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You will be interested to know that
we have just introduced our new items.

Corner

Rounding

Back
Corner Rounding

Corner Rounding- Type R

» Precision ground universal grade carbide inserts that provides
long tool life, accurate indexability with 4 cutting edges.

» Metric holder program only - h6 tolerance shanks for use in
precision holders or collet chucks.

» Radii available: 1.0, 1.5, 2.0, 2.5, 3.0 mm.

45° Chamfering Tool

» For front and back chamfer and side groove milling.

» Metric holder program only - h6 tolerance shanks for use in
precision holders or collet chucks.

» Three grades to choose from.

Radius Center Drilling

»Sizes available: 2.0, 2.5 and 3.0mm. Should it really say 60 degree
center holes or can replace 60 degree centering operations.

» Provides better drill entry geometry.

» Increase hole positioning and hole roundness.

Center
Drilling

Center
Drilling

27
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NC Deburring

» Insert has 6 flutes available 60 and 90 degree.

» Smallest countersink 0.5mm (0.019")

» High feed rate for high speed deburing on CNC machines
» Indexable - =+ .02 (.0008")
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60° & 90°




Economy pack for larger end users. Do not miss it!

STARTER KITS

e Engraving Tool Kit Package

99619-V045-03K-71

V04506 T1W06-2071

99619-V045-03K-32 45° V04506 T1W06-2032
99619-V045-03K-31 V04506 T1W06-9031 1 x 6mm holder
99619-V060-03K-71 V06006 T1WO06-2071 + 3 inserts P. 41
99619-V060-03K-32 60° V06006 T1WO06-2032 + Llkey

99619-V060-03K-35
99619-V060-03K-31

V06006 T1W06-2035
V06006 T1W06-9031

e NC Deburring Kit Package

D

X060A60T6-NC2032

99619-X060-DB60-02K-32  60° 1 x Holder

1 xT7 Key P. 48

99619-X060-DB90-02K-32 90° X060A90T6-NC2032 2 X inserts

Drills Content Page
Diameter |  Holder | Insert / Screw / Key .

e Super Drill Kit Package

99313-10.0-KIT 10.0 99313-10.0
99313-10.3-KIT 10.3 99313-10.3
99313-10.5-KIT 105 ST IE I I
.| NS-18037
| 99313-11.0KIT 11.0 99313110 | NK-T6 P. 49
99313-11.5-KIT 11.5 99313-11.5 Torque: 0.6Nm
.‘ 99313-12.0-KIT 12.0 99313-12.0
L 99313-12.5-KIT 12,5 99313-12.5

* 3/4" shank kits available upon request.

e Chamfering Kit Package
Insert included Holder included | Content Page

99616-C1020-32 N9GX04T002-NC2032 99616-C10
+

99616-C1020-71 N9GX04T002-NC9071 99616-C20

99616-C3040-32 N9GX060204-NC2032 99616-C30 2 x holders
e + +10inserts P.51
99616-C3040-71 N9GX060204-NC9071 99616-C40 + 1 key

99616-C5052-32 N9GX090308-NC2032 99616-C50

o +

99616-C5052-71 N9GX090308-NC9071 99616-C52

e High Speed Boring Kit Package

99146-32HB-05SET SB32-146-31 Weldon Shank
99146-BT30-05SET BT30H Boring head shank

99146-BT40-05SET BT40H Boring head shank Boring head shank: 1pc

99146-BT50-05SET BTsonlEana e | CinsleaEenySiees S Wi
Key: 3~5 pcs

99146-CAT40-05SET CAT40H Boring head shank Plastic box: 1pc

99146-SK40-05SET SK40H Boring head shank
99146-HSK63A-05SET HSK63A Boring head shank

1 | Nine9 Cutting Tool & Tool Holders



STARTER KITS

e Engraving Tools

S N P T

99616-3/8.08W-60 NC40 KIT ~ 60° Q/ N9MT080201W60-NC40

s 1 x 3/8” holder
1  99616-3/8.08W NC40 KIT Q/ N9MT080201W-NC40 + 2 inserts P. 10
90° + 1 key

99616-3/8.08W NC10 KIT b N9MT080201W-NC10

e NC Spot Drill-CT 60°/82°/90°/100° / 120° / 142°

S

1 x 5/8" holder
+ 3 inserts + 1 key

1 x 1/4” holder
NOMTO5T1CT-NC2071 + 6 inserts + 1 key P. 14

2 99616-13V-5/8.12 2071 KIT 60° VOMT12T3CT-NC2071

99616-06-1/4.05 2071 KIT

A

99616-3/8.08 NC40 KIT E NOMT080208CT-NC40
1 x 3/8” holder P. 15
+ 6 inserts + 1 key ’

99616-3/8.08 NC10 KIT u NOMT080204CT-NC10

99616-14-1/2.11 NC40 KIT ) NOMT11T3CT-NCA40

o 1 x 1/2” holder
4 99616-14-1/2.11 NC1OKIT 90 n NOMT11T3CT-NC10 +binsein e 1key P16

99616-14-1/2.11 NC60 KIT E NOMT11T3CT-NC60

99616-14-5/8.11 NC40 KIT NOMT11T3CT-NC40

99616-14-5/8.11 NC10 KIT NOMT11T3CT-NC10 ibgsisTholden P. 16

+ 6 inserts + 1 key
99616-14-5/8.11 NC60 KIT NOMT11T3CT-NC60

1 x 3/4” holder
+ 3inserts + 1 key

e NC Spot Drill Kit Package

I I N N

@ﬂnn

99616-22-3/4.17 2071 KIT 0° NOMT1704CT-NC2071

5 x tool holders

99616-3/8 PACK 3/8 +1 key P. 15
99616-14-5/8 PACK 5/g” 5 x tool holders P 16
+ 1 key

Nine9 Cutting Tool & Tool Holders | 2



Holder .
min. max.

NC Spot Drill
2 6.2
@iiﬂlr R 7% - (0.079") (0.244)
° ° ° 11

99616-14.. P60 NOMT11T3P60

1 9
60° - — @ 0039) (0354) o o o 12

Buimodg
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Buiaesbuzy
Buyua
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M 2 13
- - —r 0.079") (0.512”
@ ( ) ( ) ° ° ° ° 12
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—— O v ol
(0.079") (0.354") o ° o o 13
99619-V082-3/8 V0820802 (0.00)
82° 2 14
— - 0.079") (0.551”
@7 ( ) ( ) Y ° Y ° 13
99619-V082-5/8 V08212T3 T(gig‘gg,-)l
1 6
14 (0.039") (0.236") e ° ° 14
99616-06-6... NOMTO5T1 Tmin=0.1
) —— 2 . ol
99616-3/8 @ (0.079") (0.394")
° ° ° ° 15
NOMTO0802 'I'(gwlggg;)l
99616-10-M6
Ol =1 ol :
99616-14 (0.118") (0551 Tmin=0.1 (0.004’)
-14... A ° A (2 Cutting edges) 16
o
20 @D}:@ NOMT11T3 o
Tmin=0.1 (0.004)
99616-14-M8 (4 Cutting edges)
o118y (088
0.118” . "
I ° ° ° 17
NOMT1704
[ 4 25
<~ (0.157") (0.984"
° ° 18
[
NOMT2204
3 16
B 0.118") (0.630"
100° ( ) ( ) . .

99616-3/4-100

3 17
1200 11— 09— oue) s B

99616-3/4-120 NOMT11T3

3 18

® Y _ ,%7,, (0.118") (0.728") . .

99616-3/4-142

142° 2 32
R %{% ® (0.079") (1.260%)
° 20
99619-V142... V1421604
3.3 13
145° — - L 0.130") (0.512"
+ ® QX{) ( ) € ) ° ° ° 9

o
90 99616-10/14/22 ... WSP / M4~3/8-16 UNC




Holder

Corner Rounding

Inserts

Bujjuq

w
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o
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Bupiayweyn
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54 RO5  R30
@ - | A RO
D R1/64" R 1/8" . 22
99616-06 /14...RC N9MTO5 / NOMT11..RC (2 Cutting edges)
R3/16" R 1/4"
i ° 24

2> =-=

99616-22...RC

NOMT1704RC (2 Cutting edges)

/" 99616-16-25R / 30R / 99616-25-40R

RLO  R3.0
. s

NOMT11T3R (4 Cutting edges)

Large 45° Chamfering

©6 ]l

o 99616-18
\
99616-28

Center Drilling / i-Center

oS

99616-14...PR

6 18
(0.236") (0.709") °
16 28 Ze
(0.236" (1.102")
°
NO9MT11T308LA *gﬁie grooving

20 315
0.079") (0.124")
° 27

NOMT11T3PR * Similar to DIN 332 Form R

‘ 1.0 10
(0.039")  (0.394")

DIN332 Form R

- (0.039")  (0.394")

60°
N ° 32
120° DIN332 Form A+B
si64” 38"
o
L ANSI 60° °
99616-IC...
Engraving Tools
. @ 0 045 21
45 99619-V045... vo4506T1W (0.0187) (0.083) e . 43
o Q——3 0.25 27
60 99619-V060... vos00eTiw (0.0107) (0.106") e . 44
= = 0.1 1.1
o Q- 1 O ,, ,,
60 99616-10...SW NomTogoz (00047 (0.043) e . 10
o —— 1
° 99616-10...SW NOMTog0z  (0:004") (0.079") e o 10
90 o 3] E— 1 6
99616-06-6 NomTosT1  (0.0397) (0.236") e ° . 14
QR NC Deburring
> ) 0.1 1.0
° o ] 0 2 i )
0.004”) (0.039
60 99619-X060... X060A60T6 ) ( ) ° .
> 0.1 1.2
o Qr—-—- i )
0.004”) (0.047
90 99619-X060... X060A90T6 ) ) .




Minaz, Inserts >> Quick Pick

Nine9 inserts are designed to be used in today’s modern machining practices providing
patented unique highly productive solutions. Nine9 focuses on bringing indexable solutions
utilizing today’s latest carbide grades and coatings that reduce set-up time, tool change
time and extend tool life. Nine9 - your productivity partner.

P K N H S
Hardened

Stainless %] Non- Steel = .
Iron  Ferrous yp to 56 Titanium

HRC

Coating  Steel

NC10 K10F  TiAIN ° ) ©
K20F .
NC40 P35 TiN ® (@) ©
NC Spot Drill NC2071 K20F  TiN ° © O ©
NC9076 K20F  DLC © ° ©)
NC60 Cermet © o
NC2071 K20F  TiN ° O °
Corner
Rounding
NC9036 K20F DLC ® ° ©
i-Center NC2033 K20F  TiAIN ® O ) @)
NC2032 K20F  TIAIN Y O )
,‘%R NC2071 K20F  TiN © ° ©
Engraving < @ BT m—
graving <« () © °
NC2035 K20F  ALDURA © O °
(©) NC9036 K20F  DLC © ° ©
NC2032 K20F  TiAIN ° O ° ©
Chamfer Mill
3/ NC9071 K20F  TiN O ® °

5 | Nine9 Cutting Tool & Tool Holders
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ﬁm-g

No Need To Choose
Nine9 Does It Alll >>

Cost v Time Highly Long
Saving ¢ 'Saving W__J Efficient Tool Life

» Various ¥ »Corner
Applications : ' "

/ »Spotting Rounding

Nine9 Cutting Tool & Teol Holders | 6



Minez.
NC Spot Drill >>

NC Spot Drill with indexable carbide insert.
High efficiency! Low cost!
CNC lathes, CNC turning centers and machining centers.

» Spotting produces better hole position and
geometrically uniform holes

» Available shank diameter-95, 96, 910, 012,
@16, 320mm, @25mm, @3/8”, @1/2”°, @5/8"°, @3/4”’,
@1/4’, M5, M6, I8

» One tool will perform multiple applications

* Long tool life.

* Each insert has 2 or 4 cutting edges.

 Suitable for spotting, chamfering, grooving and engraving.

*45°/60°/82°/90°/100°/ 120° / 142° angle for different
applications.

* Increase cutting speed with coated
carbide inserts.

E] Center Dirilling Corner rounding
Thread turning @ Gooving

Taper turning V-grooving
Engraving Face milling

Drilling & milling a groove

* Some features produced with a special insert

7 | Nine9 Cutting Tool & Tool Holders



A New Drilling Concept!

» 0.5xD of spotting >> » Drill Benefits >>
Although today’s drill manufacturers may not * Higher feed rate.
recommend spot drilling you can look forward Why? Because the drill is guided at the strongest part of
to the following benefits when using the NC cutting edge. -
Spot Drill to drill a spot that is half of the driling ~ * Better center position. . _
diameter. Why? Because the spotting is done by a single cutting

edge which is out of center, and similar to boring operation.
* Increased tool life.

NC Spot Drill Without Spotting 0.5xD Spotting Larger Spotting

* Better center * Best result!
position! * Drill has less position accuracy * Higher speed and feed rate.
* Longer tool life! and diameter tolerance. * Better position accuracy and
diameter tolerance.

j

* Longer spotting time!
* Guided at the weakest corner of drill.
¢ Shorter tool life

lig 10ds IN

Unstable tool life 20.5D oD
2D 2D

» Various Applications of NC Spot Drill >>

Use on CNC lathes, CNC turning centers, Machining centers, Milling machines, SPM machines.....

Turning Center Fig Applications Machining Center Fig  Applications
Grooving A Engraving
Helical groove milling B Chamfering
Engraving C Profile chamfering
Spot drilling D Spotting

Chamfer turning

Face groove milling

External and
internal chamfering

Internal turning

I ® m m O O W >

Spot drilling on

end surface B Grooving

| | Internal Chamfering | .
C Spotting D Facing
. Facing grooveing

» Application Example >>

———
— et

'Contc_\u_r = '
i
||

.
.
B
L1
L1}

® Spotting, Groovini;‘_En_graving
on Machining Center.

=
-
-
-
ay
ey
-
i

Nine9 Cutting Tool & Tool Holders | 8



WSP W Spotting New Geometry of Spotting Tool

NC2033

» Combined spotting and chamfering
145° + 90° >>

1 process provides 2 applications

. . 90° Chamferin 142°Spot Drillin
* Reduces process to one operation. Shortens cycle time. — 9 = p‘ 9

« Use to spot prior to drilling with high performance ]

W Spotting

drills for higher accuracy of hole position. |

« Utilizes standard NC Spot Drill holders. 90° 14:20 2in1
» Inserts >> ﬁ | >
NC2033: « Fully ground cutting edge and relief angle. N
« Universal grade for steel and cast iron. |
« Each insert has 2 cutting edges.
. Thread  *D10.05
Parts No. Coating Grade Size (£0.002”) D2 L2 Dmax. Tmax.
N9MT0802M04C-NC2033 M4 3.30 (0.130") 4.20 (0.165”) 0.93 (0.037”) 2.83 (0.111")
NOMT0802M0O5C-NC2033  TiAIN  K20F M5 4.20 0.165) 525(0.207) 1.14(0.045) 3815,,) 2.52 (0.099")
N9MT0802M06C-NC2033 . M6 5.00 (0.197") 6.30 (0.248") 1.39 (0.055) 2.24 (0.088")
NOMT11T3MO8C-NC2033 TAIN  K2OF M8 6.80 (0.266") 8.40 (0.331") 1.81 (0.071") 13 4.11 (0.162")
I 1y
N9MT11T3M10C-NC2033 - M10  8.50 (0.335") 10.50(0.413") 2.28 (0.090" (0-512") 353 (0.139")
NOMT11T3UNC25-NC2033 1/4 5.08 (0.200") 6.70 (0.264”) 1.55 (0.061”) 4.70 (0.185)
NOMT11T3UNC31-NC2033 TAIN  K20F 5/16  6.53 (0.257) 8.40(0.3317) 1.90 (0.075") 3. 4.20(0.165"
Dmax. (0.5127)
N9MT11T3UNC38-NC2033 /_[ 3/8 7.94 (0.313") 10.00(0.394") 2.22 (0.087") 3.72 (0.146")
@ N9MT1704M12C-NC2033 Tmax.  M12  10.25(0.404") 12.60(0.496") 2.91(0.115") 6.61(0.260)
@ NIMT1704M14C-NC2033 TIAIN  K20F ] M14  12.000472) 1470(0579) 3.22(0127) 327,,) 5.87(0.231")
@ N9MT1704M16C-NC2033 M16  14.00(0.551") 16.80(0.661") 3.51(0.138" 5.11(0.201")
» Holder >> @ <
. . — =
* Holders and inserts are interchangeable. /
+ Applications: Spotting, grooving and chamfering. L1 L
Parts No. ad Insert Type T!;g:d L L1 Screw Key
10
99616-10
(0.394") N 89.08+0.29  16.95+0.29 NS-30055
99616-3/8 38" NOMTO802 M4~M6 5 5710.0117) (0.667"£0.0117) 2.0Nm NK-T8
RS 17 MB-M10 97551055 26.73:0.55 NS-35080
NOMT11T3 . . h . NK-T15
99616-14-5/8  5/8" 1/a~3/g ~ (3:839$0.021") (1.052"£0.021") 2.5Nm
" N 96.24+0.64  31.4#0.64 NS-50125
(@Doo61622-34 3147 NOMTL704 M12-M16 cf0W0R, 0oy sanm | NK-T20

Note: x D1 refer to the Tap Pre-drilling sizes. * Technical information, please refer to page 30.

