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99619-V060-04

) Indexable
W Spotting for Taps P. 02 Engraving 45°/ 60°  P. 03
1 process provides 2 applications A revolutionary new concept
= 145° Spot Drilling + 90° Chamfering engbr.e:ivu:lg tools with indexable
= Reduces process to one operation. carbide nserts
Shortens cycle time. = Excellent repeatability.
= Use to spot prior to drilling with = Multi-side grinding, without burrs.
high performance drills for = High speed, high feed rate.
higher accuracy of hole position. = Reduces engraving cycle time.
= Utilizes standard NC Spot Drill holders = Long tool life.

--99616-10 & 99616-14 series holders.

P. 24
]
Accessories P. 25 Super Drills (3xD) P26
Adjusting sleeve for i-Center. 4 cutting edges per insert.
= Designed for adjusting Center Height of center drills, * Smallest indexable drill starting at 10mm.
NC spot drills, reamers and taps on the CNC lathes. = Same insert for outer and inner pockets.

Extension Bar.
= DC Slim Chuck
= Solid Carbide Extension Bar
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for Taps

Engraving Tool

NC Spot Drill

e 99616-09V P. 204 P. 121
NC Spot Drill P. 20 Indexable Center Drill  P- 23
NC spot drill with patented First “Indexable” center drill
indexable carbide insert. in the world.
= CNC lathes, CNC turning centers and machining centers. = High speed, high feed rate.
= One tool will perform multiple applications. = Easy tool length setting.
= Long tool life. = Excellent repeatability.
= Suitable for spotting, chamfering, = Extended tool life.

grooving and engraving.
= 45°/60°/82°/90°/100° / 120° / 142°
angles for different applications.

Accessories

Super Drill

o660 P ,27 Quick Change s ,31
Indexable Chamfer Tool P. 30 High Speed Boring Tools P.39

New Nine9 chamfer mill is designed for
chamfering and countersinking with
an indexable insert.

Change the boring bar
in just one minute.
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» @5mm~@50mm boring bars are interchangeable.
= G6.3 10000 r.p.m. pre-balanced.
All sizes are guaranteed.
= Low cost for machining small holes.
= Simple yet accurate.

= Smallest indexable counter sink, diameter g 7mm.
= Optimized number of teeth on
the holder to achieve high feed rates.
= For front and back chamfering.
= Eliminates 2nd operation or de-burring time.

Boring Tool
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STARTER KITS

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

e Engraving Tool Kit Package

e NC Spot Drill Kit Package

e Super Drill Kit Package

C

e Chamfering Kit Package

e High Speed boring Kit Package

99619-V045-03K-71

99619-V045-03K-32

99619-V060-03K-71

99619-V060-03K-32

V04506T1W06-2071
45°
V04506T 1W06-2032

V06006T1W06-2071
60°
V06006T1W06-2032

1 x 6mm holder
+ 3 inserts
+ 1 key

P.3

I R T

5 x tool holders

99616-3/8 PACK

99616-14-5/8 PACK

Drills

99313-10.0-KIT
99313-10.3-KIT
99313-10.5-KIT
99313-11.0-KIT
99313-11.5-KIT
99313-12.0-KIT
99313-12.5-KIT

3/ + 1 key
» 5 x tool holders

5/8 +1key

| Holder [ Insert/Screw/Ke
10.0 99313-10.0
10.3 99313-10.3
10.5 99313-10.5 N9GX04T002-NC2032

NS-18037

11.0 99313-11.0 NK-T6
11.5 99313-11.5 Torque: 0.6Nm
12.0 99313-12.0
12.5 99313-12.5

P.9

P. 26

o | rerto | s i

N9GX04T002-NC2032 99616-C10

99616-C1020-32

0 99616-C1020-71
e 99616-C3040-32

99616-C3040-71
9 99616-C5052-32

99616-C5052-71

+

N9GX04T002-NC9071 99616-C20

N9GX060204-NC2032 99616-C30

2 x holders

+ + 10 inserts P. 27
N9GX060204-NC9071 99616-C40 + 1 key

N9GX090308-NC2032 99616-C50

+

N9GX090308-NC9071 99616-C52

99146-32HB-05SET
99146-BT30-05SET
99146-BT40-05SET
99146-BT50-05SET
99146-CAT40-05SET
99146-SK40-05SET
99146-HSK63A-05SET

III

SB32-146-01 Weldon Shank
BT30H Boring head shank
BT40H Boring head shank
BT50H Boring head shank
CAT40H Boring head shank
SK40H Boring head shank
HSK63A Boring head shank

Boring head shank: 1pc

Boring bar: any 5 pcs
Key: 3~5 pcs
Plastic box: 1pc

P. 31
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e Engraving Tools

el

99616-3/8.08W NC10 KIT NOMT080201W-NC10

99616-10.08W-60 NC40 KIT Q/ N9MT080201W60-NC40
1 x 10mm holder
99616-10.08W NC40 KIT Q/ N9MT080201W-NC40 + 2 inserts P. 4
90° + 1 key
99616-10.08W NC10 KIT ‘o NO9MT080201W-NC10
2
99616-3/8.08W-60 NC40 KIT ~ 60° Q/ N9MT080201W60-NC40
1 x 3/8” holder
99616-3/8.08W NC40 KIT Q/ N9MT080201W-NC40 + 2 inserts P. 4
90° - + 1 key
©

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

S S P N ™

o 1 x 5/8” holder
99616-13V-5/8.12 2071 KIT 60 @, VOMT12T3CT-NC2071 + 3inserts + 1 key

1 x 1/4” holder

99616-06-1/4.05 2071 KIT NOMTOSTACT-NC2071 1§ ird noder,
&

99616-3/8.08 NC40 KIT ﬁ NOMT080208CT-NC40

1 x 3/8” holder P9

+ 6 inserts + 1 key :
99616-3/8.08 NC10 KIT ) nowvToso204cT-NC10
99616-14-1/2.11 NC40 KIT A NOMT11T3CT-NC40 P. 10
09616-14-1/2.11 NC1OKIT ~ 90° n NOMT11T3CT-NC10 12 :rfie:‘tg'fe{ o P10
99616-14-1/2.11 NC60 KIT ' NemT1T3CT-NCE0 P. 10
99616-14-5/8.11 NC40 KIT A NOMT11T3CT-NC40 P. 10
99616-14-5/8.11 NC10 KIT B nouTitTCT-NC10 e | R 8
09616-14-5/8.11 NC60 KIT [ NoMT11T3CT-NC60 P. 10
99616-22-3/4.17 2071 KIT ~ 90° @ NOMT1704CT-NC2071 LY WEROIder, Pt
99616-3/4-100.11 NCA0 KIT ~ 100°
09616-3/4-120.11 NCAO KIT ~ 120° NOMT11T3CT2T-H-NC4g | X 3/4” holder P. 13

: o + 6 inserts + 1 key .

99616-3/4-142.11 NCAOKIT ~ 142°

7 s |3 e | SRS, | e




Engraving Tools

Angle

> — |
m 99619-V045

<o—— )

99619-V060

99616-10...SW
O ———i
99616-06-6

NC Spot Drill
99616-14...P60

<,

99616-09V

99616-13V

P i
99619-V082-3/8
|
99619-V082-5/8

O ——
99616-06-6

L= —

99616-3/8

Ql b=

99616-10-M6

O

99616-14...

Q =

99616-14-M8

o

99616-22

w
Insert D B
nsers min. max. >
«Q
P 045 21
(0.018") (0.083") O
V04506 T1W
O 045 27
) 0108 O
vosoogTtw  (0-018") (0.106)
025 1.1
oo © 4 . N
VoBoo6T1wo3 (00107 (0.043)
0.25 1.1 o
(0.010”) (0.043")

NO9MT080201W-60

0.25 20 o
(0.010") (0.079”)
NOMT080201W
1 6
M (0.039") (0.236") @

NOMTOS5T1

Buusjweyn

Buinoolin)

Buinesbug

Bunua

Page

*Open circle = suitable application, Filled circle = preferred application.

2 62 o
Q  oom) o2
NOMT11T3P60

1 9 ~
(0.039")  (0.354")
VOMT0802

2 13
(0.079") (0.512") @
VOMT12T3

2 9
(0.079) (0.354") @
V0820802

2 14
@ (0.079") (0.551") @
V08212T3

® 1 6
(0.039") (0.236") @

NOMTO5T1
2 10
(0.079") (0.3947) @
NOMT0802
S 10 PY
1/4-20UNC (g 3457)
WSP
3 14
(0.118") (0.551") @
NOMT11T3
e/ 516-18UNC 13
3/8-16 UNC (0.512”) ([ ]
WSP

3 22
(0.118") (0.866") @

NOMT1704

~
]
|

4 25
(0.157”) (0.984") L

99616-25-CT28

NO9MT2204

10

11

12



NC Spot Drill

—®

99616-3/4
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16-3/4
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99616-3/4

=

99619-V142

Corner Rounding

¢
i

99616-14...RC

99616-22...R

Center Drilling

e )

99616-IC

b ¢ 2 9 19
[e] [ o Q =

: = N - =
Inserts  in.  max. 5 3 £ £ &8 Page

@ =, «Q =}
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4 16
(0.157") (0630 ® @ 13
NOMT11T3CT2T-H

4 17
©0.157") (0.669") ® @ 13
NOMT11T3CT2T-H

4 185
©0.157") (0.728") ® @ 13
NOMT11T3CT2T-H

2 32
A 0079) (1260 e o 14
V1421604

R1.0 R 3.0
(R1/64") (R1/8") . 15

NIOMT11T3RC (2 cutting edges)

R40 R6.0
(R1/4”) (R3/16”) g o

N9MT1704RC (2 cutting edges)

¥

@
DIN332 Form R

1 10 ® 21

¥

DIN332 Form A+B

5/64"  3/8 { 21

¥

ANSI 60°

=



s g Various Applications of NC Spot Drill

\ NC Spot Drill with patented indexable carbide insert.
@ @ @ High Efficiency! Low Cost! Long tool life! Position accuracy!
* One tool will perform multiple applications.
« Suitable for spotting, chamfering, grooving and engraving.

