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A WORLD LEADING BORING HEAD
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A WORLD LEADING BORING HEAD

HIGH HIGH HIGH HIGH TRy O
RIGIDITY ~ PRECISION ~ SPEED ~ DURABILITY due to NIKKEN ZMAC.
_ innovative technology
FOR STEEL 150~400m/min— 4 g o
FOR CAST IRON 150~ 250m/min, —
FOR HARDENED STEEL 100~ 150m/min. —
BORING OF CASTIRON |~ 400~1000m/min. —

NIKKEN recommend the ideal
boring of steel,stainless and cast

Various styles of insert

LON

1= P.10 for Insert Specification Table

High—pressure through-tool
coolant available on all heads

iron|with Identical coated Insert.

Innovative new feature of
Double-Contact Support

R S T Ly Ak

g PP

New Locking screw closer to Cutting Edge

High rigidity High-precision/Easy micro-adjustment | [SPECIAL HEAT-TREATMENT HV800
/High durabi"ty Rigidity on th_read of [_)ia\ Ring
Double-contact support o -Heart of Fine Boring
| Thread on Cartridge: o The & 26 for NIKKEN CNC Rot
N.ew LQCkmg PN G support Hardness of HRC50-55 & precision ground I"F(-}a'b\e %igiadr?t?/ ((:jagct?)phaarsdgr:ed worm gear maﬁeiry
gives higher rigidity Internal thread of dial ring: Transmission efficiency better

Special heat—treated to HV800

Available for Multi-Stage Boring Bar

Precision hardened & ground master
screw thread for high precision & rigidity.
Design ensures easy adjustment of 3-5
microns on diameter.

SPECIAL HEAT-TREATMENT HV800

(Gear size smaller




BT-ZMAC

(With Extension Spacer)

3

Lo VIR

A/ IMAC BORING ARBOR SOLIDTYPE  (NIKKEN

s Boring. | Bering | ‘ Extension L7 P10 =P
Taper SR Range Depth  C C1 h mr =i b Weight
D M "™ | HeadMNo. | v | HeadNo. | |0
BTNo-MinD L | QQi | MaD 2 | o [ MaD e |
BT40 -ZMAC 16 -125 38 | o ! ZMAC 16- 45 - - 1.
T e i B e I T 08l i
ZNAC 20120 [ & |1 | |eeiii- T T
i -135 | 198~ 252| 67 |19 (0 % - MR- gpep | - = [IF09
150 N | 80 |SP8-9-30 | vl = lL20;
-ZMAC 25 -120 b2 ] N SIS | e o = 20
190 | 248~322| 90 |24 |3 [110]| - IMAC 25- 40 | b - |21
165 o | || 80 [SPiz-led5 | el = 2}
-ZMAC 32 -150 | il 195 [ET 1= | 25
No.40 180 | 318~422| 110 |31 |42 15| - | ZMAC3- 55| 4MP-CB | ZMAC3R- 55 21
% 22 | | | % [SPiG-164 | il 27
ZMAC 42150 o7 0] - | 30
_ 180 | 918~552| 130 |40 (50110 | -  |ZMAC42- 70 IMAC 42R- 70 |CCO6-C | 32
2 57| | | 8 |sP20-20-60 | 35
-ZMAC 55 -165 L 135 BY5 = 39
210 | s48~702] 180 5350|140 - | ZMACSE- 70| oMP-CB | 2MACSSR-T0 | 46
R 195 | | | % |[SP26-2660] S (S 7 T
ZMAC 70165 W SRR e m o A 54
-180 | 698~852| 180 |67 (64 (110 -  [ZMACTO-70 IMAC T0R- 70 | 5.8
| B Rgdnhl| Tz | [ o [Geem| 00 | s fea
ZMACB85-195 |848~1002] 195 |83 |62] 95| - |ZMACES-100] ZMAC 85R-100 | 90

*MIN. dial readout :ZMAC 32 & above is 0.01mm on diameter,
ZMAC 25 & below is 0.02mm on diameter. Sub scale:0.005mm. Easy adjustment of 3-5microns on diameter using our precision screw mechanism,
% “C"grade (coated) insert 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 Handened Steel & High Speed boring of Cast Iron.
*Please see P.6 for Shank & Spacer, and P.7 for Head.
For Centre Through-tool Coolant heads, add the letter “C* to end of ordering code e.q. BT40-ZMAC55—165C.
¥in case of BT30, BT35 and BT45, modular connection type of Q26, Q34 and Q42 are used. Please see P.6 for Base Holder of BT30, BT35 & BT45.

M Boring Arbor with Extension Spacer

BMZMAC for Muiti-Stage Boring Bar

Ihe photo is NC5 taper shank.

Please see NC5 Tooling System Catalogue.




A/ 1MAC BORING ARBOR

SOLID TYPE

INIKKEN

(With Extension Spacer)

Technical innovation and tooling development

& Cast Iron

with Identical Coated Insert

For Ultra High Speed Boring of Cast Iron

Era of cutting speed of 400-1000m/min. with CBN Insert.
For Hardened Steel HRC50-60
Ideal boring with identical CBN Insert.

