A/ MODULAR ZMAC BORING BAR

BBASE-HOLDER
Q26 type base holder can be used for various combinations.
Ideal for low volume production on manual machine with wide variety of boring sizes.
We recommend that you also use the Q42 base holder on #50 M/C.

M Spacer & Head No Micro Vibration due
The extensive range of heads & spacers allow the correct selection to suit your boring applications. to Double-Contact
i i f ridge.
B Method of Selection for Modular ZMAC Boring Arbors Support of Cartridge

Firstly, select a head,spacer and stepped spacer from boring diameter and depth. Long Tool-Life & High

Then select base holder and SP26 extension spacer by the length from gauge line. Accuracy.
<eeesssssssssssssssm  Length from Gauge Line
> 15 | <@ Boring Depth
BT Base Holder EXtenSi_on Spacer
Y for Boring Depth
=, — sy 2
tepped Spacer == .
aill - B
- }%P'ss’ P.179 Extension Spacer 130| 45 |_ SP9-9-30 ZMAC20 oring ¢
MBT/MIT Base Holder for Length from e = = $20~25
M Gauge Line. SP26-9-30 ‘ZMAC16‘
 — 60 90 {7 |
-
= — =3 $16~20
—d
26- 30 4560
SP26-26-60 =g
R 60 SP12-12-60 ZMAC25
= — ¢ 25~32
SP26-12-30 30 ‘%560
=
3 60 90 ZMAC32
: hiadl SP16-16-45 —
| u=(f3 — e Y
|\w ‘ ||=|E1 = I SP26-16-60
I P.87 30 60 100 ZMAC42
NC5 Base Holder 1 1 ﬂ_l 4055
== S
_— SP26-20-60
5~ P.202 ZMAC55 —
Q ot 455~70
%5 P.221
Please refer 175~ P.86 for spacer and =&~ P.77, P.78 for ZMAC head.

Extension Spacer Stepped Spacer
BExample of small diameter boring in a deep BMExample of small diameter boring in deep
recess using the largest diameter extension recess using stepped spacer with the
spacer in order to maintain rigidity. same diameter as head.
BT40-Q26-95 BT40-Q26-95
oo SP26-26-60 SP26-26-60
i SP26-12-30 SP26-12-30
12-ZMAC25-40 12-ZMAC25-40
‘ 120 <7504>1 ’<71204><7504>‘
BMExample of deep hole boring using the extension
spacer with the same diameter as head. A1 Spacer
The combination of A1 spacer and ZMACX head is recommended
— w\_ BT40-Q26-95 when L/D is less than 6 times.
9t | SP26-12-30
t SP12-12-60

12-ZMAC25-40

60




19

73

A/ 1MAc BORING ARBOR (ZMAC)

| Boring for Finishing |

i

ZMAC16

| Eﬂﬂ]_uf*—tﬁ r
T

Fig.1 o Fig.3
ZMAC100, 140
m LM S ‘
#Ci ﬂc ¢i:' ¢ -
== e E
ZMAC ﬁmw * MT/
Fig.2 " nol b Fig.4 |
(Spacer)
A A
Code No. of the insert tip are shown.
Boring Boring SIS Egt,f:csé?n P‘/%s .
TAPER Code No. Range | Depth | C | C1| CodeNoe. | 2 No. W(eklg)ht Fig.
o s Head No. Insert No. ’
BT No.-Q-h Q-Q1-h1 Q- Min.D -h2
BT40-ZMAC16 -125 38 12-ZMAC16-45 19
(IT40) 135 15.9~20.2 18 15 | 24 | BT40-Q12- 80 12-ZMAC16-55 19 S
-ZMAC20 -120 45 -0 9- 80 B 19 |
-135 | 19.8~252 67 19 | 30 -Q 9- 9N 9-ZMAC20-40 A 1.9
-150 75 -Q 9- 80 SP9-9-30 ’ 2.0 2
-ZMAC25 -120 52 -Q12- 80 _ 2.0 ]
-150 | 24.8~322 90 24 | 35 -Q12-110 12-ZMAC25-40 2.1
-165 97 -Q12- 80 SP12-12-45 2.1 2
-ZMAC32 -150 77 -Q16- 95 - 25 ]
No.40 -180 | 31.8~422 110 | 31 | 42 -016-125 16-ZMAC32-55 | 4MP-C,B | 27
-195 122 -Q16- 95 | SP16-16-45 2.7 2
-ZMAC42 -150 97 -Q20- 80 - 3.0 |
-180 | 41.8~552 130 40 | 50 -020-110 20-ZMAC42-70 32
-210 157 -020- 80 | SP20-20-60 35 2
-ZMAC55 -165 135 -026- 95 . 3.9 1
-210 | 54.8~702 180 53 | 50 -026-140 26-ZMAC55-70 L 46
-225 195 -Q26- 95 SP26-26-60 ’ 4.6 2
-ZMAC70 -165 165 -Q34- 95 _ 5.4 ]
-180 | 69.8~85.2 180 67 | 64 -(034-110 34-ZMAC70-70 5.8
-225 225 -Q34- 95 SP34-34-60 6.8 2
-ZMAC85 -195 | 84.8~100.2 195 83 | 62 -042- 95 = 42-ZMAC85-100 9.0 1

*MIN. dial readout : ZMAC25 & smaller is 0.02mm on diameter. ZMAC32 and larger are 0.01mm on diameter.
% “C"grade (Coated) insert for Steel, Stainless & Cast Iron is supplied as Standard with the head (Smooth boring & Long tool-life). [Z5~ P.98 Please refer 155~ P.96 for cutting condition.
We would recommend “B”grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron.

*Please refer [z P.85 for Shank & Spacer, and @P 77, P.78 for Head.

*For Centre Through Tool Coolant type, please add “C”at the end of Code No. e.g. BT40-ZMAC55-165C.

% For BT30, modular connection system is applied. Please refer [Z5~ P.85 for Base Holder.

*When L length is required longer than standard, please specify boring depth M.

M Boring Arbor with Extension Spacer

ﬂﬂhf“‘f

—
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BZMAC for Multi-Stage Boring Bar

Please contact us for the special boring bar.

High Pressure Coolant

Through Tool




A/ 1MAc BORING ARBOR (ZMAC)

BWith ZMACX Boring Head
Please add "AA" at the end of Code No.
e.g. BT40-ZMAC42-150AA

Diameter can be adjusted easily and quickly by new handle with wrench.
\"‘T}g\

2 T
Ny Y \

v

CCW CW
g

ZMAC & Unlock Adjust diameter Lock

A A
Code No. of the insert tip are shown.

) ) Shank Extension 5
TAPER|  Code No. honge | bomt | © | Cr | CodeNo. | Spacer N weight| g
D M ACE NG, Insert No. ¢
BT No.-Q-h Q-Q1-h1 Q- Min.D -h2

BTS0-ZMAC16-140 | .o . | 38 | o | .0 | groan o 12-ZMAC16-45 a7 [
(IT50) -150 48 12-ZMAC16-55 47

-ZMAC20 -150 45 -Q 9-110 o 48 1
-165 | 19.8~252 67 19 | 40 -Q 9-125N 9-ZMAC20-40 48

-180 75 -Q 9110 | SP9-9-30 SMP-CB g 2

-ZMAC25 -135 52 -Q12- 95 _ 48 '
-165 | 248~322 90 24 | 44 -Q12-125 12-ZMAC25-40 48

-180 97 -Q12- 95 | SP12-12-45 49 2

-ZMAC32 -180 77 -Q16-125N _ 55 !
210 | 31.8~422 110 31 | 50 -Q16-155 16-ZMAC32-55 | 4MP-C.B | 56

-225 122 -Q16-125N | SP16-16-45 5.7 2

-ZMAC42 -180 97 -020-110 _ 6.0 ’
oL 41.8~552 130 40 | 60 020129 20-ZMAC42-70 6.0

-225 142 opio | SP20-20-45 6.4 )
-240 157 SP20-20-60 6.5

-ZMAC55 -210 117 -026-140 _ 75 :
240 | 548~702 182 53 | 65 -Q26-170N 26-ZMAC55-70 76

No.50 -270 177 -026-140 | SP26-26-60 8.1 2

-ZMAC70 -240 190 -Q34-170 _ 10.0 ’
-270 | 69.8~852 220 67 | 80 -Q34-200 34-ZMAC70-70 10.6

-300 250 -Q34-170 | SP34-34-60 115 | 2

-ZMAC85 -225 182 -Q42-125 B 125 |
-290 | 84.8~100.2 247 83 | 83 -Q42-190 42-ZMAC85-100 | 6MP-C,B | 150

-315 212 -Q42-125 | SP42-42-90 160 | 2
-ZMAC100-225 225 -Q42-125 12.4
-290 290 -Q42-190 15.1
-325 | 995~1405 325 95 | 98 -Q42-225A — 42-ZMAC100-100 17.8
-375 375 -Q42-275A 205

-425 425 -Q42-325A 22 |,
-ZMAC140-225 225 -Q42-125 138
-290 290 -Q42-190 16,5
-325 | 1395~1805 | 325 135 | 98 -Q42-225A - 42-ZMAC140-100 19.2
-375 375 -Q42-275A 219
-425 425 -Q42-325A 24.6