» Comparison >>

Carbide Step Drill Spotting + Drill

« Shorter drilling time.

« Longer drilling time
Shorter tool life

« Guided at the
weakest corner
of drill. i

Drilling Depth

T

Longer tool life.
« Guided at the strongest
corner of drill.
« Also for chamfering
or grooving
application.

« Tool cost is high.
Shorter tool life.

 Can't drill directly from
solid on round parts.
Bad position accuracy.




NO9MT080201W Engraving

Page 01~02

» Inserts >>
* 90° indexable engraving insert with 4 cutting edges.
* No resharpening required.
« For marking all types of workpieces.

NC10: * Submicron carbide insert, TiAIN coated,
for Al, Al-alloy, hardened steel 40-50°, stainless steel.
NCA40: * Submicron carbide insert, TiN coated,

for all unhardened steel and cast iron, general purpose.

60-NC40: « Submicron carbide insert, TiN coated,

NC10 60°-NC40

Wmax.

lig 10ds IN

very positive angle for 60° engraving for all kinds of steel and cast iron.

Dimensions
Parts No. Angle Coating Grade . = Wmin. Wmax. Tmax.
o " 8 2.38 0.1 1.1 0.8
SHNEAE 60 TiN K20F (0.315")  (0.094") (0.004") (0.043")  (0.031")
o ) .@ 8 2.38 0.1 2.0 0.9
el Dzt el %0 TiN K20F f ‘S\ (0.315")  (0.094") (0.004”) (0.079")  (0.035")
o ) 8 2.38 0.1 2.0 0.9
ek %0 TIAIN K20F (0.315")  (0.094") (0.004") (0.079")  (0.035")
» Holder >>
L1
@10 (0.394”), @3/8"
N - - B 5 »
S}
I Dy L
Parts No. ad L L1 Screw Key
10 90
99616-10
(0.3947) (3.543") 18 i NS-30055 /Q NK-T8
i 90 (0.709") 2.0Nm )
99616-3/8 3/8 (3543")

» Mini Spotting >>

« Engraving inserts can be used for small diameter spotting.

*Best positioning accuracy!

*Better surface with spotting by NC Spot Drill in advance.

Tool / Insert Spindle Speed / Feed Rate With Spotting Without Spotting
3,900
- S .p.m.
99616-10 55000 r.p.m
NOMT080201W
NC40 f 0.?1 mm/rev.
0.02

Nine9 Cutting Tool & Tool Holders | 10



60° NOMT11T3P60

Re=0.8
(0.031")
2 >
=P &
P60-NC40
P Inserts
i i i i Dmax.
« Fully ground spotting insert, for 60 degree spotting and engraving.
NC40: -« Universal grade for all unhardened steel and cast iron. JT
max.
* P35 grade, TiN coated.
« Each insert has 2 cutting edges.
Dimensions
Parts No. Coating Grade Dmax. Tmax.
L S Re
60
) RAY 11 3.97 0.8 6.2 4
NOMT11T3P60-NCA40 TiN P35 (0.433") (0.156") (0.031")  (0.244")  (0.157")
Res s

» Holder
« 60 degree spotting drill with indexable insert.
» Using standard NC Spot Drill shank.
« A single cutting edge design creates higher precision and position when spotting.
« Applications: < For spotting, engraving, small grooving on milling machines,
machining centers.
« For carbon steel, alloy steel and cast iron, general purpose.

@5/8”

Max. @0.244"

Parts No. ad L L1 Screw Key
99616-14-1/2 1/2" 4" Q
28.03 NS-35080
(1.103") 2.5 Nm / NK-T15
99616-14-5/8 5/8” 4"

11 | Nine9 Cutting Tool & Tool Holders



VOMTO0802 / VOMT12T3 60°

Re=0.8 Re=0.4
(0.031") (0.016")
/—

A

N
&

(o)}

Page 01~02 X /
NC9076 NC2071 NC2071
» Inserts
« 60 degree indexable spotting insert, Dmax 0.512". %
« Special geometry with supporting edges for use in high speed machining. 2
« Excellent tool for grooving and saving machining time! =
o
NC9076: « High positive geometry and sharp edge. Dmax. =
* DLC coating performs very well for AL, AL-alloy, copper, brass and bronze.
 Excellent performance on non-ferrous metal. T
« Each insert has 2 cutting edges. e
NC2071: « K20F grade, TiN coated, high positive ground cutting edge and relief angle.
« Universal grade for carbon steel, alloy steel and cast iron.
« Each insert has 2 cutting edges.
Dimensions
Parts No. Coating Grade Dmax. Tmax.
L S Re
. 8 2.38 0.4 9 7.3
VOMT0802CT  NC2071 TiN K20F e (03157 (0.094) (0.016"  (0.354" (0.287")
NC2071 TiN &
N 12.7 3.97 0.8 13 10.3
VOMT12T3CT K20F Y (0.5") (0.156”) (0.031")  (0.5127) (0.405")

NC9076 DLC

» Holder
« 60° degree spotting drill with indexable insert.
« A single cutting edge creates higher precision and position when spotting.
« Applications: ¢ Spotting, engraving, grooving and chamfering 28 (0.315")
on milling machines, machining centers.
« Spotting, facing on CNC Lathes.
= @5/8"

Max. @0.512"

Parts No. Insert Type ad L L1 Screw Key
8 60 i NS-25045
99616-09V VOMTO8 (0315")  (2.362) - 1.2Nm / NK-T7
99616-13V-5/8 VOMT12 5/8" 4 30 NS-35080 B nkTs
(1.181") 2.5Nm /

Nine9 Cutting Tool & Tool Holders | 12



82° V0820802 /VvV08212T3

Re=0.031" Re=0.016" Re=0.031" Re=0.016"

OV

& A

NC9076 NC9076 NC2071 NC2071

P Inserts

« 82 degree indexable spotting insert, Dmax 0.551".
» Match the geometry of Amercian standard flat head screw hole.
* Special geometry with supporting edges for use in high speed machining.

NC9076: « High positive geometry and sharp edge. Dmax.
« DLC coated, super good for Al, Al-alloy, copper, brass and bronze.
 Produces excellent surface finish on non-ferrous metal.

e Each insert has 2 cutting edges. Tmax.

Ar

NC2071: « K20F grade, TiN coated, high positive ground cutting edge and relief angle.
« Universal grade for carbon steel, alloy steel and cast iron.
e Each insert has 2 cutting edges.

Dimensions
Parts No. Coating Grade Dmax. Tmax.
L S Re
NC2071 TiN
8 2.38 0.4 9 4.8
V0820802 K20F Re
e 0.315" 0.094" 0.016" 354" 189"
EwiE bLC ( ) ( ) | ) (0.354") (0.189")
@
NC2071 TiN J
— 12.7 3.97 0.8 14 7.5
V08212T3 K20F
0.5" 0.156" 0.031" ” ”
EwiE BLC (0.57) ) ( ) (0.551") (0.295")

» Holder

« 82 degree spotting drill with indexable insert.
« Special cutting edge design gives higher precision and position when spotting.
« Applications : « Spotting, engraving, grooving and chamfering
on milling machines, machining centers.
« Spotting, facing on CNC Lathes.

- . @5/8"
T - % - w»’E]: . AL o

@3/8”

Max.20.551"

L

Parts No. Insert Type ad L L1 Screw Key
, , 28 NS-30055 S
99619-V082-3/8 V0820802 38 35 0102 RS / NK-T8
99619-V082-5/8 V0821273 5/8" 4 30 NS-35080 A NK-T15
(1.181") 2.5Nm /

13 | Nine9 Cutting Tool & Tool Holders



NOMTOS5T1

Re=0.4
(0.016"
/_
] —
7N starter
©), Kit
Page 01~02
NC9076 NC2071

» Inserts >>
< Mini spotting drill with indexable insert, low cutting power required.
« Especially good for Swiss type automatic lathes and CNC lathes.

NC9076: « High positive geometry and sharp edge.
« DLC coated, super good for Al, Al-alloy, copper, brass and bronze. Dmax.

lig 1o0ds N

* Produces an excellent surface finish on non-ferrous metal.
« Each insert has 2 cutting edges.

N

Tmax.

NC2071: « K20F grade, TiN coated, fully ground cutting edge and relief angle.
« Geometry with supporting edges to stabilize the cutting condition
on low power machine.
« Each insert has 2 cutting edges, for carbon steel, alloy steel and cast iron.

|

Dimensions
L S Re

Parts No. Coating Grade Dmax. Tmax.

Re
NC2071 TiN K20F
5 1.8 0.4 6 2.8
NOMTOSTLCT @ (0.197) (0.071") (0.016”) (0.236")  (0.110")
S

NC9076 DLC K20F

» Holder >>
« Smallest indexable spotting drill holder.
« Spotting produces better hole positioning and geometrically
uniform holes.
« Applications : « Spotting, engraving, and chamfering
on milling machines, machining centers.

@5 (0.197")

@6 (0.236")

. . y L
« Spotting, facing on CNC Lathes. D) G —
8 = 6 (0.236"
i/ pp— - —
L |
Parts No. ad L L1 Screw Key
5 35 10
99616-06-5 (0.197") (1.378") (0.394")
6 35
99616-06-6 " . -
(0.236") (1.378") NS-20036 é NKTE
35 0.8 Nm
99616-06-1/4 1/4 (1.378") -
6 60
@ 99616-06-6L (0.236") (2.362") -

Note: 99616-06-6L is carbide shank holder.
Nine9 Cutting Tool & Tool Holders | 14



90°  NI9MT0802

Re=0.4(0.016")  Re=0.4 Re=0.8
Re=0.8(0.031")  (0.016") (0.031")

starter
Hit
PEEROI=02 H-NC9076
» Inserts
NC40: « General purpose, universal grade for all unhardened steel and cast iron.
« Each insert has 4 cutting edges.
NC10: « High positive angle and fully ground cutting edge and relief angle.
« Universal grade for Al, Al-alloy, non-ferrous metal and stainless steel.
« Each insert has 4 cutting edges.
H-NC40: < Best choice for spotting application.
« Special geometry with supporting edges for use in high speed machining. Dmax.
« Sharp edge good for long cutting chip metals, such as low carbon steel,
stainless steel and Ti, Ti-alloy. 4{
» Each insert has 2 cutting edges. Tmax.
H-NC9076: < High positive geometry and sharp edge. T
DLC coated, super good for Al, Al-alloy, copper, brass and bronze.
* Produces excellent surface finish when chamfering non-ferrous metal.
« Each insert has 2 cutting edges.
Parts No. Coating Grade Dimensions Dmax. Tmax.
L S Re
NOMT080208CT  NC40 TiN K20F Re 0.8 (0.031")
NI9MTO080204CT €40 N K20F 0.4 (0.0167)
) 8.31 2.38 4 (0. 10 4.5
ey TIAIN 0327 (0.094) — (0.394") (0.177")
H-NC40 TiN
NOMTO0802CT2T K20F 0.8 (0.031")
H-NC9076 DLC
» Holder
« Single cutting edge design gives higher precision when spotting.
« Applications : ¢ Spotting, engraving, grooving and chamfering on milling machines, M6
. machining centers. - O‘
§ L « Spotting, facing, turning on CNC Lathes.
2 —— KB K @10 (0.394") @3/8"
= — — B ] # !{‘, ahNSERT=TE 2 1 e
@>|> l m = HEBZ? o b'meq s anlir;qﬂwlw '-i')’q“ i
L f L '
Parts No. ad L L1 Screw Key
99616-10 10 (0.394") 90 (3.543") 18.31
. ” (0.720") NS-30055 Q
99616-3/8 3/8 90 (3.543") 20Nm / NK-T8
99616-10-M6 M6 25 (0.984") -
» Comparison T
Tool Benefit analysis Wnst" i

) rerereeeerreeeerepeeoppy | Eeoemi

spot drils A P “ “ “ “ “ “ “ “ “ “ “ P o@g r

il
07 e ly

6 inserts 6 inserts 24 spot drills
12 inserts == 48 spot drills

24 inserts 96 spot drills

0 4 8 12 16 20 24
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NOMT11T3 90°

Re=0.8 Re=0.8 Re=0.8
(0.0317) (0.031") (0.0317)
/—
Page 01~02 NC60 H-NC40 H-NC9076
» Inserts b
NC40: » General purpose, universal grade for all unhardened steel and cast iron. mat =
* Each insert has 4 cutting edges. i 8
NC10: « High positive angle and fully ground cutting edge and relief angle. Torax =
« Universal grade for Al, Al-alloy, non-ferrous metal and stainless steel. =
« Each insert has 4 cutting edges. Tmm—1 0 f g
NC60: » Cermet insert, fully ground cutting and relief angle, for hardened steel up to HRC55. =
« Each insert has 4 cutting edges.
H-NC40:  + Best choice for spotting application.

* Special geometry with supporting edges for use in high speed machining.
* Sharp edge good for long cutting chip metals, such as
low carbon steel, stainless steel and Ti, Ti-alloy.
« Each insert has 2 cutting edges.
H-NC9076: « High positive geometry and sharp edge same as grade H-NC40.
DLC coated, super good for Al, Al-alloy, copper, brass and bronze.
« Produces excellent surface finish when chamfering non-ferrous metal.
» Each insert has 2 cutting edges.

Dimensions

Parts No. Coating Grade Dmax. Tmax.
L S Re
NC40 TiN P35 Re 0.8 (0.031")
NOMT11T3CT NC10 TiAIN K10F T B 0.3 (0.0127) 14 ;
N _CERMET ©0.433) (1567 280031 4551 (02767
NOMT11T3CT2T H-NC40 TiN K20F L 0.8 (0.031")
H-NC9076 DLC K20F 0.8 (0.031")
» Holder

» The widest range of inserts for spot drilling, milling and turning see page 6.
* Applications :  Spotting, engraving, grooving and chamfering

on milling machines, machining centers.
* Spotting, facing on CNC Lathes.

L1

s -

@16 (0.630")

Max. ©0.551"

Parts No. ad L L1 Screw Key
99616-14-150L 16 (0.630") 150 (5.906") 29.03 (1.143")
99616-14-220L 20 (0.787") 220 (8.661") 28.03 (1.103")
99616-14-1/2 12’ & 28.03 (1.103") Dy S2080 NK-T15
99616-14-5/8 5/8” 4" 28.03 (1.103") ' /
99616-14-M8 M8 30 (1.181") )
» Comparison anﬁﬂs{i’."‘
Tool Benefit analysis Econﬁmy.».
B AT T A
s flf WRRRWIRRRAIIRANARRIRIRRAANE | <O f
= 2 2 2 2 2 o7 e |,
6 inserts 24 spot drills
6 inserts 12 inserts == 48 spot drills

12

16 20

24 inserts 96 spot drills

22, Nine9 Cutting Tool & Tool Holders | 16



90° NIMT1704

Re=1.2 (0.047")

b

\Vj
NC2071

» Inserts
. T . Dmax.
« 90 degree indexable spot drill insert, Dmax 0.87 inch.

