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1. BEEMNF1TH—T%

Machine spindle drive key size

2. KNS v IR TH—RetiE

Holder shank drive key size

6. O—FiF%R
Coding system

ICTM#R1E - mamIgAHSKER

ICTM standard - HSK standard for turning mills

As a result of this committee's repeating the verification test by
examination and the examination machine, it arranged based
on the ISO-HSK standard by the contents considered to be the
optimal as an interface for turning mills with ATC, and collected
as a recommendation standard.This standard specified to the
following six items.

5. ##-@

Materials and hardness

3. 7E=hvh
Holder shank's under-cut

Phase

1 BWEMNS17%—Ti%
Machine spindle drive key size
27 KNE YR FAT X —ETiE

I\BRICERTE S Do

Holder shank drive key size

NEF/EDI\SYFZIMA. TedI N TROBEER _EZBiEgTehic
BREINS A TF—ENIVI Vv IRSATHF—BEDRAF =R

The variation in cutting edge height is suppressed, and in order to
aim at the improvement in accuracy at the time of processing, the
gap of the machine principal-axis drive key and a holder shank drive
key slot is set as the minimum.

3 RNE L GT o E=HYb
BRICEEH D

Holder shank’s under-cut

SO UP7ZES T &Te s TtimD SNITTHiRe CONFER/\

In order to increase the rigidity, the size from a principal-axis end to
an cutting edge tip is minimized.

47 R"NE D P ETFALH
TeHICAHRZRD Do

Standards for phase between
shank holder and tool nose

JANRVI DT (A1) WTOJ 50T L CEBRLERELD

Since direction of a bite holder serves as an important element on
programming, a phase is decided.

¥ MEBLVES
HET 2o

Materials and hardness

HEADOEBEHIFESEOMREE LDORITRILI DI BRUTESZ

The time of many tool manufacturer and the tool holder manufacturer
participate in production or sale, of quality maintenance and
efficiency improvement are prepared.

67 a-F(RE) %R

Coding system

eRl TERAMRILY (. ISODREREN—X(CUEER TBRAMRIL
SFEIREDH DY — I I RRERRCTHR—9 2.

The turning holder is given a part number indication based on ISO a
base, and holders for rotary tools is unified by the compatible part
number display for machining centers.

T e X —H BRI R E SN I
BLFEMA—NNRZERDOHET DICTMRIEER L DTA
PHAKRTRET 25 [A—HERIFE] ELTEDEESD,
SRERNERZROCTULRI Do

O—RRRICBVTIE [A—HERIEE | ZBFRE ISR CE D
REHFALTVD,

Machine tool maker individual regulation also corresponds

On the occasion of each machine tool makers prescribe the tool
holder, which has different dimensions and specifications for this
commissionls recommendation standard, ICTM. This
commission publishes it as makerls individual standards
with the responsibility. And, this commission adopts clear
distinguishable systematized cord description for it.
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TH+—PEICDODVTRET Do

ECOTEF. [1S012164-4.2008 HSKY v+
FRRTYAT] (CELD,

BB, AFAECTERIEUHEMERC. ISOREHSK—A
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BIEDICBVAD RS DE—iE%E, 12,3005 —12.4]800sn
EROAERLS 30" "EBLTVET,

5.1 Standards for spindle drive key size

This standard, concerning the drive key size of the machine
principal axis, for the turning mill machine with ATC. (The
other dimensions that are not covered by this standard shall
conform to "ISO12164-4: 2008 HSK Standard shank type T.")
The machine principal axis manufactured by this standard
can also equip HSK-A type which is ISO standard.

Example: For the HSK-T63, the dimension of the higher drive key shall
be changed (12.3 *®°® —12.418025 ) and also chamfering angle
changed (45°— 30°) in order to minimize the clearance between the
drive key and the key way.