*MIN. dial readout : ZMAC25 & smaller is 0.02mm on diameter. ZMAC32 and larger are 0.01mm on diameter.
*When L length is required longer than standard, please specify boring depth M. * For Centre Through Tool Coolant type, add “C” at the end of Code No. e.g. BT50-ZMAC55-210C.
* “C” grade (Coated) insert for Steel, Stainless&Cast Iron is supplied as Standard with the head (Smooth boring & Long tool-life) .[IZZ~ P.98
We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron.  Please refer IZ5~P.96 for cutting condition.
*Please refer IZ5~ P.85 for Shank & Spacer,and IZ5~ P.77, P.78 for Head. 74
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A/ 1MAC BORING ARBOR (ZMAC-R)

|Boring for Semi-Finishing—ZMAC-R |

T
—

Fig.1
ZMAC100, 140
L,M
: M ' 4C
¢f ¢¢C ¢f : ‘T
T =a fF
ZMAC-R ; ! i |
Fig.2 h il h Fig.3 h |
(Spacer)
F~Y
Code No. of the insert tip L@ are shown.
Shank Extension “ w
Boring Boring Spacer | .
TAPER Code No. Range | Depth | C | C1 | CodeNo | 20 No. W(eklg)ht Fig.
D M hieadihiel Insert No g
BT No.-Q-h Q-Q1-h1 Q- Min.D -h2 ’
BT40-ZMAC32R -150 77 BT40-Q16- 95 _ 2.5 ]
(IT40) -180 | 31.8~422 110 31| 42 -Q16-125 16-ZMAC32R-55 2.7
-195 122 -Q16- 95 | SP16-16-45 2.7 2
-ZMAC42R -150 97 -020- 80 - 3.0 :
-180 | 41.8~552 130 40 | 50 -020-110 20-ZMAC42R-70 | CCO06-C 32
-210 157 -020- 80 | SP20-20-60 35 2
No.40 -ZMAC55R -165 135 -026- 95 - 3.9 ]
-210 | 548~702 180 53 | 50 -026-140 26-ZMAC55R-70 46
-225 195 -026- 95 | SP26-26-60 46 2
-ZMAC70R -165 165 -Q34- 95 _ 5.4 |
-180 | 69.8~852 180 67 | 64 -Q34-110 34-ZMAC70R-70 T 58
-225 225 -Q34- 95 | SP34-34-60 6.8 2
-ZMAC85R -195 | 84.8~100.2 195 83 | 62 -042- 95 — 42-ZMAC85R-100 9.0 1

*MIN. dial readout : ZMAC25 & smaller is 0.02mm on diameter. ZMAC32 and larger are 0.01mm on diameter.
* “C”grade (Coated) insert for Steel, Stainless & Cast Iron is supplied as Standard with the head (Smooth boring & Long tool-life). =5~ P.76 Please refer IZ5~ P.96 for cutting condition.

We would recommend “B”grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron.
*Please refer IZ5~P.85 for Shank & Spacer, and [Z5~ P.77, P.78 for Head.
* For Centre Through Tool Coolant type, please add “C”at the end of Code No. e.g. BT40-ZMAC55-165C.

% For BT30, modular connection system is applied. Please refer =5~ P.85 for Base Holder.

*When L length is required longer than standard, please specify boring depth M.

M Boring Arbor with Extension Spacer

=
—

BZMAC for Multi-Stage Boring Bar

Please contact us for the special boring bar.

High Pressure Coolant
Through Tool




A/ 1MAC BORING ARBOR (ZMAC-R)

Minsert Tip for ZMAC-R @®best O:good
T : Please add the grade indication into O,
_ AC|aSt-|r°n O L and add the insert tip material
aterial . . .
e Speed‘f‘i’,:‘i!‘,:“fg‘r Cactiron indication at the end off the Code No.
. Hard.er'wd Steel : e.g. CC12-C8 (AC630M)
High Speed finish for Aluminium

Coated Coated

Carbide M | Carbide K There is the CBN insert tip which both corners can be used.

c Please refer iz=~P.98 for ISO code of the insert tip.
Grade @
Material i
Applicable Arbor Dimension Code No. |Nose R e LRk
ZMAC32R, = f7, CC06-O4| 0.4 ® ®
ZMAC42R, N T M2,
ZMAC55R B T ooy | CC06-08| 0.8
= =
ZMACTOR, T 2y LHI €C08-O4| 0.4 [ ®
ZMACB85R —D-f- 9525 % 44
£ji commoorsoy | ©C08-08/ 0.8 ° ®
=i =
ZMAC100R, + 4t Lﬂj cC12-04| 0.4 ) °
ZHACTA0R E%z: %E’ECMTWZOAON cc12-08| 0.8 ° °
(oY
Code No. of the insert tip L@ are shown.
.
Shank Extension N
Boring Boring Code N Spacer / i
TAPER Code No. Range Depth | C | Ci 0de Mo | ~ode No. W(?(lg)ht Fig.
D M Head No. Insert No ’
BT No.-Q-h Q-Q1-h1 Q- Min.D -h2 )
BT50-ZMAC32R -180 7 BT50-Q16-125N . 615 ’
(IT50) -210 | 31.8~422 110 31 | 50 -Q16-155 16-ZMAC32R-55 5.6
-225 122 -Q16-125N | SP16-16-45 5.7 2
-ZMAC42R -180 97 -Q20-110 _ 6.0 ]
= 130 -020-125 6.0
1 41.8~55.2 40 | 60 ¢ 20-ZMAC42R-70 CC06-C
-225 142 020110 SP20-20-45 6.4 5
-240 157 SP20-20-60 6.5
-ZMAC55R -210 117 -026-140 _ 75 ’
-240 | 54.8~70.2 182 53 | 65 -Q26-170N 26-ZMAC55R-70 7.6
-270 177 -(026-140 SP26-26-60 8.1 2
-ZMACT70R -240 190 -Q34-170 10.0 :
-270 | 69.8~852 220 67 | 80 -034-200 34-ZMAC70R-70 10.6
-300 250 -Q34-170 | SP34-34-60 1.5 2
CC08-C
N0.50 7macssR 225 182 s | 25 |
-290 | 84.8~100.2 247 83 | 83 -Q42-190 42-ZMAC85R-100 15.0
-315 272 -042-125 SP42-42-90 16.0 2
-ZMAC100R-225 225 -Q42-125 12.4
-290 290 -042-190 151
-325 | 99.5~1405 325 95 | 98 -Q42-225A = 42-ZMAC100R-100 17.8
-375 375 -Q42-275A 20.5
-42 425 -(42-325A 232
J CC12-C 8
-ZMAC140R-225 225 -Q42-125 13.8
-290 290 -Q42-190 16.5
-325 | 139.5~1805 325 135 | 98 -Q42-225A — 42-ZMAC140R-100 19.2
-375 375 -(42-275A 219
-425 425 -042-325A 24.6

*MIN. dial readout : ZMAC25 & smaller is 0.02mm on diameter. ZMAC32 and larger are 0.01mm on diameter.
*When L length is required longer than standard, please specify boring depth M. % For Centre Through Tool Coolant type, add “C” at the end of Code No. e.g. BT50-ZMAC55-210C.
* “C” grade (Coated) insert for Steel, Stainless&Cast Iron is supplied as Standard with the head (Smooth boring & Long tool-life) .17~ P.76
We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron.  Please refer IZ5~P.96 for cutting condition.
*Please refer IZ5P.85 for Shank & Spacer,and [Z5~P.77, P.78 for Head.

76
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A/ MODULAR TYPE ZMAC BORING HEAD

ZMAC Triangular Insert type head

Fig.1 A
/P98,
Boring Boring Coupling Remarks Weight
Head No. Range Depth Dia. (K9)
D M Q C C1 Unit No. Insert No. Fig.
12-ZMAC 16- 45 38 0.4
15.9~20.2 12 15 24 M 2HZ- 16 2
12-ZMAC 16- 55 48 0.4
3MP-C,B
9-ZMAC 20- 40 19.8~25.2 /1 9 19 M 2HZ- 20 0.4
12-ZMAC 25- 40 24.8~32.2 12 24 M 3Hz- 25 0.5
16-ZMAC 32- 55 31.8~42.2 55 16 31 M 4Hz- 32 4MP-C,B 0.7
20-ZMAC 42- 70 41.8~55.2 20 40 - M 5HZz- 42 1 1.1
26-ZMAC 55- 70 54.8~70.2 70 26 53 M 5HZ- 55 1.2
34-ZMAC 70- 70 69.8~85.2 34 67 M 7Hz- 70 2.0
6MP-C,B
42-ZMAC 85-100 84.8~100.2 83 M10HZ- 85 4.3
42-ZMAC100-100 99.5~140.5 100 42 95 M10HZ-100 4.9
83 3
42-ZMAC140-100 139.5~180.5 135 M10HZ-140 6.3

*MIN. dial read out: ZMAC25 and smaller is 0.02mm on dia.
ZMAC32 and larger is 0.01mm on dia.
*The above boring ranges are based on heads with Nose/R 0.2 insert.
* “C” grade (Coated) insert for Steel, Stainless & Cast Iron is supplied as Standard with the head (Smooth boring & Long tool-life). [Z5~P.98 Please refer IZ5 P.96 for cutting condition.

We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron. l— Length—|
*For Centre Through Tool Coolant type, please add “C” at the end of Code No. e.g. 26-ZMAC55-70C
*Code No. of the set with SP26 stepped spacer is Q26-Coupling Dia.-ZMACO-Length e.g. Q26-20-ZMAC42-100 ol

Coupling Dia. Q

r
ZMAC- R @ Rhomboid Insert type head

1 I

©° Mj
LT %ﬁ T ¢C "S‘C‘TF_‘ [e) } T
’ sa #D 4Q ¢#D
th J T
I " L S u_/E @
Fig.1 Fig.2
%,
Boring Boring Coupling Remarks i
Head No. Range Depth Dia. V\(I&Ig? t
D M Q C C1 Unit No. Insert No. Fig.
16-ZMAC 32R - 55 31.8~42.2 55 16 31 M 4HZ- 32R 0.7
20-ZMAC 42R- 70 41.8~55.2 20 40 M 5HZ- 42R CC06-C 1.1
26-ZMAC 55R- 70 54.8~70.2 70 26 53 - M 5HZ- 55R 1 1.2
34-ZMAC 70R- 70 69.8~85.2 34 67 M 7HZ- 70R s 2.0
42-ZMAC 85R -100 84.8~100.2 83 M10HZ- 85R 43
42-ZMAC 100R -100 99.5~140.5 100 42 95 M10HZ-100R 4.9
83 CC12-C 2
42-ZMAC 140R -100 139.5~180.5 135 M10HZ-140R 6.3

*MIN. dial read out: ZMAC25 and smaller is 0.02mm on dia.
ZMAC32 and larger is 0.01mm on dia.
* “C” grade (Coated) insert for Steel, Stainless & Cast Iron is supplied as Standard with the head (Smooth boring & Long tool-life) . I”ZP.98 Please refer IZ& P.96 for cutting condition.
*For Centre Through Tool Coolant type, please add “C” at the end of Code No. e.g. 26-ZMAC55R-70C +— Length —]
*Code No. of the set with SP26 stepped spacer is Q26-Coupling Dia.-ZMACO-Length e.g. Q26-20-ZMAC42R-100 E

