tool
0
Magnet ——— | diameter ©0.05mm
. 10 hours
Battery life (continuous use)
[ Model | BM-50M Weight 0.24kg

€./(¢D) H4 |

ST00L ONIHNSY3AN
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MEASURING To01s

TOOL

TOOL MASTER is a precision touch sensor with a large dial gauge.
LED lamp and sound pre-indicate approach to 100mm height to ease

MASTER

the detecting operation.

| Model | TM-100

ACCU CENTER

ACCU CENTER is a simple and precise edge finder offering repeatability
within 3um. Hard chrome plated stylus offers extended life.

(Not for use with horizontal machine tools)

Suitable for all
materials

Cylindrical Shank

Audible
EEEH Tool Offset
Sensor
Audible . FOI’ all materials, .
Sensor Plate 040 Beep including non-conductive
cutting tools,workpieces,
Lamp (LED) and machine tools.
o /
. . o
Metric Dial " C) Height accuracy 100*3%%mm
Indicator 8
S Stroke 5mm
N~
@ @ Stroke range 97 - 102mm
Measureable pressure 6N (100mm)
\ Weight 1.2kg
65 Battery © Graduation 0.01mm
Magnet - ~ (SR44x2) 2 | Indication tolerance +12um
—JO0 O © g Repeatability 3um
@ @ 0 a Return tolerance 3um
& ® * Dial gauge accuracy in accordance with JISB7503:2011.

of |
sy |

@ Operating Instructions

°
|

[To)

210(04)

‘ 28 Cylindrical Shank 35
| 3
2] [ L o ot | 2 ‘ =}
S | A oy | S ] 1)
8
36 42.5 36 50.5
78.5 86.5
| Model | Accu-c1o | | Model | Accu-c104
— —

| H5 (€1(0D)

Clamp tool in a Chuck.

Move the stylus off center,
and rotate between 400
and 600 min-'.

If advanced too far the
stylus will again move off
center. Be sure to
compensate location for
half the stylus diameter.

Bring the tool into contact
with the workpiece and
advance slowly until the
stylus lines up with the
body.



MEASURING 1o01s

ALIGNMENT TOOL for ATC arm

For maintenance of machine tool spindle!
Measuring equipment of misalignment between the ATC arm and machine
tool spindle or magazine pot center. Dial indicator aids quick adjustment.

How o use Soinde -~~~ =

- 1. Load the AL Shank in the machine B AL Shank
spindle and mount the AL Flange on
y |
the ATC arm. GAP /
2. Insert the AL Plug into the AL Flange. l
e 3. Rotate the AL Plug and read the ATC arm - - " " w ‘
r r ¥ - highest and lowest values of the dial
- D indicator. H AL Flange —
This direction is the eccentric direction.
Half of the gap of the values is the 1Y
eccentric amount. \
4. Ajust the position of the ATC arm so
that the front end of the AL Plug will be
inserted into the AL Flange fully. B AL Plug E
——
Dial indicator
M (1DIV=0.01mm)
il
Q
T la & [T, P 5 Tl
I—— S B | Lo o\ ")
—
Ls
L1 —
L L2 L4
| Fig.1 | B AL Shank M AL Flange B AL Plug
Dial
M (1DIV=0.01mm)
— [ a
Q
%;o a {2
I B B I Le o\ ")
—
i Ls
L1 0
Exolusi L ’Qg L4
Xclusive 0
storage case W AL Shank W AL Flange M AL Plug
Set model Fig. oD D1 D2 L L1 L2 L3 La Ls M
BT30-ATC18 31.75 | 46.00 18 50.40 2.0 20.0 = 251 44 12
BT40-ATC20 1 44.45 | 63.00 20 67.40 2.0 25.0 = 251 44 12
BT50-ATC28 69.85 [100.00 | 28 [104.80 | 3.0 35.0 = 261 54 16
DV40-ATC20 o 44.45 | 63.55 | 20 71.60 | 3.2 15.9 24.3 251 44 12
DV50-ATC28 69.85 | 97.50 | 28 [104.95| 3.2 15.9 35.3 261 54 16

¢€./(¢D) He |
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MEASURING To01s

DYNA FORCE

Measuring device for pulling force of machine tool spindle.

6

B

Longer taper shank to
enhance reliability

B The necessity of

Periodical

measurement
reduced rigidity leading to vibrations,
loss of machining quality, shortened
tool life, etc.

machine tool maintenance

avoids

Only one display for all taper sizes
One common display can be used
for all taper sizes.

Belleville
Springs

Collet

- Long taper
r supports itself in i
_h long span and — ¥ *
i stabilizes the L , !
- value of — ==
‘ measurement. 50 40 30 .1- e M—
B Specification Corresponding JIS, DIN, ANSI
M iring L L Display Cable Exclusive case
device -—H—‘ L 1 —
o D 15 & A - 5
2 JEJ S He== Q - ——
-
Contents of set Taper . Weight
Set Model D D
et iode Measuring device| Fig. Display Cable size Rated capacity | oD1 | oDz L H (kg)
SNT30-DF10 NT30-DF10 1 58 80 | 20 1.5
SBT30-DF10 | BT30-DF10 | 2 DA DFCA 80 | 1OKN(980kgh | €5 e o [ 26 | 16
SNT40-DF30 NT40-DF30 | 1 (AA battery x2) (1m) 40 30kN (2,940kgf) | 73 | 66 9 | 24 | 25
SNT50-DF50 NT50-DF50 | 1 50 50kN (4,900kgf) | 96 | 90 | 110 | 33 | 6.0
-DF30 3% -DF30 | 1 30kN (2,940kgf) | 73 | 70 86 | 20 | 3.9

1. Each component is also available separately. Measuring Device is provided with the Case. 5. SNT50-DF30 marked with % is a light-weight model.
2. SBT30-DF10 is designed exclusively for machines not capable of automatic tool change.
3. SBT30-DF10 is suitable for BT/BBT30 machines only.
4. Pull stud bolt must be ordered separetly. For DIN, ISO, ANSI & CAT standard machines,

exclusive pull stud bolt for Dyna Foce is required.

Certificate of calibration and diagram of traceability system are
available with charge in order to keep the reliability of the device.

B Exclusive pull stud bolts for DYNA FORCE

An exclusive pull stud bolt is needed for a machine spindle in DIN, ANSI or CAT standard.
Pull stud bolts in MAS and JIS standards can be used.
These pull stud bolts are not suitable for the SBT30-DF10.

EXX(BI6>

Shank No.
Standard No. = 0 =
DIN69872 DF-PDV30
Type A - DF-PDV40A DF-PDV50A
1ISO7388 Type B —
ANSI B5.50 DF-PAV30 ALY DF-PAV50
ASME B5.50 DF-PCV30 DF-PCV40 DF-PCV50




MEASURING 1o01s

TOOL PRESETTER TYPE TPS

Detects both X and Z axes with 1 stylus for various measuring applications.
Ceramic spindle avoids damage such as indentation,
buldge or corrosion on the taper.

Precise taper contact is maintained.

[ COMPACT Type |

B ADAPTER (option)

D
% | f% E
LS \9
o
Q| 0-0280
I
| | e R
. 15 Q
@ 28 ¢ CJ
185 380
Measuring range |, ,. . Operating | Weight
Model Taper (mm) Min. reading | Power supply temperature |  (kg)
TPS-40N BT40 38.5
-50N BT50 41.0
-HSK63-N | HSK-A63 X:0 - 0280 3V lithium 41.0
0.01 - 40°
-HSK100-N| HSK-A100 | Z:0 - 400 mm battery: 2pcs. UL 43.0
-C5N BIG CAPTO C5 41.0
-C6N BIG CAPTO C6 41.0

1. Spindle provides zero setting reference.
2. Taper adapter and test bar are ordered separately.

3. HSK form E & F holders, which have no drive key slots,
cannot be measured.

—1 g
—
L S3 q
|89 &P :
) & = |0-0180 s
|l & & ; 8 066
= nom
23 N
H < 0 =)
‘F o w T |
1 : |
I . | |
T ‘ i
160 ‘ 330
Measuring range |,,. ) Operatin Weight
Model Taper (mn?) 9 Min. reading | Power supply tengperamgre (kg?)
H X:0 - 2180 2 pes. of 1.55V 18.
TPS-30E BT30 Z:0 - 250 (BT30) |0.01mm | silver oxide 5 —40°C 8.5
-40E BT40 | Z:50 — 300 (BT40) battery (SR44) 20.0

reading becomes 0.02mm.

1. Min. reading of the digital counter is 0.01mm for both X and Y axes. When the counter indicates diameter in X axis, the min.

2. 2D Edge Sensor of the TPS-40E does not reach to the spindle surface. For setting reference value, optional Setting Gauge

model SG40-50 or similar arbor having 50mm or more dimensions in both X and Z axes as reference dimensions is required.

Model Taper

BT40-30 BT40 — BT30
BT50-30 BT50 — BT30
BT50-40 BT50 — BT40

BSETTING GAUGE (option)

NT40

50

Model

SG40-50

For setting reference value on TPS-40E

¢€./(¢D) Hs |
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MEASURING To01s

LEVEL MASTER

2-axis simultaneous detection leveler.
LED displays level conditions for both axis simultaneously.
LED and buzzer indication when leveling is complete.

Be-

«@EEom DD - |

=1
o
| 4]

Traditional method Easy leveling with
where 2 levelers are used simultaneous 2-axis detection

Simultaneous 2-axis detection saves the extra time &
cost of using 2 levelers.

ST100L ONIHNSY3IAN

Model LVM-01 LED & buzzer indicate leveling completion
Minimum Read Value 0.01mm Inclination/m I}]EII Mode Mode
Power Source Alkaline batteries (AAA x 4 pcs) hen th ired hen th ired
: : whnen the require whnen the require
o Auto F:?I_wer off ?(’)O :;m;t: after pov‘;erfzg"gedson level condition is level condition is
erational Temperature| 0-40°C(Recommende °C +5° . A
P i ( ) within 0.01mm/1m within 0.1mm/1m
Battery Life 50 hours
Dimensions 2109mm x 46mm H ‘ ‘
Weight 985¢g

Note: In the case of high precision leveling, we recommend that you check the LED (b|ue) & buzzer are simu“aneous]y activated
Level Master in advance on a reference level, such as a level block.

Included:

-Level Master - Aluminum case
- Alkaline batteries (AAA x 4 pcs) - Manual
-Warranty - Inspection certificate

EXX(BI6



CUTTING o015

FULLCUT MILLFCR v vvevvvveeeeeenns 11
FULLCUT MILLFCM =+ -+ cccveeennen.n 110
CONTACT GRIP for FCRHead =+« :««----- 14

forFCMHead «---..... 17

fOrBody « v v eveenencnns 15
SPEED FiniSher = « « =+~ s+ v ovoesnensnnnn 123
C-CUTTER MINI = = = o oo eeeeeennnnnnns 125
C-CUTTER «+ vt cvoceeecnecencennnnn 131
R-CUTTER v vvveeeeeennnnnnnnnens 133
BFE-CUTTER v cvceeeeenonnnnnnnnenn 135
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CUTTING 10015

Ramping and Helical milling

FULLCUT M’LL FCR Cutter Dia. 916 - 032

Unique inserts designed for ramping make
multi-functional cuttin ible. Should ; Helical Peck
ctional cutling possible

Adapter for BT50 taper shank (FCR &FCMm)
BBT50 taper FULLCUT MILL

i
— | HII
@
|
78 BIG-PLUS s
DUAL CONTAGT

| BBT No. w L2

( BBT Standard type | Jis B 6339 (BIG-PLUS)

#
pa

‘ BIG-PLUS tools can be used in machining centers with conventional spindles.