[=[0.05]A] r [=[0.0125]A] Le
(mm)
SIZE r _8 os b +0.05 b2 L +8.1 7F
10! 1 6 b1 ( L J ) o 30V Nl
0
32 1.5 6.8 | 6.92 o025 : - @gfyq
chamrerin
40 2 7.8 7.92 .8_025 Le , J
50 25 | 103 1041 0ozs
. 15
63 3 12.3 |12.41 0025 AL
80 4 | 158 1591 00 I (N E\(F A (2] 1 i
5 2 30°
100 5 19.78|19.89 003
125 6 | 24.78 24.89 o0 /
5 25 | BOFORSATHF—
160 8 29.78|29.89 003 View.E = Higher drive key View.F

5.2 FNWE v IRNFATH—BTiERE

AEEIE. BEITEBEAEAINTHEICKWC, hedl T
SRRILYDRSA THF—BNECDODVWTHRET do
2TOMEE. [1S012164-3: 2008 HSKY+
VORRETEYAT] ICEUFT,

HE. AEETREUIREIAMRILY E. SO
HSK—A% A TEEMDHEAE T CHERBETRE CTH Do

fl: HSK—TB3MEE. RSAI+—EF—EDRFIER/IR
([CFBIeHIT. BUVHD RSA T+—BOWPEE, 12542004 —
12,4250 A, ERDAEEZE4E" 30" "EELTLET,

(mm)
SIZE er |rag™® ba b1'884|L139%|L16°3°
32 882 | 1.38 | 893278 | 7.05 N
40 |11 188 | 7.9326% | 805
50 |1388 | 238 |10.425 8°°|1054 oo | 1
63 [17.99 | 288 |12.425 8%°°|1254
80 |2194|388 [1593 8°*|16.04 . -
100 |2737 | 488 |19.91 8°°|2002 | '
125 |[35.37 | 5.88 |24.915 8% |25.02 a5 | o
160 |44.32 | 7.88 |29.915 8% |30.02

5.2 Standards for holder shank drive key size

This standard, concerning the drive key way size of the HSK
shank for the automatic tool exchange type turning mill
machine, which is used for turning processing mainly. (The
other dimensions that are not covered by this standard shall
conform to "ISO12164- :2008 HSK Standard shank type T.")
In addition,the holder which manufactured according to this
standard is able to fit with HSK-A type spindle machine.

Example: For the HSK-T63, the dimension of the deeper drive key
shall be changed(12.54 % 12425 “§%%)and also chamfering
angle changed (45°— 30°)in order to minimize the clearance
between the drive key and the key way.

b1
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View.G
BOFORSITX—B
Deeper drive key slot
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5.3 Standards for holder shank’s under-cut

This standard specifies the size to the form of the arm
interference evasion part for automatic tool exchange of the
HSK shank for turning mills mainly used for lathe processing.

5.4 Standards for phase between shank holder
and tool nose
This standard specifies the phases on the left- and right-hand

cutting tools individually. This standard prescribes both right
and the left separately.

® . (mm)
7/9 —ﬁ‘yhfﬂkhf SIZE | F(max) G (min) H (min) XHT_ﬁf[g\ 75‘/9@73‘5@7\|\U—|\%ﬁ7iﬁb§5§'0
Under-cut part specification . .
32 31 H measurements show the straight part from a flange side.
3 R -
40 39 XS ICE VT ATCY —ADFHICEBRUT IS,
50 49 Be careful of interference of ATC arm when machine design.
n 63 62 4 1

80 79

100 99

125 124 5

160 159 Jv—IVIIF

Notch
>
B F Right-hand EBF Left-hand
¥HSKY v O(CW g DM EABIFEBEFDH P CLN ® H 12 PCLN @ H 12
ISO12164-3:2008THRELTCVET .
P >
% The phase of the tool nose against the HSK Standard
shank is only specified for the right-hand cutting tool in
1SO12164-3:2008.
5.5 MEHIVEE 5.5 Materials and hardness

AR BB T EBEIEGIN TREDTR) LY AREICEA
I MBNUOESICOVTRET D,

FORBVWEB IO ERILIDEIDEWVHEEZEIRT Sic
OIS IERFAELN DM EDES ZZHHMERICRRE T S

It recommends as follows about the quality of the material and
the hardness, which are used for the main part for turning mills
of a HSK holder. In addition, in order to realize the feature and
the higher performance of the production of a better product,
and a holder, each company specified individually the quality of
the materials and the hardness other than a recommendation

CEDEIBEC DD,

standard, and has adopted them.