Coupling Dia. Q




A/ MODULAR TYPE ZMACX BORING HEAD

For High Speed/Deep Hole Boring

ZMACKX Triangular Insert type head

Fig.1 Fig2 A

Fenge | Dums | oA Rt
D M Q C C1 Unit No. Insert No. Fig.
12-ZMAC 25- 40AA 24.8~32.2 40 12 24 M 3HZ- 25 3MP-C,B 0.4
16-ZMAC 32- 55AA 31.8~42.2 55 16 31 M 4HZ- 32 4MP-C,B 0.5
20-ZMAC 42- 70AA 41.8~55.2 20 40 _ M 5HZ- 42 ] 0.8
26-ZMAC 55- 70AA 54.8~70.2 70 26 53 M 5HZ- 55 0.7
34-ZMAC 70- 70AA 69.8~85.2 34 67 M 7HZ- 70 6MP-C,B 1.1
42-ZMAC 85-100AA 84.8~100.2 83 M10HZ- 85 2.3
42-ZMAC100-100AA 99.5~140.5 100 42 95 M10HZ-100 2.8
42-ZMAC140-100AA 139.5~180.5 135 8 M10HZ-140 2 3.1

*MIN. dial read out: ZMAC25 and smaller is 0.02mm on dia.
ZMAC32 and larger is 0.01mm on dia.
* The above boring ranges are based on heads with Nose/R 0.2 insert.
* “C” grade (Coated) insert for Steel, Stainless & Cast Iron is supplied as Standard with the head (Smooth boring & Long tool-life) . [’=— P.98 Please refer [ZZ P.96 for cutting condition.
We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron. l— Length—
% Centre Through Tool Coolant function is available as standard. 9
*Code No. of the set with SP26 stepped spacer is Q26-Coupling Dia.-ZMACO-Length AA e.g. Q26-20-ZMAC42-100AA 1

g

Coupling Dia. Q

For High Speed/Deep Hole Boring

r
ZMACX - R @ Rhomboid Insert type head

‘ L
%ﬁ

. f
¢C¢cj‘ N 4D
s T
Fig.1
|
Boring Boring Coupling Remarks ;
Head No. Range Depth Dia. V\(Iﬁ'g)ht
D M Q C C1 Unit No. Insert No. Fig. :
16-ZMAC 32R - 55AA 31.8~42.2 55 16 31 M 4HZ- 32R 0.5
20-ZMAC 42R - 70AA 41.8~55.2 20 40 M 5HZ- 42R | CCO06-C 0.8
26-ZMAC 55R - 70AA 54.8~70.2 70 26 53 - | M 5HZ- 55R 1 0.7
34-ZMAC 70R - 70AA 69.8~85.2 34 67 M 7HZ- 70R s 1.1
42-ZMAC 85R -100AA 84.8~100.2 83 M10HZ- 85R 2.3
42-ZMAC 100R -100AA 99.5~140.5 100 42 95 M10HZ-100R 2.8
83 CCi12-C 2
42-ZMAC 140R -100AA | 139.5~180.5 135 M10HZ-140R 3.1

*MIN. dial read out: ZMAC25 and smaller is 0.02mm on dia.
ZMAC32 and larger is 0.01mm on dia.
* “C” grade (Coated) insert for Steel, Stainless & Cast Iron is supplied as Standard with the head (Smooth boring & Long tool-life). [Z5~P.98 Please refer [Z5 P.96 for cutting condition.
We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron. l— Length—|
*Centre Through Tool Coolant function is available as standard. 9 ‘
*Code No. of the set with SP26 stepped spacer is Q26-Coupling Dia.-ZMACO-Length AA e.g. Q26-20-ZMAC42R-100AA

Coupling Dia. Q

78
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A/ BALANCE-CUT BAC BORING ARBOR for LARGE DIA.

) Insert 6MP
\ For Finishing ZMAC Unit
0,’ }
¢D
s ZMAC Cartridge
= P.81
- L= ¢T07 -
BAC | - RPC Side Plate
RAK Shank A
= P.72 P\fBB
Boring Dia: ¢ 130~595mm MCC-130B (Balancer) ==~ P.81
5 . .
TAPER R MIN~MAX.| - © Récﬁjesz rrllac?.k PPCNFgame (giﬁrr'flge% V\éﬁlg)ht
BT40-BAC130-205 130~195 RPC-130 7.0
N0.40 o) -Bactso05 | T~z | 25 | 6! | BTA-RAK-130 180 80
BT50-BAC130-185 185 BT50-RAK-110A 10.0
(IT50) -235 235 -160A 12.7
-285 285 -210A 15.4
-335 130~195 335 -260A RPC-130 18.1
-385 385 -310A 20.8
-435 435 -360A 23.5
-485 485 -410A 26.2
-BAC180-185 185 -RAK-110A 10.6
-235 235 -160A 13.3
-285 285 -210A 16.0
-335 180~245 335 -260A RPC-180 18.7
-385 385 -310A 214
-435 435 -360A 241
-485 485 % -410A 26.8
-BAC230-185 185 -RAK-110A MCCZ-130 11.3
-235 235 -160A (MCC-130B) | 149
No.50 -285 285 -210A Insert 6MP | 16.7
-335 230~—295 335 -260A RPC-230 19.4
-385 385 -310A 22.1
-435 435 -360A 24.8
-485 485 -410A 275
-BAC280-185 185 -RAK-110A 1.9
-235 235 -160A 14.6
-285 285 -210A 17.3
-335 280~—345 335 -260A RPC-280 20.0
-385 385 -310A 22.7
-435 435 -360A 25.4
-485 485 -410A 28.1
-BAC330-210"| 330~395 RPC-330 16.7
-BAC380-210"| 380~445 -380 17.0
-BAC430-2107| 430~4% | 7 | 98 ?Igg::ﬁ:gggjgg -430 18.0
-BAC480-210"| 480~545 -480 19.0
-BAC530-210"| 530~595 -530 20.0
* “C” grade (Coated) Inserts are supplied as standard.I=~ P.98 Please refertz=~ P.96 for cutting condition. 8 (0°~180°) _

*Unit "M5HZ-55" is provided as standard, please refer iz~ P.72 for Shank (RAK) and Plate (RPC) .

*Shank, Plate and Cartridge are delivered in separate packages.

*When ordering, please let us know machine maker and model no. to avoid the interfererce with tool
magazine of ATC.

* The location of cutting edge is same as drive key in standard.
The different location is available, please specify 8 in Code No. e.g. BT50-BAC180-235 (90°)

% The boring arbors marked * with IT50, L (gauge length) is 220. e.g. IT50-BAC330-220

* For centre through tool coolant type, please add “-C” at the end of Code No. e.g. BT50-BAC130-185-C

View from Cutting edge.

High Press:lre Coolant
Through Tool
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A/ \CCESSORIES for BALANCE-CUT BORING ARBOR for LARGE DIA.

Accessories for Balance-Cut BAC

Balance-Cut MAC type cartridge for large dia. MAC type Balancer for Balance-Cut large dia.
MCCZz-130 MCC-130B
R :
: 35
M6 '

Insert Clamp | Wrench Adjust | Set Screw | L-Wrench | Adjust |Adjustment ;
Lock Applicable RPC Plat
Tip Bolt |for Insert|"°* S| Screw | (M8) |forM815Bet| Wrench | Handle prpdess ate

AT NN\ &

Code No. [M5HZ-55| 6MP-C | M2577 T8 M366 | M540 | M815 M4 M3 | M5HZL | RPC-130,180,230,280,330,380,430,480,530

*Please referiZ=P.72 for RPC Plate. % Set Code No. is S.MCCZ-130.
*M5HZ-55R with CC06-C insert tip is available. Please specify code No. MCCZ-130R.
*6MP-C insert tip is supplied as standard. 1z5~P.98 Please refer 1z~ P.96 for cutting condition.

Accessories

®

@

i)

Accessories for Balance-Cut BCB

Balance-Cut BCB type cartridge for large dia. MAC type Balancer for Balance-Cut large dia.

BCB-130 Y762 MCC-130B

Insert Tip:10MP

o

65
64—
BCB Insert Clamp | Wrench Lock Adjust | Set Screw | L-Wrench | Adjust |Adjustment ;
Unit Tip Bolt |forInsert| Screw Screw (M8)  |forM815Belt| Wrench | Handle Applicable RPC Plate
Accessories 7

@@\

Code No.| M7-62 |10MP-T| Mé67 20S  |B357,B367 | M540

*Please refer Z&~P.72 for RPC Plate.
*Set Code No. is S.BCB-130.

*10MP-T insert tip is supplied as standard.Z=" P.98 Please refer =~ P.96 for cutting condition.

RPC-130,180,230,280,330,380,430,480,530
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A/ BASE HOLDER for MODULAR TYPE (BT Shank)

L

Coupling Bolt

Fig.1
Q
Fig.3 A Fig.4 JM’”
TAPER Code No. C°“p"0”9 Dia L c | c H Hi (ConingBolt) gig | weight (ko)
BT30-Q 9- 50 9 50 19 | 30 20 B19 2 0.5
-012- 65 12 65 24 40 _ B12 05
No.30 -016- 50 16 50 3| - 25 B16 1 05
-020- 50 20 50 40 26 B20 0.5
-026- 40 26 40 50 | 45 18 6 B26N 3 0.5
BT40-Q 9- 80 80 5 1.2
- 95N ’ 5 | 0¥ 27 B19 12
-012- 80 80 12 1.2
2110 12 | 2% s G 13
-016- 95 95 22 15
-125 16 125 o 95 = - 1.6
-020- 80 80 27 15
No.40 -110 al 110 A sy 60 = 1.7
-026- 50 50 20 1.1
- 95 26 95 50 = 65 B26N 1 1.8
-140 140 110 24
-034- 95 9 68 95 2.2
110 & 10 | ¥ e 8 70 B 3 26
-042- 95 42 95 83 68 59) B42 2.8
BT50-Q 9-110 110 5 41
- 125N S P R Bl 7 B19 41
-012- 95 95 12 4.0
-125 12 125 2| M 50 B2 5 4.0
-Q16- 125N 125 22 45
-155 L 155 8| <Y 55 Bl 46
-020- 110 110 27 4.6
-125 20 I 60 B20 45
-026- 65 65 27 1 3.7
-140 26 140 50 | 65 47 B B26N 9 53
- 170N 170 112 54
No.30 -034- 140 140 102 i 56
-170 34 170 64 | 80 120 B34 5 6.5
- 200 200 150 71
-042- 125 125 87 6.5
-190 4 0 | ¥ - 152 1 9.1
-042- 225A 225 B4? 12.9
- 275A . 275 S ) p 15.6
- 325A 325 18.3
- 375A 375 21.0
*#C of Q26 base holder has been increased from 45mm to 50mm due to improvement of its rigidity. L
*All base holders have a centre through-tool coolant hole.
% The Coupling screw & wrench are supplied as standard. [ M
*When L length is required longer than standard, please specify the boring depth M. I/ Q No
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A/ BASE HOLDER for MODULAR TYPE (BT Shank)