Cutter Dia. No. of Insert Weight
oD Medel gl C o L2 Insert Size (kg)
16 BBT30-FCR16082- 65 65 28 43 2 BRG16 0.5
20 -FCR20083- 65 8 65 28 43 3 BRG20 0.5
25 -FCR25083- 65 65 33 43 3 BRG25 0.6
32 -FCR32103- 65 10 65 40 43 3 BRG32 0.6
BBT40-FCR16082- 85 85 25 58 1.3
16 -120 8 120 30 93 2 BRG16 1.5
-135 135 25 108 1.6
-FCR20083- 85 85 35 58 1.2
20 -120 8 120 30 93 3 BRG20 1.6
-135 135 30 108 1.7
-FCR25083- 85 85 40 58 1.3
25 -120 8 120 45 93 3 BRG25 1.6
-135 135 35 108 1.8
-FCR32103- 85 85 45 58 1.4
32 -120 10 120 50 93 3 BRG32 1.7
-135 135 40 108 1.9
1. Wrench and Anti-seizure Lubricant are included. Inserts are ordered separately.
2. Long nose type shown below is recommended for medium-heavy or heavy slot milling with long projection,

exceeding L=120mm for 16 & 20mm diameters / L=135mm for 25 or larger diameters.

@~ For Cutting Condition : | 8

[ BBT Long nose type ] JIS B 6339 (BIG-PLUS)

= ..-\_\. o t L2
- AR BIG-PLUS |

; Y \|||. SPINDLE SYSTEM BBET No. L1

' DUAL CONTACT ap

) , - == ,ﬁ, Q
> —
‘ BIG-PLUS tools can be used in machining centers with conventional spindles.
Cutter Dia. No. of Insert Weight
oD Model ar L L1 L2 Insert Size (kg)
16 BBT30-FCR16082L- 85 85 45 63 2 BRG16 0.5
20 -FCR20082L- 85 8 85 50 63 2 BRG20 0.5
25 -FCR25082L- 85 85 50 63 2 BRG25 0.6
32 -FCR32102L- 85 10 85 60 63 2 BRG32 0.7
BBT40-FCR16082L-105 105 45 78 1.3
16 120 8 120 45 93 2 BRG16 14
-FCR20082L-120 120 60 93 1.4
20 -135 8 135 60 108 2 SR 1.5
-FCR25082L-135 135 75 108 1.5
% -150 8 150 75 123 2 BRG25 17
-FCR32102L-135 135 80 108 1.7
32 -150 10 150 90 123 g SI(EER 1.9
1. Wrench and Anti-seizure Lubricant are included. Inserts are ordered separately. @ For Insert : | 7 ? For Cutting Condition : | 8

|11 (€1(0D)



CUTTING 10015

[ BDV Standard type ] DIN 69871 A/B (BIG-PLUS) Adapter for SK50 taper shank (FCR &Fcm)

FULLCUT MILL

BDV50 taper

‘ ®
% B1G-PLUS
DUAL CONTACT C?m

‘ BIG-PLUS tools can be used in machining centers with conventional spindles.

s ® | L ! I
BDV40-FCR16082- 85 85 25 65 1.3
16 -120 8 120 30 100 2 BRG16 1.5
-135 135 25 115 1.6
-FCR20083- 85 85 35 65 1.2
20 -120 8 120 30 100 3 BRG20 1.6
-135 135 30 115 1.7
-FCR25083- 85 85 40 65 1.3
25 -120 8 120 45 100 3 BRG25 1.6
-135 135 35 115 1.8
-FCR32103- 85 85 45 65 1.4
32 -120 10 120 50 100 3 BRG32 1.7
-135 135 40 115 1.9
1. Wrench and Anti-seizure Lubricant are included. Inserts are ordered separately.
2. Long nose type shown below is recommended for medium-heavy or heavy slot milling with long projection,

exceeding L=120mm for 16 & 20mm diameters / L=135mm for 25 or larger diameters.

E For Cutting Condition : | 8
L L L L L L L L L L T I I A I A
The integral version of the FULLCUT MILL provides increased rigidity as a result of the reduced gage length. It is particularly

Note recommended for use in machines having a small spindle taper. Additionally, there is a cost saving as no chuck is necessary. y

[OVER SIZE]

Cutter Dia
: 017-033 L
) \“-\ - _ — L2 L1
~ o @I oD =oD1+1Imm e
S
Ty # 1mm larger Cutter Dia. than shank Dia. P e
N avoids any interference with work-piece. a 3 = a
Q S E! Q
€ v
Cutter dia No. of Insert Weight
oD Model oD1 ap L L1 L2 [P Size (kg)
17 ST16-FCR17082-120 16 8 120 25 95 2 BRG16 0.2
ST20-FCR21082-165 165 135 2 0.4
21 20 8 30 BRG2
-FCR21083-135 135 105 3 G20 0.3
ST25-FCR26082-165 165 127 2 0.6
26 25 8 38 BRG25
-FCR26083-150 150 112 3 0.6
H E 180 132 2
33 ST32-FCR33102-180 32 10 48 BRG32 1.1
-FCR33103-180 180 132 3 1.0
1. Wrench and Anti-seizure Lubricant are included. Insert dered tely.
2, Lor\zz(r:cuat;}ng ;a:r:frllze?;?s :p;;lrf)apl)r:iaatléleyl?c?r'.;peplica?icsnissvv{iﬂtﬁeoitrhz:elonsgesz)rj?aceti%n or 3-flutes models. @ For Insert: | 7

3. 2-flutes models are recommended for medium-heavy or heavy milling of slot or pocket. " —
4. For medium-heavy or heavy slot milling or ramping with projection longer than 2.5 times of diameter, 2-flutes models are recommended. g For Cuttlng Condition : | 8

@BIOXEA
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CUTTING 10015

Ramping and Helical milling

FULLCUT M’LL FCR Cutter Dia. 916 - 032

Unique inserts designed for ramping make

multi-functional cutting possible. Should - Helical Peck
9p

(HSK-A Standard type | 15012164 & DIN 69893-1

L2
Manual Clamping hole
L1
L »ﬁ«a—p
e
—
Coolant Pipe a !
(Optional)

CuttﬂeB Dia. Model ap L Ly e ’I\:ge?tf Ig?fét W(ig)ht
16 HSK-A50-FCR16082- 75 75 27 41 2 BRG16 0.5
20 -FCR20083- 75 8 75 28 41 3 BRG20 0.6
25 -FCR25083- 75 75 33 4 3 BRG25 0.6
32 -FCR32103- 75 10 75 39 41 3 BRG32 0.7

HSK-A63-FCR16082- 85 85 25 51 0.9
16 -120 8 120 30 86 2 BRG16 1.1
-135 135 25 101 1.2
-FCR20083- 85 85 32 51 1.0
20 -120 8 120 30 86 3 BRG20 1.2
-135 135 30 101 1.3
-FCR25083- 85 85 35 51 1.0
25 -120 8 120 45 86 & BRG25 1.2
-135 135 35 101 1.4
-FCR32103- 85 85 40 51 1.1
32 -120 10 120 50 86 & BRG32 1.4
-135 135 40 101 1.5

1. Coolant Pipe is ordered separately.

(HSK-A Long nosetype | 1SO12164 & DIN 69893-1

» \... L
1.(7 “Ea Manual Clamping hole L2
af A L1
ap
{ | | | =
b ] = /;
b" — Q

Coolant Pipe a r
< (Optional)
Cutter Dia Model ap L L1 Lo Mo. of Insert V"(ﬁg)h‘
16 HSK-A63-FCR16082L:123 8 122 ;1(5) 2(15 5 BRG16 ?g
O - I e - e e O O
I e I e o o O O
: o | o e e ¢ | we |
1. Coolant Pipe is ordered separately. E?

EEXEI6



Threaded coupling with taper & face contact

CONTACT GRIP

Offers amazing cutting performance which is superior
to the conventional threaded coupling system.

v ? oy
& Taper & face contact

Avoids vibration
Achieves superior
surface finish

..

"\~

CUTTING 10015

aY
L a Ramping & Helical
Milling Cutter

FCR

Square Shoulder &
Slot Milling Cutter

[— ﬁ‘“i ‘rd‘hﬂ
L |

. ,\ BIG CAPTO Shank
Q"‘A L 4 & @ ':?]m
( FCR HEAD |
L
g -
;l"r:,'," iy ——_ _ fas) ap
l.. 4 _ — '
i ﬁii:iiii/i: .
H—————T+<J~|- S
) g ]
CG No. <]
Cutt:lg Dia Model CG No. | oD1 ap L II\:'.Os.e?tf Sganner fls\tls -
16 CG15-FCR16082-25 cGi5 | 15 8 25 2 12 6.2 BRG16
CG19-FCR20082-32 2
20 -FCR20083-32 cats | 19 8 82 s 17 | 82 BRG20
CG24-FCR25082-36 2
2 -FCR25083-36 oems | = 8 36 3 22 | 102 BRG25
CG31-FCR32102-43 2
% -FCR32103-43 cest | 3 e 48 | 2 | 122 BRG32

1. Wrench to clamp insert and Anti-Seizure Lubricant are included.
2. Inserts are ordered separately.
3. Standard single-ended wrench is required to clamp the head.

g For Insert : | 7
@ For Cutting Condition : | 8

Amazing cutting performance even on #40 taper machine.

(Below application example has been achieved with dry cutting.)

Type F CR

Ramping
= -_—
Machine Vertical M/C, #40 taper
Contact Grip Head FCR32 (3-inserts)
Work Material C50(S50C)
Cutting Speed V (m/min.) 150
Feed Rate f (mm/tooth) 0.1

Axial DOC Ad (mm) MAx.10 (Ramping Angle 3°)

€./(¢D) 14 |

ST00L ONILLND
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CUTTING 10015

Ramping and Helical milling

FULLCUT MILL

Threaded coupling with taper & face contact

CONTACT GRIP
( BBT Holder |

Improved rigidity and accuracy from the
BIG-PLUS Dual Contact System

’

Blﬁ PLUS
SPINDLE SYSTEM
DUAL CONTACT

@

BBT Shank

@ Ramplng & Helical Mllllng Cutter

i

Square Shoulder & Slot Milling Cutter

FCM EED

BBT No.

L2

L1

‘ BIG-PLUS tools can be used in machining centers with conventional spindles.

CUtE;"ISDia Model CG No. @D+ oD2 L L1 L2 L3
BBT30-CG15- 50 40 75 31 53 50

16 - 80 CG15 15 40 105 32 83 80
-CG19- 43 40 75 39 53 43

20 - 73 ClEik 19 42 105 40 83 73
o5 -CG24- 39 CG24 o4 41 75 45 53 39
- 69 42 105 45 83 69

30 -CG31- 32 CG31 31 41 75 49 53 32
- 62 40 105 53 83 62

BBT40-CG15- 50 46 75 30 48 50

16 - 80 CG15 15 48 105 32 78 80
-100 49 125 32 98 100

-CG19- 43 45 75 36 48 43

20 - 73 CG19 19 48 105 40 78 73
- 93 49 125 40 98 93

-CG24- 39 39 75 41 48 39

25 - 69 CG24 24 48 105 45 78 69
- 89 49 125 45 98 89

-CG31- 37 43 80 48 53 37

32 - 77 CG31 31 57 120 53 93 77
- 92 57 135 53 108 92

16 BBT50-CG15-145 CG15 15 80 170 45 132 145
20 -CG19-153 CG19 19 80 185 60 147 153
25 -CG24-164 CG24 24 90 200 75 162 164
32 -CG31-157 CG31 31 90 200 90 162 157

1. Standard single-ended wrench is required to clamp the head.

|15 (€1(0D)