*45°/60°/82°/90°/100°/120° / 142° angle for different applications.
* Increased cutting speed with coated carbide inserts.

Turning Center Machining Center CNC Lathes

Grooving

Helical groove milling
Engraving

Spot drilling

Chamfer turning
Face groove milling

Internal turning

Spot drilling on
end surface

I om@oowm>

A External and
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@ Internal chamfering internal chamfering
. Face grooving B Grooving
A Engravm‘g C Profll.e chamfering C Spotting
- B Chamfering D Spotting B Facing
A New Driling Concept !
« 0.5xD of spotting. * Drill Benefits:
Many drill manufacturers and suppliers state that * Higher feed rate. o _
their drills start drilling on the solid material. You can Why? Because the drill is guided at the strongest part of cutting edge.
look forward to the following benefits when using * Better center position. _ _
the NC Spot Dirill to drill a spot that is half of the Why? Because the spotting is done by a single cutting edge
drilling diameter. which is out of center, and similar to boring operation.
* Increased tool life.
—~— Without Spotting 0.5xD Spotting Larger Spotting
f@ Drill has less position accuracy Best result! Longer spotting time!
= and diameter tolerance. Higher speed and feed rate. Guided at the weakest
Better position accuracy and diameter corner of drill.
tolerance. Shorter tool life.
//——90° >
205D L)
oD oD

X

m Application Example | | [
« Available shank diameter- — | |
P

-—— |
@5, @6, 310, @12, @16, @20mm, il » @
e e z re

@25mm, @1/4”, @3/8”, @1/2”,25/8”, "f"—“"‘:'*?_f;:-\aﬂ{& =
@3/4”, 1" —

* Spotting, Groovin_g,‘Engraving

—
?and.66°,Eng Telmree il on Machining Center:
e

* Inserts perform multiple operations.
Each insert has two or
four cutting edges.




1 145° Spotting +
W Spotting for Taps @
o N - > l Shank Shan|!<
E L AL? i e

K 1 e o \
O Inserts >> 1 process provndes 2 applications

Ancient History
Features: | Ancient History | Centay,

e Reduces process to one operation. Shortens cycle time.

e Use to spot prior to drilling with high performance drills for
higher accuracy of hole position.

e Utilizes standard NC Spot Drill holders --

_ _ ; 142° 90°
99616-10 & 99616-14 series holders. Spot Drilling Chamfering

o
€
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for Taps

\_
NC2033: « K20F grade, TiAIN coated, fully ground cutting edge
and relief angle.
« Universal grade for steel and cast iron.
» Each insert has 2 cutting edges.
NOMT11T3
I N e I S A
3.30 4.20 0.93 2.83
NOMT0802M04C-NC2033 0430 (0165 (0037 0411
. 4.20 5.25 1.14 8 2.52
NOMT0802MO5C-NC2033  K20F  TIAIN o M5 0465)  (0207) (0045 (0315)  (0.009")
5.00 6.30 1.39 224
NOMT0802MO6C-NC2033 D M6 0407 (0348 (00559 (0.088")
D2 6.80 8.40 1.81 4.1
NOMT11T3M08C-NC2033 S I M8 02660 (03317  ©OT1) 13 0.162°)
NOMT11T3M10C-NC2033 | "Dm_" M10 850 1050 228  (0512) - 3.53
J (0.335")  (0.413")  (0.090") (0.139")
Tmax
5.08 6.70 1.55 4.70
NOMT11T3UNC25-NC2033 I 1/4 0200 (09647  (0.061") (0.185")
NOMT11T3UNC31-NC2033 ~ K20F  TIAIN 5/16 v | oy | ans | omie | o
7.94 10.00 2.22 3.72
NOMT11T3UNC38-NC2033 3/8 0312) (0304  (0.087) (0.146")

O Holder >>

Features: @10 (0.394")
23/8”

« Indexable insert spotting drill holder.
* Holders and inserts are interchangeable.

Applications:
potin, groo -  Dlm———
« Spotting, grooving and chamfering. ‘ |
L
@112, @5/8"
99616-10 , ye————
oo P—
( ) NoMTOB02  Ma~ms  889%03  FNS-30055 FNK-TB , B
(3.5" £ 0.012") 2.0Nm ]
99616-3/8 38"
99616-14-1/2  1/2° ~ I
R = e PUICR | p— F ‘> 3 3
NOMTHT3 e e D en NK-T15
99616-14-5/8  5/8" (3839"£00247) = | L




Indexable Engraving Tool 45°,60°

Shank| [Shank
: & 8 @ @
(0.158" ) (0.236")

NC2071/NC2032/NC2035 NC9031
O Inserts >>
Feature: Re=0.2 Re=0.2
(o 008”) (0.008")
NC2071: « TiN coated. Good for low carbon steel, stainless steel, 5°

8
-
o)
=
>
©
S
o)
c
L

non-ferrous metal, and any kind of steel > HRC30°.
« Strong edge on chip groove best suited for min. DOC .008" (Tmin = 0.2 mm)
NC9031: « TiN coated. Good for low carbon steel, stainless steel, non-ferrous metal,

soft material and plastic, and any kind of steel < HRC30°.
« Fully positive ground rake angle, very sharp edge apply for thin engraving.

Re=0.1 (o 004”)

NC2032: « TiAIN coated. Good for medium and high carbon steel, Wmax
high alloy steel, cast iron, and any kind of steel 30°< HRC < 48°.
NC2035: « TiAIN coated. Good for all kinds of hardened steel, chilled cast iron, pm":‘
and any kind of steel 45°< HRC < 56°. V06006TIW03- o ¢Wmm
V06006 T1W03-NC2032: « TiAIN coated. Good for steel < 30° HRC and cast iron. NC2032

| Dimensions |
I e

V04506 T1W06-NC2071 (0002%.)
. . 6.35 2.0 0.2 0.65 2.1 2.0
R ‘> K0F  TAIN (0.250" (0.079" (0.008") (0.026")  (0.083") (0.079")
V04506 T1WO06-NC9031 TN (000‘}%.)
. .
VO6006T1W06-NC2071 TiN (0%2%.)
. / 0.65
V06006T1W06-NC2032 TIAIN g 6.35 20 . . 20
V06006TIW06-NC2035  89°  Kk20F  TiAIN (Ol | (AR | (OHROE) (0‘_)02%,,) ke | (o)
VO6006T1W06-NC9031 TiN (0%‘}%..)
_ . 6.35 2.0 0.1 0.25 1.1 08
@D V06006T1W03-NC2032 Ul (0.250") (0.079") (0.004) (0.0107)  (0.043") (0.030")

Other sizes also available upon request

O Holder >>
* Tool steel shank holders.
@4mm holder is designed and used on Engarving Machine.

&
e e T e
|

4
P 99619-V060-04 (T (1381 (0492 NS-22044 |
m

T’ NK-T7

+ Carbide shank holders designed for shrink-fit holder, engraving
machines, high speed cutting.
+ XL (100mm length) is only for Al, Al-alloy cutting.

@6 (0.236")
mm— Sarew/ Key >

g6| @4 (0.158")

L,

99619-V045-06 6 40 -

99619-vos0-06  (0-236")  (1.575")

99619-V045-06L 60 (2.462")
NS-22044

99619-V045-06XL (0-236 ") 100 (3.937") 1.0Nm

99619-V060-06L 6 60 (2.462") F NK.T7

99619-V060-06XL (0.236") 100 (3.937")

Other sizes also available upon request.



a9 Engraving Tool 60°, 90° SW
Ancient

O Inserts >> History

Features:

* 90° indexable engraving insert with 4 cutting edges.
* No resharpening required.

* For marking all types of work pieces.

NOMTO080201\W-NC10:
» Submicron carbide insert, TiAIN coated,

for Al, Al-alloy, hardened steel 40-50°, stainless steel. 5
NOMT080201W-NC40: §_
» Submicron carbide insert, TiN coated, Re=0.1 Re=0.1 Re=0.1 n
for all unhardened steel and cast iron, general purpose. / (0.004) / (0.004) ¥ (0.004) (ZJ
NOMT080201W-60-NC40: O . o
» Submicron carbide insert, TiN coated, *,/ ~t,.,/'(

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

e — T

NOMT080201W-60-NC40 0° K20F TiN

NC10 NC40 60°-NC40

s (0. 043") (0. 031")
; . . ‘QQ 8 238 01 20 0.9
Al b vt N o7 7 (0315 (0.094") (0.004") (0.079") (0.035")
. . 20 0.9
NOMTO80201W-NC10 90°  K20F  TIAIN oone | e
@10 (0.394")
O Holder >> @3/8”
| PasNo. | o | L | soew | key | )
el (©. 394") @. 543") 0055
2.0 Nm F NK-T8 0‘(><©>@ - I
99616-3/8 38" e =

(3.543") =




a7, @) NC Spot Drill - N9MT11T3P60 | 60° |

Shank| | Shank
@1/2” @5/8”

A Inserts >>

Feature: _Re=0.8(0.031")
* Fully ground spotting insert, for 60 degree spotting and engraving.

NC40: « P35 grade, TiN coated
+ Each insert has 2 cutting edges. P60-NC40

L | s [ Re |
60° ¢
NOMT11T3P60-NC40 P35 TN @ 1 3.97 08 6.2 4
D ¢ (0.433") (0.156") (0.031") (0.244") 0.157")
& s

=
(a]
whd
o
Q.
(7]
O
Z

Tmax.

O Holder >>

Features:

» 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. 25/8"

« For carbon steel, alloy steel and cast iron, general purpose. _

99616-14-1/2 1720 4 . @> _ _ |
B Q
NS-35080 F NK.T15 < -

2.5Nm
99616-14-5/8 5/8" 4"

Max. @ 6.2




ﬁm_g NC Spot Drill - VoMT0802 / voMT12T3 [T ER

Shank Shan
60 @5/8”
(0. 315

g Inserts >>
Feature:
» 60 degree indexable spotting insert, Dmax 0.512”.