BEIARAFLS

Holders for rotary tools

JIS G 4105ICHETHSCM415%KT
(& CNEBFEULDMREZR DB D,

SCM415 specified in JIS G 4105, or a
material, which has more than equivalent.

EE52~58HRC
BGEE:0.8~1.0mm
BU. RUBNFZERMEZ T DT = HE,
Hardness :52~58HRC
Depth of case hardening :0.8~1.0

Note: For the screw parts, we recommendnot to
have cementation hardening

IEHITEREKNLS

Holders for turning tools

JIS G 4103IT3HETHSNCM4398551L)
[F.JIS G 4105|TRETHSCMA 155
[F CNEFFEUEDHREZZR DBD,

SNCM439 specified to JIS G 4103, SCN415
specified to JIS G 4105, or a material, which
is more than equivalent.

SNCM439:40HRCEE
SCM4 15 5RFEAN 52~58HRC
BERAE0.8~1.0mm
BU. RIBKFRRIEZ T DT =R,
SNCM439 :over 40HRC
SCM415 :Cementation hardening :52~58HRC

Depth of case hardening 0.8~1.0
Note: For screws, case hardening is not recommended

@
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5.6 Coding system

This standard specifies the coding system for the interface
(shank).This standard specifies the code.

For the coding of holders for turning tools, it is recommended that the
coding system recommended by the ISO standard be used, in principle,
and altered so as to be applicable for holders for turning mills. For holders
for rotary machines, the conventional coding system for holders for use
with machining centers, which has been used by vendors of holders and is
easy to understand, should be used as it is.

Display column for "maker individual standard"

BT ERFVE BERT

Display for rotary tools

475;—{71;—;( RS TZaATNIFVTROBE
Interface size Standard classification Manual clump hole
N(ECSH) i
A32 ., ISO#HE N ornno code *1 Without
e ISO standard H (s2=m) 5
No cod 505
A40 °%® (80 12164-1:2001) Hornocode 2 | with
A50 s #1+-RZaP OS5V ITELOE
— I — e -
z OZKU ﬁ A Sf’?ﬁa,d c';de B NERTRE. WG THE
AB3 ETD
WMEICHUTITIEERA—h By the manual clamp, when
A8O BRI T youliare o ok 1 becomes
An individual code aboutN. ¢
dence schedule . — =
A100 sl el i | %2 YZaT7 oSV INEDDE
o o g chine too 8 HERTXs. RS T e
Al125 With ; hole, it becomes no
mention or unsigned about
A160 H by the manual clamp.

ey

4

shank def

ISOTEZHRENT=
Hollow taper shank® B S
The code for Hollow taper

ined by ISO

 HSK B AG3

1/8—=71—AE Interface

e

- I A -

I8E Tool

%

—

dDTJ';'iE Ltk
D dimension L dimension
Tool hold
i (EEEFBRENNOKRED) | | (xi-EFHEOTE)
Fma | EEISAX Corine b oo odasa || ainty length of the shank)
ace mill arbor
YoROvIRILY 31.75 60
SLA Side lock holder
vTA | ELZF—IC 10 20
Morse taper holder 20 120
dbyhikILS
CTA Collet holder
IR—=U2II\— (A1)
BSA Boring bar holder
= .
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Display for turning tools