CUTTING 10015

( HSK Holder | iso12164 & DIN69893-1

HSK- A63 Shank

Rampmg & Helical Milling Cutter
{ B FCRCaD
Square Shoulder & Slot Milling Cutter
& { 8 FcM c=m
4 . L
/7,

il T
i1 F=arrn I o
1 — T = Ql
U ~Soe SIS

s oo EJ
Coolant Pipe / i il IS
(Optional)  f+—- LA _
~UGCG No./ B
L3
Cutter Dia Model CG No. oD1 oDz L L1 Lo Ls
HSK-A63-CG15- 50 36 75 30 41 50
16 - 80 CG15 15 45 105 31 71 80
-100 45 125 32 91 100
-CG19- 73 45 105 39 71 73
2 1 1
0 - 93 CcG19 o 45 125 40 91 93
-CG24- 69 45 105 44 71 69
2 24 24
° - 89 cG 45 125 45 91 89
-CG31- 77 45 120 53 86 77
82 - 92 CG31 81 45 135 53 101 92
1. Standard single-ended wrench is required to clamp the head. —
2. Coolant Pipe is ordered separately. @ For COOLANT PIPE C 51
(BIG CAPTO Holder | 1s026623-1 BODY

BIG CAPTO Shank

@ Ramping & Helical Milling Cutter
i
@ Square Shoulder & Slot Mllllng Cutter

‘. ’ BIGCAPTONO.\ _ 5 L
L |-

U ] CGNo./ A
Q
L3

Cutt;lgDia Model CG No. oD1 oD2 L L1 L2 L3
C6-CG15- 50 46 75 31 53 50
16 - 80 CG15 15 48 105 31 83 80
-100 49 125 32 103 100
-CG19- 43 45 75 39 53 43
20 - 73 CG19 19 48 105 39 83 73
- 93 49 125 40 103 93
-CG24- 69 49 105 44 83 69
25 - 89 cCs 24 49 125 45 103 89
-CG31- 77 57 120 53 98 77
32 - 92 cest 3 57 135 53 113 92

1. Standard single-ended wrench is required to clamp the head.

€./(¢D) 16 |
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CUTTING 10015

Ramping and Helical milling

FULLCUT MILL FCR

B Indexable Inserts

Model Description —— Marking Description
[BRG16| 08/ [08]|ACZ350] Insert Size
Grade 1: ACZ310
Nose Rd. 5S: ACZ350S
Effective Cutting Length 2: DS20
$16225--08 93210 Grade
. P | ™ K N
Cutter Dia nse ap Nose R
Model ACZ350S ACZ310 DS20
016, 017 BRG160808 8 0.8 O O O
220, 21 BRG200808 8 0.8 O O O
225, 626 BRG250808 8 0.8 O O O
032, 033 BRG321008 10 0.8 O O O
BRG321032 10 3.2 O
*¢Inserts are available in packets of 10 pcs. e e e e e e e e e e e e e e e e e e e e e .
Please clarify the insert type and grade when ordering. g Caution ~

For example, use ordering code: BRG160808ACZ350S. «It is important to use the correct insert for the diameter of FULLCUT MILL.

Failure to use the correct insert will result in incorrect cutting conditions
and poor results.

*There is no compatibility with those of FCM type.

- = = -

Insert Classifications
1ISO Grade Material Coating
P30 ACZ350S Gelneral steel . .
M30 Stainless steel TiAIN / TiCN
K10 ACZ310 Cast Iron
N20 DS20 Aluminum DLC
H Spare Parts
Insert Clamping Screw Set Wrench Anti-seizure Lubricant
(10) screws & (1) wrench 5g contained
Cutter Dia Insert Model Model Model
216, 917 BRG1608
220, 021 BRG2008 S$2506DS DA-T8 BN-5
225, 926 BRG2508
232, 233 BRG3210 S$3508DS DA-T15

Note the correct clamping force is maintained. 1

- NN NN EN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN B O =

- M M M M M M M M o o o g
@ It is recommended to regularly replace clamping screws and wrench to ensure

|17 (€1(0D)



CUTTING 10015

FCR Recommended Cutting Condition

M Cutter Flat Bottom Through Hole
Ram viax. Dia Max. [V Min.
ping Angle . Hole Dia. Hole Dia. Hole Dia.
3 216 230 627 022
220 038 236 029
Hl Ramping and 225 048 245 239
helical interpolation ‘ aie 062 059 048
- Carbon steel | Unalloyed |Prehardened steel . . . -
Cutter Work Material Alloy steel steel <HRC40 Stainless steel | Die steel Cast iron Aluminium
Dia. Insert Grade ACZ350S ACZ310 DS20
Cutting fluid Dry Wet Dry/Wet Dry Dry/Wet
216 Speed (m/min) 100 - 200 150 - 220 60 - 80 100 - 150 60 - 80 100 - 180 200 - 1,000
Feed (mm/tooth) 0.06 - 0.12 | 0.06 -0.12 | 0.05-0.08 | 0.08-0.16 | 0.06 - 0.1 0.08 - 0.18 | 0.06 — 0.24
220 Speed (m/min) 100 -200 | 150 - 200 60-100 | 120-150 60-100 | 100-180 | 200 - 1,000
225 Feed (mm/tooth) 0.08-0.2 0.08 - 0.2 0.05 - 0.1 0.12-0.2 0.06 - 0.1 0.02 - 0.18 0.1 -0.35
032 Speed (m/min) 100 - 200 150 - 200 60 - 100 120 - 150 60 - 120 100 - 180 200 - 1,000
Feed (mm/tooth) 0.08 - 0.2 0.08 - 0.2 0.05 - 0.1 0.12-0.2 0.08 - 0.12 | 0.06 - 0.2 0.1 -0.35
H Shoulder milling and
slot milling ‘
. Carbon steel | Unalloyed |Prehardened steel . n . -
Cutter Work Material Alloy steel steel < HRC40 Stainless steel| Die steel Cast iron Aluminium
Dia. Insert Grade ACZ350S ACZ310 DS20
Cutting fluid Dry Wet Dry/Wet Dry Dry/Wet
016 Speed (m/min) 100 - 200 100 - 200 60 - 80 120 - 180 80 - 120 100 - 180 200 - 1,000
220 Feed (mm/tooth) 0.08 -0.18 | 0.08 -0.18 | 0.05-0.1 0.12-0.18 | 0.08-0.12 | 0.08 - 0.18 0.1-0.3
225 Speed (m/min) 100 - 200 100 - 200 60 - 100 120 - 180 80 - 120 100 - 180 200 - 1,500
032 Feed (mm/tooth) 0.08 - 0.2 0.08 - 0.2 0.05 - 0.1 0.12-0.2 0.08 - 0.12 | 0.08 - 0.2 0.1 -0.35
76l inltgir?/'al Cutter Dia. | Min.interval | Min.traverse
T l 016 0.5 14
L =3 220 1 18
V-4 225 1 23
M Plunge milling ‘ 032 2 30
. Carbon steel | Unalloyed |Prehardened steel . . . -
cut Work Material Alloy steel steel <HRC40 Stainless steel| Die steel Cast iron Aluminium
utter
Dia. Insert Grade ACZ350S ACZ310 DS20
Cutting fluid Air blow Wet Air/Wet Air blow Air/Wet
16 Speed (m/min) 80 - 120 80 - 120 60 80 - 120 60 - 80 80 - 160 200 - 350
o
Feed (mm/rev) 0.06 - 0.1 0.06 - 0.1 0.04 - 0.06 | 0.05-0.08 0.05-0.08 | 0.06 - 0.1 0.06 - 0.1
220 Speed (m/min) 100 - 160 100 - 160 60 - 100 100 - 160 60 - 100 80 - 180 200 - 500
225 Feed (mm/rev) 0.1 -0.25 0.1 -0.25 0.1-025 | 0.12-0.25 0.1-0.2 0.08 - 0.3 0.1-0.3
32 Speed (m/min) 100 - 160 100 - 160 60 - 100 100 - 160 60 - 100 80 - 180 200 - 600
[4]
Feed (mm/rev) 0.1-0.3 0.1-0.3 0.1-0.3 0.12-0.3 0.1-0.2 0.08 - 0.4 0.1-03
p ACaution """"""""""""""""""""""""" \
1 ‘The table is just a reference to determine cutting conditions. It should be adjusted according to a condition of a machine tool or workpiece.
I -Since chips may scatter, utilize safety enclosures.

\

‘Do not use oil-based cutting fluid, or a fire may take place.

ST7001 ONILLND
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CUTTING 10015

FULLCUT MILL FCR

B Bore Dia. 38 with Helical milling

For carbon steel of C50, very smooth cutting with feed rate of
1,100mm/min and excellent squareness are achieved.

Fullcut Mill BBT40-FCR20083-120
Insert BRG200808(ACZ350S)
Work Material C50(S50C) / Air blow
Cutting Speed V (m/min.) 150

Feed Rate f (mm/min.) 1,100

Axial DOC Ad (mm) 2mm X 3 times
Hole dia. 238

_—

90°

B Honeycombed Pocket with Ramping

M Helical milling

For less rigid workpiece with 3mm thickness clamped by a vise, feed
rate of 4,300mm/min on both sides of the workpiece is achieved.

Fullcut Mill

BBT40-FCR20083-85

Insert

BRG200808(DS20)

Work Material

A2017 Duralumin / Air blow

Cutting Speed V (m/min.) 750
Feed Rate f (mm/min.) 4,300
Axial DOC Ad (mm) 6mm X 3 times
Radial DOC Rd (mm) MAX. 20

v Bottom thickness

! . 3mm

Stable helical milling with 4mm axial DOC on less rigid workpiece.

4-038
‘ 11.5
B Ramping
Ela
58

%ﬁ/

EEX(B/6>

Fullcut Mill BBT40-FCR20083-120

Insert BRG200808(ACZ350S)

Work Material 15CrMo5(SCM415) Compared to another manufacturer
Cutting Speed V (m/min.) 150 Axial DOC 1.3 times
Feed Rate f (mm/min.) 480 _

Axial DOC Ad (mm) 4mm X 3 times Insert life 2 times
Hole dia. 238

Example of use of BBT50-BBT40 Adapter.
An improved result is obtained compared to the product from another manufacturer.

BBT50-BBT40-50

Fullout Mill BBT40-FCR16082-120
Insert BRG160808(ACZ350S)
Work Material C50(S50C)
Cutting Speed V (m/min.) 120

Feed Rate f (mm/min.) 480

Axial DOC Ad (mm)

4mm X 5 times

Compared to another manufacturer

No chatter even at higher
resistance corner.

Smooth chip evacuation eliminates
re-cutting of the swarf and edge
chipping of the inserts.




CUTTING 10015

Square Shoulder and Slot milling

FULLCUT MILL FCM cute iz 016 - 050

The indexable endmill that combines sharpness and
rigidity has no match.

Shoulder
Milling

( BBT _ Standard type | Jis B 6339 (BIG-PLUS)

" . BIG-PLUS
j f |||- SPINDLE SYSTEM

DUAL CONTACT
g »
x i S— , p
§ L"'-‘:'-"' 5

BIG-PLUS tools can be used in machining centers with conventional spindles.

Cutter Dia. No. of Insert Weight
oD Model ap L L1 L2 Insert Size (kg)
16 BBT30-FCM16092- 65 23 43 2 ARG16 0.5
20 -FCM20093- 65 9 65 28 43 3 ARG20 0.5
25 -FCM25093- 65 33 43 3 ARG25 0.5
32 -FCM32113- 65 38 43 3 ARG32 0.6
40 -FCM40114- 50 11 50 o5 - 4 ARGA4D 0.6
50 -FCM50115- 50 28 5 0.7

BBT40-FCM16092- 85 85 23 58 1.2
-105 105 30 78 1.3
16 120 o 120 o5 93 2 HREE 14
-150 150 123 1.7
-FCM20093- 85 85 28 58 1.2
-105 105 35 78 1.3
20 120 o 120 % 93 e HREHD 14
-150 150 123 1.7
-FCM25093- 85 85 33 58 1.2
-120 120 45 93 1.4
2 135 o 135 w0 108 £ ghle=s 16
-165 165 138 1.9
-FCM32113- 85 85 38 58 1.3
-120 120 60 93 1.5

2
8 135 1 135 50 108 e GBS 17
-165 165 40 138 2.1
-FCM40114- 85 85 43 58 1.4
-120 120 65 93 1.7

4
0 135 1 135 60 108 4 2.0
-165 165 50 138 2.4
-FCM50115- 70 70 38 43 ARIERD 15
-120 120 65 93 2.2

50
135 1 135 60 108 s 24
-165 165 50 138 3.0

@~ For Cutting Condition : | 19

@I
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CUTTING 10015

Square Shoulder and Slot milling
FULLCUT M’LL FCM Cutter Dia. 916 - g50

The indexable endmill that combines sharpness and
rigidity has no match.