Double-Contact Support of ZMAC # Coated Insert Technology achieve ideal boring.
To gain maximum advantage, NIKKEN recommend the high speed boring of Steel, Stainless
— |deal boring & Long Tool-Life.

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

Accurcy.

All codes shown are for heads with triangular inserts . For heads with rhomboid inserts please add the letter “R" to code No. e.g.BT50-ZMAC32 R -180

|

Borin | Borin Extension A TE P10 or tianguber & P.10 for Rhomboid
Taper Code No. Rangg | De ptl? c e h Csicﬁg insert lrmerr 1 W dqm
D M [ Headbo [ | Headbo [ |

" BTNo-MinD -L Q-Qi-hl | MinD -2 o T i
BT50 -ZMAC 16 -140 38 | - IMAC 16- 45 - - | 47
(IT50) 50| 20'2; i 95_ | - |amAc16-55 e =i | AT
-ZMAC 20 -150 L& el - - - | 48
165 | 198~ 252| 67 | 19|40 |15 | - IMAC20-40 | 3MP-C,B = . | = |48
-180 TS [ 110 |SP9-930| = 20 o = IS
-ZMAC 25 -135 |~ & |1 %[ - 3 - | 48
165 | 248~322| 90 | 24|44 |125| -  |IMACZ5-40 - - | 48
180 a7 95 |SP12-12-45 | - - | 49
-ZMAC 32 -180 ] (15| - | 5.5
=210 318~422| 110 | 31 |50 |155 - |IMAC32-55 | 4MP-C;B | ZMAC 32R-55 56
-225 122 | 125 |SP16-16-45 ] 5.7
ZMAC 42 -180 | o (o] - 60

: | P CC06-C
No.50 E 5~ 02 |y 40 | O = SP20-20-45 | ZMAC 42- 70 ZMACART0 gi
-240 157 | ”_“_ |SP20-20-60 | Zah A 65 |
-ZMAC 55 -210 |11 el 140 - 75
240 | 548~702| 182 |53 65|10 | - IMAC 5570 IMAC 55R-70 L8]
210 | T ) 140 |SP26-26-60 1| 8. |
-ZMAC 70 -240 1% 170 | - | 10.0
210 | 698~852 | 220 | 67 | 80 | 200 - |IMACT0-70 | 6MP-CB | ZMAC 70R- 70 106
-300 250 | 170 |SP34-34-60 115
ZMAC 85 225 187 5] - i
290 | 848~1002| 252 1% - |7ZwAces-100 ZMAC 85R-100 150
-315 B 217 | 125 |SP42-42-90 [ 160
-ZMAC100-225 225 fomi1B s o= o 138
290 | 995~1405| 200 | 8383|190 | - ZMAC100-100 ZMAC100R-100 165 |
<315 315 125 |SP42-42-90 cea-c L2 |
ZMAC1A0-225 225 I T 4s
-290 |1395~1805 290 190 - ZMAC140-100 ZMAC140R-100 131
-315 | 315 | 125 |SP42-42-90 | 180

* MIN. dial readout :ZMAC32 & above is 0.01mm on diameter.
:ZMAC25 & below is 0.02mm an diameter. Sub scale:0.005mm. Easy adjustment of 3-5microns on diameter using our precision screw mechanism.
*“C"grade (coated) insert 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 Handened Steel & High Speed boring of Cast Iron,
* Please see P.6 for Shank & Spacer, and P.7 for Head.
*tor Centre Through-tool coolant heads, add the letter “C" to end of ordering code e.g. BT50-ZMAC55-210C.
*In case of BT30, BT35 and BT45, moderlar connection type of 326, (334 and Q42 are used. Please see P.6 for Base Holder of BT30, BT35 & BT45.



A/ TNMAC BORING BAR for Straight Shank NIKKEN

For use in combination with your existing C32 Multi-Lock milling chuck.(Ideal for Low-Volume Production with Wide Variety of Boring Sizes)

\ [
cn de ND B_ori“g Bnring l’.‘..l- ; E 51;711 for triangurlar &= II;:; for tharbold
] Range Depth ol I o4 | Weight
D M 1= o (E)
KNo—MinD =L Head No.  Insert No. | Head No. ‘ Insert No.
K32-ZMAC16- 65 .38 - | ZMAC 16-45 - - 05
MR - e | 159~202 [+ 15 | - -
- 75 48 - | ZMAC 16-55 - = 0.5
-ZMAC20- 60 55 2 - . 06
= 19.8~ 25.2 19 | ZMAC20-40 | 3MP-CB : !
- BO 53 3{] = = U.?
-ZMAC25- 60 55 - . - 06
248~ 322 - 24 ——{ ZMAC 25- 40 —
-100 83 30 - - 0.7
-ZMAC32- 75 70 =L 09
| 31.8~422 31 | IMAC32-55 | 4MP-CB | ZMAC 32R-55
-110 105 . 1.1
~ : CCO6-C |
-ZMAC42-110 | 418~552 | 105 40 | - | ZMAC42-70 ZMAC 42R- 70 15
M i !. 6MP-C,B — e
-ZMAC55-110 | 548~702 105 53 | - | ZMAC55-70 ZMAC 55R-70 | 1.6