!

NC2071 : « K20F grade, TiN coated, high positive geometry,
fully ground cutting edge and relief angle. Tmax.
« Each insert has 2 cutting edges.
« Universal grade for all unhardened steel and cast iron.

Dimensions

Parts No. Coating Grade Dmax. Tmax.
L S Re

Re
e
) 17 4.76 12 22 10.4
NOMT1704CT-NC2071 TiN K20F (0.669") (0.187") (0.047" (0.866") (0.409")
N »%»

» Holder
« 90 degree spotting drill with indexable insert.
« Spotting produces better hole positioning and geometrically
uniform holes.
* Applications : « Spotting, engraving, grooving and chamfering
on milling machines, machining centers.
* Spotting, facing on CNC Lathes.

@3/4”

L1

ﬁ,@/ (]XD i,g

Max. ©0.866"

Parts No. ad L L1 Screw Key
99616-22-3/4 34 2 35
(1.378") Q
NS-50125
NK-T20
o 5.5 Nm /
99616-22-1 1 6 (L.330"

17 | Nine9 Cutting Tool & Tool Holders



NO9MT220408 90°

NC40
» Inserts Drmax.
« For spotting diameter up to 1 Inch. g
« Fully ground cutting edge and relief angle. Tra %)
X.
()
~—
NC40: < P35, TiN coated. =

« Universal grade for carbon steel, alloy steel and cast iron.
e Each insert has 3 cutting edges.

Dimensions
Parts No. Coating Grade . = = Dmax. Tmax.
e
%
. 4 20.83 4.76 25 12.2
N9MT220408CT-NC40 TiN P35 li! (0.820")  (0.187") (0.984") (0.480")
L S

» Holder
« Large spotting diameter with indexable insert.
« Spotting produces better hole positioning and geometrically uniform holes.
« Applications :  Spotting and chamfering on milling machine, machining centers.

Max. @0.984"

Parts No. ad L L1 Screw Key
99616-1-CT28 1 472" 30 NS-40100 A NK-T15
: (1.181") 3.5Nm /

Nine9 Cutting Tool & Tool Holders | 18



100°
120°

1422 NOMT11T3CT2T-H

Re=0.8
(0.031")

100 degree 120 degree

@ - _ '@) . . @_'

i
100° 120°
/ ‘ \ 118°
| i £ i
‘ﬁ»Tmax ﬁ»Tmax
. o 3 * For Spotting before dl’llllng by 118° * For spotting before dr||||ng by
* For aircraft 100° normal rivet hole point angle drill. 135°~140° point angle high
and screw hole. ) -
* 60° chamfering. performance drill.
» Inserts : .
] ) ) ) ) ) ' 2 edge insert ]
« Special geometry with supporting edges to reduce the vibration in Must load correctly
high speed machining. 2
H-NC40: « K20F grade, TiN coated.
¢ General purpose for all kinds of steel and cast iron.
« Each insert has 2 cutting edges.
H-NC9076: < High positive geometry and sharp edge.
« DLC coated, specially developed for Al, Al-alloy, copper, brass and bronze.
¢ Produces excellent surface finish when chamfering non-ferrous metal.
« Each insert has 2 cutting edges.
Dimensions
Parts No. Coating Grade
L S Re
H-NC40 TiN
11.11 3.97 0.8
NOMT11T3CT2T K20F 5 " 5
R bLC - (0.437") (0.156") (0.031”)
@3/4”
» Holder
« Indexable insert spotting drill holders for 100°/120°/142° spotting.

» Reduces spotting time. Increases tool life and position
accuracy of the next drilling operation.

- @ i

od

@3/4”

@
;

Parts No. Angle ad L L1 Screw / Key Dmax. Tmax.
99616-3/4-100  100° 31 (1.2207) NS-35080 16 (0.630”) 6.3 (0.248") Dimax
— 2.5Nm i
99616-3/4-120  120°  3/4” 4 30(1.181") 17 (0.669”) 4.76 (0.187") \U/ Trax
—_— Q NK-T15 :
99616-3/4-142  142° 30(@1181)  f 18.5(0.728")  3.16 (0.124") }

19 | Nine9 Cutting Tool & Tool Holders



V14208 / V14216 142°

Re=1.2 (0.047")

Re=0.8(0.031") e
starter N <= O
Kit ' <O —
Page 0102 S S
V1420803-NC2071 V1421604-NC2071

» Inserts
« For spotting before drilling by 135° - 140° point angle high performance drill.
* 142 degree indexable spotting drills. Maximum diameter up to 1.26".

NC2071: « K20F grade, TiN coated, high positive geometry,
fully ground cutting edge and relief angle.

lig 1o0ds N

 Each insert has 2 cutting edges. Tmax
« Universal grade for all unhardened steel and cast iron.
Dimensions
Parts No. Coating Grade Dmax. Tmax.
L S Re
) Re 8 2.38 0.8 16 2.8
V1420803-NC2071 TiN K20F < (03157  (0.094") (0.031")  (0.630")  (0.110%)
ey
V1421604-NC2071 TiN K20F \ﬁ/ s s gl s 32 55
- (0.551")  (0.187")  (0.047")  (1.260")  (0.217")
» Holder

« Spot drilling prior to drilling may allow for higher drill rates.
« Save total machining time!
« Extend your drill life with 142 degree spotting.
Reduce your drilling costs!
* Higher accuracy of positioning and diameter tolerance! @5/8"

Max. @1.260"

Parts No. Insert Type ad L L1 Screw Key
99619-V142-5/8 V1420803-NC2071 5/8" & 25 (0.984") Nor30072 /Q NK-TO
99619-V142-1.000 V1421604-NC2071 1 475" 30(1.181") gjg-z(r)nlzs /Q NK-T20

Nine9 Cutting Tool & Tool Holders | 20



Corner Rounding >>

Various corner radius inserts can fit on same holder
Carbide insert can stand very long tool life
Produces smooth and excellent surface finish on workpiece.

- I &

S

» Type RC

¢ Each insert has 2 cutting edges.

* Combination corner rounding and
45° chamfering application on same insert.

« Higher cutting speed and feed rate.

« Very small X offset, good for contour chamfering.

» Utilizes standard NC Spot Drill holders
99616-06, 99616-14 & 99616-22.

» Type R
« Each insert has 4 cutting edges.
* R1.0 ~ R3.0 inserts are interchangeable
on same holder.
* For front and back chamfering.
* Tool offset can be set after measuring tool length
by tool presetter or Z-Zero Setter.

& Applications a Radius 0.5
b Radius 1.0
¢ Radius 2.0

21 | Nine9 Cutting Tool & Tool Holders



NOMTOST1RC

@G B RC0.5~RC1.0
All are interchangeable
@ on same holder

NC2071 NC9036

P Inserts >> =
« Various corner radius inserts can fit on same holder. %
* Very small X offset 1.25mm for radius 0.5, =
the small x offset allows for profiling in small corners. =
o
-
@NCZO?L « Universal grade for all unhardened steel and cast iron. R | E‘-
« Inserts are CNC ground for precision radius location. X e

« Each insert has 2 cutting edges. N>

@NCQO%: « For non-ferrous material such as aluminum, acrylic, titanium, brass, copper T

and stainless steel.
x|

« High positive geometry and sharp edge produces excellent surface finish.
 Each insert has 2 cutting edges.

|——

Insert Parts N Coati Grad offset Dimensions
H arts No. oatin rade
Radius g X v , ] .
NC2071 TN
@D o5 NomTosTIRCOS kooF 125 1.25
NC9036  DLC (0.057) (0.05”)
NC2071  TiN R,
@ 150 075 150 5 18
© itk NC9036  DLC “2OF (0059) (003) (0.059) @ (0.197)  (0.070")
— A
NC2071  TiN
(@ 10 NomTOSTIRCIO K20F LTS 1.75
NC9036  DLC (0.069") (0.069")
» Holder >>

* For corner rounding using NC Spot Drill shank.

S

:L‘?’ L1 e B G
: S | ® -
1| 1Ol 5]
L |
Parts No. ad L L1 Screw Key
5 35 10
99616-06-5 (0.197") (1.378") (0.394")
6 35
99616-06-6 0.236") (L.378") \S.20036
/ NK-T6
] 35 0.8 Nm
99616-06-1/4 1/4 (13787 .
6 60
@ 996160660 (0.236) (2.362) -

* 99616-06-6L is carbide shank holder

Nine9 Cutting Tool & Tool Holders | 22



RC NOMT11T3RC

@B RC1.0~RC3.0 P N
Al are interchangeable { *Q}
Q on same holder

NC40 NC9036

» Inserts

« Higher cutting speed and feed rate.

« Combination corner rounding and 45° chamfering application on same insert.
« Various corner radius inserts can fit on same holder.

« Carbide insert provides for long tool life. R

NC40: « Submicron carbide insert, K20F, TiN coated, universal design for all kinds of materials.
« Inserts are CNC ground for precision radius location.
e Each insert has 2 cutting edges.

@NCQO%: « For non-ferrous material such as aluminum, acrylic, titanium, brass,
copper and stainless steel.
« High positive geometry and sharp edge produces excellent surface finish.
e Each insert has 2 cutting edges.

x|

Insert BN e e offset Dimensions
. arts No. oatin raae
Radius 9 X v 2 L s
NC40 TiN 2.75 15 25
1.0 N9MT11T3RC10 K20F o o g
NC9036  DLC (0.108") (0.059”) (0.098")
NC40 TiN 3.25 15 3
15 NOMT11T3RC15 K20F o o .
NC9036  DLC (0.128”) (0.059") (0.118")
NC40 TiN 3.75 15 35 11.11 3.97
2.0 NOMT11T3RC20 Ncooze IR K20F (0.148") (0.059") (0.138") (0433  (0.156")
NC40 TiN 4.25 15 4
25 N9MT11T3RC25 K20F o, o .
NC9036  DLC (0.1677) (0.059”) (0.157")
NC40 TiN 4.75 1.4 4.4
3.0 NO9MT11T3RC30 K20F o py i
NC9036  DLC (0.1877) (0.055") (0.173")
NC40 TiN
1/64  NOMT11T3RC1/64 K20F  0.086" 0.059" 0.0747"
NC9036  DLC
NC40 TiN
1/32  N9MTI11T3RC1/32 K20F  0.101” 0.059”  0.090”
NC9036  DLC
NC40 TiN
1/16  N9MTI11T3RC1/16 K20F  0.133" 0.059" 0.122" 0.437"  0.156"
NC9036  DLC
NC40 TiN
3/32  N9MTI11T3RC3/32 K20F  0.164" 0.059" 0.153"
NC9036  DLC
NC40 TiN
1/8 NOMT11T3RC 1/8 K20F  0.199" 0.055" 0.180"
NC9036  DLC
» Holder o
« For corner rounding using NC Spot Drill shank. - N
« Good for small workpieces.
« Same insert can also be used to produce a 45 degree edge chamfer. LCOmer radius .
Parts No. ad L L1 Screw Key ‘
99616-14-1/2 1/2 28.03 NS-35080 Q

g NK-T15
99616-14-5/8  5/8" (1.103") 2.5Nm /

* additional holder found on page 16.
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NOMT1704RC

RC4.0~RC6.0 AT mON
All are interchangeable ‘“\‘ ) —\"‘
on same holder &

NC2071 NC9036

» Inserts

« Higher cutting speed and feed rate.

« Combination corner rounding and 45° chamfering application on same insert.
« Various corner radius inserts can fit on same holder.

« Carbide insert provides for long tool life.

NC2071: « Submicron carbide insert, K20F, TiN coated,
universal design for all kinds of materials.
« Inserts are CNC ground for precision radius location.
e Each insert has 2 cutting edges.

()
(=)
=
=
(1)
=
)
(=)
c
=
=
=
(]

@ NC9036: « For non-ferrous material such as aluminum, acrylic, titanium, brass, copper X‘
and stainless steel. — ==
« High positive geometry and sharp edge produces excellent surface finish.
« Each insert has 2 cutting edges.
Corner . offset Dimensions
- Parts No. Coat Grad
radlus(R) arts No oating raae X v 2 L s
NC2071 TiN
6.15 2 6
4.0 NOMT1704RC40 K20F . . .
NC9036  DLC (0.242")  (0.079") (0.236")
NC2071 TiN
7.10 2 7 17 4.76
5.0 N9MT1704RC50 ~coocs B K20F (0.280") (0.079") (0.276") (0.669")  (0.1877)
R%0.015
6.0 NO9MT1704RC60 Nezo7L ™ K20F 8.10 2 8 >
' NC9036  DLC (0.319) (0.079") (0.315") &/
NC2071 TiN
3/16  NOMT1704RC3/16 K20F 0270 0.078" 0.268"

NC9036 DLC

NC2071 TiN
1/4 NOMT1704RC1/4 K20F 0.333"  0.078"  0.330”
NC9036 DLC

0.669” 0.187"

» Holder
« For corner rounding using NC Spot Drill shank.
» Good for small workpieces, which need large corner rounding.
« 45 degree chamfering is available by using straight position of cutting edge.

L1 @3/4", @1"

L Corner radius

Parts No. ad L L1 Screw Key
99616-22-3/4 3/4 4 34 NS-50125 Q
(1.339") 5.5 Nm NK-T20
99616-22-1 1 6"
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R NOMTI1T3R
NEW

@ W R1.0~R3.0
\' All are interchangeable

U on same holder

R1.5 R2.0 R2.5 R3.0

» Inserts

« For front and back corner rounding.
« Carbide insert can stand very long tool life.
« Each insert has 4 cutting edges.

NC2071: « Universal grade for all unhardened steel and cast iron.
* Inserts are CNC ground for precision radius location.

i Dimensions
rz::dci)lrjge(!l;) Parts No. Coating Grade i s
1.0 NOMT11T3R10-NC2071
15 N9MT11T3R15-NC2071
) 11.11 3.97
2.0 NOMT11T3R20-NC2071 TiN P35 (0.433") (0.156")
25 NOMT11T3R25-NC2071 ' ’
3.0 N9MT11T3R30-NC2071
» Holder « Center of radius of each tool is dedicated.
« Tool offset can be set after measuring tool length by tool presetter or Z-Zero Setter.
100 120
ﬁxfmi?é;ﬁwk ) - - B HE AN B ~ ~ 8
JREE, U7 el
Y 99616-16-25R +
- v %*99616-16-30R
R
150 z
Y2

- 99616-16-30R & 99616-25-40R
*99616-25-40R *For front and back corner rounding.