&

)
X

L4
1 7’5;; {71;—1 BN E YZAT VISV TROEE FoTET Fy7PNFIRE (f)
Interface size Standard classification Manual clump hole Insert clearance Insert edge length
N GoS) i Fy7HREA
T32 L ISO#EHE Normocede. X1 | without \L(E Insert 6.35|7.94|9525(1200(12.70
T40 Nocode 15O standard HGES®) .o 5 inscribed circle
(ISO 12164-3:2008) Hor no code ) With A °
T50 A rTAET—K 31 Y27 oS TRIELOB B Q 80706 08|09 - |12
T63 z OKUMA standard code E;\g&imﬂ[&%iﬁ%?%ﬁl
YEICHUTTEX—h By the manual clamp, when o} A7 B5707| — |11 | — |15
BERICER D —R5 P E you have no hole, it becomes [
T80 An individual code no mention or unsigned D 15°
correspondence schedule about N. 57 35° 11 — 16 — -
T100 according to a machine tool %2--IZa7 ISV INEDOE E o =1
maker if needed. & HERTX . MEETET 20
ETD
T125 With a hole, it becomes no F 25° Q - - - 12 -
mention or unsigned about I
T160 H by the manual clamp. G 30°
L 11 13|16 | — | 22
N ok
= 17° - - - 109 | — |12
ISOTEZRSh =
Hollow taper shank D& 5
The code for Hollow taper
shank defined by I1SO
E-ENHID-EEEADEEE
148=71—2E8 Inter face TEE Tool
‘ (mm)
V5T HNE FuT AR UIBS}ZN BF F=IF7140h6NRE (1)
Clamp mechanism Insert geometry Cutting edge gemoetry Hand Tool length
A |BEYSVTH  Back clamp system C <> 80° 90 75 [, 90° ‘\%5 32 | H |100|PX|175
~ “ B | 40 |HX|105| Q 180
Syt A B c D “
C |95¥7AYR  Clamp-on system D|<> 55° = Bx| 45 | J [110]ax|190
D | 9755 FR  Double clamp syst . i P e ¢ | 50|ux|120] R |200
IV Double clamp system W, T —
= K 55 § \[. H\' CX|55 | K 125 250
E |RDEVT Off-set pin system E F - G - S
R O 93 75 o5, 9 500 D | 60 |KX|130| T |300
JS |ZPUaAVx  Screw-onsystem J“[I K‘ Lﬁ M . ox| 65| L [140| U |350
JT |BmY527®  Back clamp system S D - - - E |70 |LX|145| v |400
117.5° 75" E x| 75 | M [150| w |450
= / — N
M | RILFOSUTH Multi-clamp system T A p - Y i3
N P R S F | 80 |MX|155| X | F&
P |EvOvIxX Pin lock system V|<=> 35° 60° - 93| 725 60° FX|85 | N |160| Y |500
B/ T >
S | APUaxvi  Screw-onsystem R Q i K Wi G | 90 |NX|165
w (3 sor| |T U v GX| 95 | P [170
T |7=/\OvZ3  Taperlock system N 85°
L]
W |9zvI4U® Wedge-onsystem Y
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Display for boring tools

05:7‘_47;5_} & YZATNISVTROBE FyT MR Fy7ETA
Interface size Standard classification Manual clump hole Insert geometry Insert clearance
N(GESH#)
T32 ﬁ?b ISO#HE Nornno code 1 Without C @ 80° L |:|
T40 No code 1SO standard H (EEE%) %o ﬁ
(ISO 12164-3:2008) Hor no code . With . R A
D|<€> 55°|H 120
T50 . #1-YZaP WIS ITTELDE
A —o7RHEI N & NEREN . FEETET B
163 OKUMA standard code v IS R KA/ 55 |A W 85
HEICIHU TTARIRA—A By the manual clamp, when C
T80 ERIICERIO— RSP E you hav$ no hole, it bec;mes
An individual cod no mention or unsigne: o D
Fodonce el sboui RIO BN e
T100 according to a machine tool %2+ ZaT VIS TREDDE E
maker if needed. B HERTI. EERTon o
ET5. S El<> 75
T125 With a hole, it becomes no D F
mention or unsigned about
T160 H by the manual clamp. T A M @ 86° G
‘ ‘ v 35 o|() 135 | N
P
w| (2 solp () 108
ISOTEZE SN/
Hollow taper shankDE& 5