L

Coupling Bolt

Fig.1
Q
Fig.3 A Fig.4 JM’”
TAPER Code No. C°“p"0”9 Dia L c | c H Hi (ConingBolt) gig | weight (ko)
BT30-Q 9- 50 9 50 19 | 30 20 B19 2 0.5
-012- 65 12 65 24 40 _ B12 05
No.30 -016- 50 16 50 3| - 25 B16 1 05
-020- 50 20 50 40 26 B20 0.5
-026- 40 26 40 50 | 45 18 6 B26N 3 0.5
BT40-Q 9- 80 80 5 1.2
- 95N ’ 5 | 0¥ 27 B19 12
-012- 80 80 12 1.2
2110 12 | 2% s G 13
-016- 95 95 22 15
-125 16 125 o 95 = - 1.6
-020- 80 80 27 15
No.40 -110 al 110 A sy 60 = 1.7
-026- 50 50 20 1.1
- 95 26 95 50 = 65 B26N 1 1.8
-140 140 110 24
-034- 95 9 68 95 2.2
110 & 10 | ¥ e 8 70 B 3 26
-042- 95 42 95 83 68 59) B42 2.8
BT50-Q 9-110 110 5 41
- 125N S P R Bl 7 B19 41
-012- 95 95 12 4.0
-125 12 125 2| M 50 B2 5 4.0
-Q16- 125N 125 22 45
-155 L 155 8| <Y 55 Bl 46
-020- 110 110 27 4.6
-125 20 I 60 B20 45
-026- 65 65 27 1 3.7
-140 26 140 50 | 65 47 B B26N 9 53
- 170N 170 112 54
No.30 -034- 140 140 102 i 56
-170 34 170 64 | 80 120 B34 5 6.5
- 200 200 150 71
-042- 125 125 87 6.5
-190 4 0 | ¥ - 152 1 9.1
-042- 225A 225 B4? 12.9
- 275A . 275 S ) p 15.6
- 325A 325 18.3
- 375A 375 21.0
*#C of Q26 base holder has been increased from 45mm to 50mm due to improvement of its rigidity. L
*All base holders have a centre through-tool coolant hole.
% The Coupling screw & wrench are supplied as standard. [ M
*When L length is required longer than standard, please specify the boring depth M. I/ Q No
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A Do i amea pask HOLDER for MODULAR TYPE

i bor |
Fig.1 I H
MDQ
Photo shows with A1 spacer
and ZMACX head.

TAPER Code No. Q L C C1 H W(?('g ht | ZMAC Boring Range | Fig
No.30 | NBT30-MDQ26- 60 2 60 50 50 375 - 16~70 1
No.40 | NBT40-MDQ26- 65 26 65 50 54 30.0 13 16~70 2

NBT50-MDQ26- 80 26 80 50 87 22.0 46 16~70
No.50 -MDQ34- 90 34 90 64 87 32.0 49 16~85 2
-MDQ42-100 42 100 83 87 45.0 5.7 16~180
*All base holders are used for centre through tool coolant. ‘. L >
% Coupling bolt apd wrench are supplied as s_tandard. - ) M le—m 4»‘
*ZMACK head is recommended to use with the MAJOR DREAM base holder for anti-vibration. /NW‘T—‘
*When L length is required longer than standard, please specify the boring depth M and Q No. \LLM_‘]—J Q No.
K-Q Code No, [Z2UPINGDR| 1) | ping Bott | YWeight
- ' Q PING BOL 1~ (kg)
K32-Q 9-20 20 0.4
ZMAC Head ==~ P.77 9 19 B19
ea -40 40 05
-Q12-20 20 04
- 12 24 B12
. -60 60 0.6
-Q16-20 20 05
0 1 RAC Head = P.69 16 31 B16
i e v ¢lC -55 55 0.7
) -Q20-40 20 40 B20 07
-Q26-40 % 50 40 B26N 0.8
DJ Head =" P.83 K42-Q26-40 B26N 12
*All straight shank base holders are used for centre through tool coolant.
CHANFERING CUTTER for Modular System
CAF Code No. Coupling Dia. | Chamfering Dia. Code No. Coupling Dia. | Chamfering Dia.
CAF 9- 32 9 20~32 CAF20- 60 20 42~60
CAF12- 38 12 25~38 CAF26- 85A 26 56~85
CAF16- 45 16 33~45 CAF34-110 34 70~110

“* Chanfering angle is 45°
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A/ straight Shank BALANCE CUT BORING BAR

!
32 $32 -
i T
T
K-RAC
You can use following boring tools with C32 Milling Chuck. It is convenient for Various/Small Volume Productions. ’
Use with Straight Shank ZMAC Boring Bar. P.62
Boring Range Boring Depth Shank Insert .
Code. No. D M Code No. AEZE e No. Weight (kg)
K32-RAG25- 75E 70 K32-Q12-20 0.8
o 12-RAC25- 55E | CCO7-C
-115E S 93 -Q12-60 09
-RAC32- 75E 70 -Q16-20 1.1
~ 16-RAC32- 55E | CCO08-C
10E b 01655 13
-RAC43-110E 43~ 55 105 -020-40 | 20-RAC43- 70E 1.7
-RAC53-110E 53~ 70 -026-40 26-RAC53- 70E | CC12-C 1.8
-RAC70-110E * 70~100 26-RAC70- 70E 1.9

*Balance cut boring bar on above table is the boring bar with the cartridges (E) for steel, stainless and cast iron. “C” grade (Coated) insert tip is supplied as standard.IZ5~ P.62
*Baring bar with the cartridges for heavy duty boring of iron and cast iron IZ&~P.64, for aluminium (A) IZ5~P.66 and for through hole and multi sheets (K) . IZ5~P.68
Please refer [Z=~P.95 for cutting condition.
*Shank (P.87) and head (P.69) are delivered in separate packages.
*For centre through tool coolant type except K32-RAC70-110E marked *, please add “-C” at the end of Code No. e.g. K32-RAC53-110E-C

A/ straight Shank Z MAC BORING BAR

e - O
o ‘ A
¢32 1 E 4D
_ f f
T
K-ZMAC
You can use following boring tools with C32 Milling Chuck. It is convenient for Various/Small Volume Productions.
. . AN
Boring Boring Shank P:98 :
Code No. Range | Depth |C|Ci| node No. L2 V\(llig;lt
D M Head No. |InsertNo.| Head No. |Insert No.
- - 12-ZMAC16-4 .
K32-ZMAC16- 65 159209 38 5| iemena C16-45 0.5
- 715 48 12-ZMAC16-55 0.5
“ZMAC20- 60 |,g0 pcpl 95 |yg| = 09| maenag | smp-c,B - - 0o
- 80 63 30 -Q 9-40 0.7
- - 55 = -Q12-20 0.6
giiitzodol 24.8~32.2 24 12-ZMAC25-40
-100 83 30 -Q12-60 0.7
-ZMAC32- 75 70 -Q16-20 09
31.8~422 31 - 16-ZMAC32-55 | 4MP-C,B |16-ZMAC32R-55
-110 -Q16-55 CCO6-C 1.1
-ZMAC42-110 41.8~55.2 105 40| - -Q20-40 | 20-ZMAC42-70 6MP-C.B 20-ZMAC42R-70 1.5
-ZMAC55-110 54.8~70.2 53| - -(026-40 | 26-ZMAC55-70 " | 26-ZMAC55R-70 1.6

% All Codes shown are for Heads with Triangular Inserts.

For Heads with Rhomboid Inserts, please add “R” to the Code No. e.g.)K32-ZMAC32 R -75

Y MIN. dial read out: ZMAC25 and smaller is 0.02mm on dia. ZMAC32 and larger is 0.01mm on dia.

% “C”grade(coated) Insert for Steel, Stainless and Cast Iron is supplied as standard with the Head. (Smooth Boring and Long tool-life) Please refer [Z5= P.96 for cutting condition.
We would recommend “B”grade(CBN) Insert for Hardened Steel and High Speed Boring of Cast Iron.

* For Centre Through Tool Coolant type, please add “C” at the end of Code No. e.g. K32-ZMAC42-110C.




A straight Shank DEEP HOLE ZMACX BORING BAR

Axially Adjustable and Solid Carbide
For Deep Hole Boring

Axially Adjustable type

ZMACX32 and ZMACX42 are the centre through tool coolant type with ZMAC& head as standard.

S-ZMACX N
Boring Range | Boring Depth Unit Insert | Weight Suitable Holder
Code. No. gD ’ ?vl i - S No. No. (kg?) Chuck KM Collet
$12-BCBX12.7- 95 12.7~14.5 50~ 95 130 | 12 M1-12.7 AMP-T 02 KM32-12
$13-BCBX14.5-105 14.5~195 50~105 135 | 13 M1-14.5 ’ =13
$15-ZMACX16-120 15.9~20.2 65~120 150 | 15 | M2HZ-16 0.3 BT40-C32 =18
$19-ZMACX20-150 19.8~25.2 100~150 | 180 | 19 | M2HZ-20 | 3MP-C,B | 06 BT50-C32 -19
$24-ZMACX25-190 24.8~32.2 140~190 | 220 | 24 | M3HZ-25 1.3 -24
$30-ZMACX32-260C | 31.8~42.2 190~260 | 290 | 30 | M4HZ-32 | 4MP-C,B | 26 -30
$32-ZMACX42-330C | 41.8~552 | 260~330 | 360 | 32 | M5HZ-42 | 6MP-C,B | 38 =

*T grade (Cermet) insert tip or “C” grade (Coated) insert tip is supplied as standard for BCBX or ZMACX respectively. IZ5~ P.98 Please refer [Z5~ P.96 for cutting condition.