240
X
—
@
o

Y: *Eliminates 2nd operation or deburring time.
R

z
Z2
Y2

Insert Front Chamfering Back Chamfering Screw /

- Holder ad

Radius E X Y Z E2 X2 Y2 Z2 Bz Key
99616-16-25R 16 (0.6307) 8.25 (0.325") 9.25 (0.364") — — — 1

R1.0  99616-16-30R ‘ 10.75 (0.423") 11.75 (0.463") (03i222,,) (045357") 10.75 (0.423") 11.75 (0.463") 11.65 10.65 1
99616-25-40R 25 (0.984") 15.75 (0.620") 16.75 (0.659") 15.75 (0.620") 16.75 (0.659") (0.459") (0.419") 4
99616-16-25R 16 (0.630) 8 (0.315") 9.5 (0.374") 1 F

R1.5  99616-16-30R ' 105 (0.413") 12  (0.472") (0.118" (0‘1'757,.) 105 (0.413")12  (0.472") 11.9 10.4 1 NS-35080
99616-25-40R 25 (0.984") 155 (0.610") 17  (0.670") ' 155 (0.610")17  (0.670") (0.469") (0.409") 4 2.5Nm
99616-16-25R 16 (0.630") 7.75 (0.305") 9.75 (0.384") — — 1

R2.0  99616-16-30R ' 10.25 (0.404") 12.25 (0.482") (ozigz") (o4i333") 10.25 (0.404") 12.25 (0.482") 12.15 10.15 1 Q
99616-25-40R 25 (0.984") 15.25 (0.600") 17.25 (0.680") ' 15.25 (0.600") 17.25 (0.680") (0.478") (0.400") 4 /
99616-16-25R 16 (0.630") 75 (0.295") 10  (0.394") 1

R2.5  99616-16-30R : 10  (0.394") 12.5 (0.492") (0%'958,,) © 1557,,) 10 (0.394")12.5 (0.492") 12.4 9.9 1 NK-T15
99616-25-40R 25 (0.984") 15  (0.590") 17.5 (0.689") ’ 15 (0.590")17.5 (0.689") (0.488") (0.390") 4
99616-16-25R 16 (0.630") 7.25 (0.285") 10.25 (0.404") — - 1

R3.0  99616-16-30R ' 9.75 (0.384") 12.75 (0.502") (g'gg’,,) (05%;,,) 9.75 (0.384)12.75 (0.502") 1265 965 1
99616-25-40R 25 (0.984") 14.75 (0.580") 17.75 (0.699") ’ 14.75 (0.580") 17.75 (0.699") (0.498") (0.380") 4
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NOMT11T308LA 45° Chamfering Tool

308

NC60
» Inserts
NC40: » General purpose, universal grade for all unhardened steel.
« Each insert has 4 cutting edges.
NC10: * High positive angle and fully ground cutting edge and relief angle.
« Universal grade for Al, Al-alloy, non-ferrous metal, cast iron and stainless steel.
« Each insert has 4 cutting edges.
NC60: » Cermet insert, for hardened steel up to HRC56 .
« Each insert has 4 cutting edges.
i Dimensions
Parts No. Coating Grade
L S Re
NC40 TiN P35 B _
]
) 11.11 3.97 0.8
NOMT11T308LA NC10 TIAN K10F @ L! (0.433") (0.156" (0.031")
NC60 Cermet sl
» Holder
* 99616-28 can be applied for machining back chamfering and side grooving.
s S = 99616-18 220 (0.787")
§ER O 0 ———
y45° N -
% g 99616-28 @20 (0.787")
SIE
R AN = = 13
= 274 @ ‘ \ @
Parts No. Insert type Chamfering ad L L1 Dz Screw / Key
76-218
99616-18 (20,2367 ~ 99,709 ” 120 4o 1 i NS-35080
NOMTI11T308LA ; , . 2.5Nm
00616.26 216-028 (0.787) (47247  (1.632) . />N KT1s
- (20.630" ~ @1.102") /
» Example
Action
External and internal
1 )
. chamfering
Ea
O . .
83 2 Side chamfering
o
g & Side grooving

For back chamfering
Max. 2mm (0.079")
Ca16-@28
(0.630” ~1.102")

Min.diameter for shift
@24mm. (0.945")

4 Back chamfering

Nine9 Cutting Tool & Tool Holders | 26

lig 1o0ds N




PR NOMT11T3PR Radius Center Drilling

60"
W

Ancient 21st w
History Century » §

NC40
» Inserts >>
* Create 60° center holes SIMILAR to DIN 332 Form R, radius 2.0/ 2.5/ 3.15mm
* Carbide insert can stand very long tool life.
* Easy tool length setting, saving tool changing time. D
d
NC40: e« Universal grade for all unhardened steel and cast iron. )
* Radius curve eliminates the sharp transition from drill point /*
to countersink angle. L L1
 The risk of breakage is reduced. L
« Each insert has 2 cutting edges.
Dimensions
Parts No. Coating Grade
d D L L1
NOMT11T3PR20-NC40 2.0 (0.078”) 5.4 (0.213") 2.7 (0.106”) 3.3(0.130”)
N9MT11T3PR25-NC40 TiN P35 2.5 (0.098”) 5.9 (0.232") 3.0 (0.118") 3.7 (0.146”)
N9MT11T3PR30-NC40 3.0 (0.118") 6.4 (0.252") 3.3(0.1307) 4.0 (0.157")
» Holder >>

* PR holder has small offset value.
* Also apply as a 90° spotting drill while fitted with N9MT11T3CT2T-H insert (page 16).

L1

&l ; I

Parts No. ad L L1 Screw Key
16 100 30 NS-35080 &
CEBITHEAR (0.6307) (3.94") (1.224") 2.5 Nm J NKTLS

» Turning and Centering Capacity on CNC Lathes

22
Action 4.1 max

1 Center Drilling

A 1

o
2 Facing
3 Chamfering \/2
4 External Turning / 4 3
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Cutting Data

» Diameter / Depth Chart and Speed / Feed Rate

inch

Calculation of NC Spot Drill

11/64 26 |
63/64 |- ; xxxL Sectional view of
sz 20 25 00-99616 >;x>;9(301;28 Chamfering
15/16 . ~—  (for a=90° only)
59/64
T a
2;?32 5560 22 / (/d ' \>
5364} 1 /
;Z;i e I 00-9961 6-22/ /
s 9o 00-99616-x0x-142 a=90 / pinimum | | z
L1490 mm (0.
et I a=142 10-99616-xxx-120 / L mm (0.04%) P
e 2254 a=120° 4 / =l
43/64 ) 17 =]
2w / =1
T 00-99616-20400 009961610 =
51992 s / /a=1000// / 802-5938916-14 . .
29/16 . BV 00-99616-09V 1 gecttltpnal view of
£ - - - ottin
E-).:ZSZ 33/64 - 13 ///// })(00-99616'1 3V &pEngrgving
o ] 00-99619-V082- a=60° |
215/3 Rt P A // a=82° P 60 ‘
27/16 29j64 1 / / / /
S 13/32 2764 " / / / /
28 25/64 19 4 / 7
11/32 el / / /// /
P e /, /// //
1964 . / / -
17/64 — / %
1//;2 15064 —|—6 / // /
1364 | 5 A / /
3/16
11/64 —
5/32 —4 -
9/64 —
118 3
e 00-99616-06
6 564 —— ~—a =90
v Y]
ves L 1 a2l o3 | 4 hosl 1 6 7 g 8 | 9o 1o | 1 |
rrrrrrrrer et T T T T Tinen
164  3/64 564  7/64 9/64  11/64 13/64 15/64 17/64 19/64 21/64  23/64 2564 27/64 29/64 31/64
132 116 332 18 532 316 7/32 /4 2 516 1132 358 13/32 716 15032
» Depth of Spotting "t”

» Instruction of Using >>

1. From Spot diameter “d” to get drill depth “t".

2. Point angle “a” is determined by which tool holder you use.

3. From “d” draw a horizontal line to get intersection of the line by point angle “a”.

4. From the intersection draw a vertical line to the bottom to have depth of spotting “t . “t " is the drill depth of
the NC program.

5. The sectional view of spotting will depend on the shape of insert, NC40 and other grades of inserts have
different sectional view.

6. For chamfering, do not use tip of insert, 1mm(0.04”) minimum clearance is required for a smooth surface finish.

» Calculate spindle speed and feed rate >>
1. Using your “d” value and cutting speed Vc from the data sheet, calculate spindle speed “S”(RPM).
2. " F" feed rate per minute F=fx S=RPMXIPR

Inch
(3.82xSFM) d = diameter-inch f=IPR = inch/rev.
§= """
d S = Spindle Speed-r.p.m. F = inch/min.
F=fx$S SEM = Surface Speed-ft./min.

Ve (m/min.) x 3.28
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Cutting Data

P NOMT-CT >> Insert Multi-function
Determine spindle speed and feed rate:

» Choose spotting depth to decide spotting diameter according to the Diameter/Depth chart on page 28.
 The spindle speed should be calculated by the maximum diameter of spotting, chamfering and grooving.

Spotting Work Material SFM IPR (inch/rev.) Grade of Insert
Carbon Steel 500~820  0.0020~0.0040  NC40, NC2071
Alloy Steel 330~660  0.0016~0.0024  NC40, NC2071
210~410  0.0010~0.0024  NC10, NC60, NC40, NC2071
oY Cast iron 260~500  0.0020~0.0040  NC40, NC10, NC2071
- Non-Ferrous Metal (Al, Cu) 500~1050  0.0020~0.0040  NC10, NC9076, NC2071
x\/ ' Ti, Ti-alloy 200~260  0.0012~0.0024 NC9076
| . Hardened steel HRC 40°~56° 100~200  0.0012-0.0031  NC60

* For technical construction reasons, the insert is not located on the center of the holder.
* Inserts with supporting edges can increase feed rate 50%.

Chamfering Work Material SFM IPR (inch/rev.) Grade of Insert
Carbon Steel 500~1050 0.0020~0.0040 NC40, NC2071
Alloy Steel 330~820 0.0016°0.0024  NC40, NC2071
210~410  0.0010-0.0024  NC10, NC60, NC40, NC2071
' Cast iron 500~820  0.0020~0.0040  NC40, NC10, NC2071
. Non-Ferrous Metal (Al, Cu) 500~1050  0.0020~0.0040  NC10, NC9076, NC2071
' Ti, Ti-alloy 200~260  0.0012~0.0024 NC9076
. Hardened steel HRC 40°~56° 100~200  0.0012~0.0031  NC60
Grooving Work Material SFM IPR (inch/rev.) Grade of Insert
Carbon Steel 500~820  0.0020~0.0040  NC40, NC2071
Alloy Steel 330~660  0.0016~0.0024 NC40, NC2071
_ 210~410  0.0010~0.0024  NC10, NC60, NC40, NC2071
\ ' Cast iron 260~500  0.0020~0.0040  NC40, NC10, NC2071
i . Non-Ferrous Metal (Al, Cu) 500~1050  0.0020~0.0040  NC10, NC9076, NC2071
/ . Ti, Ti-alloy 200~260  0.0012~0.0024 NC9076
| . Hardened steel HRC 40°~56° 100~200  0.0012~0.0031  NC60
» NOMT-W Insert / Engraving Insert 2RI
Engraving : Width of engravipg:diameter of cytting:"d” : EZ: g : 28: :zz:: 3:?(72“
Depth of engraving=depth of cutting="T"
« Tool shank runout should be below 0.01mm (0.0004")
Mini spotting LGl L SFM (iné‘f)\ﬁem) S 1st 2:: T osft:m Finishing
i ' All kinds of Steel, g6 554 0.0004~0.0008 NC40
unhardened, Cast iron 0.3 0.2 0.2 0.1

(0.011") (0.008”) (0.008”) (0.004")

(Al Cu) 66~310 0.0004~0.0008 NC10

=
T
\ l Non-Ferrous Metal
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Cutting Data

» W Spotting >>

W spotting Formula
P = distance of theoretical intersection point to tip of insert.
D_ Lreq. = Dreq. x 0.5 - P 0.5= fixed factor for calculation
Lreq.= required drilling depth
~ - Dreq. = required diameter
E.?T oreq M4 M5 Me M8 M1 M2 M4 mie Y420 STRAS  30IE
P= 1.17 1.48 1.76 2.39 2.97 3.59 4.19 4.88 1.80 2.30 2.78
(0.046") (0.058”) (0.069" (0.094") (0.117") (0.141") (0.165") (0.192") (0.071")  (0.091")  (0.109")
W spotting Work Material SFM IPR (inchirev.)
Carbon Steel (50(%5~0185:(3)OSOFM) (o.oogi)o~5 B.é)éég IPR)
///'_' B Alloy Steel ( 413 2~08~2§580FM ) ( o.oo%) > 6.86%1% IPR)
/\ ( 26089 go%)ngM ) (o.oool'g : 5.8603? IPR)
K. et |' ' Castiron 100 ~ 200 0.05~0.10

(330 ~ 660 SFM )

(0.0020 ~ 0.0040 IPR )

» LA Insert >> 45° Chamfering

45° Chamfering Formula
o o = point angle 90°
Y/d_\\ 8= (3.82xSFM) = effective diameter
| 1 d SFM = Surface Speed-ft./min.. Vc (m/min.) x 3.28
% F=fxS = Spindle Speed-r.p.m.
Minimum
1mm (0.047 = IPR= inch/rev.
45° Chamfering Work Material SFM IPR (inch/rev.) Grade of Insert

» PR Insert >> Radius Center Drilling
Center Drilling

' Cast iron
o

Carbon Steel 500~1050 0.0020~0.0040 NC40
Alloy Steel 330~820 0.0016~0.0031 NC40
High alloy steel 200~260 0.0012~0.0023 NC40
[Stainless{Steell 210~410 0.0012~0.0023 NC10
Gray cast iron 500~820 0.0020~0.0040 NC10, NC40
Aluminum, Al-alloy Si < 12% 500~1050 0.0020~0.0040 NC10
Al-alloy Si >12% 330~1050 0.0020~0.0040 NC10
Copper 600~820 0.0020~0.0040 NC10
Brass and Bronze 500~80 0.0020~0.0040 NC10
Hardened steel HRC 40~°56° 200~260 0.0020~0.0040 NC60
Work Material SFM IPR (inch/rev.) Grade of Insert
Carbon Steel 260 ~ 500 0.0020~0.0040
Alloy steel 260 ~ 500 0.0020~0.0040
NC40
High alloy steel 260 ~ 500 0.0020~0.0040
260 ~ 500 0.0020~0.0040
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Cutting Data

» NOMT-RC Insert >> Corner Rounding

Determine spindle speed and feed:
To decide running speed of the tools and feed rate, please calculate spindle speed and
feed rate according to the following formula and cutting data:

Corner Rounding Calculate spindle speed

d = diameter of the tool for calculation purpose

d=2xX Inch X = tool radius offset (ref. page 22~24 for RC inserts)
SFM x 3.82 SFM = Cutting speed ft/min.
S=—— rp.m.
d S = Spindle Speed -r.p.m.
F=Sxf inch F = Feed rate inch

f = inch/rev.

Calculate tool length offest on machining center

X = tool radius offset (ref. page 22~24 for RC inserts)

distance to the center of radius.

TL=TL-Y, Y= (ref. page 22~24 for RC inserts)
H=X TL'= tool length
TL = tool length offset.
H = tool radius offset
RC Insert Work Material SFM IPR (inch/rev.) Grade of Insert
Carbon Steel 500~1050 0.0020~0.0040 NC40, NC2071
Alloy steel 330~820 0.0020~0.0040 NC40, NC2071
High alloy steel 260~500 0.0016~0.0031 NC40, NC2071
(Stainless!Steel| 210~410 0.0020~0.0040 NC9036
Gray cast iron 500~820 0.0020~0.0040 NC40, NC2071
Aluminum, Al-alloy Si < 12% 500~1050 0.0020~0.0040 NC9036
Al-alloy Si >12% 330~1050 0.0020~0.0040 NC9036
Copper 600~820 0.0020~0.0040 NC9036
Brass and Bronze 500~80 0.0020~0.0040 NC9036

» NOMT-R Insert >> Corner Rounding  cutting edges)

R Insert Work Material SFM IPR (inch/rev.) Grade of Insert
Carbon Steel 500~1050 0.0020~0.0040 NC2071
\/v Alloy steel 330~820 0.0016~0.0031 NC2071
| High alloy steel 200~260 0.0012~0.0023 NC2071
- .
i Cast iron 500~820 0.0020~0.0040 NC2071
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* Standard stock item

@1.0~210

| <

DIN 332 Form A+ B
@1.0~a10

N

Q
R
T
Q
N
(6]

Ix

ANSI 60°
#2.0~#10

inaz,

The “i-Center ” is a trademark of Nine9, the developer of the
first indexable center drill in the world.(Patented)

Offering an indexable insert system for the 1st time, Nine9’s
“I-Center ” design improves your process performance.