Shoulder
Milling

( BBT Longnosetype | Jis B 6339 (BIG-PLUS)

" LN BIG-PLUS'
y 75l b \||||§£!¢.,D SPINDLE SYSTEM
< DUAL CONTACT
L
-
= 1 L
. & | | L2
o ' BBT No. | L
% E— ap
< — e
——

BIG-PLUS tools can be used in machining centers with conventional spindles.

Cutter Dia. No. of Insert Weight
oD Model 2 L L1 L2 Insert Size (kg)
16 BBT30-FCM16092L- 85 45 63 ARG16 0.5
20 -FCM20092L- 85 9 85 50 63 5 ARG20 0.5
25 -FCM25092L- 85 50 63 ARG25 0.6
32 -FCM32112L- 85 11 60 63 ARG32 0.7

BBT40-FCM16092L-105 105 78 1.3
16 120 9 120 45 93 2 ARG16 14
-FCM20092L-120 120 93 1.4
20 135 9 135 60 108 2 ARG20 15
-FCM25092L-135 135 108 1.5

2
5 150 9 150 75 123 2 ARG25 17
-FCM32112L-135 135 80 93 1.7
%2 -150 1 150 90 123 2 ARGS2 19

@ For Cutting Condition : | 19

Adapter for BT50 taper shank (Fcr &Fcm)

_
40 taper | G.L
BBT50 taper FULLCUT MILL
)

% Model
- BBT50-BBT40-50

50

-90

90

111 (€1(0D)



( BDV

Standard type ] DIN 69871 A/B (BIG-PLUS)

BIG'PLUS’

|||- SPINDLE SYSTEM

DUAL CONTACT

CUTTING 10015

BDV No.

& - 3
#
W \\
BIG-PLUS tools can be used in machining centers with conventional spindles.
Cutter Dia. No. of Insert Weight
oD loEe] ap L L L2 Insert Size (kg)
BDV40-FCM16092- 85 85 23 58 1.2
16 -105 9 105 30 78 2 ARG16 1.3
-120 120 25 93 1.4
-FCM20093- 85 85 28 58 1.2
20 -105 9 105 35 78 3 ARG20 1.3
-120 120 30 93 1.4
-FCM25093- 85 85 33 58 1.2
25 -120 9 120 45 93 3 ARG25 1.4
-135 135 40 108 1.6
-FCM32113- 85 85 38 58 1.3
32 -120 11 120 60 93 3 ARG32 1.5
-135 135 50 108 1.7
-FCM40114- 85 85 43 58 1.4
40 -120 11 120 65 93 4 ARG40 1.7
-135 135 60 108 2.0
-FCM50115- 70 70 38 43 1.5
50 -120 11 120 65 93 5 ARG40 2.2
-135 135 60 108 2.4
@ For Insert : | 18
@E™ For Cutting Condition : | 19
Adapter for SK50 taper shank (Fcr &Fcm)
L
40 taper | G.L
BDV50 taper FULLCUT MILL /;
u Model L
-— 8 BDV50-BDV40-50 50
-90 90
h o 9

@BIOXEA
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CUTTING 10015

Square Shoulder and Slot milling

FULLCUT M’LL FCM Cutter Dia. 16 - 950

The indexable endmill that combines sharpness and
rigidity has no match.

[ CYLINDRICAL Shank Type |

Shoulder
Milling

Cutter Dia
g ! 012-050 Lo L1

R i
Cut;eDr dia Model oD1 ap L L1 L2 'I\:'n% e?tf Igfzes W(ig)ht

12 ST16-FCM12091- 90 15 70 1 0.1

14 -FCM14091- 90 16 9 90 17 ARG16 0.1

16 -FCM16092- 90 25 65 2 0.1

20 ST20-FCM20093-110 20 9 110 30 80 3 ARG20 0.2

25 ST25-FCM25093-120 25 9 120 35 85 3 ARG25 0.4

32 ST32-FCM32113-130 150 35 95 3 ARG32 0.7

40 -FCM40114-130 30 11 90 n 0.8

-180 180 40 140 ARG40 1.2

50 -FCM50115-130 130 90 5 1.0

"Trump card" at deep pocket & deep shoulder endmilling

[OVER SIZE]

@™ For Cutting Condition : | 19

— Cutter Dia L
2 . 017-033
- o, L2 L1
< ~ D oD =oD1+1mm L
4 .":‘,t 1mm larger Cutter Dia. than shank Dia. < o A
'&’!‘_ "“"J:" avoids any interference with work-piece. = - S 8
Cutter dia No. of Insert Weight
e Model gD+ ap L L1 L2 Insert Size (kg)
17 ST16-FCM17092-120 16 9 120 25 95 2 ARG16 0.2
ST20-FCM21092-165 165 135 2 0.4
21 20 9 30 ARG2
-FCM21093-135 135 105 3 G20 03
ST25-FCM26092-165 165 127 2 0.6
26 -FCM26093-150 25 o 150 3 112 3 ARG25 0.6
33 ST32-FCM33112-180 32 11 180 48 132 2 ARG32 1.1
-FCM33113-180 180 132 3 1.0

1. Wrech and Anti-seizure Lubricant are included. Inserts are ordered separately.
2. 2-flutes models are recommended for medium-heavy or heavy slot milling.

3. For medium-heavy or heavy slot milling with projection longer than 2.5 times of diameter, 2-flutes models are recommended.

~To suit FULLCUT MILL cylindrical shank type ~ - N
- Material: C55 (S55C)
i, y »_  MEGA DOUBLE
» POWER CHUCK Model ST32-FCM33112-180
% Cutting Speed V (m/min.) 120
Feed Rate f (mm/tooth) 0.1
Axial DOC Ad (mm) 10mm x 10 steps
. Radial DOC Rd (mm) Max. 33mm
o NEW Hi-POWER <
MILLING CHUCK - , .
Degp s.houlder endmilling is ach|eved with 110mm
L projection length and 10mm axial depth. )

E? For Cutting Condition : | 19
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CUTTING 10015

(HSK-A  Standard type | 1s012164 & DIN 69893-1

"'-?““- < L
Manual Clamping hole Lz L

A1 -2

1 [ il 1 a

L Xy 9

‘ i S
v 4
L L - -
\ Coolant Pipe
(Optional)

Cutter Dia. No. of Insert Weight
e Model ap L L1 L2 Insert Size (kg)
16 HSK-A40-FCM16092- 65 23 2 ARG16 0.3
20 -FCM20093- 65 9 28 37 ARG20 0.3
25 -FCM25093- 65 65 35 3 ARG25 0.4
32 -FCM32113- 65 ARG32 0.5
40 -FCM40114- 65 11 4 0.6
50 -FCM50115- 65 45 5 AR 0.7
16 HSK-A50-FCM16092- 75 23 2 ARG16 0.6
20 -FCM20093- 75 9 28 41 ARG20 0.6
25 -FCM25093- 75 75 33 3 ARG25 0.6
32 -FCM32113- 75 39 ARG32 0.7
40 -FCM40114- 75 11 = 4 0.9

ARG40
50 -FCM50115- 75 48 = 5 1.0
HSK-A63-FCM16092- 85 85 23 51 0.9
-105 105 30 71 1.0
16 120 o 120 25 86 2 AL 11
-150 150 25 116 1.3
-FCM20093- 85 85 28 51 1.0
-105 105 35 71 1.1
20 120 9 120 30 86 S ARG20 12
-150 150 30 116 1.4
-FCM25093- 85 85 33 51 1.0
-120 120 45 86 1.2
25 135 o 135 40 101 3 ARG25 13
-165 165 40 131 1.5
-FCM32113- 85 85 38 51 1.1
-120 120 60 86 1.3
32 135 11 135 50 1701 3 ARG32 14
-165 165 40 131 1.7
-FCM40114- 85 85 43 51 1.3
120 120 65 86 1.5
40 135 11 135 60 101 4 ARG40 17
165 165 50 131 2.1
-FCM50115- 70 70 28 28 1.3
-120 120 78 78 1.9
50 135 1 135 93 93 5 ARG40 22
-165 165 123 123 2.8

1. Coolant Pipe is ordered separately.

@ For Cutting Condition : | 19

€.1/(¢D) 114 |
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CUTTING 10015

Square Shoulder and Slot milling
FULLCUT M’LL FCM Cutter Dia. 912 - 850

The indexable endmill that combines sharpness and
rigidity has no match.

Shoulder
Milling

(HSK-A Long nosetype | Is012164 & DIN 69893-1

- I..‘ Lo
. Manual Clamping hole L1

iy A ]
\ [ s
|

5, ek
(\L*‘ (N coolan pipué' =t

O (Optional)
Cutter Dia. No. of Insert Weight
oD Model ap L L1 L2 Insert Size (kg)
. HSK-A63-FCM16092L- 85 9 85 40 51 5 ARG16 0.9
-120 120 45 86 1.0
-FCM20092L-105 105 50 71 1.1
20 -120 o 120 60 86 2 ARG20 1.2
-FCM25092L-105 105 55 71 1.1
25 120 o 120 65 86 2 ARG2S 1.2
-FCM32112L-120 120 70 86 1.3
2 ARG32
i -135 1 135 80 101 3 1.4
1. Coolant Pipe is ordered separately. g ForiInsert: | 18
@ For Cutting Condition : | 19
[ HSK-E Standard type ] DIN 69893-5
. - .
f L2
“n L1
| N Coolant Pipe ap
; ( L (Optional) ~
| ] e
R ‘ M | ° li
Cutter Dia. No. of Insert Weight
oD Rleee) a L ] L2 Insert Size (kg)
HSK-E25-FCM16092-45 45 23 35 0.17
16 -E32-FCM16092-55 9 55 23 35 2 ARG16 0.20
-E40-FCM16092-65 65 28 45 0.45
1. Coolant Pipe is ordered separately. g ForiInsert: | 18
@ For Cutting Condition : | 19
R A Caution- = - - = - = —- = =— - - - - - - - - - m m e C e m Cm e C s s s - - === N
1 As HSK-E type interface does not have drive key-ways, there is a possibility that it may slip in machine tool spindles if !
1 cutting load exceeds the gripping force of machine tools. !
1 Please ensure to choose proper cutting condition. :
\



CUTTING 10015

(BIG CAPTO Standard type | 1s026623-1

ap

Cutter Dia.oD Model ap L L1 L2 No. of Insert Insert Size Weight (kg)

16 C5-FCM16092- 65 9 65 23 45 2 ARG16 0.5
-FCM20093- 65 65 28 45 0.5

20 - 90 g 90 35 70 o AAIERD 0.6
25 -FCM25093- 65 9 65 33 45 3 ARG25 0.6
-FCM32113- 65 65 38 45 0.6

82 - 90 1 90 45 70 3 S 0.8
-FCM40114- 50 50 25 30 0.6

40 - 90 B 90 60 70 4 ARG 1.0
50 -FCM50115- 50 . 50 25 30 5 0.7
- 90 90 65 70 1.0

I:? For Cutting Condition : | 19

( BIG CAPTO Long nose type | 1s026623-1

" I
| e
Cutter Dia.oD Model ap L L1 L2 No. of Insert Insert Size Weight (kg)
16 C6-FCM1 6092L:: gg . 123 45 gg 2 ARG16 ] :g
20 -chzoogzLj ; g . 1; g 60 1?2 2 ARG20 1 :i
o5 -chzsogzngg . 123 75 1;2 2 ARG25 1:2
” FCMaZT1ZL135 » = 80 113 2 ARG32 19

@ ForInsert: | 18 E? For Cutting Condition : | 19

@O
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CUTTING 10015

Square Shoulder and Slot milling

FULLCUT MILL FCMm

Threaded coupling with taper & face contact

CONTACT GRIP

Offers amazing cutting performance which is superior
to the conventional threaded coupling system.