*All codes shown are for heads with triangular inserts 4.2\, For heads with rhomboid inserts /~ 'please add the letter "R" to code No. e.qg. BT40-ZMAC32 R -75
*MIN. dial readout : ZMAC32 & above is 0.01mm on diameter
: ZMAC25 & below is 0.02mm on diameter. Sub scale:0.005mm. Easy adjustment of 3-5microns on diameter using our precision screw mechanism,
* "C"grade (coated) insert 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 Handened Steel & High Speed boring of Cast Iron.
*For Centre Through-tool coolant heads, add the letter “C" to end of ordering code e.g. K32-ZMAC42-110C.

AY/ HIGH SPEED BORING with ZMAC BORING HEAD  NIKKEN

V=200m/min V=350m/min

Current developments in inserts (coated T:AIN & CBN) and their wo [FFF O
improved capability for high speed cutting is remarkable. However, i{lrﬂ:a;ineed oo LT Jr i
the results are based on using these inserts with high-speed cutting S LLTITTTITITIT [
conditions(their performance is reduced when used for medium or Jeseesuuarassansusngans
low cutting speeds). The ZMAC Boring Head has been designed to Concentricy 4 HE R
i " ; - { gm) ':'.*:.,nl L] ' T
optimise this new high-speed cutting technology. g ; R Aty :
Material:S53C R PR
BCutting data Thel;*mal ;‘Eﬁ]nd R
Machine :VC8 Cutting Speed:V=200m/min. & 350m/min. caf N Siea Surface finish RMAX - Tnee i
Holder :NC5-63-Q26-50 Feed “F=0.05mm/rev. for both - X, Y (am) E*“?‘?-’;‘? bR atataedana sttt
Spacer :SP26-12-30 Removal  :0.5mm on dia. i T
Head :IE—ZMJEC_IE—ES__ . V=350m/min. gave better finish & accuracy | SSRBSEREIREETS0EE
insert  :3MP-C [(Coated TZAIN) ccalvarations 1| OGRS
Nose/R :0.2mm i*ﬂh:rh?a:’;n}iltﬂﬂﬁ ! i r Tr |L

measurement of 35 bores on end



A/ MODULAR ZMAC BORING BAR NIKKEN

MBASE-HOLDER

Q26 type base holder can be used for various combinations of boring applications.
|deal 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 taper machining centres.

B Spacer & Head _ No Micro Vibration due
The extensive range of heads & spacers allow the correct selection to suit your boring applications without the lost of rigidity.  to Double~Contact
B Method of Selection for Modular ZMAC Boring Arbors Support of Cartridge.
First select head,spacer and stepped spacer from boring diameter and length. Long Tool-Life & High
Then select base holder and SP26 extension spacer by the length from gauge line. Accurcy.
Length from Gauge Line
_l 15 |_ Boring Depth
Extension Spacer
Stepped Spacer for Boring Depth
— 3 - S $20~25
Extension Spacer SP26-9-30 5P3-9-30 ZMAC16
DREAM-CUT Holder + Base Holder for Length from | 7 om—
e 2+ Gauge Line. ¢ 16~20
533- DEEAM- Hn&r a0 &0 :u:, 45 G0 zuﬁCZE
Caous =k = ECE  een
SP26-12-30 S
€32 Miling Chuck :
__-_____ = Zoo0 = 0 60 9 30 45 £0 ZMAC32 ) |
SP26-26-60 SP2E-16-60 SP16-16-45 =
30 60 100 45 60
—c ] L -
=, e nrnn e SP26-20-60 SP20-20-45
| 0 ) | 4l %0 90 ZMACS5
See. NC5 Tooling System ] : E s 55~70
Catalogue. priE T A | P <D
SP26-26-60 sl ¥
= P.6 for Shanks and Spacers ™= P.7 for Heads
Example of small diameter boring in a deep recess Example of precision boring at high-speed
using the largest diameter extension spacer in order using DREAM~-CUT Holder

Combination of high accuracy and long tool-life can ba achieved
|by the use of the DREAM-CUT System Damping Effect.
BT40-Q26-95

— + | 5P26-26-60] A (
il B SP26-12-30 _
12-ZMAC25-40

to maintain rigidity.

Example of deep hole boring using the same Example of hardened steel boring with
extension spacer with the same diameter as CBN insert.
head. Reduce L/D to as small as possible:Max.3times.
W N 16 to 180mm diameter ZMAC+CBN insert.
BT40-Q26-95
SP26-12-30 Example of interrupted
ISP 12-1 Z"SUI bﬂfiﬂg of hardened

12-ZMAC25-40 steel(HRCEO) @ 20mm

- H0- -

Results on 24pieces
were:concentricity all
within 3.6 micrans.