World's first indexable center drill
Shortens set up and center drilling time
Increases tool life and reduces tooling costs

» The special ground insert and rigid holder design
facilitate high performance speed and feed rates.
For example, drilling alloy steel at 6000 r.p.m. and
feed rate of 600 mm/min. (0.1 mm/rev.)

« The axial position accuracy of the insert is 0.05 mm
(.002"). It is not necessary to reset the tool length
when changing the insert or cutting edge.

e The insert is positioned by two fixed pins and
clamped by one insert screw at the center.

*«The positioning repeatability of the insert is
within 0.02 mm (.0008") in radial direction, thus
ensuring conformity to any national standards.

Excellent repeatability by insert type.
No need tool length re-setting while
changing insert or cutting edge.

I » Extended Tool Life

« Coolant can be supplied through the center of the
holder to increase performance and extend
tool life.

e Insert geometry, grades and coating process
are specifically engineered for centering applications.

» Special forms are possible
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Indexable Center Drill

—— N
DIN332 |c DIN332 0| gl a2l
FomR FormA+B —

s
IMTO8TIRO100-NC2033 (0039 (0.20}3%") (0085 (0163 (0110) (0287
I9MTO8T1R0125-NC2033 (0.16313") +(8-0})‘;") (o.zi?)i") (0.21%?3") (0.1'8633') (0.31'5:,38") (o?é%cl)") 08
I9MTO8T1R0160-NC2033 (0.16%%") 0 (0313352") (O.Sig") (0.52'0123") (o.i'%r’?") (o?égg") 03199
MUIEARIRARIA et (o.zdgg") (oé.li%ST') (0%1@55") (o.gfg') (0‘.%2'32") (o?élsg")
19MT12T2R0200-NC2033 ©079) o Ofiar) (OAT%) (0261) (0522 (0462
I9MT12T2R0250-NC2033 = (o,z(j‘rg’;%") g (0_52'039”) (o?z'g%") (0.2'113") (0.72%51") «)1%{’39 (0.152")
ISMT12T2R0315-NC2033 (o?iéi") (0.62'674") (0.72'%}1") (0.2'765') (0.93'34") (&ggg’)
I9MT1603R0400-NC2033 (oé.li%g") "((26378") (o.%e?s") (0?3%?") (01.31'82137') (o.lz}éos") (&%éz?") 16
I9MT1603R0500-NC2033 0197 (0417 (0450") (0461") (0551 (0.764" 0.030)
BLTIZLEL R (et (o?z'i%") (0.150’2%") (ol.g';sg') (0.178i27") (0.178()%") (12.2:;1'143") 20
| o PR ) R
[OMT2506R1000-NC2033 (0304 oy o6y (Loie) (1303 (348) (09047

DIN332 $0bs

Form A+B OMTO8T1B0100.NC2033 1.00 212 315 13 221 251 (O%(.)g;)

(0.039") (0.083") (0.124") (0.051") (0.087") (0.099") (0.297")
I9MT08T1B0125-NC2033 (o.léig") ’“(fégs‘f) (o.zi%i") (oj'f??") (0.%5(?3") (0%58") (o.Sig'l") (o?é%g") 08
ISMT08T1B0160-NC2033 (o.ld%g") l (o?i%sz") (0.?87") (0.%709") (O?igg") (0?1%%") (of.séég") 03159
BBy B o5 o ¢ i
I9MT12T2B0200-NC2033 @ +( (?(-)&;) (oéi%g") (0.2'438") (0.%958") (oz.liig") (oz.ligss") (ol.igg")
I9MT1272B0250-NC2033 wan (o?b%%") (0.3'60’9") (o.%fs“) (0.31'212") (o?z'i%") (0(,52%%-.) (c}.%fg') (o.igz")
L e eltied (o?i%i") o (o.g'gm) (0.19?991") (o.i's?4") (0%33") (0.73'%2") ((}.‘égg)
Bl o 5 o o S .
I9MT1603B0500-NC2033 (0.51'%2") (o.lz?ig") (o.lgs'%") (ng’S") (ol.%ie%g') (&i@?g') (c}.%ég’) (06399
[N 2O 2SO C @ . (0.1532%") (0.17863") (0%?5") (ol.eégg") (01.%'033') (12.81fg') 20
I9MT2004B0800-NC2033 (o?s'(i%") ‘0(')009"’ (o.gég") (o.ggr') (o.lgé%s") (&7783') (c}.%g%) (12.%'1349') ©787)
I9MT2506B1000-NC2033 (ol.ggg') (o.zélézs") (0.534") (0.15263") (o.zzszéFé") (02.35'25;-) (343'4%)") (0.524")
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DIN332
Form A

120° (dZ di|

» Holder

* Made of hardened high alloy steel. « Shank is ground to h6 tolerance.

cT
+0.025
(0.001")
2.0 425 215 410 7.35
New 1I9MT08T1A0200-NC2033 (0.079") +0.14 (0.167") o (0.085) (0161) (0289) 105 08
TIAIN  K20F ———— (0006 ——— (0.315") "
W 19MT08T1A0250-NC2033 S 53 258 500 - 734 (0413 (0315
Ne (0.098") (0.209") (0.102") (0.197") (0.289")
cT
+0.025
(0.001")
44 126
I9MT12T2A2-NC2033 42 564 198 +014 316 4.76 564 198 . .
;;_%olef% (0.173") (0.496")
59 138 12
) 0
IOMT12T2A3-NC2033 43 7064 2.78 U4 635 764 278 (D0 (i 04v2y
IOMT12T2A4-NC2033 44 18 3.8 516 7.94 18 318 , (5 1425
vois (0.287") (0.561")
I9MT1603A5-NC2033 45 3116 476 ©oor) 7/16 1111 3116 476 03 200 - 16
an 0 (0.406") (0.787") (0.630")
18 2775
I9MT2004A6-NC2033 46 7/32 556 12 127 782 586 ol FO00
146 285 20
IOMT2004A7-NC2033 47 14 635 o 58 1588 14 635 (0 S0 0 7em
176 290
I9MT2004A8-NC2033 48 5/16 7.94 (0.809) 34 1905 516 7.94 (. S
I9MT2506A10-NC2033 #10 3/8 953 098 250 358 953 229 349 25

(0.902") (1.374") (0.984")

E

 Special holders are available on request.

99616-IC08-10  BC10-IC08 08 (0.315") 10 (0.394") 30 (1.181") 18.5(0.728") 12(0.472") JP NS-25060/1.2Nm IANK-W
99616-IC12-16  SB16-IC12 12 (0.472") 16(0.630") 48 (1.890") 30.5 (1.201") 21 (0.827") F NS-30072/2.0 Nm /Q‘NK-TQ
99616-IC16-16  SB16-IC16 16 (0.630") 16 (0.630") 48 (1.890") 37 (1.457") 27 (1.063") J NS-35080/2.5 Nm /@NK-T15
99616-C20-20  SB20-IC20 20 (0.787") 20 (0.787") 50 (1.969") 51 (2.008") 32 (1.260") J NS-50125/5.5Nm /QNK-Tzo
99616-IC25-25  SB25-IC25  25(0.984") 25(0.984") 56 (2.205") 56 (2.205") 43 (1.693") & NS-50125/5.5Nm /QNK-Tzo
99616-IC08-3/8  BC3/8"-IC08 08 (0.315") 3/8" 30 (1.181") 18.5(0.728") 12 (0.472") J NS-25060/1.2 Nm ﬁNK-T?
99616-IC12-5/8  SB5/8-IC12 12 (0.472") 5/8" 48 (1.890") 30.5(1.201") 21(0.827") J NS-30072/2.0 Nm /QNK-TQ
99616-IC16-5/8  SB5/8"-IC16 16 (0.630") 5/8" 48 (1.890") 37 (1.457") 27(1.063") J NS-35080/2.5Nm /QNK-T15
99616-IC20-3/4  SB3/4"™-IC20 20 (0.787") 3/4" 50 (1.969" 51 (2.008") 32 (1.260") & NS-50125/5.5Nm /Q’NK-TZO
99616-IC25-1 SB1"IC25 25 (0.984") 1" 56 (2.205") 56 (2.205") 43 (1.693") & NS-50125/5.5Nm /QNK-TZO

Nine9 Cutting Tool & Tool Holders | 34

EMIER



Cutting Data

» Attention

e For d1< 4 mm or size #5, the center misalignment must be less than 0.05mm (0.002").

« If the CNC lathe turret center’s misalignment is above 0.15mm (0.006), please use the Center Height
Adjusting Sleeve. (See page 40)

« For low spindle speed special purpose machines or lathes, lower spindle speed is allowed but the feed rate
should be maintained.

» 01~03.15 (#2~#4)

f=feed (IPR)

Workpiece material

Sample S= fluid
Material Group code speed 1.6~ 22 @2.5 23.15
(AIS])  (SFm) 2.5mm (#2) | #2(0.079") | #3 (0.098") | #4 (0.124")

Carbon steel
C<0.3%

Carbon steel
C>0.3%
Low alloy steel
C<0.3%

High alloy steel
C>0.3%

1015 200~260 .0008~.0020 .0012~.0024 .0016~.0031 .0024~.0039 .0031~.0047 emulsion

1050 165~230 .0008~.0020 .0012~.0020 .0012~.0020 .0024~.0039 .0031~.0047 emulsion

4130 150~215 .0004~.0016 .0008~.0020 .0008~.0020 .0016~.0031 .0024~.0039 emulsion

D2 130~200 .0004~.0008 .0004~.0016 .0004~.0016 .0008~.0024 .0016~.0031 emulsion

emulsion
Stainless Steel 304 15~65 .0001~.0004 .0002~.0008 .0004~.0008 .0004~.0012 .0008~.0020 internal=5 bar

. Grey cast iron 35 165~230 .0004~.0016 .0008~.0024 .0008~.0024 .0016~.0031 .0024~.0039 dry

.non_fﬁr:l?gmeta, 6061  325~650 .0004~.0012 .0004~.0016 .0004~.0016 .0008~.0020 .0008~.0024  emulsion

» 04~010 (#5~#10)

Workpiece material S A
e = NH D uttin
Material Group code Speed o4 a5 26.3 o8 210
(AISI)  (SFM) #5(0.157") | #6 (0.197") | #7 (0.248") | #8 (0.315") |#10 (0.394"
caa%";/tee' 1015  200~260 .0031~.0055 .0039~.0063 .0039~.0063 .0047~.0071 .0055~-.0079  emulsion
(]
Cag‘:)";/tee' 1050  165~230 .0031~.0055 .0039~.0063 .0039~.0063 .0047~.0071 .0055~.0079  emulsion
(]
L°Wca<':)°goztee' 4130  150~215 .0024~.0039 .0031~.0047 .0031~.0055 .0039~.0063 .0047~.0079  emulsion
H'gtz:i'(')%ftee' D2 130~200 .0016~.0031 .0024~.0039 .0031~.0047 .0039~.0063 .0039~.0063  emulsion
(]
emulsion
IStainlessiStee | EL 15-65  .0008~.0024 .0008~.0024 .0016~.0031 .0016~.0031 .0020~.0039 ntermalss bar
. Grey cast iron 35  165~230 .0024~.0039 .0031~.0047 .0031~.0055 .0039~.0063 .0047~.0071 dry
. ngaLand 6061  325-650 .0008-0024 .0016-.0031 .0016-.0031 .0024-0039 .0024-0039  emulsion
» Step-1  Step-2 » Step-3 e Step-4
Loosen the screw Hole in the back Push out insert Place new insert

Logo side up
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Performance

» Profit by making the right choice CT+0.025

 High speed and feed rate reduce cutting time.
» The unigue design increases tool life and
reduces change over time.

CT CT

a 2 cutting edges a 2 cutting flutes design

» Comparison
« Workpiece : Low carbon alloy steel, 850 N/mm?
* Machine: VMC BT40 with internal coolant

Diameter of tool : @3.15 mm
Depth of drilling : 7.2 mm

Comparison i-Center H(STSiNcggget{n%ﬁ)"

Cutting speed m/min. 65 17 65
Spindle speed r.p.m. 6570 1718 6570
Feed rate f = mm/rev. 0.12 0.02 0.1

Feed rate F= mm/min. 788.4 34.4 657
Coolant Emulsion External / Internal External External
Drilling time sec. 0.55 125 0.65
Holes of drilling per edge 7000 700 5000

Tool Ex: 200,000 holes, total driIIing time
i-Center 33 Hours | i- _center

HSS Center Drill 604 Hours TR ALY flj

Solid Carbide ' 36 Hours
Center Drill

100 200 300 400 500 600 700 Hour
Tool Ex: 200,000 holes, total tool length setup time

i-Center . 29 min. i : E E i E E '\_Ceﬂte\'

min.
Solid Carbide ' 120 m|n
Center Drill . . :

0 100 200 300 400 500 600 700 800 900 min.

» Surface finish

i-Center Insert Material SCM440
Vc 60 m/min.
19MT1603B0500 S 3800 r.p.m.
f 0.1 mm/rev.
NC2033 F 380 mm/min.
Ap 13.5 mm.
Perthometer M1
Object
Name
tt 5.520 mm
Ls Standard 2.5 Wm
Le B.382&@ mm

EE“ ag?% EE '1'1 [j& :’"AN/H w‘ M M‘F m HPN Y“Lv’[ M‘;’ﬂ‘ Mﬂ’l w ))J‘M ﬁw, o ‘.f‘ . ‘M‘ M\Jw‘!rﬂ\ /“;%l',{-.v m{’-\‘.\wfﬂ‘mﬂﬁ%

RPc(®.5,-0.5) €8 /¢

R Profile
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Application of i-Center >> Special holder

NEW

» Special insert.
Combined centering, facing chamfering and external turning

» 25x25 square shank holder

*For used on lathe
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Technical Specifications

» 60° Center holes DIN 332 Form R, A and B
b
il NP
STD DIN332 Form R DIN332 Form A DIN332 Form B
ISO 2541-1972 ISO 866-1975 ISO 2540 1973
1 212 1.9 3 212 1.9 3 2.12 0.3 3.15 2.2 35
1.25 2.65 23 4 2.65 23 4 2.65 0.4 4 2.7 45
1.6 3.35 2.9 5 3.35 2.9 5 3.35 05 5 3.4 55
2 4.25 3.7 6 4.25 37 6 425 0.6 6.3 43 6.6 IE
25 5.3 46 7 5.3 46 7 5.3 0.8 8 5.4 8.3 g
3.15 6.7 5.8 9 6.7 5.9 9 6.7 0.9 10 6.8 10
4 85 7.4 1 8.5 7.4 1 8.5 1.2 125 8.6 12.7
5 10.6 9.2 14 10.6 9.2 14 10.6 1.6 16 10.8 15.6
6.3 13.2 11.4 18 13.2 1.5 18 13.2 1.4 18 12.9 20
8 17 14.7 22 17 14.8 22 17 1.6 22.4 16.4 25
10 21.2 18.3 28 21.2 18.4 28 21.2 2 28 20.4 31

» Advantage of Form R Center hole

60° Center of tail stock 90° Center of tail stock Center hole and center are misaligned

» Advantage of Form B center hole

Avoid scar or distortion
while transportation

oo B

Burr Rough surface of workpiece Total solution
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i-Center Applications

» Tip
« Various centering applictions and products - shafts of engine, transmission gear boxes, bearings, motors,
grinding parts, spindles, gear reducers, cooling fan, universal joints...

« Special forms for other applications also available on request.
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Center Height Adjusting Sleeve

» Principle
» Designed for adjusting Center Height of center drills, NC spot drills, reamers and taps on the CNC lathes.

» The main body is made from two sleeves. The inner sleeve is to hold and lock the cutting tool.
« Its center is inclined to the outer sleeve. When the inner sleeve is pushed or pulled, the cutting tool's center

height is adjusted to lower or higher position.