« Special geometry with supporting edges for use in high speed machining.
 Excellent tool for grooving and saving machining time!

p _—Re=0.4 (0.016")

NC2071
_.—Re=0.8 (0.031")

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

. Re=0.8 (0.031”)
NC9076: « High positive geometry and sharpen edge.

* DLC coating performs very well for AL, AL-alloy, copper, brass and bronze.
« Excellent performance on non-ferrous metal

» Each insert has 2 cutting edges. NC9076 C
Tmax
mmm-_nmm-

238 ¢
G VoMT0802CT-NC2071 K20 ) (©. 315 ) (0.094%) (0. 016 ) (. 354 ) (. 287 ) ﬁ: Trmax.
e
VOMT12T3CT-NC2071  K20F  TiN % ?
S

E
a
©
Q.
7
<
Z

127 3.97 0.8 13 10.3
(0.5") (0.156") (0.031") (0.512") (0.405")
VOMT12T3CT-NC9076  K20F  DLC

O Holder >>

B e
Feature:

» 60° degree spotting drill with indexable insert.
* A single cutting edge creates higher precision and position when spotting.

o
%

Applications: - Spotting, engraving, grooving and chamfering
on milling machines, machining centers. _ @5/8"
+ Spotting, facing on CNC Lathes.

60 NS-25045
& 99616-09V s | @ese NS-29 F NK-T7

Max @13

2.5Nm

99616-13V-5/8 5/8" 4" XSS35080 F NK-T15
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a1, ) NCspot Drill - v0820802 / vos21273 [IEZHR

Shank| |Shank
AN E @3/8" | | @5/8" _Re=0.031"

O Inserts >>

Feature: - 82 degree indexable spotting insert.
» Match the geometry of Amercian standard flat head screw hole.
» Special geometry with supporting edges for use in high speed machining.

NC2071

NC2071: < K20F grade, TiN coated, high positive ground cutting edge and relief angle. ~—Re=0.031"
+ Universal grade for carbon steel, alloy steel and cast iron.
* Each insert has 2 cutting edges.

NC9076: -+ High positive geometry and sharp edge.
» DLC coated, super good for Al, Al-alloy, copper, brass and bronze. NC9076
* Produces excellent surface finish on non-ferrous metal.
« Each insert has 2 cutting edges.

I e e e == E Y

V0820802-NC2071  K20F Dmax
8 238 04 9 48 A‘

. ol Lo | s |
V0820802-NC9076 K20F DLC S (oY) ()| O (e | () \\@

.léL 127 397 0.8 14 75

(0.5")  0.156") (0.031") (0.551") (0.295")

V08212T3-NC2071 K20F TiN

V08212T3-NC9076 ~ K20F DLC

@3/8”
O Holder >>

Features: - 82 degree spotting drill with indexable insert.
+ Special cutting edge design gives higher precision
and position when spotting

Max.
20.354”

i@@%fwwms

Applications: - Spotting, engraving, grooving and chamfering
on milling machines, machining centers.
+ Spotting, facing on CNC Lathes.

99619-V082-3/8 V0820802 g a5 FHS3005 P rs

25/8”

Max &0.551”

@51,

99619-V082-5/8 V0821273 5/8" 4" '2"2 ﬁi(])so F NK-T15 L




a7, @) NCspot Drill - N9MTO5T1 | 90" |

Wine Sporting
’ Shank
@ Pa ;GH _.—Re=0.4(0.016")
O Inserts >> @

Features: Mini spotting drill with indexable insert, low cutting power required. NC2071
Especially good for Swiss type automatic lathes and CNC lathes.

Shank

@5 @1/4”

Shank

__Re=0.4(0.016")

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.

NC9076

NC9076: -« High positive geometry and sharp edge.
* DLC coated, super good for Al, Al-alloy, copper, brass and bronze.
* Produces an excellent surface finish on non-ferrous metal.
» Each insert has 2 cutting edges.

iz e |
I e e e e . o
Re

NOMTO5T1CT-NC2071 K20F  TiN T
5 18 0.4 6 2.8 max.
0 (0.197") (0.071") (0.016") (0.236") (0.110") T
NOMTO5T1CT-NC9076 K20F  DLC s

E
a
©
Q.
7
<
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B Holder >>

Features: - Smallest indexable spotting drill holder.
* Spotting produces better hole positioning and geometrically
uniform holes.

Applications: - Spotting, engraving, and chamfering @5 (0.236")

on milling machines, machining centers. 6 (0.197")
o1/4"

* Spotting, facing on CNC Lathes.

| partsio | oa | L | bt | seew | ke |
6

[l R

et | 1 b BT

99616-06-1/4 1/4"

99616-06-6 (0.236") 8 L1 ¢
T F 8‘ Jﬁ/ 3 I
5 35 10 NS-20036 ] i 35| 6 I <
P (0.197") (1378") (0.394")  08Nm NK-T6 218 7 s
s
|
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27,8 NC Spot Drill - NOMT0802
SN e

A Inserts >>
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.
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.

NC40: » General purpose, universal grade for all unhardened steel and cast iron.
» Each insert has 4 cutting edges.
* Refer to page 33 for actual insert profile for slotting.

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.

_«—Re=0.8 (0.031")

H-NC40

_ Re=0.8 (0.031")

H-NC9076
Re=0.4 (0.016")

§Re=o.8 (0.031")

NC40
__Re=0.4(0.016")

©

NC10

| Dimensions |
BTSN NS -

NOMTO0802CT2T-H-NC40 K20F

831 238 :
NOMTO0802CT2T-H-NC9076  K20F DI..C (0.327") (0.094") (0. 031..) " is ﬁ
NOMTO080208CT-NC40 K20F TN ‘ E (0394") (0477

NOMTO080204CT-NC40 K20F TN 0 831 238 04

N9MT080204CT-NC10 K20F TiAIN (0.3277) 238  (0.016"

O Holder >>

Features: - Indexable spotting drill holder.
« Single cutting edge design gives higher precision
when spotting.

Applications: - Spotting, engraving, grooving and chamfering

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

@10 (0.394")
@3/8"

|

ad

99616-10 . 39 MG 543..) 2 J
) 90 NS-30055 I
99616-3/8 3/8 (3.543") SO Tb NK-T8 2
25
99616-10-M6 M6 (0.984")

'_
— -

Note: < Nine9 extension bar for M6 screw fit holder, see page 25.



217, 8 NC Spot Drill - NOMT11T3 | 90" |

/Re=0.8
90 m ;' P* S1r21aqlbg Shank Scl:__r_?w » (0.031")
P 3 12,016, a1/2" |
N v 'f. 320 @5/8" M8
O Inserts >> H-NC40
Re 0.8

H-NC40:  « Best choice for spotting application. (0 031"
» 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
H-NC9076: « High positive geometry and sharp edge same as grade H-NC40. '(f)eogﬁ)
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. / (a]
. . NC40 ]
NC40: » General purpose, universal grade for all unhardened steel and cast iron. J.)'
« Each insert has 4 cutting edges. o RE=0.3 pge
» Refer to page 33 for actual insert profile for slotting. (0.012°) Z
NC10: * High positive angle and fully ground cutting edge and relief angle.
« Universal grade for Al, Al-alloy, non-ferrous metal and stainless steel. NC10
 Each insert has 4 cutting edges. . Re=0.8
0.031"
NC60: » Cermet insert, fully ground cutting and relief angle, ( )
for hardened steel up to HRC55 .
» Each insert has 4 cutting edges..
NC60
| reene oo [comng] R omec | e |
NOMT11T3CT2T-H-NC40 K20F TiN Dmax.
NOMT11T3CT2T-H-NC9076 ~ K20F DLC (0. 031 ) \/ ¢
: Tmax.
NOMT11T3CT-NC40 P35 TiN 11 3.97 14 7 ”‘f
NOMT11T3CT-NC10 K10F  TiAIN 0 s (s () © %‘132..) (0.551%) (0276")
0.8
NOMT11T3CT-NC60 CERMET (0.0317)

O Holder >>

Features: - Indexable insert spotting drill holder.
» The most wide range application of spotting drill for
milling and turning operation.
* Holders and inserts are interchangeable.

Applications: - Spotting, engraving, grooving and chamfering
on milling machines, machining centers.
* Spotting, facing, turning on CNC Lathes.

99616-14-150L 150 (5.906") -
99616-14-220L 20 220 (8.661" S

, . NS-35080 3 B -
99616-14-1/2 172 4 DN "’3 NK-T15 @ OI— it s
99616-14-5/8 5/8” 4 ‘ -
99616-14-M8 M8 30 (1.181")

Note: » Nine9 extension bar for M8 screw fit holder, see page 25.



,1;,739 NC Spot Drill - N9MT1704 m
&/dalE

A Inserts >>

Shank
ag1"

_— Re=1.2(0.047")
Feature: - 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. NC2071
* Each insert has 2 cutting edges.
» Universal grade for all unhardened steel and cast iron.

Dmax.
vt oo o R

,ﬁRe

Tmax.
. 4.76 1.2 10.4 T
NOMT1704CT-NC2071 K20F  TiN ‘% . 669.. ) (0.187") (0.047") (0. 866..) (0.409")

NC Spot Drill

O Holder >>

Features: - 90 degree spotting drill with indexable insert.
« Spotting produces better hole positioning and geometrically
uniform holes.

Applications: - Spotting, engraving, grooving and chamfering @3/4"
on milling machines, machining centers.
* Spotting, facing on CNC Lathes.

NS-50125 F \ﬁ 7 o %GXG{
NK-T20
5.5Nm

20.866"

99616-22-3/4 3/4" 4"

Max

99616-22-1 1" 6"




a7, @) NC Spot Drill - N9MT220408 | 90" |

&)

A Inserts >>

Feature: - For spotting diameter up to 1 Inch.

* Fully ground cutting edge and relief angle.
NC40

NC40: » P35, TiN coated.

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

mm—_nm =
! 2083 476 12.2 *Ti

E
a
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8 Holder >>

Features: - Large spotting diameter with indexable insert.
« Spotting produces better hole positioning and geometrically o1
uniform holes.

Applications: - Spotting, and chamfering on milling machine,
machining centers.