7%

, »w

Taper & face contact
Avoids vibration
Achieves superior
surface finish

( FCM HEAD |

r
[ S

BBT Shank
BIG-PLUS’

DUAL CONTACT

-1 5

HSK-A63 Shank

BIG CAPTO Shank
M~ 16

HHE

Ramping & Helical
Milling Cutter

FCR
P14

Square Shoulder &
Slot Milling Cutter

"v-.,? T~ @ ap
i ]F—‘#ﬁ
kffiiiiiii///i O
— i i E Q
i ,]L—ﬁ
- = [Lw
CG No. S L—’J
Cutter Dia No. of | Spanner Flats i
oD Model CG No. | aD1 ap L e B W Insert Size
16 CG15-FCM16092-25 CG15 | 15 9 25 2 12 6.2 ARG16
CG19-FCM20092-32 2
20 -FCM20093-32 cats | 19 o 82 s 17 | 82 ARG20
CG24-FCM25092-36 >
28 -FCM25093-36 CeE | & o 36 = 22 | 102 ARG25
CG31-FCM32112-43 5
32 FOM3211343 CcG31 | 31 11 43 s 27 12.2 ARG32

1. Wrench to clamp insert and Anti-Seizure Lubricant are included.
2. Inserts are ordered separately.
3. Standard single-ended wrench is required to clamp the head.

Amazing cutting performance even on #40 taper machine.

(Below application example has been achieved with dry cutting.)

Type F CM

Slot Milling

Machine Vertical M/C, #40 taper
Contact Grip Head FCM32 (2-inserts)
Work Material C50 (S500C)
Cutting Speed V (m/min.) 150

Feed Rate f (mm/tooth) 0.1

Axial DOC Ad (mm) 11

[ 117 (€1(0D)



Hindexable Inserts

CUTTING 10015

Marking Description

Insert Size 1: ACZ310
2: DS20
P2: ACP200
Grade P3: ACP300
5S: ACZ350S
P M K N
. Insert
Cutter Dia ap Nose R
Model ACP200 | ACP300 | ACZ350S | ACZ310 DS20
e ARG160902 9 0.2 A O A O
ARG160904 0.4 A O O O O
020 - 321 ARG200902 5 0.2 A O AN O
ARG200904 0.4 A @) O O O
025 — 326 ARG250902 . 0.2 A O A O
ARG250904 0.4 A O O O O
032 — 233 ARG321102 7 0.2 A O AN O
ARG321104 0.4 A @) O O O
540 — 650 ARG401102 . 0.2 A O A O
ARG401104 0.4 A O @) O O

*Inserts are available in packets of 10 pcs.
Please clarify the insert type and grade when ordering.
For example, use ordering code: ARG160904ACP300.

O :First choice
/\ :Suitable

Insert Classifications

- -ACaution -

* It is important to use the correct insert for the diameter of FULLCUT MILL.

Failure to use the correct insert will result in incorrect cutting conditions

*There is no compatibility with those of FCR type.

1
1
1 and poor results.
1
1

*Nose radius 0.2 inserts are suitable for light cutting.

1
1
1
1
]

ISO Grade Material Coating Selection between ACP300 and ACP200 for steel.
ACP200 is superior in anti-wear resistance, while ACP300 is
P20 ACP200 Prehardened steel TIAIN 7 AICIN superior in its anti-chipping property. ACP300 is the first
P30 ACP300 General steel recommendation for steel cutting.
M30 ACZ350S Stainless steel . . Choose ACP200 over ACP300 in cases where further speed or
K10 ACZ310 Cast Iron TiAIN / TICN wear-resistance is needed. ACP200 is not, however,
N20 DS20 Aluminum DLC recommended for either heavily-interrupted or heavy-duty cutting.
H Spare Parts
Insert Clamping Screw Set Wrench Anti-seizure Lubricant
(10 screws & | g
1) wrench E - ,
59 contained
Cutter Dia Insert Model Model Model
212 S$2505DS
014 016 017 Glaleh(as
020 021 ARG2009 $2506DS DA-T8
025 926 ARG2509 BN-5
032 933 ARG3211
40 S$3508DS DA-T15
s ARG4011

It is recommended to regularly replace clamping screws and wrench to

ensure the correct clamping force is maintained.

______________________________l
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CUTTING 10015

FCM Recommended Cutting Condition

H Shoulder milling and slot milling

'*ACaution N
| FULLCUT MILL, FCM type, cannot be used for feeding in 1
\ Z-axis such as ramping, plunging and boring. ]
M Finish-lightcutting ~ ~~ "~~~ """~~~ = ========°=°7=°°7 -
; Carbon steel Unalloyed Prehardened steel - . .
S Work Material Alloy steel steel <HRC40 Stainless steel Cast iron Aluminium
Dia. Insert Grade ACP300 ACP200 ACZ350S ACZ310 DS20
Cutting fluid Dry Dry/Wet Dry Dry/Wet
Speed (m/min) 150 - 250 180 - 250 80 - 140 140 - 180 100 - 200 200 - 750
012 - 014
Feed (mm/tooth) 0.1-0.2 0.1-0.2 0.08 - 0.12 0.12-0.18 0.1-0.2 0.10-0.3
16— g21 Speed (m/min) 150 - 250 180 - 250 80 - 140 140 - 180 100 - 200 200 - 1,000
210 -0
Feed (mm/tooth) 0.1-0.2 0.1-0.2 0.08 - 0.12 0.12-0.18 0.1-0.2 0.10-0.3
25 _ g33 Speed (m/min) 180 - 280 200 - 280 80 - 140 140 - 200 100 - 200 200 - 1,500
929 = O
Feed (mm/tooth) 0.1-0.24 0.1 -0.22 0.08 - 0.14 0.12-0.2 0.1-0.2 0.10 - 0.35
40 - 550 Speed (m/min) 180 - 280 200 - 280 80 - 140 140 - 200 80 - 200 200 - 1,500
040 - o
Feed (mm/tooth) 0.1-0.24 0.1 -0.22 0.08 - 0.14 0.12-0.2 0.1-0.2 0.10 - 0.35
Hl Medium-heavy cutting
Work Material Carbon steel | Unalloyed |giainjess steel | Cast iron Aluminium
Cutter Alloy steel steel
Dia. Insert Grade ACP300 ACZ350S ACZ310 DS20
Cutting fluid Dry Dry/Wet Dry Dry/Wet
12 - 514 Speed (m/min) 100 - 200 150 - 200 120 - 180 100 - 180 200 - 750
012 -0
Feed (mm/tooth) 0.08 - 0.14 0.1 -0.15 0.12 -0.15 0.08 - 0.18 0.10-0.2
16 - 621 Speed (m/min) 100 - 200 150 - 200 120 - 180 100 - 180 200 - 1,000
210 - 0
Feed (mm/tooth) 0.08 - 0.14 0.1 -0.15 0.12 -0.15 0.08 - 0.18 0.10-0.2
25 — 533 Speed (m/min) 100 - 200 160 - 220 120 - 180 100 - 200 200 - 1,500
929 = O
Feed (mm/tooth) 0.1 -0.16 0.1 -0.15 0.12 -0.15 0.08 - 0.2 0.10-0.3
040 - 850 Speed (m/min) 100 - 200 160 - 220 120 - 180 100 - 220 200 - 1,500
Feed (mm/tooth) 0.1 -0.16 0.1 -0.15 0.12 -0.15 0.08 - 0.2 0.10-0.3
278 AN 11 1o T4 e =
! ‘Nose radius 0.2 inserts are suitable for light cutting. Care should be taken in the selection of both axial & radial depth of cut as well as the feed rate. 1
1 -This table is a general guideline for cutting data. Please adjust according to machine and workpiece conditions, as well as width of cutting. 1
1 -Dry cutting (including air blow) is recommended when cutting of steel, except for finishing. 1
1 -Dry cutting is recommended for stainless steel. However use soluble oil in a case where severe built-up edge occurs. 1
\

M Finish milling with axial DOC of 0.2mm or smaller.

Work Material Carbon steel Unalloyed Stainless steel Cast iron
Cutter Alloy steel steel
Dia. Insert Grade ACP200 ACZ310
Cutting fluid Wet
Speed (m/min) 200 - 250
012 - 050
Feed (mm/tooth) 0.1-0.2

-For aluminium alloy, same conditions as "Finish-light cutting" shown above should be applied.
-For finishing of steel, wet cutting improves both surface finish and insert life. ACZ310 grade extends the life further.



Application example

FULLCUT MILL FCm

H Slot Milling

-

l Shoulder Milling

a 3

#L_

— .

CUTTING 10015

Only FULLCUT MILL was capable of achieving this data
in a No.40 spindle taper machine.

Fullcut Mill BBT40-FCM32113-85
Insert ARG321104(ACP300)
Work Material C50(S50C)
Cutting Speed V (m/min.) 150

Feed Rate f (mm/tooth) 0.12

Axial DOC Ad (mm) 9

Excellent perpendicularity is achieved.

Fullcut Mill BBT40-FCM32113-85
Insert ARG321104(ACP300)
Work Material C50(S50C)
Cutting Speed V (m/min.) 200

Feed Rate f (mm/tooth) 0.15

Axial DOC Ad (mm) 11

Radial DOC Rd (mm) 5

Finishing surface roughness was Rz=2.53 at V=200, F=0.15 cutting data.

Fullcut Mill BBT40-FCM50115-70 Surface Roughness
Insert ARG401104(ACP300) Rz
Work Material C50(S500)

Cutting Speed V (m/min.) 200 &Gw) 2.53
Feed Rate f (mm/tooth) 0.15 Manufzcturer 3.75
Axial DOC Ad (mm) 1 Manufacturer

Radial DOC Rd (mm) 30 B 4.32

H Material of Low Machineability

High efficiency and stable milling (F=1,140mm/min.) is achieved.

Fullcut Mill ST25-FCM25093-120
Holder BBT50-MEGA25D-105
Insert ARG250904(ACZ350S)
Work Material SUS304 Stainless steel
Cutting Speed V (m/min.) 150

Feed Rate f (mm/tooth) 0.2

Axial DOC Ad (mm) 9

Radial DOC Rd (mm) 3

@BIOXEA

ST71001 ONILLND



ST00L ONILLND

CUTTING 10015

Square Shoulder and Face milling
FULLCUT MILL FCM

Corresponding to Form FMH of new standard
face milling adaptor

ARBOR type

Shoulder Face
Milling Milling

Cutter Dia

050, 063, 080

D1
od
2 i
w
¥ L
! |
-, ‘ }l ({ n
vvv I_ ! Il !
. (1T He
! ' | °
oD
Form FMH / FMC
Cutter dia No. of Insert Weight
oD Model ap od oD1 L L1 L2 W Insert Size (kg)
50 FMH22-FCM50115-40 22 47 40 20 6 10.4 5 ARG40 0.5
63 -FCM63116-40 11 22 47 40 20 6 10.4 6 ARG63 0.7
80 FMH27-FCM80116-50 27 60 50 22 7 12.4 6 ARG80 1.2

Hindexable Inserts

Marking Description

Insert Size 1: ACZ310
2: DS20
P2: ACP200
grade P3: ACP300
5S: ACZ350S
Cutter Di Insert Nose R : v : N
utter Dia aj ose
Model o ACP200 | ACP300 |ACZ350S | ACZ310 | DS20
550 ARG401102 11 0.2 O O O O
ARG401104 11 0.4 O O @) O O
263 ARG631108 11 0.8 O O O O O
080 ARG801108 11 0.8 O O O O O

*Inserts are available in packets of 10 pcs.

Please clarify the insert type and grade when ordering.
For example, use ordering code: ARG401104ACP300.