» Parts No0.:99600-400H

>

/— coolant slot

Dust protection wiper
216 mm *\
cutting tool holder*\
—
| |
b i O

©
<
o
o E4 L g
§%0
3cd
‘2 93 90 | —
95~101

» Applications
» Used when the CNC lathes need to adjust the center height.
* This sleeve can be clamped by VDI 40, VDI 50 E2 tool
holders,and other types of internal turning tool holders.
« Center height adjusting range: £0.15 mm(.006").
« Total axial movement is 6mm(.236").

Tightening screw 4mm Hex key

Two set screws
to hold the inner
sleeve.

Adjusting center

O;glnm 31“20
i 0 height with 4 mm
g‘ ‘ ‘ ‘ Hex key.
%4 — g
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Engraving 45°/ 60° >>

This is a revolutionary new concept of engraving tools with indexable carbide inserts.
They offer you the ability to produce HIGH QUALITY ENGRAVING in most materials.
The latest coated carbide grades help you to obtain higher speed and feed rate,
dramatically reducing your cycle time.

Features

» High Positive Rake Angle

* Indexable insert.
« Suitable for engraving all types of materials, such as plastic,non-ferrous
metal, aluminum, copper carbon steel and stainless steel.

» Multi-Side Grinding

* Full peripherally ground insert to ensure efficient repeatability.
* It performs excellently without producing any burrs, especially in
copper, aluminum and stainless steel.

» High Speed, High Feed Rate

* Designed to run at high speed, up to 40,000 r.p.m.

* Feed rate 0.08mm (0.003”) / rev. apply to aluminum;
0.05mm (0.002”) / rev. apply to stainless steel.

* Reduces engraving cycle time!

» Economical

* Each indexable insert has 2 cutting edges.

* No resharpening required. Tool length is unchanged.
* No need to reset after changing insert or cutting edge.
* Excellent repeatability!

« Serial numbers, product codes, dial scales, signs,
logo, graph and almost any character which can be
created by the NC programming system.

» Applications i } ®
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4 Commonly used for marking on machine components,
medical components, gun components, mold and die,
automotive parts, gears, bearings and luxury goods.



45° Engraving Tool 45°

Re=0.2 Re=0.2 Re=0.2
(0.008") (0.008”) (0.008")
e e e

.

s
$ O
Page 01~02 3 !

©

iy -

L

NC2032 NC2071 NC9031

» Inserts >>

NC2032: » Long tool life

* For all kinds of steel from 30~50 HRC, carbon steel, alloy steel, and cast iron.
NC2071: « Strong edge on chip groove best suited for min. DOC .008”.

Wmax.
* Universal grade for all kinds of steel <30HRC, non-ferrous metal and
stainless steel. }

NC9031: e Fully positive ground rake angle, very sharp edge - first choice for \_/ T
shallow engraving.
* For non-ferrous metal such as aluminum, brass, copper, titanium, wWmin.
plastic and acrylic.
Parts N Coati Grad Dimensions W T
5 n r
ars mo oating aae L S Re Wmin. Wmax. Tmin. Tmax.
i Re 0.65 0.2
NC2071 TiN (0.026") (0.008")
_ Q‘@ 635 20 02 0.65 2.1 0.2 2.0
RESRCIELIOE ] TIAIN K20F / f (0.250”) (0.079") (0.008”) (0.026") (0.083") (0.008”) (0.079")
. R s
. - 0.45 0.05
NC9031 TiN (0.018") (0.002")

» Holder >>

* » Carbide shank holders designed for shrink-fit holder,
engraving machines, high speed cutting.
* « XL (100mm length) is only for Al, Al-alloy cutting, unbalanced <0.6gm.

r@% — — K

@6 (0.236”)

Parts No. Angle ad L L1

Screw Key
40
99619-V045-06 (1.575" '
o 6 60 i NS-22044 /Q
* 99619-V045-06L 45 (0.236") (2.462") 0.9Nm NK-T7
100

* 99619-V045-06XL (3.937")

Note: « DC Slim chuck, see page 64.
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Engraving Tool 60° 60°

Re=0.2 Re=02 Re=0.2  Re=0.2
(0.008"  (0.008")  (0.008"  (0.008") flat flat

7 /_/_F

NC2032 NC2071 NC2035 NC9031 NC2032 NC9036

» Inserts >>

NC2032: « Long tool life
« For all kinds of steel from 30~50 HRC, carbon steel, alloy steel,and cast iron.
NC2071: « Strong edge on chip groove best suited for min. DOC .008".

Wmax.
* Universal grade for all kinds of steel <30HRC, non-ferrous metal and
stainless steel. =
NC2 De i . .
C2035: « ALDURA cgatmg, reduces heat and tool wear Wimin. I__—f
* For steel with heat treatment up to 56 HRC. ——I
NC9031: e Fully postive ground rake angle very sharp edge for shallow engraving.
« For non-ferrous metals such as aluminum, brass, copper, titanium, Wmax.
plastic and acrylic. }
NC9036: « DLC coating, very sharp edge produces excellent surface finish.
* For non ferrous metals such as aluminum, brass, Wmin. f
copper, titanium, plastic and acrylic.
i i Dimensions W T
Fig Parts No. Coating  Grade L S Re Wmin.  Wmax. Tmin. Tmax.
0.65 0.2
NE2071 (0.026") (0.008") m
0.65 0.2 L}
V06006T1W06 . K20F 635 20 02 (00267 27  (0.008) 20 )
NC2035 ALDURA V (0.250") (0.079") (0.008”)  0.65 (0.106") 0.2 (0.079) 5
(0.026") (0.008") =
0.45 0.05 =
NEDel (0.018") (0.0027) 2
Fi Parts N Coati Grad Dimensions W T
g arts Ho- et e @ S Re Wmin. Wmax. Tmin. Tmax.
NC2032  TiAIN
6.35 2.0 0.25 1.1 0.05 0.8
V06006 T1W03 K20F / . ” . 7
NC9036 _(0.250") (0.079") (0.01”)  (0.043") (0.002”) (0.031")
» Holder >>
@4 (0.157")
* « Carbide shank holders designed for shrink-fit holder, engraving machines, *
high speed cutting. 26 (0.236)
* « XL (100mm length) is only for Al, Al-alloy cutting, unbalanced <0.6gm. Qn
o6 :r G —
—?ﬂ T @| ) = = 13 o e e ———
\f—L_[ . : |
Parts No. Angle ad L L1 Screw Key
4 . .
99619-V060-04 (0.157") 30 (1.181") 12 (0.4727)
99619-V060-06 40 (1.575")
60° 6 N5ya2044 /Q NK-T7
g g 60 (2.462” :
* 99619-V060-06L 0.236) ( )
* 99619-V060-06XL 100 (3.9377)
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Cutting Data

» Engraving Depth and Width Reference Chart

e To use the engraving chart, select your engraving width (w) on the vertical axis. Select your engraving insert
angle (45° or 60°), and follow the horizontal line from the (w) axis to the intersection with the insert angle.

« Follow the vertical line from this intersection point to the engraving depth (t) axis to determine the engraving
depth.

»V045/V060 T1W06 >>

=; mm inch
jg 250l Reference chart
E ¢ of engraving depth and width
= — 0.0
S
S mpys e = 99619-V060
5 2.0 g a=60°
7
L o7 A > 99619-V045
T a=45°
15— 0.0
Pl
7 ~
0105 g
A T
1.0 olo4” g i
0.8mm = - - ]
U.UsS //
0.50——0:
L 0/01" (0.0 0,0 0.03 0/0: 0/05 0,06 7 0.08
0.00 015 0.025 035" 045 0.055" 0.065" 0.075
| | | | | | | | | [ |
89 g KES Q @ ~ @ o o o c [S T T © II\ © o oE Engraving depth “t
So s o ggo = o o o o - - - - - - - - - - N £
=
Work Material S r.p.m. f (inch/rev.) Grade of Insert
Carbon steel 5000~40000 0.0003~0.0020 NC2071,NC2032
Alloy steel 5000~40000 0.0003~0.0012 NC2032,NC2071
Alloy steel=zHRc40°~56° 5000~40000 0.0003~0.0008 NC2035
Stainless]Steel 5000~40000 0.0003~0.0020 NC2071,NC9031
- Cast iron 5000~40000 0.0003~0.0012 NC2032
- Aluminum = Non-Ferrous Metal 5000~40000 0.0003~0.0031 NC2071,NC9031
Tmax.:0.0787"
Ap _ Fine
Material 1st 2nd 3rd 4th 5th 6th finishing
Carbon steel 0.031" 0.024" 0.012" 0.008" 0.004" -~ -~ 0.004"
Alloy steel 0.020" 0.016" 0.012" 0.012" 0.008" 0.008" 0.004" 0.004"
Alloy steel=HRc40°~56° 0.008" 0.008" 0.006" 0.006" 0.004" 0.004" 0.004" 0.002"
Stainless]Steel 0.020" 0.016" 0.012" 0.012" 0.008" 0.008" 0.004" 0.002"
- Cast iron 0.040" 0.024" 0.012" 0.008" 0.004" -~ -~ 0.004"
- Aluminum = Non-Ferrous Metal 0.079"  0.040" 0.008" - -~ -~ -~ 0.004"
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Cutting Data
{

N\

O

»V060 T1WO03 >>

:; mm (inch
£ : Reference chart
s 110 froos of engraving depth and width
= E 0
'S 0.98 f0.039
g ] ya
5 o086 ::0.‘03‘4 7
074 ;=0.10219 4
0.64 7:0‘02%
1 7
0.52 [=0020"—A
Y4
0.40 §+0.0167 4
|
0.29 E+pbu
0.24 0_.009
FP IS TSI I9 IS TS TS <
L L RN EREE !
0.1 0.2 0.3 0.4 05 0.6 0.7 0.8 (mm) Engraving depth “t’
Work Material S r.p.m. f (inch/rev.) Grade of Insert e
Q
-
Carbon steel C<0.3% 5000 ~ 40000 0.0002 ~ 0.0004 NC2032 2
-
Carbon steel C>0.3% 5000 ~ 40000 0.0002 ~ 0.0006 NC2032 ":
o
Alloy steel 5000 ~ 40000 0.0002 ~ 0.0004 NC2032 =
Stainless;Steel 5000 ~ 40000 0.0002 ~ 0.0004 NC9036
Cast iron 5000 ~ 40000 0.0002 ~ 0.0006 NC2032
Aluminum 5000 ~ 40000 0.0002 ~ 0.0006 NC9036
Copper, Brass 5000 ~ 40000 0.0002 ~ 0.0004 NC9036
Titanium 5000 ~ 40000 0.0002 ~ 0.0006 NC9036
Tmax.:0.0315"
Ap ____ Fine
Material 1st 2nd 3rd 4th 5th finishing
Carbon steel C<0.3% 0.0118” 0.0080" 0.0040” 0.0040” 0.0020” 0.0020" 0.0012
Carbon steel C>0.3% 0.0118” 0.0080” 0.0040” 0.0040” 0.0020” 0.0020" 0.0012
Alloy steel 0.0118” 0.0040” 0.0040” 0.0020” 0.0020” 0.0020" 0.0012
Stainless]Steel 0.0080” 0.0040” 0.0040” 0.0040” 0.0020” 0.0020" 0.0012
Cast iron 0.0080" 0.0040” 0.0040” 0.0040” 0.0020” 0.0020" 0.0012
Aluminum 0.0080” 0.0040" 0.0040” 0.0040" 0.0020” 0.0020” 0.0012
Copper, Brass 0.0080” 0.0040" 0.0040” 0.0040" 0.0020” 0.0020" 0.0012
- Titanium 0.0080” 0.0040" 0.0040” 0.0040" 0.0020” 0.0020" 0.0012
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Performance

» Comparison >>

Tool -
Cutting dat 00-99619-V060-06 : Ball nose end

SR V06006T1W06-NC2071 Eigleil) ol mill Radius 0.4 mm
Workpiece material Tool steel SKD 61 (JIS G 4404), Hardness: HRB92~93 ( HB 200)
Spindle speed r.p.m. 10000 10000 10000
Feed rate mm/min. 100 100 300

. 0.05 mm,
Cutting depth Ap 0.2 mm 0.2 mm 4 times to cut t0'0.2 mm
Roughness of bottom Ra 0.36 pm 0.83 um 0.46 pm
Change and resetting No need Need Need
Tool life Long Short Short

Measured result by Alicona

IFM system

Tool 00-99619-V060-06 00-99619-V060-06 00-99619-V060-06
Cutting data V06006T1W06-NC2071 V06006T1W06-NC2071 V06006T1W06-NC2035
Workpiece material SKD 51 SKD 61 (50HRC)
Spindle speed r.p.m. 10000 10000 10000
Feed rate mm/min. 300 300 100
Cutting depth Ap 0.1 mm 0.35 mm 0.2 mm
Change and resetting No need No need No need
Tool life 24 min.(1440 sec.) 7.2 meters 3.5 meters

» Attention >>

» Selecting the speed and feed rate
« Select the spindle speed and feed rate according to the selected material’s cutting data.
» The downward feed rate of the Z-axis should be reduced to 50% of the table feed rate.
» Cutting fluid and cooling condition
« Emulsion is recommended for engraving on steel, stainless steel, Al and Al-alloy.
* Blown cooled air is recommended for engraving on cast iron and plastic.
P Setting-up the tool holder
* The tool shank runout should be below 0.01 mm.(0.0004")
« Shrink fit chucks, hydraulic chuck and high precision spring collet chucks are recommended.
* Pre-balance the tool holder minimum G6.3/10,000 R.P.M. is necessary.
» Clamping the engraving insert
» Place and hold the insert in the insert pocket against the positioning side.
* See illustration below:

 Step-1  Step-2 * Step-3
Place the insert in the B Push insert against insert B ) ;
insert pocket. = pocket and insert the = Tighten the insert screw.

Screw.

@
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NC Deburring

» Features >>
¢ High feed rate for high speed deburring
on CNC machines.
« Indexable type ensures the relative position
of deburring.

starter

Page 01~02

 NC2032

» Inserts >>
» Smallest counter sink diameter @0.5 mm (0.019").
+ Ideal for fine hole deburring.

A

* Each insert has one cutting edge.
* Using same tool holder of X060 engraving tool. (ggg;q)g Trmax.
* Indexable type. Relative position of deburring depth and diameter are accurate. f

* TIAIN coated carbide insert can stand very long life.

. C Dimensions
Parts No. Angle Coating Grade Cmin. Cmax. L S Re Tmax.
o 0.1 1.0 6 2.0 1.6
e 50 (0.004" (0.040") (0.236) (0.079") (0.063")
TIAIN  K20F “’
o 0.1 1.2 6 2.0 1.75
ANUSDEITERNCZANE (0.004") (0.047") (0.236) (0.079) T (0.069")
60 degree 90 degree
. 60°) o e o0 S
=]
)\ B A S & s
(@] o g
= = = = =
@0.5 (0.02") @0.5 (0.02") =
Deburring Counter sinking Deburring Counter sinking "
» Holder >>
« Steel and carbide shank is ground to h6 tolerance.
* 99619-X060-06 made of steel. 99619-X060-06L made of
high alloy steel and brazed on a carbide shank. @6 (0.236")
* Provides high rigidity and anti-vibration. Steel Type

Somm (1161 AP sv—
. domm@181) —

‘ Maximum overhang length

@ - - " T Carbide Type
L | AP mmse—

Parts No. ad L Screw Key
40
99619-X060-06 ”
6 (1575 ) NS-22044 NK-T7
* 99619-X060-06L (0.2367) 60 0.9Nm
R (2.362")

* 99619-X060-06L is carbide shank holder

» Attention >>

» Use high precision tool holder to make sure run-out of tool shank is below 0.01 mm (0.0004").
 High precision collect chuck, shrink fit chuck and hydraulic chuck are recommended.
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' YL 7 - VeY. L

AL L A= A0

Super Dirill
@10 ~ @30

« Smallest indexable drill from 10mm.
- 4 cutting edges per insert,

same insert for outer and

inner insert.