*Centre Through Tool Coolant type is available. Please add “C”at the end of Code No. e.g. S24-ZMACX25-190C

Deep Hole Boring Operation with combination of Milling Chuck, Collet and S-ZMACX Boring Bar.
Ultra Deep Hole Boring MAX.L/D=8 times with Carbide Solid Boring Bar

Axially Adjustable with Milling Chuck

(2]
AN g/ ¥
70 \ > /
w RN
Y 7 /
Milling Chuck } Collet Boring Bar
TAPER Milling Chuck Code No. Collet KM Collet No. Deep HC‘Z)'ZQBIC\’IE”Q Bar
BT40 -C20- 70, 90, 105, 120 CkM20) KM20-12 S$12-BCBX12.7- 95
No.40 -C25- 70, 90,120 Ckm25) -13 $13-BCBX14.5-105
-G32- 85, 105, 120 (Ckm32) KM25-12 S$12-BCBX12.7- 95
BT50 -C20-105, 135, 165, 180 -13 S$13-BCBX14.5-105
NU 50 -(25-105, 135, 165 (Ckm25) -15 S$15-ZMACX16-120
0 -C32- 90, 105, 120, 135, 165 (km32) KM32-12 S$12-BCBX12.7- 95
-C42- 95, 105, 120, 135, 165 -13 S$13-BCBX14.5-105
-15 S$15-ZMACX16-120
-19 S$19-ZMACX20-150
-24 $24-ZMACX25-190
-30 S$30-ZMACX32-290C
= S$32-ZMACX42-360C

HKM42-12, 13, 15, 19, 24 are also available.

90
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A TMAC UNIT PARTS LIST

@;; N[}

NIKKEN ZMAC Boring Heads come complete with ZMAC
Boring Unit. See below part No. for spares.
Different codes for the Triangular Insert unit & Rhomboid
Insert unit are shown below : column 1: Boring unit, column 2:
Cartridge, column 3: Insert, column 6: Insert clamp screw,
column 7: Insert clamp handle, but all other parts(column 31
to 34,36,39) are common to both.
N.B. Other manufacturers ISO Standard Insert Tip may have

3 g/ different centre hole diameters.
1 2 3 6 7 31 32 33 34 36 39 40
: Insert | Insert : q Unit
A . ) Triangular Dial Lock | Wave | Preload| Lock | Adjustment
ZMAC Unit| - Cartridge Insert gg?ve SL?QI‘; Ring | Flange | Spring | Nut | Screw | Handle Cg’lorﬂp
Boring Range - y — ~\
= C—J 6
99 8 1@ @00 6.7 -
=) R \§
15.9~20.2 | M 2HZ- 16 | M 2HZ- 16C 9M216D | 9M216L M361 M 2HZL-A
9M216W | 9M216P M2045
19.8~25.2 | M 2HZ- 20 | M 2HZ- 20C 3MP-C,B M2045 9M220D | 9M220L M362 | M 2HZL-B
16
24.8~32.2 | M 3HZ- 25 | M 3HZ- 25C 9M325D | 9M325L M333 9M325P M363 | M 3HZL
31.8~42.2 | M 4HZ- 32 | M 4HZ- 32C 4MP-C,B M2070 9M432D | 9M432L M334 M344 M365 M 4HZL e
41.8~55.2 | M 5HZ- 42 | M 5HZ- 42C M364
9M542D | 9Mb42L M335 9M542P M 5HZL
54.8~70.2 M 5HZ- 55 | M 5HZ- 550 M366
69.8~85.2 | M 7HZ- 70 | M 7HZ- 70C 9M770D | M770L | M337 | OM770P | M360 | M 7HZL M3090
6MP-C,B M2577 T8
84.8~100.2 | M10HZ- 85 | M10HZ- 85C o M367
(M2562D)
99.5~140.5 | M10HZ-100 | M10HZ-100C 9M108D | OMT08L | M330 | OM108P | M3ps | MMOHZL | M4012
139.5~180.5 | M10HZ-140 | M10HZ-140C M369

*Each Unit and Cartridge are supplied without Insert Tip.
* Cartridge for base forming of bore is an option. Please specify the diameter and width of base forming.
* For Diamond Insert Tip (6MP-D), M2562D* must be used.

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

Special cartridge example for necking
is available. Please contact us with the

1 2 3 6 7 work piece drawing.
; Insert | Insert
@ ZMAC Unit | Cartridge Rr}zrsnebr?d Clamp | Clamp | The cartridge head can be exchanged itself for the
AN Screw | Handle | head bigger equal to ZMACA42.
Boring Range o
= Cartridge Head Head Clamp Bolt
<~ | H
31.8~ 42.2 | M 4HZ- 32R | M 4HZ- 32RC M2560 Boring Range LA £ S
§
41.8~ 55.2 | M 5HZ- 42R | M 5HZ- 42RC CC06-C T8 _\ \ S
M2577 v @
54.8~ 70.2 | M 5HZ- 55R | M 5HZ- 55RC NE —
69.8~ 85.2 | M 7HZ- 70R | M 7HZ- 70RC M4090 41.8~ 55.2| M SHZ- 42CH | M SHZ- 42RCH M512C
CCo8-C T15 54.8~ 70.2 | M 5HZ- 42CH | M 5HZ- 42RCH
84.8~100.2 M10HZ- 85R | M10HZ- 85RC M4012 69.8~ 85.2| M 7HZ- 70CH |M 7HZ- 70RCH M625
99.5~140.5 M10HZ-100R | M10HZ-100RC 84.8~100.2 | M10HZ- 85CH | M10HZ- 85RCH M825
CC12-C Ms012 | T15 99.5~140.5 | M10HZ-100CH | M10HZ-100RCH M835
139.5~180.5 | MIOHZ-140R | M1OHZ-140RC 139.5~180.5 | M10HZ-100CH | M10HZ-100RCH M835
*Each Unit and Cartridge are supplied without Insert Tip. Detach eLoosen head clamp bolt after boring diameter is set to little larger than the MIN. boring diameter.
*Cartridge can not be supplied alone, please order ZMAC unit. Attach eInsert the head into cartridge, then tighten head clamp bolt temporary.

eLoosen side lock bolt.
eRotate the dial ring 0.2~0.3mm to minus direction.
eTighten head clamp bolt by pushing the head to the support portion of the main body.




A/ 1MAC BORING SYSTEM CUTTING DATA

M Selection of Insert Tip for each material. _
Material

Steel 100~400m/min. (Dry or Wet cutting)
/L@A N /
T | Stainless Steel| 80-~150m/min. (Wet cutting)

TiAZN

Cast Iron 150~250m/min. (Dry or Wet cutting)

Hardened Steel | 100~150m/min. (Dry or Wet cutting)

CBN /
‘/\ High Speed finish 400~1000m/min. (Dry or Wet cutting)

A

A
for Cast Iron -
e =
K grade Carbide . Wet cuttin :
Aluminium, | =29 K grade carbide
Diamond - Non-ferrous metal Please use RAC Head

for Aluminium.

Please use ZMAC & head Please refer ==~ P.65

for Diamond. =" P.78

BRecommended cutting Speed ©O-‘Best O-:Good —::-Unsuitable
Insert Hardened Steel nter-
SS41 | S55C | SCM | SKD SC |FC,FCD| SUS |ALALC rupted
ﬁgde Grade SCM | SKD SUJ  |Guting
© O © @) (@) O (@) _ _ _ _
C | Coated | 100~400 | 150~400 | 150~400 | 80~150 | 80~150 | 150~250 | 80~150 ©
O O O O (@) _ O _ _ _ _
‘ E P10 | 60100 | 60~100 | 80~120 | 40~100 | 60~100 40~ 80 ©
NS (@) O
F | KiO - - - - - 60~130 | ~  |400~1000| - - |0
(@) O (@) O (@) _ (@) _ _ _ _
T | Cermet | 5002400 | 200~400 | 200~400 | 80~150 | 80~150 120~180 O
© @) (@) @)
B | CBN - - - - - |ao0~s00| - = | 100~150 | 70~100 | 120~150 | ©
D |Diamond| - - . . - . S e . -
Coated © O © © O @ ©) = = = - |lo
@ : Carbide M | 100~400 | 150~400 | 150~400 | 80~150 | 80~150 | 150~250 | 80~150
A= Coated [ O O O O o o O - _ _ _
Carbide K | 100~400 | 150~400 | 150~400 | 80~150 | 80~150 |150~250 | 80~150

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

% The cutting speed is recommended to be reduced to 50% for the interrupted cutting.

*When L/D is longer, the insert tip with small Nose R is recommended.

*When L/D is longer, the feed rate at the entrance is recommended to be reduced to 60 to 70%.

BRecommended Cutting Condition (removal,feed)

In case of CBN insert, reduce L/D

A N as small as possible : MAX. 3 times.
/ N> Stock removal on diameter.

Boring Range| Type D<32mm : less than 0.25mm

Best Condition MAX. Condition Best Condition MAX. Condition | D>32mm ! less than 0.3mm
Removal mm,/#|Feed mm/rev.|Removal mm,/¢ |Feed mm/rev.|Removal mm,/#|Feed mm/rev.| Removal mm,/¢|Feed mm/rev. Feed per rev. depends on
$16~ 20 | ZMAC16 | 0.2~0.4 | 0.05~0.07| 1.0 0.1 Nose/R and accuracy required.
¢20~ 25 | ZMAC20 | 0.2~0.4 | 0.05~0.07 1.5 0.1 (Feed per rev.)?