7

Max. 20.984”

e

I I T T T

99616-1-CT28 " 472 NS-40100 F NK-T15

3.8Nm




., ) NC Spot Drill - N9MT11T3
T

® 100 degree ® 120 degree ® 142 degree

T

.)( Tmax.
2 %
8 8 N

— © o o
= g A 5 A A 3 9
a ;| & s CENHIEC) ravaei CNE ZaN/i
- =
(o] L L L
Q I
(7))
(&) ® For aircraft 100° normal rivet hole ® For spotting before drilling by 118° ® For spotting before drilling by
=z and screw hole. point angle drill. 135~140° point angle high

® 60° chamfering. performance drilling.

— 1{""_ JE——

a Inserts >> 2 edge Insert __ Re=0.8(0.031")
Must load correctly

Feature: - Special geometry with supporting edges to reduce the vibration
in high speed machining.

H-NC40:  + K20F grade, TiN coated. H-NC40

» General purpose for all kinds of steel and cast iron.

. : . Re=0.8(0.031")
» 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.

Re
NOMT11T3CT2T-H-NC40 K20F TN \\/ ¢
! % 1111 397 08 Tmax

0.437") (0.156") (0.031"
NOMT11T3CT2T-H-NC9076 ~ K20F DLC S ( ) ) ) T

H-NC9076

B Holders -100°7/120°/142° >>

Features: - Indexable insert spotting drill holders for 100°/120°/142° spotting.
* Reduces spotting time. Increases tool life and position

accuracy of the next drilling operation. a3/4"
| PartsNo. | Angle | od | L | Scw | Key | Dmax | Tmax [ 0T
A s,
5 16 6.3
99616-3/4-100 100 - ? amm | aee
5 " " 17 4.76
99616-3/4-120 120 3/ 4" \S-35080 NK-T15  (0.669")  (0.187")
2.5Nm
99616-3/4-142  142° ez 3.16

(0.728")  (0.124")



a1, 8 NCSpot Drill - V14208 / V14216

Shank| |Shank
@ @@ o058 | o1

O Inserts >> _.— Re=0.8 (0.031")

Feature: wi-tb

* For spotting before drilling by 135° - 140° point angle high performance drill. V1420803-NC2071
* 142 degree indexable spotting drills. Maximum diameter up to 1.26”.

T
N
<7

_ Re=1.2(0.047")

NC2071: « K20F grade, TiN coated, high positive geometry, - ®
fully ground cutting edge and relief angle. =
« Each insert has 2 cutting edges. V1421604-NC2071

+ Universal grade for all unhardened steel and cast iron.

e o ] L)
a 8 16 2.8

2.38 0.8 .
E (0.315") (0.094") (0.031") (0.630") (0.110")

NC Spot Drill

V1420803-NC2071 K20F TiN 3
==
s 14 4.76 1.2 32 5.5

R K20F TN (0.551") (0.187") (0.047") (1.260") (0.217")

@5/8"

O Holder >>

Feature:

« Using spotting first may increase higher speed and feed (@»} N % -8
rate of the after drills. L | *

+ Save total machining time!

* Extend your drill life with 142 degree spotting. Reduce your drilling costs! a1"

« Higher accuracy of positioning and diameter tolerance!

99619-V142-5/8 V1420803-NC2071 5/8" 4" 'NS-30072 F NK-T9

Max @1.260
|
|
2d

99619-V142-1.000 V1421604-NC2071 1" 4.75" ' NS-50125 F NK-T20 L \

——

g Single Set >>

Total .

99619-V142-1-02S 4.75” ~-_;Q:) V1421604-NC2071 1.260” 0.217”




A g Corner Rounding Cutter ( 2 cutting edges )

N Shank| |Shank
|| @1/2 05/8”

A Inserts >>

Features: 21st Ancient

* Higher cutting speed and feed rate. Century History

« Various corner radius inserts can fit on same holder. -

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

« Carbide insert provides for long tool life.

NOMT11T3RCXX-NC40:
» Submicron carbide insert, K20F, TiN coated,
universal design for all kinds of materials.

* Inserts are CNC ground for precision radius location. X
« Each insert has two cutting edges.

I Y e A e
radius®] x| vy _| 7z | _“

E
a
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NERTTTERGITINEET (021658") (©. 059") (0. 098") (01 13];") (031952")
NOMT11T3RCI5-NC40  K20F  TiN 15 (0?1%‘3..) (0})‘559-.) (0.13% &) (01.1'33;") (0?1%2‘")
I <20F TN 20 (0:.3‘i3158") (0.2)'559") (0.31'3?8") (01.11';;") (0?1'%2")
e 20F TN 2 (04.11%57") (0.3559") (0.1457") (01.1,':;;") (0?1'%2")
I <20F TN &0 (04.11';57") (0.2)';'5") (0.1;13") - (01.1,'32;") (0?1'%2")
NOMT11T3RC1/64-NCA0  K20F  TiN 1/64  0.086" 0059 0.0747" . s 0437 0.156"
NOMT11T3RC1/32-NC40  K20F  TiN 132 001"  0.059"  0.090" 0437 0.156"
NOMT11T3RC116-NCA0  K20F  TiN 116 0433  0.059"  0.122" 0437 0.156"
NOMT11T3RC3/32-NC40  K20F  TiN 332 0.164" 0.059"  0.153" 0437 0.156"
NOMT11T3RC 1/8-NC40  K20F  TiN 118 0199" 0.055"  0.180" 0437 0.156"

B Holders >>

Features:

* For corner rounding using NC Spot Drill shank. 12", B5/8"

» Good for small work pieces.
» Same insert can also be used to produce a
45 degree edge chamfer.

Corner radius
| parsNo. [ od | L | scew | Key | it
99616-14-1/2 172 4’ NS-35080 @> / B @

’ ? NK-T15

3d

2.5Nm

99616-14-5/8 5/8” 4’




Are g Corner Rounding Cutter ( 2 cutting edges)

Shank| |Shank
|| @34 || o1

O Inserts >>

Features:

* Higher cutting speed and feed rate.

« Various corner radius inserts can fit on same holder.

« Combination corner rounding and 45° chamfering Ancient

application on same insert. History
« Carbide insert provides for long tool life.

NIMT1704RCXX-NC2071:

+ Submicron carbide insert, K20F, TiN coated,
universal design for all kinds of materials.

* Inserts are CNC ground for precision radius location.

 Each insert has two cutting edges.

Corner
mmm.._..—_..

6.15 2
(0.242") (0.079") (0. 236")

) 7.10 2 7
NOMT1704RC50-NC2071 K20F TiN 5.0 (0.280") (0.079") (0.276") @ % 17 4.76
¢
S

8.10 2 8 :

E
a
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NOMT1704RC40-NC2071 K20F 4.0

N9MT1704RC60-NC2071 K20F TiN 6.0 (0.319") (0.079") (0.315") 17 4.76
N9MT1704RC3/16-NC2071 K20F TiN 3/16 0.270" 0.078” 0.268" 0.669” 0.187”
N9MT1704RC1/4-NC2071 K20F TiN 1/4 0.333” 0.078” 0.330” 0.669” 0.187”
B Holders >>
Features:
* For corner rounding using NC Spot Drill shank.
a3/4", 1"

* Good for small work pieces, which need large corner rounding.
« 45 degree chamfering is available by using straight position
of cutting edge.

mn-m— Corner radius

99616-22-3/4 3/4 ) f,i%,,,,g
NS-50125 F e ‘
6"

5.5Nm
99616-22-1 1"

-

* Other sizes also available upon request.



. @) Engraving Tool Depth / Width Chart
Minaz. Instructions and Cutting Data TECH.

* Based on cutting parameters we recommend starting in/rev at low recommendation if tool chipping occurs.

1 1 — 1 1 1 T — e Reference chart of engraving depth and width
inch Reference chart of engraving depth and width W for V06006 T1W03-NC2032
[
_ 0.12" —3.0lmm 1[u W
8 =§ 0117 99619-V060 * ‘ ‘
a-tve - V06006 T1W03
= oo a=60 (inch) 10/ -NC2032
)] £ : 25 B i
.E 'C_J 0.09” 2 L0 B o e R e R 1
> = = B |
© 99619-V045 : | SN - !
= D 0.08"—20 a=45° _ = .039°F 1
o £ = - Fo
= 5 007 7 Y S ro
w ® 1 2 3 o
2 0.06" —f o) 029F------=---- 1 1 1
c 5 c = 1 I | |
L — S oosf s EEEEEN
0.05 / o 3 EREEERE
R 2 v SRRRRRERAR
/ Lu = 1 1 1 1 1 1
= 0.032" —— 016"~ (A T O A
003 = 1 1 1 1 1 1 1
002" ! I 7 S R R R
B 030 I 009"/ 1 1 1 1 1 1 1 1
VA& g £ =1 | | | 1 | | |
007" oo o . £ 23 A e
25 13|18 § 81513 B g iz pe g S B O A B B e B R B
bbbttt bttt E T T T T
001" 002 003 004 005 006 007 008 inch 0¥ 008212 0167027 241028 34+ (inch)
0.005 0015 0.025 ) (3’.035 0.045" 0.055" 0.065" 0.075 ] . Engraving depth “t’
—— m= Engraving depth “ t

« 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.

» Grade NC2071 insert is not applicable on area " /A ".