Multi-Stage Boring Bars are available to order,
as well as balanced high speed bars with

through-tool coolant. No.20
C(¢20)
Results of surface I~ Ty SUd A S
finish on the 24 T
pieces were RMAX - |

of 2.8 microns. i3 Sore




A/ BASE-HOLDER BT SHANK for MODULAR TYPE  (NIKKEN

Tt CodeMNo combial c | o | H i |ComaBR| g, | e

BT30 BT30-Q26- 40 2 40 500 | = 18 =] B ] i85

BT35 BT35-Q26- 45 26 $ | A - el e B26 | 08

BT40-Q 9- 80, 95N _ 9 | pw [ B avsxy | - BI9 L1819
"".ar2-0,110 2| 80110 | 24 | % | 1250 Jﬂ S T

-Q16-95,125 16 95126 | 31 | 4 | 28 | - | Bl | 2rzs

el comone  |EHONS 02080110 S 0 | BONMO | 40 | 50 | 780 | - | B 2224
e T (T 096 50, 85,140 % |[50%M | 80 | - [26110 | - | 8% | 1 | L1725
H_**‘ﬁij v -Q34- 95,110 M | N0 | 64 | 62 | 6883 | %55 | BM | . | 3236

Qﬂrj T 4 -Q42- 95 42 95 B3 62 88 | 55 B42 38
- | BT45026-55185 | % | 5505 | 50 |5070 | 2265 | - | B% | 5 |- 4055

ol [eTs asew A lutol L Bl Jga o LTma 1] g

= a2 -Q42-125 7 | VSN T 3 M5 e - @ | - | B4 | 68
— B50-0 8110, 125N 9 | toss | 19 | 40 gEr o= ] TR | 4446
Fig.2 | -012- 95,125 a2 s o] “ 1250 - BI2  4h4T
] QI6-126N185 | 16 | 12555 3. | 50 | 228 || - BI6 5153
e [~ S B50 Q20110125 | 20 65 | 40 | 60 [ 2760 | - | BX 2 —IRARE |
S el QE-G5MO07ON' | 26 [ 65140170 | 50 | 65 | 274nM12 | - | B2 122 | 406162
— T -034-140,170,200 M |M0170200 | 64 | B0 | 1025707 | - | B34 | 122 | 607983

Fg3 -042-125,190 2 | 12519 B3 - 87,57 | - B4 | | 95

* #C of Q26 base holder has been increased from 45mm to 50mm due to improvement of it's rigidity.
*All base holder have a centre through—tool coolant hole,
% The Coupling screw & wrench are included as standard.

A/ SPACER for MODULAR TYPE NIKKEN

Extension Spacer Extension Spacer
Code No. | Coupling Dia C ICWFW Bolt
Q-Q1-L Claitdine D]t § __No.
SP 9- 93045 - L giic: fpweiilg . ~B19
- SP 12-12-30,45,60 12 | 12 | 24 | BI2
.. SP 16-16-30.45.60 1Bt | b 16 00| O “31e wfis 12816
 SP 20-20-45,60 20 | 20 | 40 | B2
SP 26-26-60,90 6, | % .| 5. | B%
SP34-346090 | 34 | 34 | b4 | BM
SP 42-42-60,90 47 42 83 B47
Stepped Spacer Stepped Spacer
~ Code No. Coupling Dia C ¢ Couping Bol
Q-Q1-L Qx| 0} No.
SP 12- 9-45 2 | 9 | 2 | 19 | BI9
SP16- 945 P I 9 | BIg
- -1260 - |24 | B2
SP 20- 9-45 __ | eyl 9 | B9
-12-60 20 e 2N f WAl || 4w B2
_ -16-60.90 R | | 3 | BI6
SP 26- 9-30,45 8§ 19 | BIS"
-0t 123060 (12 | 4 | BI2
16306090 | 16| 5 | 31 | BI6
Repeatability of modular coupling -20-30,60,100 20 40 | B2
Maximum T.LR. positional error . Sp %TW " e | [ 5= gigh
alter repeated use is within 3 microns, T‘-ﬁﬂ.wﬂ 94 20 ' B4 ' 40 | 820
Q 2660100 % | . [ 5 | B®
’ SP 42-20-60,100 2 |40 | BN
2660100 | 42 | %6 | 83 50 | B2
Eﬁ -34-60,100 A 64 | B

W ()26 spacer diameter has been Increased from 45mm to 50mm due to improvement
ol it's rigidity.
Al spacers have a centre through—-tool coolant hole.
‘ % The Coupling screw is included as standard.