Logical Surface Finish : T 8xXNosslR

$25~ 32 | ZMAC25 | 0.2~0.4 | 0.05~0.07| 2.0 0.1
$32~ 42 | ZMAC32 | 0.2~0.4 | 0.05~0.08| 2.0 0.2 1.0~3.0 | 0.1~0.15| 5.0 0.2
$42~ 55 | ZMAC42 | 0.2~0.5 | 0.05~0.08| 4.0 0.2 1.0~8.0 | 0.1~0.15| 5.0 0.2
$55~ 70 | ZMAC55 | 0.2~0.5 | 0.05~0.08| 4.0 0.2 1.0~8.0 | 0.1~0.15| 5.0 0.2
#70~ 85 | ZMAC70 | 0.2~0.8 | 0.05~0.1 4.0 025 | 1.0~4.0 |0.1~0.2 8.0 0.25

$85~ ZMAC85~ | 0.2~0.8 | 0.05~0.1 4.0 0.25 | 1.0~4.0 | 0.1~0.2 8.0 0.25

96




AV NIKKEN INSERT TIP (EXCLUSIVE FOR BORING ARBOR) (1)

Steel [ J [ ] [ [ J
Stainless Steel [ ) [ ) [
Cast Iron [ ) [ ) [ ] ® O
Material Aluminium [ ]
High Speed finish for Cast Iron [ J
Hardened Steel [ J
High Speed finish for Aluminium [ J
. . Coated Coated | Coated Cermet |Carbide| Carbide f
For the Boring of Large Diameter and Short Depth, the Cermet | Carbide M| Carbide K | (wlo coating)| P v CBN |Diamond
use of insert with large nose radius is recommended. ENHE
The smaller nose radius inserts are ideal for smaller Grade © T E  |\obeser| F| B D
diameter boring or finishing operation. :
Material -
Applicable Arbor Dimension Code No._|NOSER PV90*1(T2000Z| AC630M | AC410K |NS530| TN90| ST10P H1 KBN10B | KPD010
80 @.‘ ’?
BCB12.7, BCB14.5 — E W 1MP-O2| 0.2 | @*1 [ M ®
$3.175 —1-— 41.40
s [—1f (WBGT050102L)
BCB19, =l _I5
BCB22, o 2 il 3Ms-0O2| 0.2 | @*1 o o o2 e @
3.969 [ #2.30
BCB29 4 1 f TBGT06010L
80°
ZMACT6, =l I 3MP-O2| 0.2 ° () o 0% @
ZMAC20, — 1 i
ZMACZS. $3.969 *E $2.30 3MP'O4 0.4 . . .
for DJ Bit b [ WBGT06010L '
S 2% _[5y 4amMpP-0O2| 0.2 ) ® o eo*2@
ZMAC32 T EE
: —t-—1 42.30 5 sk
7 T BeeroseoL | AMP-O4 0.4 L4 ®*2 ® o
ZMAC42 - ZMAC140 a7l 6MP-O2| 02 | @ | @ ) o 0% @ @o*4
e —+ 07 . 6MP-O4| 04 | @ | @ ° o [oi2j0 @ | 0%
s 4635 | Y
BAC130 - BAC530 g 42 heTris0L | 6MP-O8| 08 | @ | @ () e o2 e o | o+
DAC C type sofl Iy 10MP-O2| 0.2 | @*1 o o+ |@
BCB62, BCBSY, — o 10MP-O4| 0.4 | @*1 o oo
B 1% Y SerersoL [10MP-O8| 0.8 | @%1 ®© oo o
e il=
4105, 165 ;; %3&9 cco3-O2| 02 | @
NS T 1 ceaTosotoL
ZMAC32R, @ {7, €C06-04| 0.4 ) )
ZMAC42R 258 o
ZMAC55R —@— 6.35 + 428
NS | T commoeeon | CC06-O8| 0.8 o [
swl_[7, cC07-O4| 0.4 ° °
RAC025 T ;%IW
AT T coumopeaoL | €C07-O8| 0.8 o o
ZNMACTOR, se7l [ i
ZMACSSR, T Jﬁgﬁ CC08-O4| 0.4 ([ J ()
RAC25, - ¥ o525 444
RAC32 . o %CCMTOQTSON CCo08-O8| 0.8 ® ®
il [y
RAC43-RACS30 | /71T o
(Eccentric Bolt Type) 112-7 %?5}2 : CNog-O8| 0.8 b
5/ NMM120408
ZMAC100R, il 7, cc12-04| 0.4 ° °
ZMAC140R T ]+
RACA43E - RAC100E L ]| + comtiason | €C12-08| 0.8 [} o
:Lﬂ;n‘l‘gtér;‘;qguoa)nrtlys/ ELicf:iS(':l\‘f?:n(i [‘D_:_e’i’mond: 1pcs, All other insert tip: 10pcs .Code No. of |SO standard Insert T|p
*#2 “-NB” (w/o breaker) is recommended for cast iron.
%3 Hole diameter of 6MP is ¢$2.8mm. M2562D (Optional tip clamp bolt) is required for the @ @
ISO standard insert tip with the hole diameter of ¢$3.3~®3.5mm.
k4 M2562D is necessary for 6MP-D (Diamond) , because of the hole diameter is different. . X ) . .
% The ISO code No. surrounded with () is the Nikken original insert tip. CU‘E‘”Q ﬁ?ge Thickness Corner Radius gumqg Il\_l : Iléetfl’t\
eng irecon N : Either

Please add the grade indication into O, and

add the insert tip material indication at the Insert T: A\ Noma B : 5 [ Tolerance Class TipBreakerd W : UHJ

end off the Code No. Shape w : [ g0 Cleanance ¢ : 77 |23 G Ground  Hole Configuration T : MEf
e.g. 6MP-C4 (PV90) , 6MP-F4-NB (H1) c: [ & P:11° [ M : Pressed R:t™
M: D e NGO B: [
s:[] 9o E:20° 2 H: EE3
A:[Y 85 M: EH

98
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AV \IKKEN INSERT TIP (EXCLUSIVE FOR BORING ARBOR) (2)

Steel [ J [ ]
Stainless Steel [ J
Material Cast Iron [ ]
Aluminium [ ]
High Speed finish for Cast Iron [ ]
Hardened Steel [ )
Cermet Carbide Carbide
(w/o coating) P K CBN
Grade T E F B
Material .
Applicable Arbor Dimension Code No. |NOSER T12A ST10P HTi10 KBN10B
60° 14
L e
BCB29 éﬁ-%z?m DR 3P-02| 02 ° ) °
h L1 (TPMR060102)
O 14ﬂ4:\3\1f1w
BCB38, BCB48 éﬁ”—-“m 7 5P-O4| 0.4 ) () ()
lil L] TPMR11030L
ST Y 708 04 | @ ° ° °
BCB62, BCB82 @E[W |7
L roumieosoL | 7PO8| 08 ® ®
VAT 10P-O4| 0.4 ° ° ° °
BCB100 §M7 L
18.65
L1 U rpvpooosoL | 10P-OB8| 08 L d o
Y Minimum quantity of CBN: 1pcs, All other insert tip: 10pcs
*The ISO code No. surrounded with () is the Nikken original insert tip.
Please add the grade indication into O, and add the insert tip
material indication at the end off the Code No. e.g. 10P-T4 (T12A)

B Grade & Material
Grade Ingert Tip I
CiEes Indication |Vt dcaion SlpEeliesiio]
PV90 Applicable for the midium roughing and finishing on the steel.
Very stable cutting with coolant to be improved the heat resistance and the impact resistance.
Coated Cermet - - —— - - -
120002 ZX coaled suitable for the high speed finishing on the steel with long insert life.
c Very fine surface finish to be improved the impact resistance and the fracture resistance.
. Very tough carbide M (base material) with the super FF coated.
Coated Carbide M ACG30M Excellent for the impact resistance and the fracture resistance for the stainless steel
. Very tough carbide K (base material) with the super FF coated.
Coated Carbide K AC410K Very stable cutting for the ductile cast iron and normal cast iron.
TN90 Applicable for the roughing and finishing on the steel.
Very stable cutting to be improved the heat resistance and the impact resistance.
Cermet (w/o coating) T NS530 | The general material for the steel and the cast iron with the heat resistence and the toughness.
T12A Applicable for the roughing and finishing on the steel.
Very stable cutting to be improved the heat resistance and the impact resistance.
Carbide P E ST10P | Applicable for the middle to high speed cutting on the steel and the steel casting.
H1 Excellent wear resistance and applicable for the cast iron, non-ferrous metal and the non-metal.
. . Toughness and the excellent wear resistance.
Carbide K 7 AU Applicable for the cast iron, non-ferrous metal and the non-metal.
KW10 Stable wear resistance and the fracture resistance.
Applicable for the cast iron, non-ferrous metal and the non-metal.K10
Excellent for the fracture resistance and wear resistance.
et = bl Suitable for the high performance and high accuracy cutting on the harden steel
. Suitable for the high speed cutting on the aluminium and the non-metal.
Diamond D KPDO10 Applicable for the cutting on the carbide, ceramics, glass fibere and the plastic also.




A 3LoE< IMAC BORING ARBOR

Boring for Finishing

L
_ 7 s
e == = A
W O] ’ No Micro Vibration due to
m— [T Double-Contact Support of
- Cartridge. Long Tool-Life &
h ha — High Accuracy.
L |
ot M e
1 _
e i e
ZMAC %—v f M f
Photo shows ZMACKX. ‘ e hiseho he

(Spacer) Only for ZMAC16

A\ A oY -
All codes shown are for heads with triangular inserts For heads with homboid inserts @ please add the letter ‘R” to the code No. e.g. MBT40-ZMAC32 R -150

Code No. Boring Boring  |Cupling R 98 Weight
TAPER Range | Depth Dia | C | C1 9
D M M Head No. nsert No. (kg)
MBTNo.- Min.D - L Q- Min.D -h2
MBT40-ZMAC 16-125, 135 15.9~20.2 38, 48 12 | 15 | 24 | 12-ZMAC16-45, 55 19,19
-ZMAC 20-120, 135, 150 19.8~252 |  45,67,75 9 | 1930 | 9-ZMAC20-40 3MP-C,B | 1.9,1.9,20
-ZMAC 25-120, 150, 165 24.8~32.2 52,90, 97 12 | 24| 35| 12-ZMAC25-40 2.0,2.1,2.1
-ZMAC 32-150, 180, 195 31.8~422 | 77,110,122 16 | 31| 42 | 16-ZMAC32-55 4AMP-C,B | 25,2727
No.40 -ZMAC 42-150, 180, 210 418~552 | 97,130, 157 20 | 40 | 50 | 20-ZMAC42-70 30,32,35
-ZMAC 55-165, 210, 225 548~702 | 135,180,195 | 26 | 53 | 50 | 26-ZMAC55-70 TR 3.9,4.6,4.6
-ZMAC 70-165, 180, 225 69.8~852 | 165,180,225 | 34 | 67 | 64 | 34-ZMAC70-70 ’ 54,58, 6.8
-ZMAC 85-195 84.8~100.2 195 42 | 83|62 | 42-ZMAC85-100 9.0
MBT50-ZMAC 16-140, 150 15.9~20.2 38,48 12 | 15 | 24 | 12-ZMAC16-45, 55 47,47
-ZMAC 20-150, 165, 180 19.8~252 |  45,67,75 9 | 19|40 | 9-ZMAC20-40 3MP-C,B | 48,4849
-ZMAC 25-135, 165, 180 248~322 | 52,90,97 12 | 24 | 44 | 12-ZMAC25-40 48,4849
-ZMAC 32-180, 210, 225 31.8~422 | 77,110,122 16 | 31 |50 | 16-ZMAC32-55 | 4MP-C,B | 55,56,57
-ZMAC 42-180, 195, 225, 240 | 41.8~55.2 |97,130,142,157| 20 | 40 | 60 | 20-ZMAC42-70 6.0,6.0,6.4,6.5
No.50 -ZMAC 55-210, 240, 270 548~702 | 117,182,177 | 26 |53 | 65 | 26-ZMAC55-70 75,76,8.1
-ZMAGC 70-240, 270, 300 69.8~85.2 | 190,220,250 | 34 | 67 | 80 | 34-ZMAC70-70 TR 10.0, 10.6, 115
-ZMAC 85-225, 290, 315 84.8~1002 | 182,247,272 42-ZMAC85-100 " 1125,15.0,16.0
-ZMAC100-225, 290 * 99.5~140.5 295 290 42 | 83| 83 | 42-ZMAC100-100 13.8,16.5
-ZMAC140-225, 290 * 139.5~180.5 ' 42-ZMAC140-100 14.6,17.3

*MIN dial readout : ZMAC25 & smaller is 0.02mm on diameter. ZMAC32 and larger are 0.01mm on diameter.
% “C” grade (Coated) msert for Steel, Stainless & Cast Iron is supplied as Standard with the head(Smooth boring & Long tool-life).