B Cutting Data >> 8 Depth of cut recommendations >>

T T R o s o o]~ ol

T 0.0004~0.0020 NC2071 Carbon steel C<0.3%  0.024" 0.016" 0.012" 0.008" 0.008" 0.004" 0.004"  0.004"

0.0002~0.0004 W03-NC2032 .Carbon steel C>0.3%  0.031" 0.024" 0.012" 0.008" 0.004" ~ 0.004"

Steel 30°- 48°'HRC 0.0004~0.0008 NC2032 lLow alloy steel C<0.3% 0.020" 0.016" 0.012" 0.012" 0.008" 0.008" 0.004"  0.004"

46°- 56°HRC 0.0004~0.0008 NC2035 .High alloy steel C>0.3% 0.012" 0.012" 0.008" 0.008" 0.006" 0.006" 0.004"  0.020"

lAIon steel ZHRC40° 0.008" 0.008" 0.006" 0.006" 0.004" 0.004" 0.004"  0.002"

Carbon steel C=0.3% RN B [\ 0.020" 0.016" 0.012" 0.012" 0.008" 0.008" 0.004"  0.002"

Carbon steel C>0.3% 0.0002~0.0006 W03-NC2032 .Cast - 0.040" 0.024" 0.012" 0.004" 0.004" ~ - 0.004"

Low alloy steel C<0.83% 5000~ 0.0002~0.0004 WO03-NC2032 . Non-ferrous metal 0.079" 0.040" 0.008" ~ 0.004"
High alloy steel C>0.3% 20090 0.0002~0.0004 W03-NC2032 8 Depth of cut recommendations for V06006 T1W03-NC2032>>
0.0004~0.0020 NC2071,NC9031 ‘mmmmm-m

Cast iron R SONENE RIsAE = Carbon steel C<0.3%  0.012" 0.008" 0.004" 0.004" 0.002" 0.002"  0.001"

L L e Carbon steel C>0.3% 0.012" 0.008" 0.004" 0.004" 0.002" 0.002" 0.001"

ﬁ‘g’:ﬁ?g:,gbs e 0.0004~0.0030 NC2071,NC9031 Low alloy steel C<0.3% 0.012" 0.004" 0.004" 0.002" 0.002" 0.002" 0.001"

High alloy steel C>0.3% 0.008" 0.004" 0.004" 0.002" 0.002" 0.002" 0.001"

PMMA, POM (Plastic) 0.0004~0.0030 NC9031

Steel <HRc30° 0.008" 0.004" 0.004" 0.002" 0.002" 0.002" 0.001"
Cast Iron 0.012" 0.008" 0.004" 0.004" 0002" 0.002" 0.001"
1. 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 50-70% of the table feed rate. (NC9031)

2, Cutting fluid and cooling condition:
Elmusion is recommended for engraving on steel, stainless steel, Al and Al-alloy.

Please fit

Blown cooled air is recommended for engraving on cast iron and plastic. -\ the insert precisely
while locking! Step 1:
o Attention >> Place the insert in the
1. Setting-up the tool holder: insert pocket.

The engraving tool shank runout should be below 0.02 mm (0.0008").
Shrink fit chucks, hydraulic chucks and high precision spring collet chucks
are recommended.

Pre-balance the tool holder: G6.3/10,000 R.P.M. is recommended.

. . . . Step 2:
2. Clamping the engraving insert: Push insert against the insert Step 3:
Place and hold the insert in the insert pocket against the positioning side. pocket and insert the screw. Tighten the insert screw.

See illustration right:



jﬁﬁ'j:g NC Spot Drill Diameter / Depth Chart and Speed
71E

/ Feed Rate Calculation

14507 | oo a i,,,,J,,,,L,,,,_,,,L,,,,_,,,J,,,,,,,,J,,,,:L ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,
11250 —| 2 ! !

10‘7-;]*:’ 777" Sectional view of Chamfering(for a=90"only) At aetuit et ety ettt ettt it il St S
' 27, a a ST S O bl MR

0_97;]::’2*5’3"’ - N e L 0199’6{6&5&’6{28’T"T"T"”f"(""
098 —taggi-—- T |l 1 i e B e R LER
oo2s — ! o A

0.9"—] S S
0.375"—7223 Mimimum 1 mm(0.04”) ! ; ! ! ! ! ! !
0.85"— ---4-- Other grade NC40/NCGO

IS SO S S L 00-99616:22 /. L L4 L 44
a 90" ‘ ‘ ‘ ‘ ‘ ‘ ‘ ‘ ‘ ‘

fffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff

77777777777777777777777777777777777777777777777777777
a=60°
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,

,,,,,,,,,,,

Diameter of Spotting “d ”

,,,,,,,,,,,

I
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,
i i

“‘ “ ‘ “11‘1‘1 1‘1‘1 1‘11‘ mm
g ottt A 0 R X

0.025" 0.05”0.075" 0.1" 0.125" 0.150" 0.175" 0.2" 0.225" 0.25" 0.275" 0.3" 0.325” 0.35" 0.375" 0.4" 0.425" 0.45" 0.475" 0.5" 0.525" 0.55" inch

—t—  Depth of Spotting “t”

a Use Instructions >>

B ODN -~

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

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

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

. 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.

. The sectional view of spotting will depend on the shape of insert, NC40 and other grade 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.

8 Calculate Spindle Speed >>

1.

Using your “d” value and cutting speed Vc(SFM) from the data sheet (reference page 19), calculate spindle
speed “S”(RPM).
. Feed rate per minute F=f x S=RPMxIPR

inch SEM X 3.82 D= Diameter -inch
S= - b S= Spindle speed -r.p.m.
SFM= Cutting Speed -ft./min.
F=fxS f=inch/rev. =IPR

F=inch/min.

=
(a]
-
o}
Q.
n
(&)
Z




Are NC Spot Drill Cutting Data TECH.

Determine spindle speed and feed rate:
» Choose spotting depth to decide spotting diameter according to the Diameter/Depth chart of page 18.
» The spindle speed should be calculated by the maximum diameter of spotting, chamfering and grooving.

I T s
. Carbon Steel 500~820 0.0020~0.0040  NC40, H-NC40, NC2071
. Alloy Steel 330~660 0.0016~0.0024  NC40, H-NC40, NC2071

— E 210~410 0.0010~0.0024 NC10, NC60, H-NC40, NC2071

E ' Cast Iron 260~500 0.0020~0.0040  NC40, NC10, NC2071

= ) B henoys Metal 500~1050 0.0020~0.0040  NC10, H-NC9076

(% L Ti, Ti-alloy 200~260 0.0012~0.0024  H-NC40

(Z) * For technical construction reasons, the insert is not located on the center of the holder.

* Inserts with supporting edges can increase feed rate 50%. (ex:NC2071, NC9076, H-NC40 type)

Work Material “ IPR (inch/rev.) Grade of Insert

Chamfering

| I |

J/

. Carbon Steel 500~1050 0.0020~0.0040  NC40, H-NC40, NC2071
. Alloy Steel 330~820 0.0016'0.0024  NC40, H-NC40, NC2071
E 210~410 0.0010~0.0024 NC10, NC60, H-NC40, NC2071
' Cast Iron 500~820 0.0020~0.0040 NC40, NC10, NC2071
B Non-Ferrous Metal " "
L ) . (Al copper) 500~1050 0.0020~0.0040  NC10, H-NC9076
[ Ti, Ti-alloy 200~260 0.0012~0.0024  H-NC40
*NC2071, NC9076, H-NC40 type can increase feed rate 20%.
- N Work Material “ IPR (inch/rev.) Grade of Insert
Carbon Steel 500~820 0.0020~0.0040  NC40, H-NC40, NC2071
. Alloy Steel 330~660 0.0016~0.0024  NC40, H-NC40, NC2071
E 210~410 0.0010~0.0024 NC10, NC60, H-NC40, NC2071
' Cast Iron 260~500 0.0020~0.0040  NC40, NC10, NC2071
Non-Ferrous Metal
v, . (Al copper) 500~1050 0.0020~0.0040 NC10, H-NC9076
[ T Tialoy 200~260 0.0012~0.0024  H-NC40

NOMT-W Insert § Engraving Insert

Engraving : Width of engraving=diameter of cutting="d" W For a = 90° insert, d=2xT

Depth of engraving=depth of cutting="T" M For a =60° insert, d=1.73xT
Work Material “ IPR (inch/rev.) Grade of Insert
All Kinds of Steel, 5 -
e ' Unhardened, Cast Iron 66~260 0.0004~0.0008 NC40
' Non-Ferrous Metal 66~310 0.0004~0.0008 NC10
Hardened Steel
' HRC 40-50° 66~260 0.0004~0.0008 NC10
N Attention:The calculated result “d” is only for calculation of spindle speed.
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Corner Rounding Tool Cutting Data

NOMT-RC Insert

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:

Calculate spindle speed

F = Feedrate
f =inch/rev.

d = diameter of the tool for calculation purpose

d=2xX inch
d=2xr inch X =tool radius offset (ref. page 15~16 for RC inserts)
SFM X 3.82 r = tool radius offset
=—gq M SFM = cutting speed ft/min.
F=8Sxf inch. S = Spindle speed

RC Insert J
—

Calculate tool length offest on machining center

NC Spot Drill

Corner Rounding Center of insert

r = tool radius offset

H=Xorr TL = tool length
TL = tool length offset
H = tool radius offset

X =tool radius offset (ref. page 15~16 for RC inserts)

TL=TL-Y, Y =distance to the center of radius. (page 15~16 for RC inserts)

ot !
RC

Recommended cutting speed for different materials:

Corner Rounding RC Insert

I
X N .
Center of hoIderﬂ | Work piece

Workpiece material “ IPR(inch/rev.) Grade of insert

@l caron steel 500~1050
ll Aoy steel 330~820
@ High alloy steel 260~500
L 210~410
. Gray cast iron 500~820
@ Auminum, Al-alioy Si < 12% 500~1050
B A-aloy si>12% 330~1050
8 coorer 600~820
' Brass and bronze 500~80
' Hardened steel <HRC40° 200~260

NO9MT- W SP

O TECH. >> | |

Work Material | SFM | IPR (inchirev.)

150 ~ 300 0.05~0.15
'Carbon Steel 50021050 SFM) (0.0020 ~ 0.0060 IPR )
120 ~ 250 0.05~0.10
.A"Oy Steel (410 ~820 SFM) (0.0020 ~ 0.0040 IPR )
¢ 80 ~ 150 0.04 ~0.08
R (260 ~ 500 SFM) (00015~ 0.0031 IPR)
100 ~ 200 0.05~0.10
lcaSt [l (330 ~660 SFM ) (0.0020 ~ 0.0040 IPR )

0.0020~0.0040 NC2071
0.0020~0.0040 NC2071
0.0016~0.0040 NC2071
0.0020~0.0040 NC2071
0.0020~0.0040 NC2071
0.0020~0.0040 NC2071
0.0020~0.0040 NC2071
0.0020~0.0040 NC2071
0.0020~0.0040 NC2071
0.0016~0.0040 NC2071

NG
Dreq.