Insert Classifications

I'4

- ACaution - -

It is important to use the correct insert for the diameter of FULLCUT MILL.
Failure to use the correct insert will result in incorrect cutting conditions )

and poor results.

ISO Grade Material Coating Selection between ACP300 and ACP200 for steel.
ACP200 is superior in anti-wear resistance, while ACP300 is

P20 ACP200 Prehardened steel TiAIN / AICIN superior in its anti-chipping property. ACP300 is the first

P30 ACP300 General steel recommendation for steel cutting.

M30 ACZ350S Stainless steel ) ) Choose ACP200 over ACP300 in cases where further speed or

TiAIN / TiCN } . )
K10 ACZ310 Cast Iron wear-resistance is needed. ACP200 is not, however,
N20 DS20 Aluminum DLC recommended for either heavily-interrupted or heavy-duty cutting.

121 (€1(0D)




H Spare Parts

CUTTING 10015

Insert Clamping Screw Set

(10 ) screws &
) wrench E

Anti-seizure Lubricant

a1

5g contained

Cutter Dia Insert Model Model Model
ARG401102
050 ARG401104
S3508DS DA-T15 BN-5
263 ARG631108
280 ARG801108

______________________________\

I

It is recommended to regularly replace clamping screws and wrench to
ensure the correct clamping force is maintained.

FCM ARBOR type

Recommended Cutting Condition

Square Shoulder and Face milling

A Caution

FULLCUT MILL, FCM ARBOR type, cannot be used for feeding in

Z-axis such as ramping, plunging and boring.

——————————————————————— —
H Finish-light cutting
: Carbon steel Unalloyed Prehardened steel . . .
Work Material Stainless steel Cast iron Aluminium
Cutter Alloy steel steel <HRC40
Dia. Insert Grade ACP300 ACP200 ACZ350S ACZ310 DS20
Cutting fluid Dry Dry/Wet Dry Dry/Wet
250 Speed (m/min) 100 - 220 150 - 240 80 - 120 120 - 180 100 - 200 200 - 1500
063
280 Feed (mm/tooth) 0.1-0.24 0.1 -0.22 0.08 - 0.14 0.12-0.20 0.10 - 0.25 0.10 - 0.35
H Medium-heavy cutting
Work Material Carbon steel | Unalloyed | gyjinjess steel | Cast iron Aluminium
Cutter Alloy steel steel
Dia. Insert Grade ACP300 ACZ350S ACZ310 DS20
Cutting fluid Dry Dry/Wet Dry Dry/Wet
250 Speed (m/min) 100 - 220 150 - 240 120 - 180 100 - 200 200 - 1500
063
280 Feed (mm/tooth) 0.08 - 0.18 0.08 - 0.16 0.12-0.15 0.10 - 0.20 0.10 - 0.30

P A Caution - == === - - = - = - - - - - - - - - - - m - s s s s - === = \

1 -This table is a general guideline for cutting data. Please adjust according to machine and workpiece conditions, as well as width of cutting. 1

1 -Dry cutting (including air blow) is recommended when cutting of steel, except for finishing. 1

1 -Dry cutting is recommended for stainless steel. However use soluble oil in a case where severe built-up edge occurs. 1

N o o o mm o e e mm Em EE e Em EE EE EE EE EE EE M M M M M e e e Em Em e e Em mm -

s B
Indexable Insert Endmill Ao mode : BBTAOLFMHEE 2748
achieving the excellent :
squareness and fine Squareness
surface finish. — Cutting Speed V (m/min.)| 150

Feed Rate f (mm/tooth) 0.1 %? 10pm
pm— & Axial DOC Ad (mm) 5 Other 40um
F— ' Radial DOC Rd (mm) 0.1 manufacture H
L L
! Wiper cutting edge
Cutting Speed V (m/min.)| 250 @I _
; Feed Rate f (mmftooth) | 0.2 S, |@=0.51um
Axial DOC Ad (mm) 0.1 Other _
Radial DOC Rd (mm) 50 | [manufacture | R@=1.56um
N J

@BIOXEAA
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CUTTING 10015

High speed cutter for aluminum and cast iron

SPEED Finisher

Amazing improvement of surface finish at high speed cutting. 60%2
w
ﬂ—r»
~ |
s » i
. A | -
L ==
‘ y O I B/
& A ' 4 ‘ oD1 ‘
\/ - oD
Diameter D1 No. of | MAX Clamp Weight
Model oD DA2200 CBN oD2| @d L L1 L2 W insert| mint Bolt (kg)
FM22-PLS505-35 50 46.9 44.9 47 22 35 19 6 |10.4 5 20,000 | M10 Cap Screw 0.4
FM22-PLS636-35 63 59.9 57.9 60 22 35 19 6 |10.4 0.7
FM27-PLS806-40 80 76.9 74.9 76 27 40 | 22 7 | 124 6 16,000 | M12 Cap Screw | 1.2
FM32-PLS1006-42 100 96.9 94.6 96 32 42 | 24 8 | 144 12,800 MBA-M16 2.0
1. Wrench and screws are included. Inserts are ordered separately.
2. When using at 12,000min"" or higher speed, contact @I6 agent for balancing of the cutter and arbor assembly.
3. Effective cutting edge length ap varies depending on insert models. Refer to the table for insert shown below.
4. Adjusting amount of cutting edge is 0.1mm. Note this when using reground insert.
Hinsert
o 3 3 M Insert grade
-~ N O3 @”\m i 2
’ \ 75 1% 75 or DA2200 CBN
I}
& High  density sintered | Newly designed CBN
Cutin material made of ultra-micro | sintered body with high
Insert model Workpiece Fig. Material edge Ier?gth diamond particles. Superior | content rate of CBN
Aluminam & hardness comparable to | improves toughness and
PL0705 DA2200 nonferrous 1 PCD 5.0 carbide alloy and wear | thermal conductivity.
PL0705 CBN Cast iron 2 CBN 05 resistance.

1. Each insert is packed in a case.

2. Regrinding of the insert is possible only once (grinding amount 0.2mm).
Early regrinding is recommended, as regrinding becomes unavailable in the case excessive wear or chipping occurs.

Recommended cutting condition

[Order example] PL0705 DA2200 5pcs.

" ; q Cutting speed Feed rate
Workpiece material Insert material (m/min) (mmtooth) Coolant
Aluminum | Sicontent 13%= 2,000 - 4,000
DA2200 0.05-0.2 Wet
alloy " ["sj content 13%< 400 - 800 ©
Copper alloy DA2200 500 - 2,500 0.05-0.2 Wet
Gray cast iron CBN 800 - 2,000 0.1-0.3 Dry

The table is a reference to determine cutting conditions. It should be adjusted according to cutting width, conditions of the machine tool and workpiece.

B Spare parts
Insert clamping screws and wrenches are consumables. Regular replacement and storage are recommended.
@ Lifting Screw Set @ Insert Clamping Screw Set | @ Wrench @ Anti-seizure Lubricant
3 (1) Lifting =* (1) Lifting | (10) Screw & E§¢ é ) =23 @
screw ¥ nut (1) Wrench A 5g contained
Model Model Model Model
LSN35 $2506DS DA-T8 BN-5

[ 123 (€:1(0D)




B PL Presetter

Dial gauge

@Exclusive presetter for quick adjustment in micron order.

CUTTING 10015

@Each cutting edge height is adjustable within 15 sec.

i Max. tool| Weight
. . Model Taper size H oD | oC oM length (kg)
PLP-BBT30 BBT30 7.5
BBT40 BBT40 >417 (122 | 102 9 (for M8) 150 76
-BBT50 BBT50 >502 (172 | 149 |11 (for M10) 160 17.5
-HSK63 HSK-A63 >417 (122 | 102 9 (for M8) 150 7.7
1. Dial gauge and indicator stabilizer (2pcs. AAA batteries included) are standard accessories.
2. Min. reading of the accessory dial gauge is 0.001mm.
3. BT shank cannot be used.
4. Max. tool length indicated in the table is the dimension from the gauge line of the arbor to the cutting edge.
5. Max. cutter diameter is 160mm.
H Arbor
Cutter dia. BBT30 BBT40 BBT50 HSK-A63
BBT30-FMH22-47-45 | BBT40-FMH22-47- 45 | BBT50-FMH22-47- 60 | HSK-A63-FMH22-47- 45
050 - 60 -105 -60
- 90 -90
BBT40-FMH22-60- 45 | BBT50-FMH22-60- 60
263 - 60 -105
- 90
BBT30-FMH27-60-45 | BBT40-FMH27-76- 60 | BBT50-FMH27-76- 45 | HSK-A63-FMH27-60- 60
280 =
- 90 90 -90
2100 _ BBT40-FMH32-96- 60 | BBT50-FMH32-96- 45 _
(Cutter diameter : 280)
N - Surface Height No. of
DL el roughness difference | workpiece R
Crankcase Cutting speed : 4,000m/min
ADC12 utt - ! - _ Rough & finish
Spindle speed : 15,900min-1 Ra_0.08ym Within 24.000 | Processes are
Feed rate : 9,550mm/min Rz=0,55pm 1 MM ’ combined in a
Depth of cut : 2.5mm single operation.
Parts of semiconductor
manufacturing equipment | Cutting speed : 4,000m/min
A5052 Spindle speed : 15,900min-1 Ra=0.07ym Within 320 Mirror finish is
. i achieved.
Feed rate : 9,550mm/min Rz=0.32 um 1 MM
Depth of cut : 2.0mm
Machine tool bed
FC250 Cutting speed : 1,500m/min
Spindle speed : 6,000min' | Ra=0.12um | Within 20 1 to 2um flatness is
Feed rate : 3,600mm/min Rz=0.67pm me obtained.
Depth of cut : 0.5mm

€.1(¢D) 124 |
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CUTTING 10015

Ultra High Feed Chamfer Mill

C-CUTTER mini

Front & back chamfering

[ Mutti insert type |

: Back AT
- Chamfering Face Milling

World's
smallest

Hexagon
insert — Detailed dimension
L Hmin2 7 Hmm?
L1 Hmin2 Hmin1 4'7@
45,, »r Hmin1 j“,
i —= 1 1 I
© ‘ @“ Q Q
I | e S | 3 QO Ble | 3|9 3 < s| 3
£ E £ £ W E|E € £ € 13 £ £
olo o O Slo ol O ol O Ol O
Q) & (SIS [SHES] Q Q Ql o Q Q
al 8 Fig. 2
Face : ) : . Insert |No. of
Model Milling Fig.| @D oD1 oD2 L L1 @Cmin | @Cmax | Hmin1 | Hmin2 Model |Insert
- -45B- 93 20
Sl il uiied — 1 12.7 12 9 10 12 1.0 37 | CM0o4... | 3
-35 108 35
ST12-C1116-45B-25 _ - =1 12 9.6 98 25 11 1 o e
-40 113 40 CMO5
ST16-C1520-45B-50 — 2 | 207 16 13.2 123 50 15 20 0.6 6.3
S$T20-C1924-45B-60 = 2 | 247 20 17.2 143 60 19 24 0.6 6.3 4
SE2UaG- 2200 o) O 3| 327 | 20 192 120 0 1o 32 0.4 12.4
-80 160 80 cM10
ST32-C3242-45B-65 175 65
427 2 ! 32 42 4 12.4
-100 Sk 82 1 806 o 100 0

1. Wrench and screw are included. Inserts are ordered separately (10/pkg).

2.10 screws and 1 wrench are included in Insert Clamping Screw Set.

3. In case of chamfering with 4 insert type, chatter may occur due to increased cutting resistance
when plunge cutting. Please try the different types with less inserts, 1 or 2.