We would recommend “B” grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron.  Please referIZ5~P.96 for cutting condition.
*Please refer IZ5~ P.149 for Shank, and IZ5~P.86 for Spacer and IZ5~P.77 for Head.
*For Centre Through Tool Coolant type, please add “C” at the end of Code No. e.g. MBT40-ZMAC55-165C.

*When L length is required longer than standard, please specify boring depth M.
=
N

% * @ MBT50-ZMAC100-325, 375, 425, 475 are also available.
MBT50-ZMAC140-325, 375, 425, 475
BZMAC for Multi-Stage Boring Bar
Please contact us for the special boring bar.

BHigh Speed Boring ZMACX
Special Hardened Light Alloy Metal
Head with Balancing for Anti-Vibration.

MAX12,000min-1 High Pressure Coolant

Through Tool

Photo. shows NC5 shank.

Please add “AA” at the end of Code No. for the boring arbor with ZMACX head. =" P.76
e.g. MBT40-ZMAC42-150AA
147



A/ BoE< BALANCE-CUT BAC BORING ARBOR for LARGE DIA.

. . . . ZMAC Unit
BWMin. dial read out:main scale dia.

0.02mm,sub scale dia.0.002mm
M Boring Dia: ¢ 130~595mm

Shank No.
. . . . . MCC-130B (Balancer) P/f//ﬁ\s
Boring Dia: ¢ 130~595mm for Finishing. RPC Siide Plate LN
D RPC Plante | Cartridge Weight
TAPER Code.No MN~VAX| - c Shank No. No (Balancer) (kg)
MBT40 -BAC130-205 130~195 RPC-130 6.8
No.40 (MIT40) -BAC180-205 180~245 A3 G LER LA, -180 78
MBT50 -BAC130-185, 235, 285 | 130~195 RPC-130 130,145,175
(MIT50) -BAC180-185, 235, 285 | 180~245 -180 13.5,15.0,18.0
185,235,285 90 | MBT50-RAK-110A, -160A, -210A - ——
-BAC230-185, 235, 285 | 230~295 -230 (mggﬁ;gg) 140,155,185
-BAC280-185, 235, 285 | 280345 -280 . |145,16.0,19.0
No.50 -BAC330-210" 330~3%5 Ro-3so | MSSLTIP [
-BAC380-210" 380~445 - VIBTS0-RAKE30-125 -380 165
* |~ i : -
-BAC430-210* 430495 | oy |98 | iTo0-RAKS30-135 430 175
-BAC480-210 480~545 -480 185
-BAC530-210" 530~595 -530 195

*"C" grade(Coated) Inserts are supplied as standard. Please refer == P.96 for cutting condition. 9 (0'~180")

* Unit"M5HZ-55" is provided as standard, please refer 15~ P.72 for Shank(RAK) and Plate(RPC).

% Shank, Plate and Cartridge are delivered in separate packages.

% When ordering, please let us know machine maker and model no. to avoid the interfererce with tool
magazine of ATC.

% The location of cutting edge is same as drive key in standard.
The different location is available, please specify 6 in Code No. e.g. MBT50-BAC180-235 (90°)

% The boring arbors marked * with MIT50, L (gauge length) is 220. e.g. MIT50-BAC330-220

Drive Key

View from Cutting edge.

A/ &< BALANCE-CUT BAC BORING ARBOR for LARGE DIA.

BWith slight adjust screw
M Boring Dia: ¢ 130~580mm

| L Insert
M CNo8
T L
RAK Shank Oi N ' w
Boring Dia: ¢ 130~580mn for Roughing. ARC Slide Plate Rec Cartridge @
D RPC Plate |Cartridge No. | Weight
TAPER Code.No MIN~MAX. L © Shank No. No. for Large dia, (kg)
MBT40 -RAC130-205 130~180 RPC-130 6.8
205 61 -RAK-
N040 (MIT40)-RAC180-205 180~230 MBTA0-RAK-130 -180 78
MBT50 -RAC130-185, 235, 285 | 130~180 RPC-130 | Heauy Duty 113,12.8,15.8
-RAC230-185, 235, 285 | 230~280 185,235,285 90 | MBTS0-RAK-110A, -160A, -210A -230 | and Castlron |123 1338 16.8
-RAC280-185, 235, 285 | 280~330 -280 RCC-130 |12.8,14.3,17.3
No.50 -RAC330-210" 330~380 RPC-330 X2 155
-RAC380-210" 380~430 VBT50-RAK330-125 -380 ln?NrB;iP 16.5
. 010" — 210 F F i
RAC430 210* 430480 | poney | % | WiTS0-RAK330-135 430 175
-RAC480-210 480~-530 -480 185
-RAC530-210* 530~580 -530 195

% The Code No. on above table are the boring arbors with RCC-130 cartridge (Inset tip: CN08) the Heavy Duty Boring of Iron and Cast Iron . Please refer 1z~ P.95 for cutting condition.
Y Boring arbor with cartridges & insert for Steel, Stainless Steel and Cast Iron (E) , for Aluminum (A) and for Through Hole & Multi Sheets (K) are available. Please refer Z&~P.72 for cartridges. e.g. MBT50-RAC130-185E
*Please refer 1= P.72 for Shank(RAK) and Plate(RPC).

% Shank, Plate and Cartridge are delivered in separate packages.
% When ordering, please let us know machine maker and model no.
to avoid the interference with tool magazine of ATC.

% The location of cutting edge is same as drive key in standard.
The different location is available, please specify 8 in Code No. e.g. MBT50-RAC180-235 (90°)
% The boring arbors marked * with MIT50, L (gauge length) is 220. e.g. MIT50-RAC330-220
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A/ 2506 IMAC BORING ARBOR

| Boring for Finishing |

401 Mo |
[
— I —= =
\ S No Micro Vibration due to
1 W f Double-Contact Support of Cartridge.

Long Tool-Life & High Accuracy.

h h2 —»|

L L |
el ) ¢¢C #C1 ‘7%%
— = B l— A
— e e
ZMAC i N
(Spacer) Only ZMAC16
Ilg All codes shown are for heads with triangular inserts For heads with rhomboid insert @ please add the letter “R” to the code No. e.g. NBT40-ZMAC32 R -150
= A
% Code N Boring Boring  |Cupling / \f,98§ .
TAPER ede o Range | Depth | Dia | C |Ci pee
D M Q Head No. nsert No. (kg)
NBTNo.- Min.D - L Q- Min.D -h2
NBT40-ZMAC 16-125, 135 15.9~20.2 38,48 12 [ 15| 24 |12-ZMAC16-45, 55 19,19
(NIT40)-ZMAC 20-120, 135, 150 19.8~252 | 45,67,75 9 |19|30| 9-ZMAC20-40 | 3MP-C,B | 19,1920
-ZMAC 25-120, 150, 165 248~322 | 52,90,97 12 |24 | 35| 12-ZMAC25-40 2.0,21,2.1
-ZMAC 32-150, 180, 195 31.8~422 | 77,110,122 16 |31 |42 | 16-ZMAC32-55 | 4MP-C,B | 25,2727
No.40 -ZMAC 42-150, 180, 210 418~552 | 97,130, 157 20 |40 50 20-ZMAC42-70 3.0,32,35
-ZMAC 55-165, 210, 225 548~702 | 135,180,195 | 26 |53 26-ZMAC55-70 ARG 39,46,46
-ZMAC 70-165, 180, 225 69.8~852 | 165,180,225 | 34 | 67 | 64 | 34-ZMAC70-70 ’ 54,58,6.8
-ZMAC 85-195 84.8~100.2 195 42 | 83|62 | 42-ZMAC85-100 9.0
NBT50-ZMAC 16-140, 150 15.9~20.2 38,48 12 | 15 | 24 [12-ZMAC16-45, 55 47,47
(NIT50)-ZMAC 20-150, 165, 180 19.8~252 | 45,67,75 9 | 19|40 | 9-ZMAC20-40 | 3MP-C,B | 48,4849
-ZMAC 25-135, 165, 180 248~322 | 52,90,97 12 | 24| 44 | 12-ZMAC25-40 48,4849
-ZMAC 32-180, 210, 225 31.8~422 | 77,110,122 16 | 31|50 | 16-ZMAC32-55 | 4MP-C,B | 55,56,5.7
-ZMAC 42-180, 195, 225, 240 | 41.8~552 |97,130,142,157| 20 | 40 | 60 | 20-ZMAC42-70 6.0,6.0,6.4,6.5
No.50 -ZMAC 55-210, 240, 270 548~702 | 117,182,177 | 26 |53 | 65 | 26-ZMAC55-70 75,76,8.1
-ZMAC 70-240, 270, 300 69.8~852 | 190,220,250 | 34 |67 | 80 | 34-ZMAC70-70 R 10.0,10.6, 1.5
-ZMAC 85-225, 290, 315 84.8~100.2 | 182, 247,272 42-ZMAC85-100 125,150, 16.0
-ZMAC100-225, 290 * 99.5~140.5 — 42 | 83 | 83 | 42-ZMAC100-100 13.8,16.5
-ZMAC140-225, 290 * 139.5~180.5 ’ 42-ZMAC140-100 14.6,17.3

*MIN. dial readout : ZMAC25 & smaller is 0.02mm on diameter. ZMAC32 and larger are 0.01mm on diameter.