P = distance of theoretical intersection
point to tip of insert.

Lreq' = Dreq. x05-P 0.5 = fixed factor for calculation

Lreq. = required drilling depth
Dreq. = required diameter

117 148 176 239 297 1.80 2.30 2.78
(0.046”) (0.058”) (0.069") (0.094”) (0.117") (0.071") (0.091”) (0.109")




2. ) Indexable Center Diril

i-Center indexable center drill (patented)
World’s first indexable center drill

Shortens set up and center drilling time
Increases tool life and reduces tooling costs
Special forms are possible

* High Speed, High Feed Rate
The special ground insert and rigid holder design facilitate high performance speed

and feed rates. For example, drilling alloy steel at 6000 rpm and feed rate
of 24”/min. (.004”/rev.)

* Easy Tool Length Setting
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.

* Excellent Repeatability

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.

e Extended Tool Life

Coolant can be supplied through the center of the holder to increase performance and
extend tool life. Insert geometry, grades and coating process are specifically
engineered for centering applications.

A

* Application gh turning machine.

* High pressure coolant can be supplied

through center directly to tip of
center drill insert.

(-]

i—-Cent

1--UBNIBK. Tool holder 7

Feature: g8

» Made of high alloy steel and hardened.

» Shank is ground to h6 tolerannce. )

* Special holders are available on request.
99616-1C08-10 BC10-1C08 08 10 30 18.5 12 ¥ NS-25060/1.2Nm  F NK-T7
99616-IC12-16  SB16-IC12 12 16 48 30.5 21 § NS-30072/2.0Nm  f NK-T9
99616-1C16-16 SB16-IC16 16 16 48 37 27 § NS-35080/2.5 Nm ™ NK-T15
99616-1C20-20  SB20-IC20 20 20 50 51 32 ¥ NS-50125/5.5Nm [ NK-T20
99616-IC25-25  SB25-IC25 25 25 56 56 43 § NS-50125/5.5Nm  f* NK-T20
99616-1C08-3/8  BC3/8"-ICO8 08 3/8" 30 18.5 12 ¥ NS-25060/1.2Nm T NK-T7
99616-IC12-5/8  SB5/8"-IC12 12 5/8" 48 30.5 21 ENS-30072/20Nm T NK-T9
99616-IC16-5/8 SB5/8"-IC16 16 5/8" 48 37 27 Y NS-35080/2.5Nm T NK-T15
99616-IC20-3/4  SB3/4"-IC20 20 3/4" 50 51 32 TNS-50125/55Nm " NK-T20

99616-1C25-1 SB1"-IC25 25 1" 56 56 43 ¥ NS-50125/55Nm [ NK-T20
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+ NC2033: K20F grade carbide insert and TiAIN coated for carbon
steel, alloy steel, high alloy steel, cast iron and Al, Al-alloy,

Cu, Cu-alloy.
* 2 cutting edges, high performance for center drilling.
Inch sizes: ANSI (BS) #2~10 @ 2 cutting flutes
* DIN332 Form R
CT %0.025
IOMTO8T1R0O100-NC2033 1.0 212 216 414 280 755
IOMTO8TIR0125-NC2033 125 544 265 274 464 350 7.90 08
I9SMTO8T1R0160-NC2033 160 O 3.35 3.45 5.13 450 840 i_(':\'g::er
IOMTOST1R0200-NC2033 2.0 425 445 608 565 9.0
IOMT12T2R0200-NC2033 200 4044 425 445 664 550 1173
IOMT12T2R0250-NC2033 250 O 530 559 81 715 130 12
IOMT12T2R0315-NC2033  3.15 670 721 963 900 14.0
I9MT1603R0400NC2033 400 O™ 850 906 1223 110 194
IOMT1603R0500-NC2033 5.0 106 1145 142 140 194 1
IOMT2004R0630-NC2033  6.30 132 1463 182 180 284
I9MT2004R0800-NC2033 800 “0%2 170 1863 2044 225 283 20
IOMT2506R1000-NC2033  10.00 212 2351 258 280 342 25
d3
* DIN332 Form A+B @ 120°
/d—Z\
CT #0.025 < T >/
IOMTO8T1BO100-NC2033  1.00 212 345 13 221 251 755 =
IOMTOBT1BO125-NC2033 125 4914 265 40 16 275 314  7.90 08
I9MT08T1B0160-NC2033 160 O 335 50 20 346 393 8.4 i_c""';:t‘er
IOMTO8T1B0200-NC2033  2.00 425 63 25 439 498 9.1
IOMT12T2B0200-NC2033  2.00 4044 425 63 25 439 498 1173
IOMT12T2B0250-NC2033  2.50 O 53 80 31 553 628 130 12
IOMT12T2B0315-NC2033  3.15 67 100 39 690 7.85 140
I9MT1603B0400-NC2033 400 "0'® 85 125 50 89 1003 194
I9MT1603B0500-NC2033  5.00 106 160 63 11.15 1268  19.4 10
IOMT2004B0630-NC2033  6.30 132 180 80 1398 1533 284
I9MT2004B0800-NC2033 800 ‘02 170 20 104 17.89 1873 283 20
IOMT2506B1000-NC2033  10.00 212 25 128 225 2357 342 25
@ 120°
« ANSI 60° -2 |
di
CT 0.025
NEE
IOMT12T2A2-NC2033  #2  5/64 198 944 3/16 476 564 198 44 126 |- v
IOMT12T2A3-NC2033  #3  7/64 278 ©° 114 635 7/64 278 59 1385 12 Ry =
IOMT12T2A4-NC2033  #4  1/8 3.18 516 7.94 1/8 318 7.3 1425 :
I9MT1603A5-NC2033 #5316 476 *J'® 7116 1111 316 476 103 200 16 - 4
IOMT2004A6-NC2033  #6  7/32 556 12 1270 7/32 556 11.8 27.75
IOMT2004A7-NC2033  #7  1/4 635 58 1588 1/4 635 146 285 20
IOMT2004A8-NC2033 #3516 7.94 ‘0?2 34 1905 516 7.94 176 290
IOMT2506A10-NC2033  #10  3/8 9.53 098" 2500 3/8 953 229 349 25 o

#10 size only provides for 60 degree form.



1/ g Indexable Center Drill

Attention:

* For d1<4 mm or size #5, the center misalignment must be less than 0.055mm.

« If the CNC lathe turret center’s misalignment is above 0.15mm, please use the
Center Height Adjusting Sleeve. (See page 24.)

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

F=feed(ipr)

IC 08 IC 12 Cutting fluid

@1~1.25mm |@1.6~2 (#2) mm| #2 (.079") | #3(.098") | #4 (124"

o #2~#5

Work piece material

Sample

S=speed

code (Sfm)

Material Group (AISI)

1015 .0008~.0020 .0012~.0024 .0016~.0031 .0024~.0039 .0031~.0047 emulsion
1050 .0008~.0020 .0012~.0020 .0012~.0020 .0024~.0039 .0031~.0047 emulsion
4130 .0004~.0016 .0008~.0020 .0008~.0020 .0016~.0031 .0024~.0039 emulsion

.0004~.0008 .0004~.0016 .0004~.0016 .0008~.0024 .0016~.0031 emulsion

=i
g
g
g -
Boem

* #6~#10

Work piece material

Sample
code

emulsion

---------------- .0004~.0008 .0004~.0012 .0008~.0020 internal > 5 bar

.0004~.0016 .0008~.0024 .0008~.0024 .0016~.0031 .0024~.0039 dry

.0004~.0012 .0004~.0016 .0004~.0016 .0008~.0020 .0008~.0024 emulsion

F=feed(ipr)

S=speed

i Cutting fluid

I IC 25
#7 (.248") #10 (.394")

Material Group

.0031~.0055 .0039~.0063 .0039~.0063 .0047~.0071 .0055~.0079 emulsion
.0031~.0055 .0039~.0063 .0039~.0063 .0047~.0071 .0055~.0079 emulsion
.0024~.0039 .0031~.0047 .0031~.0055 .0039~.0063 .0047~.0079 emulsion

.0016~.0031 .0024~.0039 .0031~.0047 .0039~.0063 .0039~.0063 emulsion

emulsion

.0008~.0024 .0008~.0024 .0016~.0031 .0016~.0031 .0020~.0039 .
internal > 5 bar

D2
Boem

.0024~.0039 .0031~.0047 .0031~.0055 .0039~.0063 .0047~.0071 dry

.0008~.0024 .0016~.0031 .0016~.0031 .0024~.0039 .0024~.0039 emulsion

Insert removal
= Step-1
Loosen the screw Hole in the back

= Step-3




17 #g Adjusting sleeve for i-Center

O Center Height Adjusting Sleeve with coolant hole >>

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.

~Smm 3mm_ 9

40

. *0.15mm
I_’4

-0.15mm

When the inner sleeve is pushed or pulled, the cutting
tool’s center height is adjusted to lower or higher
position.

Ordering Code: 00-99600-320H
Part Number: SB32-IDER20

a3 r?g1 3mm [ERZO coolant slot
e /
ey P
s, ~ine) -~ CEE ==
™
o) E? 8 )
£, E
B 50
32e l 80
ofo '
<A 150 ~ 156
Ordering Code: 00-99600-400H
Part Number: SB40-ID16
coolant slot
Dust protection wiper /
216 mm
cutting tool holder ————
©
i <
1 D —— I
o £ <
fas
322
g had -Ci?l 90
95~101

Tightening screw
4mm Hex key

Two set screws to hold
the inner sleeve.

Application

» Used when the CNC lathes need to adjust the center height.

Adjusting center height
* This sleeve can be clamped by VDI 40, VDI 50 E2 tool

with 4 mm Hex key.
holders, and other types of internal turning tool holders.
+ Center height adjusting range: £0.15 mm (.006"). C

« Total axial movement is 6mm (.236”).