The code for Hollow taper
shank defined by ISO

il

E-iEED-BEOEEDARNGEn

I 8% Tool

18=71—XE8 Inter face

%

B AR
Style Cutting edge gemoetry
S | Steel -, 80 “\750 . 95
A | s Steel, With oil hole i a 95"
B | PR E Steel, Vibration free equipment F K L
D | SEBAREBRUGHIUTE Steel, Vibration free equipment and With oil hole “1\17'5 \{07'5 ?
C | i@ Carbide
. - - laoMs A
E | EEhnE Carbide, With oil hole
93° 60° 85°
F | iEEphiREE T Carbide, Vibration free equipment [~ — [~
G | FIEPHREBRUSHIUTE  Carbide, Vibration free equipment and With oil hole u i WZ Y i
H | AE=XF)L Heavy metal
J | AE=XF)VilTE Heavy metal, With oil hole
‘ (mm)
N—DEE TF=I1opP5NRE () 95T Fy7NMhIRE ()
Diameter Tool length Clamp mechanism Insert edge length
¢d 1 175 SUFA: - Fy7RiEM
o8 32 | H |100|PX C|U95vFA4UX  Clamp-onsystem i 6.35|7 84la50512000270
B | 40 |[HX|105| Q@ |180 M 7”/9"75)72% Multi-clamp system inscribed circle
10 -
12 BX| 45| J |110/@X|190 P EvOvIR Pin lock system Q 80° 06 | 08 | 09 — 12
16 C |50 |JX|120] R |200 S| ROUa—FUHK  Screw-on system
20 CX|55 | K |125| 5 |=250 W &IvUAT®  Wedgeonsystem A7 55107 | - 11| - |15
25 D | 60 [KX|130| T {300 ]
32 ox| 65 | L [140| u 350 = I e
50 E | 70 |LX|145| v |400 O S I I )
60 =]
EX| 75 | M |150| w |450 —
F | 80 |MX|155| X | ¥& £ 11 13|16 - | 22
FX|85 | N [160| Y {500
G | 90 |[NX|165 - - - | 09 - 12
GX| 95| P |170
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Technical data

6.1 MBILICESZET
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Figure 1.Variation by the gap

Height variation

¥

Clearance
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MIFEOELRE

Change of the diameter
of processing occurs.

drive key slot Drive keys

771, REZEICLBAFYDOE(

Graph 1.Clearance variation due to temperature

6.1 Until it results in standardization

Introduce the view and examination result used as the basis of
a recommendation.

(1) Spindle drive key and the holder key slot

The 1SO standard HSK-Atype as shown on the right, suffers from gap between
the key and key way. Thus when tool changing (ATC), a variation in
cutting edge tool heights occurs. This can result invariations of cutting

diameters, and lugs being left over when facing.

IMTS standard set up the gap between the key and key way as small
as possible and avoid these invariations
With test machine, we tested over 10,000times.

Note for the setup.
Possible to use the ISO-HSK-Atype standard tools.
Reduction of the gap by generation of heat of a machine spindle.

Example
Graph 1 shows the variation n clearance of the key way when a HSK-A63
expenses a change of 30°C.

7572 F—tF—BORXTHER

Graph 2.Comparison of the gap of a key and a key slot

(mm)
| i |
i 0.10 i
| 12.25 ICEr -3 12 35 |
} Key tolerance - 1 B
ISO- | | Mg T 7 015 |
HSK-A | | 008
| | |
STANDARD } ! 125 1958
; } Key slot tolerance |
| | BAA%¥70.33 ‘ |
| | Max.gap ! | }
i : : )
12.2 123 12.4 125 12.6
I ! 1 I
i i 0.025 1 i
| | 12385 .12.41 | |
ICTM | BhRFT0.015 | | ;
(ISO-HSK-T) L = e 1
I I A I
STANDARD| | | e |
I I I
3 3 12.425 -12.4§ |
! ! ‘ ‘ [ RAZF7 0.075
| | | Max.gap
| | bl |
| Il 1

F1. MIBRONFYE (RAIH)

Table 1.Maximum of amount of diameter change of processing for every holder

% "% 10 20|30 | 50 100| f
20 en [(BHL:pm))| (mm) . g 15
£ I SR p
E‘i 32 |54 33|25 22 ¥ : o o T
Y 40 |48|28 21| - | - |27 'D : $20mm
RE 50 |65(37(27|19| - |35 s
1 63 | 6 |33|24[16| - |45 | ¥ ° | #50mm |
= &
80 | — |45|32|22|14]|55 RS .
2
5 100 | — | 4 |29|19|12 |68 0 50 75 100
125 | — | — |36|24|14]|85 *0—02*‘;' kﬂm
F-LF¥-ROBEE°C 160 | — | — |36|23|14 110 e

The difference of temperature of
key and key slot

RN/ AN RETOA 7y bFiE The offset measurement
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/ under-cut