A/ MODULAR TYPE ZMAC BORING HEAD NIKKEN

ZMAC /é:}\ /(a Triangular Insert type head

D" T = DT T 3 L i
' — e B 2 o
S :|:n ﬁ.ac;:_-. —ij 0 ey 'E[Etj :LI
e : Boes P10
- i ] _r"ﬁ' R i ' Fig3 for triangular Insert
For Modular type For Solid type
Set/Head Code No. Eg:;g %o;r::]? Cul:‘I]iI:..lg Spacer No. Head No. (S P Rem?rks_ s _
(Q-)Q1-MnD -L1/1 D M | Q| Q-Q-h | Q-MaDL | hlLi|Qi|C|CI| UnitNo. | InsertNo. |Fig
s C 5 | oo | ® [ | emew lpawcie-s| [s] [ | . - 3
1026-12 -ZMAC 16- 85 48 SP26-12-30 | 12-ZMAC 16- 55| | 85 g B T | 3vp-cB
026-9 -ZMAC20-70 | 198~252 [ 5B | SP26-9-30 | 9-ZMAC 20- 40| 30 | 70 | 9 | 19 | 50 | M2HZ -20
2612 -ZMAC 25- 70 | 248~322 | 55 | 2% | SP26-12-30 |12-ZMAC 25-40[30 | 70 | 12 |24 | 50 | M3HZ -25 - i
Q2616 -ZMAC 32-85 | 318~422 | 70 | | SP26-16-30 |16-ZMAC 32-55| 30 | 85 | 16 |31 | 50 | M4HZ -32 | 4MP-CB
Q2620 -ZMAC 42100 | 418~552 | & | SP26-20-30 |20-ZMAC 42- 70| 30 | 100| 20 | 40 | 50 | M5HZ -42
% -ZMAC 55- 70 | 548~ 702 0 | - 26-IMAC 55- 70| - | - | - |53 | - | M5HZ -55
34 -ZMACT0-70 | 6os~652 | 70 | 3 - |UDICTO-T0) - | - |- |67 | - | MTHE=T0 | oo
4 -ZMAC 8500 | B4g~1002 | 100 - |42-IMAC 85-100| - | - _-__‘_.53_ | MIOHZ-85 N
42 -ZMAC100100 | %5~1405 | 100 | 42 - 42-IMAC100-100{ — | - ' - |95 - | MIOHZ-100
2 IMACI40100 | 135~1805 | 100 | | = 42-IMAC140-100| - | - | - 13| - | mionz-140

*MIN, dial readout :ZMAC32 & above s 0.01mm on diameter.
:IMAC25 & below is 0.02mm on diameter. Sub scale:0,005mm. Easy adjustment of 3-5microns on diameter using our precision screw mechanism.
% 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).
We would recommend “B"grade (CBN) insert for Handened Steel & High Speed boring of Cast Iron.
% The above set code No.(Fig.1 & 3) includes 30mm long stepped spacer to sult (26 size base holder, please see P.5, P.6 for more Information. Head & spacer will be supplied seperate boxes.
For head—only orders, please use head No.
*For Centre Through—=tool Coolant heads, add the letter “ €™ to end of ordering code e.g. 26-ZMACS5-T0C

ZMAC- R Rhomboid Insert type head

e s PR,
| . L—- J’ﬂ | e T ' for Rhomboid Insert
Fig.1 Fig.2 ll.-{_:,
For Modular type For Solid type
Set/Head Code No. E‘;ﬂwﬂ? %‘;r;:ﬁ Cugli;ﬂq Spacer No. Head No. | Remarks
(Q-)XQ1-MinD -L1/L D M Q Q -Qi-h Q1 -Min.D-L hiLl|Qi|c |C Unit No. Insert No. | Fig,
Q26-16:ZMAC 32R- 85| 318~ 422 70 | SP26-16-30 [ 16-IMAC 32R-55 | 20 | 85 | 16 | 31 | 50 | M 4HZ- 32R
026-20-ZMAC 42R-100| 418~ %52 85 % | spe6-20-30 20-IMAC 42R-70 | 20 |100| 20 40 | 50 | M 5HZ- 42R | CCO6-C |
26 -ZMAC 55R- 70| 548~ 702 70 | = 2-IMAC 55R-70 | - | - | - |53 | - | M 5HZ- 55R ' [
34 ZMAC 70R-70| 6os~852 | 10 | 4 | - |MDMACTOR-70| - | - | - |67 | - | m7mz- 7o _
42 -ZWAC BSR-100| sisi002 | 100 T = |pDucmm| - | - | - (@] - | wozeeR| T |2
42 -ZMAC100R-100| 995~1405 | 100 | 42 - 42-IMAC100R-100 | - | - | - |95 | — | MIOHZ-100R o |
42 -ZMAC140R-100| 1395~1805 100 - 42-IMAC 140R-100 | - | = | = 135 | = | M10HZ-140R

wMIN, dial readout : 0.01mm on diameter. Easy adjustment of 3-5microns on diameter using our precision screw mechanism,

+*"C"grade (coated) insert for Steel, Stainless & Cast Iron is supplied as Standard with the head (Smooth boring & Long tool-life).

% The above set code No.(Fig.1 ) includes 30mm long stepped spacer to suit Q26 size base holder, please see P.5, P.6 for more information. Head & spacer will be supplied seperate boxes.
For head—only orders, please use head No.

*For Centre Through=tool Coolant heads, add the letter * €™ to end of ordering code e.g. 26-ZMAC55R-70C.



ZMAC-R

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
different centre hole diameters.