* “C”grade (Coated) insert for Steel, Stainless & Cast Iron is supplied as Standard with the head (Smooth boring & Long tool-life) . 15~ P.98 Please refer 175~ P.96 for cutting condition.
We would recommend “B”grade (CBN) insert for Hardened Steel & High Speed boring of Cast Iron.

*Please refer 1IZ&P.85 for Shank & Spacer, and IZ&~ P.77, P.78 for Head. ;

*For Centre Through Tool Coolant type, please add “C”at the end of Code No. e.g. BT40-ZMAC55-165C. ‘ -

M—s

*For BT30, modular connection system is applied. Please refer [Z&5~ P.85 for Base Holder.

*When L length is required longer than standard, please specify boring depth M.

% * : NBT50-ZMAC100-325, 375, 425, 475 are also available. |/ o
NBT50-ZMAC140-325, 375, 425, 475 \ \:|

B High Speed Boring ZMAC X BZMAC for Multi-Stage Boring Bar

Special Hardened light alloy metal head Please contact us for the special boring bar.

with balancing for preventing from high High Pressure Coolant
frequency vibration.

Ultra high speed boring:MAX.12,000min-" Through Tool

Photo. shows NC5 shank.

Please contact us for your application
with the boring diameter. Iz~ P.78
e.g. NBT40-ZMAC42-150AA
Boring dia.:$43.5mm
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Y A BALANCE-CUT BORING ARBOR

Boring for Roughing L
T M Power of Shoulder Support
‘ 14C
- Perfect
_ mmp>—— Contact
| -] - Cutting
Force

\

. \
_”\E—ni xc
— gar -1 gorr
RAC \ L r
h h1
(Spacer)
Code No. Boring Boring  |Cupling P62 .
TAPER Range Depth Dia | C |C1 ke
D M Q Head No. Tip No. (kg)
NBTNo.- Min.D -L Q- Min.D -h2
NBT40-RAC 25-135E, 165E, 180E 25~32 | 67,105,112 12 | 24 | 35 | 12-RAC 25- 55E | CCO7-C | 2.0,2.1,2.1
(NIT40)-RAC 32-150E, 180E, 195E 32~45 | 77,110,122 16 | 31 | 42 | 16-RAC 32- 55E | CC08-C | 2.4,26,26
No.40 -RAC 43-150E, 180E, 210E 43~55 | 97,130,157 | 20 |40 50 20-RAC 43- 70E 2.7,2.9,32
) -RAC 53-165E, 210E, 225E 53~70 | 135,180,195 | 26 |50 26-RAC 53- 70E o 25,33,32
-RAC 70-180E, 195E, 240E 70~100 | 180,195,240 | 34 | 64 | 64 | 34-RAC 70- 85E 48,52,6.2
-RAC100-195E 100~130 195 42 | 83 | 62 | 42-RAC100-100E 6.8
NBT50-RAC 25-150E, 180E, 195E 25~32 | 67,105,112 12 | 24 | 44 | 12-RAC 25- 55E | CCO7-C | 4.7,4.9,4.8
(NIT50)-RAC 32-180E, 210E, 225E 32~45 | 77,110,122 | 16 | 31|50 | 16-RAC 32- 55E | CC08-C | 5.4,56,5.6
-RAC 43-180E, 195E, 225E, 240E | 43~55 |97,130,142,157 20 | 40 | 60 | 20-RAC 43- 70E 5.7,5.8,6.1,6.2
No.50 -RAC 53-210E, 240E, 270E 53~70 | 117,182,177 | 26 | 50 | 65 | 26-RAC 53- 70E S 6.9,7.0,7.6
-RAC 70-255E, 285E, 315E 70~100 | 205,235265 | 34 |64 |80 | 34-RAC 70- 85E 95,9.9,10.9
-RAC100-225E, 290E, 325E * 100~130 | 225,290,325 | 42 | 83 | 83 | 42-RAC100-100E 12.5,12.5,16.5
* “C” grade (Coated) inserts are supplied as standard with the head.IZZ~ P.62 Please refer IZ&~ P.93 for cutting condition. L

*Please refer [Z5~ P.179 for base holder, 15~ P.86 for spacer and IZ=~ P.67 for head.
*For centre through tool coolant type, please add “-C" at the end of Code No. e.g. NBT40-RAC53-165-C [
*Cartridges & Insert tips for the Heavy Duty Boring of Iron and Cast Iron (No letter) , for Aluminum (A) , and for Through Hole & Multiple Sheets (K) are available.

Please refer IZZ~ P.69 for cartridges. Please add the letter “No letter”, “A” or “K” at the end of Code No. e.g. NBT40-RAC53-165A T
% * ! NBT50-RAC100-375E, 425E and 475E are also available.

Code No. of RAC25 and RAC32 with CC inserts are changed to RAC25E and RAC32E. Please refer [Z5~ P.61, P.62

A DuoE 5 BASE HOLDER for MODULAR TYPE

sor | 2
Fig.1 SN H|
MDQ
Photo shows with A1 spacer and ZMACX head.
TAPER Code No. Q L c C1 H V\’(?('g ht | ZMAC Boring Range | Fig
No.30 NBT30-MDQ26- 60 2 60 50 50 375 - 16~70
No.40 | NBT2-mMDQ26- 65 2 65 50 54 30.0 13 16~70 2
NBT50-MDQ26- 80 2 80 50 87 220 46 16~70
No.50 | (NIT50)-MDQ34- 90 34 90 64 87 32.0 49 16~85 2
-MDQ42-100 £ | 10 | 8 87 450 57 16~180

*All base holders are used for centre through tool coolant.

% Coupling bolt and wrench are supplied as standard.

*ZMACK head is recommended to use with the MAJOR DREAM base holder for anti-vibration.
*When L length is required longer than standard, please specify the boring depth M and Q No.

|




A/ 20E< BALANCE-CUT BAC BORING ARBOR for LARGE DIA.

BMin. dial read out:main scale dia.

0.02mm,sub scale dia.0.002mm ZMkC onit Insert 6MP
MBoring Dia: ¢ 130~595mm
5 4D
=i
||
RAK Shank
.08
. . - - - \/
Boring Dia: ¢ 130~595mm for Finishing. VA2
D RAK Shank PPC Plante | Cartridge Weight
TAPER Code.No MIN.~MAX. L e Code No. No (Balancer) (kg)
NBT40 -BAC130-205 130~195 RPC-130 6.8
205 61 | NBT40-RAK-1
N040 (NIT40) -BAC180-205 180~245 L ) -180 78
NBT50 -BAC130-185, 235, 285 | 130~195 RPC-130 13.0,145,17.5
(NIT50) -BAC180-185, 235, 285 | 180~245 -180 135,15.0,18.0
2 £99, 185,235,285/ 90 | NBT50-RAK-110, 160, 210 2 ——
-BAC230-185, 235, 285 | 23029 230 | MCCZ-130 Fo m e a5
(MCC-130B)
-BAC280-185, 235, 285 | 280~345 -280 | ~'|145,16.0,19.0
No.50 -BAC330-210* 330~395 RPC-330 "S:IGPT P 62
-BAC380-210* 380~445 NBT50-RAKZ30-125 -380 16.5
- 10 - 210 - - -
BAC430-210 430495 | g%y | 98| N ITS0-RAK330-135* 430 175
-BAC480-210°* 480~545 -480 18,5
-BAC530-210°* 530~595 -530 195

*"C" grade(Coated) Inserts are supplied as standard. Please refer I P.95 for cutting condition.
*Unit"M5HZ-55" is provided as standard, please refer Iz~ P.72 for Shank(RAK) and Plate(RPC).
*Shank, Plate and Cartridge are delivered in separate packages.
*When ordering, please let us know machine maker and model no. to avoid the interfererce with tool
magazine of ATC.
% The location of cutting edge is same as drive key in standard.
The different location is available, please specify 8 in Code No. e.g. NBT50-BAC180-235 (90°)
% The boring arbors marked * with NIT50, L (gauge length) is 220. e.g. NIT50-BAC330-220

6 (0°~180")

View from Cutting edge.

Y 4 BALANCE-CUT BAC BORING ARBOR for LARGE DIA.

EWith slight adjust screw | L e
M Boring Dia: ¢ 130~580mm /
ol w{ )
el L
RAK Shank L :
RAC RPC Slide Plate N\ 7
RCC Cartridge P 9
Boring Dia: ¢ 130~580mn for Roughing. i
D RAK Shank PPC Plante | Cartridge No. |~ Weight
TAPER Code.No ] b | © Code No. No | forlargedia.| (kg)
NBT40 -RAC130-205 130~180 RPC-130 6.8
2 1 -RAK-
N040 (NIT40) -RAC180-205 180~230 = 51| NBT40-RAK-130 -180 7.8
NBT50 -RAC130-185, 235, 285 | 130~180 RPC-130 For Heavy |113,128 15.8
-RAC180-185, 235, 285 | 180~2 -1 Duty Boring 113 133 16
(o) 807230 185,235,285/ 90 | NBT50-RAK-110, 160, 210 B R iran ] [ loeiiod
-RAC230-185, 235, 285 | 230~280 -230 | Ccastiron |12:3, 138,168
-RAC280-185, 235, 285 | 280~330 -280 12.8,14.3,17.3
_ RCC-130
N050 -RAC330-210 330~380 RPC-330 x2 155
-RAC380-210* 380~430 -380 | [nsert Tip 165
-RAC430-210* s~ag0 | SO |08 nﬂgggﬁggg}g:* -430 CN08 175
-RAC480-210°* 480~530 -480 185
-RAC530-210°* 530~580 -530 195

*The Code No. on above table are the boring arbors with RCC-130 cartridge (Inset tip: CN08) the Heavy Duty Boring of Iron and Cast Iron . Please refer &= P.95 for cutting condition.
*Boring arbor with cartridges & insert for Steel, Stainless Steel and Cast Iron (E) , for Aluminum (A) and for Through Hole & Multi Sheets (K) are available.

Please refer 1z~ P.72 for cartridges. e.g. NBT50-RAC130-185E
% Shank, Plate and Cartridge are delivered in separate packages. *When ordering, please let us know machine maker and model no. to avoid the interference with tool magazine of ATC.
* The location of cutting edge is same as drive key in standard. The different location is available, please specify 6 in Code No. e.g. NBT50-RAC180-235 (90°)
* The boring arbors marked * with NIT50, L (gauge length) is 220. e.g. NIT50-RAC330-220
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