[ 125 (€1(0D)
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CUTTING 10015

Front & back chamfering

(Single insert type |
~
: i,
e e
o L e

World's ‘
smallest

Hexagon
insert — Detailed dimension
L Hmin2
L Hmin2 Hmin2 Hmint
! Hmin1 Hmin1
5, . ot
. | FRe 58— ©E‘go‘ 5 ¢ e ‘{éo
g E == ] g E £ g ®
ol o Sl S Sl O Slo
5 é\l Ql Q@ Ql Ql . Ql @

Model Fig.| oD | oD1 | oD2 | @Ds | L L1 |@Cmint |@Cminz | @Cmax | Hmint | Hmin2 | Offset F ,'\;I‘gggl
ST10-C0608-45B-16 1 88 | 10 5.7 5.7 78 16 6 6 8 1.0 3.8 1.55 CMO04...
ST10-C0409-45B-20 2 9.8 | 10 5.4 7.7 86 20 4 6 9 0.5 54 1.1 CMO5...
ST10-C0611-45B-20 81 20

. ; : 6 8 ; ) ) MO5...
35 2 | 12.0 10 7.4 9.8 % 35 11 0.4 5.5 1.1 CMO05
ST16-C1222-45B-40 3 (226 | 16 11.0 | 16.9 | 117 40 12 12 22 03 | 124 2.9 CM10...

1. Wrench and screw are included. Inserts are ordered separately (10/pkg).
2.10 screws and 1 wrench are included in Insert Clamping Screw Set.

Refer to table A on page | 29
for cutting conditions.
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CUTTING 10015

Ultra High Feed Chamfer Mill

C-CUTTER mini

Front & back chamfering

[Bolt hole & starting hole for tapping type ]

Tap size : M8 - M20

Tap hole
Chamfering

— Detailed dimension———

L
.““"lﬂ L N Hmin2
‘“ 45 Hmin1
4-1 . % —_ @07’ 7T7
‘“"\. 1 ; T — 2 LI_:: x| o L_j@ =1 D‘
I N g E E g =
. w 5 < qd 29
' v
World's ‘
smallest L r— Detailed dimension———
Hexagon
insert | L1 _ Humina
45 - Hmin1
I — — Ol . <@?H o‘
| = ——— X - 3 < g 3 e
€| E gl E
SS] S| O
o Ql . Ql o
a
- Q
a
Q
@ in the table indicates Long Type
Model Fig. oD oD1 oD2 L L1 | @Cmin1 | @Cmin2 | @Cmax | Hmin1 | Hmin2 | Offset F | Insert Model
Slllllacid0e bRl 1 92 | 10 6.3 81 19 64 | 66| 84| 10 | 37 1.45 CMo4. .
-350 97 35
Sililz:-cMIlAE.2> 2 | 113 | 12 8.0 o= 55 | 83 | 105 | 05 | 50 1.65
-45@ 119 45
SIil22E M2 29 2 | 134 | 12 97 [ 102 | 29 76 | 100 | 126 | 05 | 5.2 1.85
-53 @ 126 53
STOICHIEELBIS 2 | 155 | 16 | 115 9L | S8 97 | 118 | 147 | 05 | 53 2.00
610 135 61 CMO5...
SIOEMilo=.2 8257 > | 176 | 16 | 185 —H2 1 37 | 415 | 138 | 168 | 05 | 54 2.05
-690 142 69
Sii2UCNIE A5 610 2 | 107 | 20 | 149 1261 42 | 439 | 152 | 189 | 05 | 57 2.40
-780 162 78
ARG, A T 2 | 218 | 20 | 169 122 | 46 | 460 | 172 | 210 | 05 | 58 2.45
-86 @ 169 86
1. Wrench and included. Insert dered tely (10/pkg). - —
2,10 sorews and 1 wrench are included in Insert Clamping Serew Set. Refer to page | 29 for cutting conditions,
3. For @ Long Type, standard insert is recommended rather than "SE" sharp edge insert to avoid chipping. table A for long models marked with®,
table B for other models.
g For Insert : | 29
{Tap starting hole) {Bolt hole) Cutter | Tap starting hole Bolt hole Z
_Hr He Type odT HT odB HB |Standard type | Long type
CM08 | 6.8(M8) |3.6| 66(M6) |3.7 13 29
cMm10 | 85M10) | 49| 9 (M8) |46 17 37
CM12 (10.3(M12) | 5.0| 11 (M10) | 4.7 21 45
CM14 [12.0(M14) | 5.2 = = 25 53
CM16 [14.0M16) | 5.3] 14 (M12) [ 5.3 29 61
\ z | cM18 |15.5(M18) | 5.6| 16 (M14) | 5.3 33 69
CcM20 |17.5(M20) | 5.6| 18 (M16) | 5.4 37 77
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CUTTING 10015

Front chamfering

Chamfering

World's
smallest

Hexagon
insert L r— Detailed dimension
L1 %» 9y
2 ‘
— 1T 7 (@ o‘
% % Ql @
Model Fig. 6 oD oD1 oD2 L L1 @Cmin | @Cmax Hmin | Insert Model
ST10-C0204-45-15 ’ 45" 6.3 10 6 8 15 2 4 0.4 CMO4...
-25 88 25
SROCH207R45: 20 2 | 45 8.1 10 7.8 81 20 2 7 04 | CMos...
-35 96 35
ST16-C0515-45-50 3 45° 15.8 16 15.2 122 50 5 15 0.4 CM10...
ST16-C0214-30-40 3 30° 15.9 16 15.4 105 40 2 14 0.2 CM10...
ST16-C0916-60-40 3 60° 16.5 16 15.6 105 40 9 16 0.8 CM10...
e e ki Pn ot o () Refer o table A on page | 29
3. Centering is not possible. for cutting conditions.
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CUTTING 10015

Ultra High Feed Chamfer Mill

C-CUTTER mini
HIndexable Inserts

Q ¢
-

| ’ i r\\
@ oD @ : ¢5°
p i

The suffix SE designates a sharp cutting edge version.

: Insert P ‘ M ‘ K N Insert

Fig. Model oD Nose R Clamping

e ACP300 ACP200| DS20 | Screw Set

1 CM0402 3.97 0.2 O = - S$2SS-T6
CM0502 - ©) ©)

2 5 0.2 S2TS-T6
CMO0502SE @) ©) -
CM10CH = @) @)

3 10 0.2 $4S-T15
CM10C1SE = @) -

1. Inserts are available in packet of 10pcs. Please specify model number and grade. (ie: CM0502-ACP200)
2. It is recommended to regularly replace clamping screws and wrench to ensure the correct clamping force is maintained.

Anti-seizure Lubricant
Sharp cutting edge insert

59 contained

[ Model | BN-5 |

Sharp cutting edge minimises the
generation of burrs. This is especially
beneficial when cutting stainless and
mild steel materials.

Recommended cutting condition

A (Standard conditions)

. Cutting Speed Feed rate f (mm/tooth)

Work Material Insert Grade Ve (m/min) Chamfering Face Milling (CM10 insert only) Coolant

General steel, Alloy steel, High-alloy steel 100 - 350 0.05-0.4 0.05 - 0.2 Dry

Prehardened steel (Less than HRC40) ACP200 60 - 100 0.05 - 0.1 0.05 - 0.1 Wet
Stainless steel ACP300 100 - 250 0.08 - 0.3 0.08 - 0.2 Dry/Wet

Cast iron 100 - 350 0.1 -05 0.05 - 0.25 Dry
Aluminum, Non-ferrous DS20, ACP300 100 - 800 0.1 -05 0.05 - 0.3 Dry/Wet

1. The table is just a reference to determine cutting conditions. 2. Wet cutting is recommended to obtain the good surface quality.
It should be adjusted according to the condition of the machine tool and workpiece. 3. In case built-up edge occurs when cutting aluminum and stainless steel, use soluble oil.

B (For long models of "bolt hole & starting hole for tapping type".)

. Cutting Speed Feed rate
Work Material Insert Grade Ve (m/min) f (mm/tooth) Coolant
General steel, Alloy steel, High-alloy steel 20 - 100 0.03 - 0.12 Wet
X ACP200
Cast iron ACP300 50 - 160 0.05 - 0.20 Dry
Aluminum, Non-ferrous 30 - 100 0.03 - 0.12 Wet

1. The table is just a reference to determine cutting conditions.
It should be adjusted according to the condition of the machine tool and workpiece.
2. For stainless steel and hardened steel, shorter models are recommended.
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CUTTING 10015

C-CUTTER mini
B Front & Back chamfering for Stainless
Competitor's tool C-CUTTER mini
(AN oe) | (sTo0-c2232 45850
g Chamfering dia. 230 028
= Number of tooth 1 4
I " b Cutting speed (m/min) 140 180
e Spindle speed (min™') 1,490 2,050
Feed (mm/min) 149 819
Material : X5CrNi18-9 . . . .
Charfar . 3mm x 45° Result 5 times better cutting efficiency
Feed : 0.1mm/tooth
l Chamfering for Aluminum
. C-CUTTER mini
S Competitor's tool (ST12-C1116-45B-25)
| ) Chamfering dia. 040 212
Number of tooth 3 4
Cutting speed (m/min) 200 600
Spindle speed (min™) 1,590 15,920
Material : Al-Si7Mg(Fe) iseedlmimimi) 4_77 6,370
Chamfer : 0.5mm x 45° Result 13 times better cutting efficiency
Feed : 0.1mm/tooth

B Front & back chamfering of starting holes for M8 tapping

-5 1
! Competitor's tool C-CUTTER mini
' ith Non-coated
| (with Non-coated) | (ST10-CM08-45B-19)
Cutting speed (m/min) 30 150
Spindle speed (min™) 1,140 5,680
Material - FC250 Feed per tooth (mm/rev) 0.05 0.1
Tapped hole  : 96.6 Feed (mm/min) 57 568
Chamfering dia. : 8.4

@BIOIEA
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CUTTING 10015

Chamfer cutter

C-CUTTER

[ Standard type ] 30°& 60°chamfering types are newly introduced.
One C-Cutter to cover a wide chamfering range.

@5 - 925 [210 - 40| [030 - 860 | 250 - 0100

L1 L
7]
| o !
L) o 3
gl -
: IR I g‘ g
o
Q
Chamfering Chamfer No. of | Insert Screw
angled oG | 0Com Model oD oD1 L L1 Insert Model Set Wrench

3 16 52 ST32-C1652C-30 32 68 48 80 2

CW19 S3S FLR-20S
30 50 85 ST42-C5085C-30 42 96 52 80 3

5 25 ST20-C0525C 20 33 25 60 1 CwW12 S2S-B FLR-13S
o 10 40 ST25-C1040C 25 45 35 70 2

= 30 60 ST32-C3060C 32 65 | 45 80 3 cw19 S3S | FLR-20S

50 100 ST42-C50100C 42 106 70 80 3 CW31 S5S8 FLR-28S
14 34 ST25-C1434C-60 25 39 37 58 2

60° 30 50 ST32-C3050C-60 32 54 45 80 3 CW19 S3S FLR-20S
45 65 ST32-C4565C-60 32 69 50 80 3

1. Inserts are ordered separately. An Insert Clamping key and Screws are included.
2. 10pcs. of screws and 1pce. of wrench are included in Screw Set. m
@ For Cutting Condition : | 32

[ Universal type ]

Easy angle adjustment from 5° to 85° with a hex key.

. . i Fio o
o ! 70 ‘

220
F——

[ Model | ST20-C5/85A-40 |
Insert Model : CW12

ME” For Insert : | 32/

" For Cutting Condition : | 32

@ Easy angle adjustment with [ Chamfering range ]
a hex key. Angle |Smallest hole |Largest chamfering L Angle |Smallest hole |Largest chamfering L
N i 6 dia. oD1 dia. @D2 6 dia. oD1 dia. @D2

5° 5.5 33.5 1.2 50° 24.0 42.2 10.8
10° 7.3 34.7 2.4 55° 26.4 42.4 11.4
} 15° 9.0 36.2 3.6 60° 28.5 42.5 12.1
20° 11.2 37.4 4.7 65° 30.7 42.4 12.5
) 25° 13.0 38.6 5.9 70° 32.9 421 12.6
30° 15.2 39.6 7.0 75° 34.9 41.7 12.7
35° 17.4 40.5 8.0 80° 36.9 411 11.9
40° 19.6 41.2 9.0 85° 38.8 40.3 8.6

45° 21.8 41.8 10.0

Chamfering range and L dimensions are reference figures.
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HIndexable Inserts

CUTTING 10015

A=Non-coated AZX=TIiCN+TiAIN multilayer coating

P30 P20
Insert A . .
t Model A AZX
CW1206 6.35 12.7 2.7 O O
D CW1909 9.525 19.05 45 @) O
CW3115 15.875 31.75 7.0 ©) O

1. Insert is available from 1 pce.
2. Insert set is available in packs of 10 pcs. Please add "S" before each model number when ordering.
Example:SCW1206A

Recommended cutting conditions

Max.