% The each Unit and Cartridge is without Insert tip.

1 2 3 6 7 31 2 3 | 34 36 39
. Triangular Insert | Insert Dial Lock | Wave | Preload | Lock |Adjustment
ZMAC Unit | Cartridge Insert gc[ﬂ[: ﬁmf; Ring Flange | Spring | Nut Screw | Handie
, !
Boring Range e __ )
g9 A
159~202 | M 2HZ- 16 | M 2HZ- 16C | | aM216D | 9M216L | M361
' e OM216W | IM216P M392
19.8~ 25.2 M 2HZ- 20 | M 2HZ- 20C 3MP-CB  M2045 9M220D | 9M220L . M362
i Tﬁ —
248~ 322 M 3HZ- 25 | M 3HZ- 25C | OM325D | 9M325L | M333 | 9M325P | M363 M393
31.8~ 422 M 4HZ- 32 | M 4HZ- 32C 4MP-C,B M2070 OM432D | OM432L | M334 | M344 | M365 M394
41.8~ 55.2 M 5HZ- 42 | M 5HZ- 42C
——n | 9M542D | 9M542L | M335 | OM542P | M366 | ZM395
54.8~70.2 .M BHZ- 55 | M 5HZ- 55C |
69.8~ 85.2 M 7HZ- 70 : M ?H?:— 70C 6MPC.B M2580 | T8 _QM??DD aM770L M337 _QM?TDP I M360 M397
84.8~1002 | MIOHZ- 85 | MIOHZ- 85C |
99.5~140.5 M10HZ=100 | M10HZ-100C OM108D0 | 9MI08L | M330 | 9MI08P | M368 M390
139.5~180.5 MIOHZ-140 | M10HZ-140C
% The each Unit and Cartridge is without Insert tip.
| > 3 6 7 B Cartridge for base forming of bore
_ Insert | Insert (Spedal)
ZMAC Unit | Cartridge | Rhomboid Insert {S:n!:ﬂ.ﬁ 3;?1“& The brazed ‘K" grade type cartridge is recommended
o s - for forming the base of bore. (Whole ground finish)
.ﬁ Please specify i.e. ZMAC55 for base forming
N7 E Cﬁ at your purchase.
31.8~ 422 | M 4HZ- 32R | M 4HZ- 32RC
418~ 552 | M 5HZ- 42R | M 5HZ- 42RC |  CCO6-C M2577 | T8
548~ 702 |M 5HZ- 55R | M 5HZ- 55RC
69.8~ 852 | M 7HZ- 70R | M 7HZ- TORC
CCcos-C M4012 T15
84.8~100.2 MI0HZ- 85R | MI10HZ- B5RC .
. 1 : -
5~140.5 | MIOHZ-1 -100RC :
L bl s 5+ CC12-C M5010 T15 * Diameter
139.5~180.5 | MIOHZ-140R | MIOHZ-140RC | * Width of
base forming




A/ 1MAC BORING SYSTEM CUTTING DATA

B Selection of Insert Tip for each material.

Very easy to select a proper insert tip for your material due to Double-Contact

Support of ZMAC boring head.

Material

' Coolant
AL
\ - 150~250m/min.  (  Dry or Wet cutting )
‘ CBN ]4— Hardened Steel | 100~150m/min. (  Dry or Wet cutting )
_ \ High Speed finish| 400-1000m/min. ( Dry or Wet cutting )
for Cast Iron
Wet Cutting
[Kgrade Carbide ] Almingm Wet cutting \\\
Nnf ! tal - | K grade carbide
[ Diﬂmﬂﬂd ]— on-1errous meta Please usa RAC Head for Alminum.
P P82 of NC Tota
More information available on request. TI;E?I:E SéE'ye':':[EI'I'l CZ[&JEH]L}: 4
M Suitable cutting Speed ©:Best O--:Good —:--unsuitable
L | i * Hardened Steel  ljter-
ngje Grade SS41 S55C SCM SKD | SC FC.FCD | SUS -: AL ALC oM l. SKD suJ m’
. 150~400 | 150~400 | 150~400 80~150 80~150 | 150~250 | 80~200 A 2
TRy C (| 0 [ O | O [ © o Sy B AT [
2 | E | P10 ] e0~o0 | 60~100 | e0~120 | 40~100 | 60~100 | 0~ 80 |
| 1 | 1
F | KO el St B un ~ | '_50503 i dwgmﬂ_{ T Za.0tf O
T | Comet | p00s0 | anoodo | 20040 | so~1s0 | so~ts0 | ~ | 1o~i@0| " : ] . b
| . |
B | CBN | - ‘ 2 s - |- el - - oois0 | 70000 | 12050 ©
© g = ] ——
‘ C | Coated | 1502400 1502400 1502400 80~150 ‘angsu 1502250 | 80150 v

wExisting Inserts (Cermet,P grade Carbide & K grade Carbide)are available,
*When interrupted cutting reduce speed by 50%.