6.2 7507 H7y7 I &Y. ERIEEFER

BWMEEOTERILI IS THERESKEL T,
FRBIEIEDE L2 HKDFEUI,

ICTMRE DRI SV THIF. I1ISO-HSK-AREISTH (
18kN) &Kb#)1.3ETHDA. TEHIKDOAEFEFICHMA DT
EDOIRET T, MEBREEE (V5 —TJI—ADFEE) [FH30
%LU LA ELET . EREEDVYY IV I Tl BHCHRE
D1 5EREEITY TUCVSEEDHDFT . HEERDT A
METE. OTTHOFBFRI—T 4V J@ZEHAL 1.5 (28kN)
TOSVIUTVET, (OTT#HDFTARCTIE, 28kNICT2007
BDOMAT A bEIU7LELI. )

f5l:HSK—A63M 7577  Example:Clamping force of HSK-A63

ISO-HSK-AG3##&#R{iE 18kN

ISO -HSK-A63 standard recommendation

(2) Under-cut of the holder shank

In order to increase the holder rigidity, cutter projection is
shortened as much as possible.

HSK holder length were shortened 81mm to 65 mm due to of reduce the
under-cut part which is in 1ISO-HSK-A63 standard. In result, deflection amount of
holder was decreaced 52%.

(Rigidity is proportionate to 3 powers of length)

16mmiEHE

16mm shortening

6.2Increased clamping force furtherimproves rigidity

Tool holder clamping force of a machine principal axis was
enlarged,and improvement in static stiffness was aimed at.

Since the clamp power of ICTM standard recommendation is the big
power of ISO-HSK-A63 standard recommendation clamp power of being about
1.3 times, it can bear the havey load of turning process. Load-proof
value until a gap begins to occur to the face of a holder flange part
improved 30% or more. With high-speed rotation machining center,
there is actual result strongly clamped about 1.5 times compared with
the clamp power of a DIN standard recommendation value, and the
strong clamp power about equivalent is recommended by this
standard..

Our committee test machine, we used special coating from OTT and
machine clamping power is 1.5 times( 28KN) than standard one. (OTT
did this clamping test more than 2 million times.)

957 HE—H

FIVE
Holder

Clump structure

AEVRIV
Spindlle

977 M

Camp nail

AEUP o
value 18kN Increase rigidity To95307
. Unclamp
#91.315 X
About 1.3 times ICTM#E#& »
(ISO-HSK-T63) »5F
HeR{E 24kN il
ICTM standard
2 007.7- @E(.b recommendastiorr‘l \?alue 24kN
WA 7 X FOK! e
Durability up by 2 million times E');’kztu" k_J FO=A-
(N)
SIZE 32 |40 | 50 | 63 | 80 | 100|125 | 160
'Egﬂﬁﬁ-mﬁﬁzzggﬁ 5 68|11 18 28 45| 70 |115 3T & HER
Z About 1.3 times are
ICTM(ISO-HSK-T) #F#&#ERR S 5> Th
ICTM(ISO-HSK-T)standardrecommendation| 5 | 8 | 14 | 24 | 37 | 55 | 86 | 150 recommenced
clamping force
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6.2.1 Bending rigidity test

In HSK-A63 and a competitor two face restraint holder of the other company;,
except the attachment part , were subjected to a load that was added to the tip
part of the test unit made into the same structure, and displacement was
measured. The thing with HSK equivalent to the existing two face restricted
formula interface for which it bends and has rigidity is shown.

A2E#RA 2 H—T1—R
E A face A (competitor)
252771:37kN Clamping force
30
B#t2EMRA 2 4—T1—X
Eﬂ B face B (competitor)
S ] f 2527 71:45kN Clamping force
£S a ‘
I 20
~ 2 S iEsl Outer diameter turning
Q€ @ ap6mm. f0.5mm/rev
LRV ZEH70mm HYDO &R
'E' ‘_Q“_ Load equivalent of 70mm projection
Wg
10 S EiEEI Outer diameter turning
@ ap5mm. f0.4mm/rev
ZH70mm YO ET
HSK-A63 Load equivalent of 70mm projection
95>75:28kN
Clamping force
0
0 1 2 3 4 5
&= kN
Load
6.22 HUYRIMELL BT X 6.2.2 Torsion rigidity comparison test