SMALLEST DIMENSION
3xD: @10 to @30 mm.

SMALLER CUTTING CHIP

« The center and peripheral inserts are
positioned in order to divide the cutting
chips into smaller spiral shapes.
It helps the cutting chips to be removed
faster and easier.

- Designed for high productivity, high
speed cutting.
Coolant supply is needed.

BETTER SURFACE FINISH AND

BETTER DIAMETER ACCURACY

« Special insert positioning to balance
the cutting forces, better surface finish
and diameter accuracy are achievable.

B Application & TECH. >>

Regular e Round Workpiece Plunge Concave Angled Cone Workpiece
Application Surface Crossso:;loles Stggol; ?;:)Ii;ng Offset Drilling Drilling Surfaces Surfaces Offset Drilling
100% e o= (840 80%~60% 80% 80% 80%~70% 80%~70%



L

T(3xD)

starter
Kit '

Ordering
code

Ordering Code:
N9GX04T002-NC2032

5 4 cutting edges insert
NC2032, K20F grade
AITiN coated

Chip breaker of SPD insert provides excellent «
chip control property due to its engineered design

Insert Radial
Screw / Key | Adjustment

Work Material

Carbon Steel

Cast Iron

Hardened Steel

* 3/4” shank available upon request.

* Adjust speed and feed percentage by applications.

200~-985

200~500

265~400

200~330

Page 01~02 99313-10 10.0 30.0 20(0.75") 27
99313-10.3 10.3 30.9 52 20(0.75") 27 49
99313-10.5 10.5 315 52 20 (0.75") 27 49
99313-11 11.0 33.0 52 20(0.75") 27 49
99313-11.5 115 34.5 55 20 (0.75") 27 49
99313-12 12.0 36.0 55 20(0.75") 27 49
99313-12.5 125 375 58 20 (0.75") 27 49

~Easy and simple change of cutting edge without &

inconvenience

Angled Surfaces
Possible to drill into angled surfaces &
without pre-drilling

0.25 10.5

u 0.25 10.8
N9GX04T002 0.25 11.0
NS-18037 0.20 11.4
0.6Nm 0.20 11.9

/5 NK-T6 0.15 12.3

0.15 12.8 2

L]
——————

IPR (inch / rev.)
0.0010 ~ 0.0030
0.0010 ~ 0.0020
0.0020 ~ 0.0030
0.0010 ~ 0.0020
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inas.
Chamfer Mill 45°>>

( Designed for chamfering and countersinking with an indexable insert.
The insert is a specifically designed for use in high speed machining ;
the multiple flutes provide for increased feed rate, optimizing

performance and reducing cutting time.

M Features

l - ..
i’ 1

» Excellent Repeatability >>

>

» Applications >>
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Indexable Chamfer Mill 45°

» Features >>

« Benefitting from the specially ground dual-relief insert and optimized coating, higher feed rates and
cutting speeds can be achieved on chamfering operations.

¢ Each insert has 4 cutting edges, reducing cost of inserts.

« Fine edge honning cutting edge, good chip breaking condition and long tool life.

»99616-C02, CO4, CO6

» Made from hot working steel and hardened.
« Elliptical necked bar to optimize the tool strength. |: i
L |
m | A T
w
3 .S ‘ v
88 e T IS
HEL O
0.1 * 4 4 =
Lcl
5 e P e
Le3, ' |
Thread Cmin Cmax insert
Parts No. Size & @ od @d1 ed2 oD R1 R2 L L1 Le1 Lec2 Le3 E Oz Screw / Key
68 88 10 525 65 9 34 44 80 20 256 293 393 1.25
99616-C02 M8  75g (0.346") (0.304") (0.207") (0.256") (0.354") (0.134") (0.173") (315") (0.787") (0.100") (0.115") (0.155") (0.049")
99616.C04 Mio 85 108 12 645 8 111 425 54 100 25 251 298 413 155 | NaseosrOenm
(0.335") (0.425") (0.472") (0.254") (0.315") (0.437") (0.167") (0.212") (3.94") (0.984") (0.099") (0.117") (0.163") (0.061") NKTE
09616-cos M12 1026 132 12 7.88 975 135 513 66 100 30 251 298 445 183
1/2  (0.404") (0520") (0.472") (0.310") (0.384") (0.531") (0.202") (0.260") (3.94") (1.181") (0.099") (0.117") (0.175") (0.074")
Lc3
»99616-C10~99616-C52 Le2
Lcl )
» Made from tool steel. os_ |1 8
o| 3| £ I 7j| _ 1 'ci
Lc3 Q| g| E Q
Lc3 Oy O \@T
Lc2 ‘
L1
Lcl
05 2 & L
Q
al x| g Xl e
S|E|E 1 — — — '8 §EE — — — — — 8
@] |0
° O
=
o o L1
el L el L
Fig Parts No Type Cmin Cmax ;4 441 oD R1 R2 L L1 Lel Le2 Le3 oz nsert
9 : yp [7] [2] Screw / Key
7 11 10 75 12 38 43 60 15 26 29 46
99616-C10 BCI10-CO7-60  (g576n (0433) (0.394) (0.295") (0.472") (0.150") (0.169") (2.362) (0.590") (0.102") (0.114") (0.181) 2  NIGX04T002
NS-18037 0.6Nm
11 16 12 96 162 59 8 100 25 26 29 50 NK-T6
99616-C20 BC12-C11-100 (o433 (0.630") (0472") (0.378") (0.638") (0.232') (0.315") (3.937") (0.984") (0.002") (0.114") (0.197) *
15 21 16 14 22 75 115 120 40 35 49 79
99616-C30 BC16-C15-120 (500m (0.827") (0.630") (0.551") (0.866") (0.205') (0.453") (4.724") (L575") (0.138") (0.193") (0.311") *  N9GX060204
19 25 20 18 26 95 125 130 50 35 49 79 NE—%%OSSO.QNm
99616-C40 BC20-C19-130 5749y (0.984") (0.787") (0.709) (1.024") (0.374") (0.492") (5.118") (1.969") (0.138") (0.193") (0.311")
22 32 20 33 11 16 130 55 71 121
99616-C50 BC20-C22-130 (0.866") (1.260") (0.787") (1.299") (0.039") (0.630") (5.118") (0.217") (0.280") (0.476") 4 N9GX090308

NS-30072 2.0Nm
22 3 25 20 3 11 16 180 80 55 71 121 , NK-T9
(0.866") (1.260") (0.984") (0.787") (1.299") (0.039") (0.630") (7.090") (3.150") (0.217) (0.280") (0.476")

99616-C52 BC25-C22-180
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45°

» Inserts >>

NC2032: « K20F grade, AITiN coated. The 1st choice for high carbon,
high alloy and hardened steels as well as cast iron.

NC9071: « K20F grade, TiN coated, high positive rake angle and honed sharp edge.
The best choice for low carbon steel, low carbon alloy steel,stainless
steel, Al, Al-alloy, Brass, Bronze and most of the non-ferrous metal.

Parts No.
Coating Grade
Code of insert

NC2032 AITIN
N9GX04T002

NC9O071 TiN

NC2032 AITIN
N9GX060204 K20F

NC9071 TiN

NC2032 AITiN
N9GX090308

NC9071 TiN

NC9071

{9

NC2032
Dimensions
L S Re Screw Key
40 18 02 wNS18037 A\ ¢
(0157 (0.070") (0.008") & 0.6Nm /
Re
e
635 238 04 wNS22055 @&
(0.250") (0.094") (0.016") & 0.9Nm
Is|
952 318 08 wNS30072 @ . o
(0375 (0.125" (0.031) & 2.0Nm /

»99616-C02, C04, CO6 Cutting Data

Workpiece Material

Feed Rate inch / tooth

Grade Cutting Speed N9GX04T002
Material Group Sam(l:f:; gode of insert SFM feet / min. -
Chamfering 0.059 inch
Carbon steel C<0.3% 1050 NC9071 200-260-390 0.0007" ~ 0.0030"
Carbon steel C>0.3% 1050 NC2032 200-260-390 0.0007" ~ 0.0030"
Low alloy steel C<0.3% 4130 NC9071 200-260-390 0.0004" ~ 0.0020"
High alloy steel C>0.3% D2 NC2032 200-260-390 0.0007" ~ 0.0030"
304 NC9071 100-200-330 0.0004" ~ 0.0020"
- Cast iron A48 35B/No 35B  NC2032 200-260-390 0.0007" ~ 0.0023"
- Al, and non-ferrous metal 6061 NC9071 260-330-500 0.0011" ~ 0.0040"
» 99616-C10~C52 Cutting Data
Feed Rate inch / tooth
Workpiece material
Grade Cutting Speed N9GX04T002 N9GX060204 NIGX090308
Material Group SERlei e B Cha“rq?f:.ring Cha“rq?f:.ring Cha%af:.ring
(AISI) 0.059 inch 0.098 inch 0.157 inch
Carbon steel C<0.3% 1050 NC9071  500-820-1150  0.002"~0.005" 0.004"~0.010" 0.004"~0.010"
Carbon steel C>0.3% 1050 NC2032 660-1050-1310 0.002"~0.004" 0.004"~0.008" 0.004"~0.010"
Low alloy steel C<0.3% 4130 NC9071  590-790-860  0.002"~0.004" 0.004"~0.008" 0.004"~0.008"
High alloy steel C>0.3% D2 NC2032  390-500-660  0.002"~0.004" 0.004"~0.006" 0.004"~0.006"
304 NC9071  390-500-590  0.002"~0.004" 0.002"~0.006" 0.004"~0.008"
Casting iron A48 35B/No 35B NC2032  390-500-590  0.002"~0.004" 0.004"~0.006" 0.004"~0.008"
Al, and non-ferrous metal 6061 NC9071 660-1310-1970 0.002"'~0.006" 0.004"~0.010" 0.004"~0.010"
- Hardened steel<HRC50° H13 NC2032  265-300-330  0.002"'~0.004" 0.002"~0.005" 0.004"~0.006"
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Performance 45°

Feed Rate =
Feed per Tooth x Spindle Speed x No. of Flute mm/min.

Cutting Speed x 1000
7T x Cmin.

e

Spindle Speed =

» Test Result >> Example 1
» Chamfer tool with larger insert(Sxxx1204) and Nine9 N9GX04 insert.

Tool
Cutting data Other makers with Large insert
Chamfering 1 mm 1 mm
Feed rate mm/rev. 0.1 0.1
Dia. of cutter mm 11 32
Teeth of cutter 4 2
Cutting Speed Vc m/min. 300 200
Spindle Speed r.p.m. 8685 1990
Feed rate mm/min 3474 398
Tool Feed Rate: mm/min
(4 teeth tool) | : : : : : : : : 8-72 fimes
i i ' : ' ' ' : nighet
Other makers : i
with large insert 398 mm/min i
Sxxx1204 | {
) 1 2 3 4 5 6 7 8 9 times
Tool Ex:10 meter chamfer, total chamfering time
99616-C20 173sec. Nine9
(4 teeth tool) 8-72 {imes
faster
Other makers
with large insert
Sxxx1204 ! . : : , . . '
200 400 600 800 1,000 1,200 1,400 1,600 sec.
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Easy Handling:

® Dimensions are easy to read. They are indicated on the tools and are
easily adjustable on a tool presetter or in machining center.

® No backlash.

® Change the boring bar and set the boring dimension on the tool
presetter in just one minute.

® This simple boring tool has minimal components.

® In minutes, the boring bar may be changed and the boring
dimension set on the tool presetter.

® The cost of this product is low compared to other micro
adjustable boring heads.

M6 Pre-load screw.
Recommended
torque=0.9~1.0 Nm.

M8 locking screw.
Recommended
torque=8~9 Nm.

® Boring bar design ensures accurate high speed boring.
Grade balance is G6.3 10000 r.p.m., all sizes are guaranteed.

Driving Hole

® Surface speeds of carbide inserts up to 700 m/min.

® Combination bore / chamfer / facing tools can be ordered
on request.

1. Use 4 mm allen-key to loosen locking screw M8, take care
not to remove the screw.

2. Use 3 mm allen-key to loosen pre-load screw M6, take care
not to remove the screw.

w

. Remove the original boring bar and insert the new boring bar.

~

. Tighten the M6 pre-load screw using the torque screwdriver
with hex head key. (Recomended torque = 0.9~1.0 Nm)

o

. Ensure the boring head and boring bar fit together securely.

(o]

. Measure the boring diameter of the boring bar using tool
presetter and adjust it to the required diameter.

7. Tighten the M8 locking screw using the torque screwdriver with
hex head key (Recomended torque = 8~9Nm)
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. g Quick Change High Speed Boring Tools

"
All Interchangeable !! N @@5
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*(?é
SK40 S
T ) ————m o7-0875
s
| a1 — :$§ ———— L
§‘ I @
g

HSK63A ‘ -

- — (B 212~014

,,,,,,,,,,,,,

o
e @ .
R o | [ ’i [ _
DT B - — §}| - ———B oi5-00
’l; wn L
- EF - -—8 @5~09
: L
L]
:
BT30 ;
BT40 ; - - — ﬁ ?10~025.5
BT50 2 —
.0
) ; —
o B - - T 926~039
Q A .
o L
(I . o
4t )
w32 |03 || - & :
E ] : )
I - @40~@50
Vo L ﬁ
(]
1 H - .
E E Y Boimg.
,,,,, N T Chamfering
- Vo | | @10~050
N : § — Bo_ri'_ing
A ] Y al .
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;;ﬁfg Quick Change High Speed Boring Tools

Fealuring [mprevees
o Gyl {itme o Pesiien Aseurasy o [Reughnsss o T

(Step1)
-

On Tool Presetter

1. Loosen M8 locking screw.
2. Set the boring bar at the neutral position. ( Step 1)

3. Measure the boring diameter using the
tool presetter and compare with (Step 3)
the required diameter. (Step 2)

4. If boring diameter is too big or too small,
please put an allen-key into the adjusting
driving hole. Turn to “ + ” to increase and
turn to “ - ” to reduce boring diameter.
(Step3and4)

5. Tighten M8 locking screw.

To Increase Diameter

On Milling Machine And Machining Centers (Step 1)
1. Set the boring bar at the neutral position. ( Step 1)
2. Tighten M8 locking screw.

3. Test cut on work piece, about 3-5mm deep
on the machine.

4. Measuring boring diameter of workpiece and compare
with required diameter.

5. If boring diameter is too big or too small, loosen M8 locking
screw, please put an allen-key into the adjusting
driving hole. Turn to “ + “ to increase and
turn to “ - “ to reduce boring diameter. ( Step 2 and 3)

6. Tighten M8 locking screw. ( Step 4)

To Reduce Diameter

\ool Dynamic
2002

99146-xx

Interchangeable boring bar
Standard balanced grade
10000 r.p.m. G6.3

both of shank and bar.

USA Patent »
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To Reduce Diameter

(Step 2)

To Increase Diameter

(Step 4)




g _g Quick Change High Speed Boring Tools

Boring Head Shank « Adjustable range: +0.12 /-0.13 mm.
* Each adjustment division is 0.01 mm.

- Balance grade : G6.3 10000 r.p.m.