B Cutting Condition (removal,feed)

/o
Boring Range|  Type
Best Condition Max. Condition Best Condition Max. Condition

Removal mm,/# | Feed mm/rev. |Removal mm./# | Feed mm/rev, ﬁma_l'mmx’#]Faad mm/rev. | Removal mm./¢ | Feed mm/rev,
$ 16~20 | ZMACI6 | 02~04 | 005~007 | 10 01 |
$ 20~25 | ZMAC20 | 02~04 | 005~007 | 15 0.1 sioos mou
$ 25~32 | ZMAC25 | 02~04 | 005~007 | 20 0 _
$ 32~42 | ZMAC32 | 02~04 | 005~008 | 20 02 10~30 | 01~015 | 50 02
¢ 42~55 ZMAC42 | 02~05 | 005~008 | 40 02 10~30 | 01~015 | 50 | 02
¢ 55~ 70 | ZMACS5 | 02~05 | 005~008 | 40 02 | 10~30 | 01~015 | 50 02
¢ 70~85 | ZMACT0 | 02-08 | 005~0. 40 025 | 10~40 | 01~02 80 | 05
¢ 85~ | ZMACB85~ | 02~08 | 005~0. 40 025 10~40 | 01~02 80 025

In case of CBN insert, reduce L/D
as small as possible : Max. 3 times.
Stock removal on diameter.

D <32mm : less than 0.25mm

D >32mm : less than 0.3mm

Feed per rev. is dependent on

Nose/R and accuracy required.

- (Feed per rev.)”
"~ BXNose/R

Logical Surface Finis



A/ NIKKEN INSERT SPECIFICATION TABLE NIKKEN

Insert tip Code No.
™ e - ROB Dimension Grade Material Applicable Arbor
3MP-C aMp-C4 = Coated |Aloy Steel, Stainless, Cast Iron
-T = cermet | Alloy Steel, Stainless Steel
E | ] @ 2060 E PI0 | MoySed | ZMACIGZMAC20ZMACZS
-F K10 Cast Iron, Alminum
B4 WBGT06010L CBN Hardened Stee
4MP:I3 4MP-C4 Coate:l Aloy S’reeJ Slmnl&ss Cast Iron
T | . 5 4 - cermet | Alloy Steel, Staness Stee
E @ pazee @ % P10 Alloy Stee IMAC32
-F K10 Cast Iron,Alminum
-B -B4 ) WBGT08020L | CBN Hardened Steel
6MP-C 6MP-C4 6MP-C8 318 - Coated Jﬁjlng.r Steel, Stainless, Cast Iron
T ORI I | et comet | oy el SatlesSeel | 0 e ncre
-E -E4 | -EB 3 gé Z $635 |11 9280 P10 Alloy Steel ZMAC85,ZMAC100,
[ -F -F8 + ¥ KIO | Cast Iron, Alminum L
-B4 -B8 TRGTHIO30L CBN Hardened Steel
10MP-C | 10MP-C4  10MP-C8 Coated Aoy Steel, Stainless, Cast lron
T T4 T8 cermet | Aloy Steel, Staiess Stee
€ | E4 E8 PIO | AloyStes MACB0,MAC100
-F -F8 K10 Cast Iron, Alminum
K 88 CBN | HardenedSteel
CC06-C4 | CC06-C8 Coated E]ﬁf; Efe”g ZMAC32R ZMAC42R,
Stainless Steel ZMACSSR
|
|
|
| Cast Iron,
CC08-C4 @ CCO08-C8 Coated | Alloy Steel, ZMACTOR,ZMACB85R
: | Stainless Steel
COMTOST3ON
4T6—+  f—
~ f |‘r+‘, Cast Iron,
CCi2-C4  CCi2-Cs 127 —-}-#55 Coated Alloy Steel, ZMAC100R,ZMAC140R
. @ ' Stainless Steel
éCMﬂ 2040N
e Minium order quantity of CBN: 1 pcs. All other inserts: 10 pes. *Code No. of Coated CCMT type inserts have been unified to "C" .

Yinsert with large nose radius have a stronger cutting edge,and are therefore ideal for large diameter horing of short holes. Small nose radius insert is ideal for smaller
diameter baring or finisihing.

* T (cermet) insert is TIN-coated as standerd, please specify uncoated insert, If required for deep—hole boring applications.

*For NIKKEN special-nose geometries inserts for deep—hole boring applications, please specify code No, adding letter “~SR",

B Code No. of ISO standard Insert Tip The majority of ISO inserts available are designed
for turning where the workpiece rotates and are
[P] (€] (1] [1] [o] (3] [0] not recommended for use in boring as it's the tool
l T T l which is rotating,however these inserts can be
Cutting Edge Length Thickness Corner Radius  Cutting Direction fitted on to the cartridge if the size is the same.
h ETL'N Diameters of centre holes on ISO standard insert
can vary and you may, therefore have to change
— l the clamp screw to suit the insert,
[nsert Shape T Normal Clearance B : 5° 1 Tolerance Class G : Ground Chip Breaker & W : =0
e Q 80" c: 7 E} M : Pressed Hole Configuration T : e
C:[ Haor P:11* 2
M : <> 86"

10



A/ DOUBLE CUT BORING ARBOR for LARGE DIA.