Accessories

N
N



Accessories

Mg Extension Bar For NC Spot-Drill

B DC Slim Chuck >>

45° Engraving Tool (P.3) 60° Engraving Tool (P3) Spotting
90° Engraving (P.8)
e— )}e @ Runout < 5um
Erf—tf fo—f—f—f—f@j a !
g W
L1 <D
L 4D —

Ordering Code  Type of Holder d L L1 oD D1 0 Collet Hexagon Key Back Screw Stop Screw Stop Nut

0-329090-212  ST12-DC6-120 2~6 120 40 12 13 -- DC6 M5 « L95 -- TP-M12
-222  ST16-DC6-150 2~6 150 38 16 13 3° DC6 0-301940-642 M5+L100 OP-M10 -
-232  ST20-DC6-200 2~6 200 70 20 13 3° DC6 M5 « L100 OP-M10 --

-242  ST25-DC6-250 2~6 260 115 25 13 3° DC6 0-301940-643 M5 +«L100 OP-M10 -

0
2
g DC6-E Type DC6 -
m : l T T N
o . Size 2 g A I
8 Ordering Code (mm) D 9.6 N
< L
0-300090-203 3.0 L 36
0-300090-204 4.0
25

0-300090-206 6.0

A Solid Carbide Extension Bar >>
* TiN coated to indentify max OHL.

D

/ Order No. Part No. oD T L M
b 99801-12W BC12-100M06W 12 60 100 M6xP1.0
NC Spot Drill
99616-10-M6 (P.9) 99801-16W BC16-150M08W 16 80 150 M8xP1.25

99616-14-M8 (P.10)



Smallest indexable drill starting at 10mm.
4 cutting edges per insert.
Same insert for outside and inside pockets.

e Introductory kits for easy ordering.

B Kit Package >> Two extra spare screws included.

4 NC2032
AITiN coated L L1
Universal grade for
almost all materials.

<« Contents
* One super drill ™
+ 10 inserts o 188 &
» Two spare insert screws S T —: =< Yy
+ One screw key x ) e

* One plastic case

(packaging subject to change)

Ordering Code D_Drills F Kit Contents
iameter Adjustment . Holder Insert / Screw / Key

99313-10.0-KIT 10.0 30.0 | 49 20 27 | 49 0.25 10.5 | 99313-10.0
99313-10.3-KIT 10.3 30.9 52 20 27 49 0.25 10.8 99313-10.3
99313-10.5-KIT 10.5 31.5 52 20 27 49 0.25 11.0 99313-10.5 NOGX04T002-NC2032
99313-11.0-KIT 11.0 33.0 52 20 27 49 0.20 1.4 99313-11.0 mi::]|.2037
99313-11.5-KIT 11.5 34.5 55 20 27 49 0.20 11.9 99313-11.5 Torque: 0.6Nm
99313-12.0-KIT 12.0 36.0 55 20 27 49 0.15 12.3 99313-12.0
99313-12.5-KIT 12.5 37.5 58 20 27 49 0.15 12.8 99313-12.5

* 3/4” shank available upon request.

B Application & TECH. >>

Regular
Application Surface

Round Work Piece Plunge Concave Angled Cone Work Piece
Offset Drilling Drilling Surfaces Surfaces Offset Drilling
80% 80% 80%~70% 80%~70%

Cross Holes Stack Drilling

80% 80%~70% 80%~60%

Work Piece
Shape

Work Material IPR (inch / rev.)

. Carbon Steel 200~985 0.0010 ~ 0.0030
[| 200~500 0.0010 ~ 0.0020
. Cast Iron 265~400 0.0020 ~ 0.0030
i Hardened Steel 200~330 0.0010 ~ 0.0020

* Adjust speed and feed percentage by applications.
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Features

* Smallest insert in the world for chamfering mill.

* Smallest indexable countersink,
diameter 6 7mm.

* The insert is dual-relief angle, special edge honing
and optimize coating for high cutting speed.

» Optimize the number of teeth on the holder to
achieve higher feed rate.

« For front and back chamfering. Eliminates 2nd
operation or de-burring time.

Applications

* 90° counter sink and 45° chamfering.
« For countersink, circular chamfering,
contour chamfering and face milling.

m Comparison with other manufacturers chamfer tool
with larger insert(Sxxx1204) and Nine9 N9GX04 insert.

Other makers .
. Nine9
with .
: chamfer mills
Large insert

chamfering Tmm Tmm
Feed rate mm/rev 0.1 0.1
Dia. of cutter 32mm 11mm
Teeth of cutter 2 4
V¢ m/min. 200 300
R.P.M 1990 8685
F mm/min 398 3474

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

45° indexable chamfering mill

is designed for chamfering and countersinking
with an indexable insert.

The insert is specifically designed for

use in high speed machining; the multiple flutes
provide for increased feed rate,

optimizing performance and reducing cutting time.

A Cutting Speed x 1000
= Spindle Speed =
7T x Cmin.

Chamfer mill




Mimag) 45° indexable chamfering mill

B Cylindrical Shank Holders >>

Lc3
1 )
L f Lcl
035 ‘J‘_ g 0.5
] == L _
ol sl.E b -
Q| E[E| — — HH s] al x| g
L1 oY
gz L
L
Lc3 Q= L
Lc2

@D
Cmax.
Cmin.

|
I

1=

Cmin | Cmax insert
H--Mﬂﬂﬂlﬁ
2.2

@ o99616-C10 BC10-CO7-60 7 N9GX04T002
NS-18037 /

@ 99616-C20 BC12-C11-100 11 16 12 96 162 59 8 100 25 26 29 50 4 NKT6

€) 099616-C30 BC16-C15-120 15 21 16 14 22 75 115 120 40 35 49 79 4 NoGX060204
NS-22055 /

@ 99616-C40 BC20-C19-130 19 25 20 18 26 95 125 130 50 35 49 79 4 NKT7

© o916C50 BC20-C22-130 22 32 20 - 3 1M 16 130 - 55 7.4 121 4 NIGX090308
NS-30072 /

€) 99616-C52 BC25-C22-180 22 32 25 20 33 11 16 180 80 55 7.1 121 4 NKT9

Features:

« Elliptical necked bar to optimize the tool strength.

* Tool body is made of hot working steel and hardened.

* Front or back hole chamfering in one pass.

* Designed to chamfer for taps M8, M10, M12 & 1/2-13UNC.

-
{[th

= Insert

. Thread Size | Cmin. | Cmax. L1 Le1 | Lec2 | Le3 Screw/ Key

(]

Y

g 99616-C02 M8 10 5.25 80 256 293 393 1.25

i NO9GX04T002

(&) 99616-C04 M10 8.5 10.8 12 645 111 425 54 100 25 251 298 4.13 155 NS-18037
NK-T6

M12

» 99616-C06 12 10.26  13.2 12 788 135 513 64 100 30 251 298 445 1.88



o ¢ ° °
Moo 45° indexable chamfering mill
B Inserts >> Patented
Dual-relief
Features: angle insert

e Thanks to the patented specially ground dual-relief insert and optimized coating,
higher feed rates and cutting speeds can be achieved on chamfering operations.

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

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

NC2032

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 E
steel, Al, Al-alloy, Brass, Bronze and most of the non-ferrous metal.

4.0 1.8 0.2

NC9071

N9GX04T002 o NS-18037 / NK-T6
NC2032 '

N9GX060204 NC9071 L‘{ O ] 6.35 2.38 0.4 NS-22055 / NK-T7

N9GX090308 = =S 9.52 3.18 0.8 NS-30072 / NK-T9

O TECH. of 99616-C02, C04, C06 >>

Work Piece Material Grade Cutting Speed Feed Rate
Material Group Sample Code (AISI) of insert SFM feet / min. inch / tooth

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"

NC9071 100-200-330 0.0004" ~ 0.0020"
Castiron 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"

O TECH. of 99616-C10~99616-C52 >>

Feed Rate inch / tooth

Work piece material

Grade
of insert
Material Group Sam(illeégode

NC9071

Carbon steel C<0.3%

Carbon steel C>0.3% 1050 NC2032
Low alloy steel C<0.3% 4130 NC9071
High alloy steel C<0.3% D2 NC2032

NC9071
Cast iron A48 35B /No 35B  NC2032
Al, and non-ferrous metal 6061 NC9071
Hardened steel<HRC50° H13 NC2032

Cutting Speed
SFM
feet / min.

500-820-1150
660-1050-1310
590-790-860
390-500-660
390-500-590
390-500-590
660-1310-1970

265-300-330

* Do not recommend to use on hand handling machine and hand holding power tool

N9GX04T002

EVe
Chamfering
0.059 inch

0.002"~0.005"
0.002"~0.004"
0.002"~0.004"
0.002"~0.004"
0.002"~0.004"
0.002"~0.004"
0.002"~0.006"
0.002"~0.004"

N9GX060204

Max.
Chamfering
0.098 inch

0.004"~0.010"

0.004"~0.008"
0.004"~0.008"
0.004"~0.006"
0.002"~0.006"
0.004"~0.006"
0.004"~0.010"
0.002"~0.005"

N9GX090308

Max.
Chamfering
0.157 inch

0.004"~0.010"
0.004"~0.010"
0.004"~0.008"
0.004"~0.006"
0.004"~0.008"
0.004"~0.008"
0.004"~0.010"
0.004"~0.006"

E
k)
£
©
<
(&)




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. Driving Hole
Grade balance is G6.3 10000 r.p.m., all sizes are guaranteed.

® 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.

N

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

[¢)]

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

D

. 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)

Boring Tool




Miaay Quick Change High Speed Boring Tools

All Interchangeable !! ;
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Boring Tool U

ﬁj’jj-sg Quick Change High Speed Boring Tools

o Cyelbs fime o Pesiicn Accurasy o ReuEiness o Tue

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
the required diameter. (Step2)

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.
(Step3and 4)

5. Tighten M8 locking screw.

On Milling Machine And Machining Centers
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)

ool Dynamic
2002

99146-xx
Standard balanced grade

both of shank and bar.