SK40 -8
HSK63 8
CAT40 -8
L
&
BT — f{ T‘fg
60 L
( )
Wl
Parts No. @D L -
SB32-146-31 45 31.3 =
BT30-146-51 45 513 =
BT40-146-56 45 56.3 =
BT50-146-77 45 77.3
CAT40-146-56 45 56.3
HSK63A-146-72 45 72
SK40-146-56 45 56.3
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Minas) Quick Change High Speed Boring Tools

Adapter 24.87~96.87Tmm
« Economical solution of small dia. boring bar. « Solid Carbide Shank « Boring Depth : L1, 4~6xD
| 42 | L |
oy A L1
8’ | 0 —|
8 i S _ e
- I 4
1 Q
= '
Parts No. @D L Parts No. @D L1 Insert
C20-1D06 6 52 C06-0500-20L 4.87~5.12 20.00
C20-1D08 8 49 C06-0525-20L 5.12~5.37 20.00
C20-ID10 10 42 C06-0550-22L 5.37~5.62 22.00 CCGT030102-NC30
C20-ID11 1 215 C06-0575-22L 5.62~5.87 22.00
C20-ID15.5 155 215 C06-0600-24L | 5.87-6.12 | 24.00 | SCrew:NS-16030
C06-0625-24L | 612637 | 2400 | (&¥NK-TE
C06-0650-26L 6.37~6.62 26.00
C06-0675-26L 6.62~6.87 26.00
36.87~311.12mm
« Solid Carbide Shank - Boring Depth : L1, 4~6xD
ol | 85
&\ | |t
1 o o [=]
] 8
Parts No. @D L1 Insert Parts No.
C08-0700-28L 6.87~7.12 28.00 C10-0900-36L 8.87~9.12 36.00
C08-0725-28L | 7.12~7.37 28.00 C10-0925-36L 9.12~9.37 36.00
C08-0750-30L 7.37~7.62 30.00 CCGT040102-NC30 C10-0950-38L 9.37~9.62 38.00 CCGT060204
C08-0775-30L | 7.62~7.87 | 30.00 C10-0975-38L | 9.62-9.87 | 38.00 | CCRT060204

Screw: NS-20036

C08-0800-32L | 7.87~8.12 32.00 C10-1000-40L 9.87~10.12 40.00
Key: NK-T6 Screw: NS-25045
C08-0825-32L | 8.12~8.37 32.00 C10-1025-40L | 10.12~10.37 40.00 Kev: NK-T7
ey: NK-
C08-0850-34L | 8.37~8.62 34.00 C10-1050-42L | 10.37~10.62 42.00 Y
C08-0875-34L | 8.62~8.87 34.00 C10-1075-42L | 10.62~10.87 42.00

C10-1100-44L 10.87~11.12 44.00

211.87~320.12mm
« Solid Carbide Shank - Boring Depth : L1, 4~6xD
| L
Fig. 1 L1
i = —
= -
Q w a
1 \ s
o
Q
Parts No. oD ad @d1 L1 L2 L Fig. Insert
C11-1200-150L 11.87~12.12 1 1 70 20 150 CCGT060204
C11-1300-150L 12.87~13.12 11 - 70 - 150 1 CCFT060204
C11-1400-150L 13.87~14.12 1 - 70 - 150 Screw: NS-25045
C15.5-1500-180L 14.87~15.12 155 14 ) 90 180 2 Key: NK-T7
C15.5-1600-180L 15.87~16.12 15.5 15 90 90 180
CCGT060204
C15.5-1700-180L 16.87~17.12 15.5 - 100 - 180 CCET060204
C15.5-1800-180L 17.87~18.12 15.5 - 100 - 180 1
C15.5-1900-180L 18.87~19.12 155 - 100 ] 180 Screw: NS-25060
Key: NK-T7
C15.5-2000-180L 19.87~20.12 15.5 - 100 - 180
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inas

Quick Change High Speed Boring Tools

@5~@25mm

« Alloy Steel Shank
« Boring Depth : L1, 2~3xD

| 42 |

| @20 |
| 220,_|
..:(

—//—A :
(@5~325.5mm)
* H type with internal coolant can be ordered on request from Dia. 10mm.
Ordering example: C20-0800-16LH.
Parts No. 2D L1 Insert Parts No. 2D L1 Insert
C20-0500-10L 487~5.12 | 10.00 | cCGT030102-NC30 C20-1725-42L | 17.12~17.37 | 42.50
C20-0600-12L 5.87~6.12 | 12.00 | NS-16030, NK-T6 C20-1750-43L | 17.37~17.62 | 43.75
C20-0700-14L 6.87~7.12 | 1400 | cCGT040102-NC30 C20-1775-43L | 17.62-17.87 | 43.75
C20-0800-16L 7.87-8.12 | 16.00 | NS-20036, NK-T6 C20-1800-45L | 17.87~18.12 | 45.00
C20-0900-18L 8.87-9.12 | 18.00 C20-1825-45L | 18.12-18.37 | 45.00
C20-1000-25L | 9.87~10.12 | 25.00 C20-1850-46L | 18.37~18.62 | 46.25
C20-1025-25L | 10.12~10.37 | 25.00 C20-1875-46L | 18.62-18.87 | 46.25
C20-1050-26L | 10.37~10.62 | 26.25 C20-1900-47L | 18.87~19.12 | 47.50
C20-1075-26L | 10.62-10.87 | 26.25 C20-1925-47L | 19.12-19.37 | 47.50
C20-1100-27L | 10.87~11.12 | 27.50 C20-1950-48L | 19.37~19.62 | 48.75
C20-1125-27L | 11.12~11.37 | 27.50 C20-1975-48L | 19.62-19.87 | 48.75
C20-1150-28L | 11.37~11.62 | 28.75 C20-2000-50L | 19.87~20.12 | 50.00
C20-1175-28L | 11.62-11.87 | 28.75 C20-2025-50L | 20.12-20.37 | 50.00
C20-1200-30L | 11.87~12.12 | 30.00 C20-2050-50L | 20.37~20.62 | 50.00
C20-1225-30L | 12.12-12.37 | 30.00 C20-2075-50L | 20.62-20.87 | 50.00
C20-1250-31L | 12.37~12.62 | 31.25 ggggggggj C20-2100-50L | 20.87-21.12 | 50.00 | ~cGT060204
C20-1275-31L 12.62~12.87 | 31.25 C20-2125-50L 21.12~21.37 | 50.00 | CCFT060204
C20-1300-32L | 12.87-13.12 | 32.50 ig;,%;f}zw% C20-2150-50L | 21.37-21.62 | 50.00 | Screw: NS-25060
C20-1325-32L | 13.12~13.37 | 32.50 C20-2175-50L | 21.62~21.87 | 50.00 | Key-NK-T7
C20-1350-33L | 13.37-13.62 | 33.75 C20-2200-50L | 21.87~22.12 | 50.00
C20-1375-33L | 13.62~13.87 | 33.75 C20-2225-50L | 22.12~22.37 | 50.00
C20-1400-35L | 13.87-14.12 | 35.00 C20-2250-50L | 22.37~22.62 | 50.00
C20-1425-35L | 14.12~14.37 | 35.00 C20-2275-50L | 22.62~22.87 | 50.00
C20-1450-36L | 14.37~14.62 | 36.25 C20-2300-50L | 22.87~23.12 | 50.00
C20-1475-36L | 14.62~14.87 | 36.25 C20-2325-50L | 23.12~23.37 | 50.00
C20-1500-37L | 14.87-15.12 | 37.50 C20-2350-50L | 23.37~23.62 | 50.00
C20-1525-37L | 15.12~15.37 | 37.50 C20-2375-50L | 23.62~23.87 | 50.00
C20-1550-38L | 15.37~15.62 | 38.75 C20-2400-50L | 23.87~24.12 | 50.00
C20-1575-38L | 15.62~15.87 | 38.75 C20-2425-50L | 24.12~24.37 | 50.00
C20-1600-40L | 15.87~16.12 | 40.00 C20-2450-50L | 24.37~24.62 | 50.00
C20-1625-40L | 16.12~16.37 | 40.00 ggggggggj C20-2475-50L | 24.62~24.87 | 50.00
C20-1650-41L | 16.37~16.62 | 41.25 C20-2500-50L | 24.87~25.12 | 50.00
C20-1675-41L | 16.62~16.87 | 41.25 ig;e?vm?%zsoso C20-2525-50L | 25.12~25.37 | 50.00
C20-1700-42L | 16.87~17.12 | 42.50 C20-2550-50L | 25.37-25.62 | 50.00
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Minas) Quick Change High Speed Boring Tools

926~939mm
| 42 | 90
« Alloy Steel Shank | |
« Boring Depth : L1, 2~3xD

L1

i, Y 1
- (@226~239mm) -~

* H type with internal coolant can be ordered on request.
Ordering example: C20-3600-70LH.

Parts No. 2D L1 Insert
C20-2600-50L 25.87~26.12 50.00
C20-2700-50L 26.87~27.12 50.00
C20-2800-50L 27.87~28.12 50.00
C20-2900-50L 28.87~29.12 50.00
C20-3000-50L 29.87~30.12 50.00
C20-3100-70L 30.87~31.12 70.00 CCGT060204
C20-3200-70L 31.87~32.12 70.00 CCFT060204
C20-3300-70L 32.87~33.12 70.00 Screw: NS-25060
C20-3400-70L 33.87~34.12 70.00 Key: NK-T7
C20-3500-70L 34.87~35.12 70.00
C20-3600-70L 35.87~36.12 70.00
C20-3700-70L 36.87~37.12 70.00
C20-3800-70L 37.87~38.12 70.00
C20-3900-70L 38.87~39.12 70.00
240~050mm
- Alloy Steel Shank | = i mu
« Boring Depth : L1, 2~3xD ‘ -\ ,-;—O\*
Q
— (@40~@50mm) ~—
* H type with internal coolant can be ordered on request.
Ordering example: C20-4700-70LH.
Parts No. @D L1 Insert

C20-4000-70L 39.87-40.12 70.00
C20-4100-70L 40.87-41.12 70.00
C20-4200-70L 41.87-42.12 70.00
C20-4300-70L 42.87-43.12 70.00
C20-4400-70L 43.87-44.12 70.00 ggggggggj
C20-4500-70L 44.87-45.12 70.00
C20-4600-70L 45.87-46.12 70.00 ig;e:"ij'\_'%zsoeo
C20-4700-70L 46.87-47.12 70.00
C20-4800-70L 47.87-48.12 70.00
C20-4900-70L 48.87-49.12 70.00
C20-5000-70L 49.87-50.12 70.00
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Quick Change High Speed Boring Tools

o
inas.
High Speed boring bar kit
Parts No. Contents

99146-32HB-05SET SB32-146-31 Weldon Shank

99146-BT30-05SET BT30H Boring head shank

99146-BT40-05SET BT40H Boring head shank Boring head shank: 1pc

99146-BT50-05SET BTS50H Boring head shank ﬁg;r‘gi""gczny 5 pes

99146-CAT40-05SET CAT40H Boring head shank Plastic box: 1pc

99146-SK40-05SET SK40H Boring head shank

99146-HSK63A-05SET HSK63A Boring head shank

Each package includes:

* One handsome carrying case.

*One of SB32/BT30/BT40 / BT50 / CAT40 / SK40 / HSK63A
Micro adjustable boring head shank. . :

» Select any Five boring bars from standard S and A type, (Insert is not included, please order seperately)
@5~@50mm diameter. * Note: BT50 boring head shank is packed in

« Keys for adjustment and insert screw. : a separate box.

Application example:

» Machining a cover of scooter engine:
Workpiece material: Die casting, Al-alloy, ADC-12(A383)

Tool 1
@8x4 holes |||
h7

[if:

oul

TOOL LIST by Nine9 Boring Bar 99146-series, Spindle Size: BT40

No. Parts No. Grade of insert Dia. mm Depth r.p.m. F = mm/min. | Machining time 5
1 99146-08A CCGT040102 NC30 DB8H7 8 mm 8000 400 1.2 sec.
2 99146-32A CCGT060202HP NC9031 @32H8 8 mm 2985 209 2.3 sec.
3 99146-35A CCGT060202HP NC9031 @35H7 12 mm 2730 191 3.8 sec.
4 99146-40A CCGT060202HP NC9031 DA0H7 15 mm 2400 168 5.4 sec.
5 99146-47A CCGT060202HP NC9031 DATHT 15 mm 2030 142 6.4 sec.
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Miaay) Quick Change High Speed Boring Tools
Precisely ground Inserts
-CCGT030102, CCGT040102 NC30
+NC30 - K20F carbide insert, TiAIN coated, universal grade for cast iron,

carbon steel, alloy steel, stainless steel.

o

o]

HP-NC9031

a

-CC040102, CC060204 ‘
+NC2033 : K20F carbide insert, TiAIN coated, good for carbon steel, NC2035
alloy steel, stainless steel.

*« HP-NC9031: K20F carbide insert, TiN coated, good for Al, Al-alloy,
copper and non ferrous metal.

DM : PCD brazed tipped insert with a polished and honed cutting edge
for fine surface finish and longer tool life.

ol]e

Inserts
Inserts NC30 DM NC2033 | NC9031 = D'megs””s -
CCGT030102 o 3.5 1.4 0.2
CCGT040102 . 43 1.8 0.2
™
CCFT060204 . E 6.35 2.38 0.4
CCFT060204HP . e ls| 635 | 2.38 04
CCMW060204 o 6.35 2.38 0.4
Cutting Data
« Note: Super fine finishing insert DM with special specified cutting width 0.006inch.(Radius)
. | low
Spindle speed and feed rate formulas: (see table below)
inch .
RPM= SFM x3.82 *‘ Y |\
D ) ﬁ |
IPM=RPM x IPR [ ] [<4e
Cutting conditions
Regular cutting NC2033 394 ~ 656 .002 ~ .004
Carbon Steel
Interrupted cutting NC30 .012 328 ~ 459 .002 ~.003
Regular cutting NC2033 .020 328 ~ 459 .002 ~ .004
Alloy Steel
Interrupted cutting NC30 .012 262 ~ 394 .002 ~.003
Regular cutting NC2033 .020 262 ~ 394 .002 ~.004
{ Interrupted cutting NC30 .012 230 ~ 328 .002 ~.004
. Cast Iron Regular cutting NC30 .020 262 ~ 394 .002 ~ .004
. E[gﬁﬁ;fg?’;&a"d Regular cutting NC9031 020 492 ~ 984 .002 ~ .004
Al Al-alloy, Regular cutting NC9031 .020 492 ~ 984 .002 ~ .004
non-ferrous metal Super finished DM 012 1640 ~ 6560 .002 ~ .004
- Laepasis Regular cutting NC30 012 262 ~ 394 .002 ~ .004
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DC Slim Chuck

» Extension Adaptor >>

DC-E Collet

o ye—

Spotting
90° Engraving Tool

45° Engraving Tool

— 18 Runout < 5um
e =] H
ja) f-' Ty T T e IS
IS N F— & —
L - 4D —
Type of Back Stop Hexagon Sto
Parts No. older d L L1 oD D1 0 Collet SETew Seraw Key Nu
0-329090-212 ST12-DC6-120 2~6 120 40 12 14 -- M5 * L95 -- TP-M12
-222 ST16-DC6-150 2~6 150 38 16 14 3° DC6 M5 * L100 OP-M10 0-301940~642 --
-232 ST20-DC6-200 2~6 200 70 20 14 3° M5 * L100 OP-M10 --
-242 ST25-DC6-250 2~6 250 115 25 14 3° M5 * L100 OP-M10 0-301940~643 -

» DC-E Collet >>

* The design of DC-E collets is emphasized on increasing the clamping force of end mills.

DC6-E
Type DC6
Parts No. Size(mm) 1 \
Q |o | N | ”
0-300090-203 3.0 D 96 3 | 5 | [
0-300090-204 4.0 L 36 L
0-300090-206 6.0

Extension Bar For NC Spot Drill

» Solid Carbide Extension Bar >>

« TiN coated to identify the efficient length.

>
3]
1}
@
7
13
=}
=
@
Parts No. Type oD T L M 2
« NC Spot Drill 99801-12W BC12-100MOBW 12 60 100 M6xP1.0
99616-10-M6 (P.15)
99616-14-M8 (P.16) 99801-16W BC16-150M08W 16 80 150 M8xP1.25
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°EVEREDE TOOL COMPANY

5296 N. Northwest Highway
Chicago, lllinois 60630
800-621-5486
www.everede.net

Distributor

*Subject to change without notice. Copy right reserved. 201509 Cat No.:NNS 2015 US: 10,000 MC
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