Flexible for both Rough & Finish

Selection of A, B, C

Type :
BTNo. L

Type A BT50-DAC130- $1

Efmﬂlf& |5'||$|E 50 pacts0-17 ¢ 150~ ¢
-DAC185-170 $185~#2

P -DAC235-170) 5~ ¢

-DAC285-170/ 8-~
-DAC335-185A
-DAC385-185A
-DACA35-185A P4
-DAC485-185A # 485~
-DAC535-185A ¢ 535~ ¢ 586

Type B BT50-DAC130-170B | #130~¢151

E’m&f&*‘gﬁ:ﬁ ofHole | T°".pac150-1708 # 150~ 9 186
DAC185-170B | ¢ 185~ 236
-DAC235-170B | #235~ 9286
-DAC285-170B ¢ 285~ ¢ 336
-DAC335-1858 # 335~ ¢ 386
-DAC385-1858 # 385~ ¢ 436
-DAC435-1858 | # 435~ ¢ 466
-DAC485-1858 | #485~#536
-DAC535-1858 ¢ 535~ ¢ 586

Type C BT50-DAC130-170C | ¢130~¢ 151

%g‘h Hm‘;‘:b 0 pacise-170c | #150~¢1
-DAC185-170C | #1B5~ #7230
-DAC235-170C | #2305~ ¢ 260
-DAC285-170C # 285~ # 336
-DAC335-185C ¢ 335~ ¢ 386
-DAC385-185C ¢ 385~ # 436
-DAC435-185C | #4305~ #4686
DACHBSIBSC | ¢ 485~ 95%
-DAC535-185C # 535~ # 586

¢ 130~ ¢ 586

179

160

NIKKEN

—M—]
A B G
BTS00 | g9
- E—r_:«—)ﬂ:
H g Easy to change Cartridge
Units according to your
= ~r | application,
E I
Plate No. Unit T g
DPC-130 | NN
-150 | | | N 120
| ¢ |
DPC-235 e 147
DPC-285 162
- | DPC-335¢ MIOA-100L =)
_ DPC-385 B5
: a0
= &7
5 G 28.2
-130 M10B-1 N 115
PC-150 - M1 I 120
-0 DPC-185 | e
! | DPC=235, 1+ 147
DE‘E_}ELBS,._ —1 0.2
DPC-335 100L 20
DPC-385 215
DPK-125 | DPC-433¢| 50 |
DPC- / %7
D 28.2
C-130 | MI0C-100S, M10CX-100S 1.5
DPC=150 | M10C-100MMI0CX-100M 120 |
BT50-DPK-11 DPC-185 131
DPC-235 A 147
| DPC-285 16.2
DPC-335 :s.;. 220
h ’_’,.r _EP_{',“%_ MIOC-100LM10CX=100L 10MP-C,B 235
PK-125 | DPC-435 &0
» DPC-485 26.7
j DPC-535 282

NIKKEN KOSAKUSHO WORKS, LTD. osAka, JaPaN.

6-53, 1-chome, Motomachi, Higashiosaka-shi, Osaka-fu, Japan. Telephone: 0729-81-5861 Telefax: 0729-87-1338

Us.A

H.P.I NIKKEN L.T.D

565 Commerce Si. Franklin Lakes,
N.J.07417
Tel.(201)337-8900 Fax.(201)337-3163

FRANCE

PROCOMO S.A.
6,Av.du 1er Mai Zone d'Activité

91120 PALAISEAU
Tel.(1)69.19.17.35 Fax.(1)69.30.64.68

UK

NIKKEN KOSAKUSHO UK LTD.

Precision House, Barbot Hall Industrial
Estate Rotherham,South Yorkshire,.S61 4RL
Tel.(01709)366306 Fax.(01709)376683

F.R.GERMANY NIKKEN HEARTECH (E)GMBH
Robert-Bunsen-Stra e 75 D-65428
Russelsheim
Tel.(06142)51021 Fax.(06142)59479

ITALY

VEGA INTERNATIONAL TOOLS S.R.L

Via Asti N - 9 10026-Santena(To)

Tel.(011)9456330/40/50~70 Fax.(011)9456380

KOREA KOREA NIKKEN LTD
16-2 MAN SUK-DONG,DONG-KU,INCHON

Tel.(032)763-4461 Fax.(032)763-4464

CUTTING TOOL S.L

POL.UGALDETXC-PARCELA 28-B,NAVE 6 20180 OIARTZUN
(GIPUZKOA)APARTADO 1421-20080 SAN SEBASTIAN.
Tel.(943)494144 Fax.(943)494409

T 200030 R.A/11 ME| KE BUILDING
NO.1 TIAN YAO QIAOC ROAD
SHANGHAI, P.R.CHINA
Tel.(0216)2451527 Fax.(0216)2451527

SPAIN

P.R.CHINA

f
WPlease give your order to the following agent.

D.QI20
@This catalogue is subject to change without notice.
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