(Step 1)
-

To Increase Diameter

(Step 1)

\
7/

(Step 3)

To Reduce Diameter

(Step2)

\\

To Increase Diameter

(Step4)

To Reduce Diameter

Interchangeable boring bar

10000 r.p.m. G6.3

USA Patent » £




%jﬁg Quick Change High Speed Boring Tools

Boring Head Shank .Adjustablle range: +012 /-.0.13 mm.
* Each adjustment division is 0.01 mm.

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

SK40

i
@D

2D

}_2
HSK63 -—-—t -1 CM‘

CAT40

i
@D

-
BT —HHHC ?Jr g
60 L
(] |
o B 4
SB32 gl %7””7 s
i
Part No. @D L
SB32-146-31 45 31.3
BT30-146-51 45 51.3
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 >
c
=
o
M
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A 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 |
of | 70
&\ | L1
:ET:—_——__EB-GT
4 =)
Q
Part No. @D L Part No. @D L1 Insert
€20-1D06 6 52 C06-0500-20L | 4.87~5.12 | 20.00
€20-ID08 8 49 C06-0525-20L | 5.12~537 | 20.00
C20-ID10 10 215 C06-0550-22 | 537-562 | 22.00 | oaT030102-NC30
C20-ID11 1 215 C06-0575-22L | 5.62~587 | 22.00
C20-ID15.5 155 215 C06-0600-24L | 5.87~6.12 | 24.00 | Screw:NS-16030
C06-0625-24L | 612637 | 2400 | &Y NK-T6
C06-0650-26L | 6.37~6.62 | 26.00
C06-0675-26L | 6.62~6.87 | 26.00
36.87~011.12mm

« Solid Carbide Shank « Boring Depth : L1, 4~6xD

ol | 85 o | 110
_— Ce—t 1
T 8 T 8
Part No. @D L1 Insert Part No. @D L1 Insert

C08-0700-28L | 6.87~7.12 28.00
C08-0725-28L | 7.12~7.37 28.00
C08-0750-30L | 7.37~7.62 30.00
C08-0775-30L | 7.62~7.87 30.00
C08-0800-32L | 7.87~8.12 32.00

CCGT040102-NC30
Screw: NS-20036

C10-0900-36L 8.87~9.12 36.00

C10-0925-36L 9.12~9.37 36.00

C10-0950-38L 9.37~9.62 38.00

CCGT060204

C10-0975-38L | 9.62~9.87 | 38.00 | COFTO60204

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 Kcre",:K s
ey: NK-
C08-0850-34L | 8.37~8.62 | 34.00 C10-1050-42L | 10.37~10.62 | 42.00
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 Fig. 2 i L -
L2
| e— n B
Tl — . N g : K
Q
iR ;\ T %1
Q Q
Part No. 2D ad @d1 L1 L2 L Fig. Insert
C11-1200-150L 11.87~12.12 11 1 70 20 150
CCGT060204
C11-1300-150L 12.87~13.12 11 - 70 - 150 1 COFT060204
C11-1400-150L 13.87~14.12 11 - 70 ; 150
C15.5-1500-90L 14.87~15.12 155 14 90 90 180 5 Screw: NS-25045
Key: NK-T7
5 C15.5-1600-180L 15.87~16.12 15.5 15 9 ) 180
lg C15.5-1700-180L 16.87~17.12 15.5 - 100 - 180 CCGT060204
o C15.5-1800-180L 17.87~18.12 155 R 100 ] 180 1 CCFT060204
c
T C15.5-1900-180L 18.87~19.12 155 - 100 ; 180 Screw: NS-25060
m C15.5-2000-180L 19.87~20.12 155 . 100 . 180 Key: NK-T7




;;jﬁﬁg Quick Change High Speed Boring Tools

@5~325mm

« Alloy Steel Shank

« Boring Depth : L1, 2~3xD

o
N
i‘i

42 |

85

L1

A\

A

* H type with internal coolant can be ordered on request from Dia. 10mm.
Ordering example: C20-0800-16LH.

o

Part No. 2D L1 Insert Part No. 2D L1 Insert
C20-0500-10L 4.87~512 | 10.00 | cCGT030102-NC30 C20-1725-42L | 17.12~17.37 | 42.50
C20-0600-12L 587~6.12 | 12.00 | NS-16030, NK-T6 C20-1750-43L | 17.37~17.62 | 43.75
C20-0700-14L 6.87~7.12 | 14.00 | 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 | 12.37~1262 | 31.25 | ~:GT060204 C20-2100-50L | 20.87~21.12 | 50.00 | ~:GT060204
C20-1275-31L | 12.62~12.87 | 31.25 | CCFT060204 C20-2125-50L | 21.12~21.37 | 50.00 | CCFT060204
C20-1300-32L 12.87~13.12 | 32.50 | Screw: NS-25045 C20-2150-50L 21.37~21.62 | 50.00 | Screw: NS-25060
C20-1325-32L | 13.12~13.37 | 32.50 | Key:NK-T7 C20-2175-50L | 21.62~21.87 | 50.00 | K&y: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 | ccGT060204 C20-2475-50L | 24.62~24.87 | 50.00
C20-1650-41L | 16.37~16.62 | 41.25 | CCFT060204 C20-2500-50L | 24.87~25.12 | 50.00 _8
C20-1675-41L | 16.62~16.87 | 41.25 | Screw: NS-25060 C20-2525-50L | 25.12~25.37 | 50.00 ~
C20-1700-42L | 16.87~17.12 | 42.50 | Key:NK-T7 C20-2550-50L | 25.37~25.62 | 50.00 2
g




Miaay Quick Change High Speed Boring Tools
326~339mm
« Alloy Steel Shank ‘ = i | - L1
« Boring Depth : L1, 2~3xD o x| =
%; E ..: . ' 1 ;\7
7 (@26-039mm) -~

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

Part No. @D 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
©20-3400-70L 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
240~350mm
| 42 | 70
« Alloy Steel Shank | P
 Boring Depth : L1, 2~3xD ‘ "i“ D
F Q
I
Q
it
ﬁ
(40~050mm) —
* H type with internal coolant can be ordered on request.
Ordering example: C20-4700-70LH.
Part 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
CCGT060204
C20-4400-70L 43.87-44.12 70.00 CCFT060204
C20-4500-70L 44.87-45.12 70.00
Screw: NS-25060
C20-4600-70L 45.87-46.12 70.00 Key: NK-T7
C20-4700-70L 46.87-47.12 70.00
8 C20-4800-70L 47.87-48.12 70.00
l;) C20-4900-70L 48.87-49.12 70.00
g C20-5000-70L 49.87-50.12 70.00
[e]
m




ﬁm_gg Quick Change High Speed Boring Tools

High Speed boring bar kit

Part No.

Contents

99146-32HB-05SET

SB32-146-01 Weldon Shank

99146-BT30-05SET

BT30H Boring head shank

99146-BT40-05SET

BT40H Boring head shank

99146-BT50-05SET

BT50H Boring head shank

99146-CAT40-05SET

CAT40H Boring head shank

99146-SK40-05SET

SK40H Boring head shank

99146-HSK63A-05SET

HSK63A Boring head shank

Boring head shank: 1pc
Boring bar: any 5 pcs

Key: 3~5 pcs
Plastic box: 1pc

Each package include:

» 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,

@5~B50mm diameter.

» Keys for adjustment and insert screw.

Application example:

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

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

(Insert is not included, please order seperately)
* Note: BT50 boring head shank is packed in
a separate box.

Tool 1

@8x4 holes
h7

No. Part No. Grade of insert Dia. mm Depth r.p.m. F = mm/min. | Machining time
1 99146-08A CCGT040102 NC30 J8H7 8 mm 8000 400 1.2 sec.
2 99146-32A CCGT060202HP NC9031 J32H8 8 mm 2985 209 2.3 sec.
3 99146-35A CCGT060202HP NC9031 J35H7 12 mm 2730 191 3.8 sec.
4 99146-40A CCGT060202HP NC9031 J40H7 15 mm 2400 168 5.4 sec.
5 99146-47A CCGT060202HP NC9031 GATHT 15 mm 2030 142 6.4 sec.

Boring Tool ﬁ




Mia 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.

a

D

HP-NC9031

@

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

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

NC2033

gErg;

DM : PCD brazed tipped insert with a polished and honed cutting edge
for fine surface finished and longer tool life.
Inserts
Inserts NC30 DM NC2033 | NC9031 = D'me';sm“s -
CCGT030102 . 3.5 1.4 0.2
CCGT040102 . < i 4.3 1.8 0.2
2
CCFT060204 . 6.35 2.38 0.4
CCFT060204HP ° & .lil< 6.35 2.38 0.4
CCMWO060204 ° 6.35 2.38 0.4
Cutting Data
« Note: Super fine finishing insert DM with special specified cutting width 0.006inch.(Radius)
Spindle speed and feed rate formulas: (see table below)
inch |
- N | §
RPM= SFM x 3.82 ! §©\
D INE
IPM=RPM x IPR | o] [t
Cutting conditions
Regular cutting NC2033 394 ~ 656 .002 ~
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
8 Brass, Bronze and .
. Al-alloy Si >6% Regular cutting NC9031 .020 492 ~ 984 .002 ~ .004
_8 Al, Al-alloy, Regular cutting NC9031 020 492 ~ 984 002 ~ 004
~ non-ferrous metal Super finished DM 012 1640 ~ 6560 .002 ~ .004
= ~ Hardened Steel
E L _ <HRC 50 Regular cutting NC30 .012 262 ~ 394 .002 ~ .004
O
(a1]
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f TOOL CO. X
Indexable tooling
since 1932
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%
Indexable spot, engraving, ~DL’STR\6

drilling, and boring tools

Solid carbide tooling
Everede Tool Company has been

the exclusive U.S.A. representative Serving the aerospace
since 2002. industry since 1994.

’\ /‘

\/

THREE UNIQUE PRODUCT LINES AVAILABLE FROM EVEREDE TOOL COMPANY



® EVEREDE TOOL COMPAN
5296 Northwest Highway
Chicago, lllinois 60630
Phone: (773) 467-4200

Toll Free: (800) 621-5486
www.everede.net