General steel

Stainless steel

Cast iron

Aluminum

Cutter Type Chamfer | Chamfering Alloy steel
V (m/min) | f (mm/rev) |V (m/min) |f (mm/rev) | V (m/min) |f (mm/rev)| V (m/min)| f (mm/rev)
. Plunge Cutting 50 0.1 30 0.08 40 0.1 80 0.1
SIS AT S e 80 0.15 60 01 50 0.15 100 0.2
Plunge Cutting 50 0.1 30 0.08 40 0.1 80 0.1
S @z Side Cutting 80 0.15 60 0.1 50 0.15 100 0.15
€1040C C3 Plunge Cutting| 90 0.15 40 0.12 60 0.15 100 0.2
C1434C-60 %3
C1652C-30 #SMM | Side Cutting 120 0.3 60 0.2 90 0.3 150 0.3
C3060C/C3060 C4 i
©30500-60 Plunge Cutting 120 0.3 60 0.18 90 0.25 150 0.3
C4565C-60 4mm ; ;
©50856-30 Side Cutting 150 0.45 60 0.3 120 0.6 200 0.6
Plunge Cutting 150 0.4 80 0.25 120 0.35 180 0.4
1
(el C4 Side Cutting 150 0.45 60 0.36 120 0.6 240 0.6

V : Cutting speed (m/min.) f: Feed per revolution (mm/rev.)

1. Cutting condition is the same for both non-coated and coated inserts.
Coated inserts will achieve better surface finish and extended insert life.

2. Peck feed is necessary in case cutting chips are too long.

B C3 traverse chamfering

Workmaterial : C55(S55C)

C3.0

indicates the chamfering length of the longer side.

High cutting parameter was achieved without chattering.

3. Reduce cutting speed if a larger chamfer than the max. amount shown in the table is required.
4. A high rigidity toolholder is recommended, such as BIG HMC or MEGA-D Chuck.
5. Max. chamfering amount with % in 30, 60 degree type and Universal type

C-CUTTER ST25-C1040
Insert Model CW1909A
Spindle speed 3,000 min-!
Feed 1,800mm/min

@BIOIEAA
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CUTTING 10015

Ultra high feed chamfer mill
R-CUTTER

Front & back R-chamfering are available.
4 inserts multiply feed rate.

Front & back R chamfering

j
/
{
l"
/
/
y
>
o
/‘\’s«n

- — _ <o
=y - 5 - ® — ~ !llll o
- —a —A a o 8

. ' Q | ol O Q Q @ Q

. g ® Q

.
~F
I._
Model Fig. | oD |oD1 | oDz [oDs | L | Lt ol R | xi | z1 | xe | z2 | oot
05 | 361] 193 | 430 | 558
ST10-RC061B-15 1 (12310 | 66| 44| 78| 15 | 1 [ 3.351 2.18 | 4.04 | 533 | poog...
15 | 309|243 |378 | 508
2 | 283] 268 | 352 | 483
1 7.17] 379 | 856 | 11.22
ST16-RC121B-30 1 |244| 16 |133| 86| 103 | 30 | 1 |2 | 6651429 |803 11072} gpyp
3 | 613] 479 | 751 |10.22
4 | 560] 529 699 | 9.72
05 | 7.89] 1.93 | 859 | 578
ST16-RC064B-30 2 |21 |16 |152] 132|101 | 30 | 4 |1 764 2.18 1834 | 553 pepg .
15 | 7.39| 243 | 809 | 5.28
2 | 713] 268 | 7.84 | 503
1 | 1585 3.79 | 17.26] 11.63
ST32-RC124B-50 2 |42 | 32 |308|263|141 | 50 | 4 |2 15331429 1675 MA3} goyp
3 [ 14.83] 479 | 16.24| 10.63
4 [1431] 529 | 15.73] 10.13
Hindexable Inser 8 Insert Clamping
dexable Inserts Type Insert model Radius e B
RC06050 ACP300 R0.5
RCO6 RC06100 ACP300 R1.0 SOTST6
f=— RC06150 ACP300 R1.5
4 A\ RC06200 ACP300 R2.0
- RC12100 ACP300 R1.0
P Rz RC12200 ACP300 R2.0 S4S.T15
RC12300 ACP300 R3.0
[ 4 corners ] RC12400 ACP300 R4.0

1. Inserts are available in packet of 10 pcs.
2. Material is coated carbide.

EEX(BI6



Front R chamfering

R Chamfering

L1
A

£

D1

S

oD

oD2
oD3

CUTTING 10015

L1

|

oD1

oDz
9

oD3

oD

Z1
R-dimensions
//7\
JY%
‘) §
N e
: No. of Insert
Model Fig. | oD | oD1 | oD2 | oD3 L L1 Insert R X1 Z1 Model
0.5 3.61 1.93
ST16-RC061-20 1 | 123 16 | 119 | 45 | 94| 20 | 1 L fes 2o RC06....
1.5 3.09 2.43
2 2.83 2.68
1 717 3.79
ST20-RC121-40 2 | 244| 20 | 238 | 89 | 121 | 40 | 1 2 Olbs Ll RC12....
3 6.13 4.79
4 5.60 5.29
Recommended cutting condition
; ; Cutting speed Feed rate
Workpiece material (mm/min) (mm/tooth) Coolant
Structural, carbon or alloy steel 100 - 350 0.05-0.2 Dry
Prehardened steel less than HRC40 60 - 80 0.05 - 0.1 Wet
Stainless steel 100 - 250 0.08 - 0.2 Dry / Wet
Cast iron 100 - 350 0.05 - 0.25 Dry
Aluminum 100 - 800 0.05 - 0.25 Dry / Wet

1. The table is a reference to determine cutting conditions.
It should be adjusted according to the condition of the machine tool

and workpiece.

2. Wet cutting is generally recommended to obtain good surface quality.
3. In case of built-up edge occurs when cutting aluminum and stainless steel,
use soluble oil.

@BIOIEA
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CUTTING 10015

Back spot facing tool for cap screw hole

BF-CUTTER

Selected spot facing diameters suitable for cap screws.

Coolant-through hol

Cap Screw Size : M6 - M16

Back
Spot Facing

Min. hole diameter
oD2
—

; Chamfer Min. hole diameter Offset Insert

Model Fig. oD oD1 oD2 L L1 L2 F Model
ST16-BFM6 /11-12 1 11 16 6.5 102 12 9 2.40
-BFM8 /14-20 1 14 16 8.5 108 20 9 2.90

-BFM10 /17.5-25 1 17.5 16 10.5 112 25 10 3.65 CMO502

-BFM12 /20-36 2 20 16 13 122 36 10 3.65
ST20-BFM14 /23-49 2 23 20 15 136 49 10 4.15
-BFM16 /26-56 2 26 20 17 142 56 10 4.65

1. Wrench and screw are included. Inserts are ordered separately (10/pkg).
2. 10 screws and 1 wrench are included in Insert Clamping Screw Set.

Hindexable Inserts

B Spare Parts

Insert Clamping | Anti-seizure Lubricant
.@ (CHHET I Screw Set 59 contained
L BFM6 /11 S255-T6
r I oD BFM8 /14
T
Nose Insert Grade S2TS-T6
Model op r ACP200 DS20 BFM14 / 23
CM0502 25 0.2 O O BFM16 / 26
Recommended cutting condition
Insert grade
. Insert Cutting Speed Feed rate ACP200 DS20
Work Material -
: Grade (m/min) (mm/rev) General steel Aluminum & non-ferrous
Ty High wear-resistant PVD | Ultra smooth and low
CEmaE 8, niElle SEe ACP200 £ e coating on carbide friction DLC coating on
Cast iron 30 0.03 substrate with ultra carbide substrate having
multilayer TiAIN and excellent anti-adhesive
Aluminum, Non-ferrous DS20 30 - 50 0.03 AICrN in micron order. | property.

IEEX@BI6




CUTTING 10015

Center and Chamfer in one

CENTER BOY

. . Centeri d
Accurate centering and chamfering can
be obtained in a single operation.
5 CENTER BOY Drill
T
N 0 0 @
-
"‘\._‘ ﬂ
L |
Locking screw |
L 4#.1 Locking screw
. A //_ p
5U7, e ONAD a 12 (\4
° VS T ° // =2 VAN T
v g £ g E
Ol O Ol O
Standard type se Long type s e
@ in the table indicates Long Type
Chamfering Chamfer ) Insert Spare Locking
Angle 6 oCrmin oCmax Model Fig. oD1 L L1 Model Screw
0.9 10 ST10-CBY09010 10 - CBY09010 | 149403-5p
0.9 13 ST12-CBY09013 1 12 _ CBY09013
1.0 16 ST16-CBY09016 16 180 CBY09016 HO0504-5P
90° 1.5 22 ST20-CBY09022 20 CBY09022 HO0505-5P
ST20-CBY09013-220 @ 220
. 1 2 120 -
0.9 3 260 ® , 0 260 CBY09013 H0403-5P
ST32-CBY09022-260 @ 260
. 2 120 -
15 22 300 ® 3 300 CBY09022 HO0505-5P
120° 0.9 13 ST12-CBY12013 1 12 150 - CBY12013 HO0403-5P
1.2 f Insert included tandard ies. :
2.2 ggz.%f Ezikiigrgclp;wus :reeilscﬁuzr;dér S;;f:isof)crL?:g Screws are available in a packet of 5 pcs. A Hand feed is not recommended.
Hinsert Chamferin
g
Angle 6 Model CENTER BOY
&,’;ﬁ ) CBY09010 ST10-CBY09010 ~.
-};ﬁi’}"ﬂ 90° CBY09013 ST12-CBY09013 / ST20-CBY09013 o i
) < ik - :
5% CBY09016 | ST16-CBY09016 ~  Highly accurate
120° CBY12013 ST12-CBY12013
1. Inserts are available in packages of 5 pcs.
2. Insert Grade is HSS with TiN coating.
Recommended cutting condition
Work Chamfering Centering
A Cutter T
Material WIeTIYPe I (mimin) | f(mmirev) |V (m/min) | f (mmirev)
General steel Standard 20 - 35 0.10 25 - 50 0.08
Alloy steel long 20-35 0.08 20 - 50 0.08
. Standard 15 - 30 0.08 20 - 40 0.08
Stainless steel
long 15 - 30 0.06 15 - 30 0.06
. Standard 20 - 40 0.12 30 - 45 0.10
Cast iron
long 20 - 40 0.10 30 - 45 0.10
. Standard 45 - 60 0.15 50 - 65 0.15
Aluminum
long 40 - 60 0.12 40 - 60 0.12
V: Cutting speed (m/min.) f: Feed per revolution (mm/rev.)
1.The table is just a reference to determine cutting conditions. 2. In case vibration occurs, reduce cutting speed V.
It should be adjusted according to the condition of the machine tool and workpiece. 3. Projection length should be as short as possible.
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BIG DAISHOWA

BIG DAISHOWA SEIKI CO LTD

Takaramachi 5-2, Higashiosakashi Osaka 579-8025 JAPAN
Phone : (+81)-72-982-8277 Fax : (+81)-72-982-8370

http://www.big-daishowa.com E-mail: export@big-net.ne.jp
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