HSK—AB3 (752 T77128kN) &ttt 2EHRA > 5 —TT—X(C
BVTBIEBUSNEE—18E L UTc T AN v b D FEimERD[EER
AEICERIN LI Z IR CEMZAELEUIZ,

HSKIFfttt D2EHERIA > Y —T T —AEBEZEORUDMEINZE
TBDLEDTRENE T

In HSK-A63 and the restricted interface of the two-face restraint holder
of the other company, except the attachment part, torque was added
to the tip part of the test unit made into the same structure, and
displacement was measured. It is shown that HSK has torsion rigidity
equivalent to the existing two face restricted holder for interface.

At2mE#RAH—T1—R
A face A (competitor)

9577:37kN

Clamping force

B#t2m#MERSAH2—T—R

B face B (competitor)

95> 7731:45kN

@ [3]

Clamping force

S iEiEsl Outer diameter turning
ap6mm. f0.5mm/rev

f~i&45mm YO &R

Load equivalent of 45mm projection

S EIEEI Outer diameter turning
ap5mm. f0.4mm/rev

f<Fi&45mm YO ETH

Load equivalent of 45mm projection

IS/

\
f
100
A
20 2 :

°
£ES
e
—~
Q £
&g 10
=2
B2

e HSK-A63

952 7h:28kN
_;,. Clamping force
o~
0 H H
0 100 200 300
&ML Nm
Torque



6.3 tNHIT 2B

HRERDT ANMECTREEDUIEIT AN TIENE LT,
® tIHIZ AN )l

PRI CT. OUDBEL BIFSYHIEZSEE U,

FEBO—RX—% Spindle load meter

F=0.6

ap=4

175%

F#hF—/N—0O-F

Spindle overload

F=0.4

ap=6

® tJHIZRAR2: - - - T EITUIEN

Smi/EINTEAMEONELI.

Im
machined surface

6.3 Cutting test example

With our committee test machine, we did below test cutting
@ Cutting test 1... heavy cut process

There is no either vibrating and it was possible to cut satisfactorily.

Ise Tool ‘HSK—T63—PCLNRDX12
Fy7 T :CNMG120412
Y)EIEE Cutting speed :200m,/min

gz3CE0HI Dry cutting

#El#  Work material :SCM440 (JIS) ,42CrMo4 (1ISO)

AI$#E  Diameterofprocessing :¢180

{ERBM  Machine kind 151 F8H22/15kW He 22/15kW of the first axis

F
<+

@ Cutting test 2... finishing process
A high quality surface finish can be attained.

I E Tool : HSK—T63—PCLNRDX12
Fvy7  Tp : CNMG120412

NHIEE Cutting speed : 200m,/min

] 3A & Depth of cut 1 0.5mm

&) Feed 1 0.15mm,rev

#%EI#  Work material : SCM440 (JIS) ,42CrMo4 (ISO)
INI#E  Diameterofprocessing : $180

£ EmIEES (J1S2001) Finish processing quality
pm) B R
(RERFSE : X 1,000.00 HRfFE : x80.00) =
2 5 1 o i L1 BABE:RZ 4.8um {5E : X2000
s [ 771“ R ! Il Maximum height nfagnifkation
| [ ]
e | 1 |
A A 0 07 e [ . Lod Tl
INEREVNIBN \;l’j\\“/ NEVEPN P NBNEVEPN
— N— - o - . Wy W e - e T -
-10 | T
ol ,‘ —~——t——1 F —— 0.01mm
=20 ] i t Y
| [ | | | | | |
Onm 0.63 1.25 1.88
> _0.125mm
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References

ISO-HSK-T standard

(ICTM-HSK)

¥ 75F:% Shank dimensions (ISO 12164-3:2008)

+0.2 -0.2

LT o s (Y - Sranr ¥t reos)

e2

v

el

h3]
Iy

b4 y

r3

Bl 272437 /7

b1

¢ | ¢|¢
d11l d1/d10

0
R1-05

¢d4

#ds5

P17

Ra0.4
@S

L14

L16

e
30°f

L4

Gy vl

L2
» [a[t] X‘

(2°52' 05”)“%10_4 @ %
|

|

L

‘l

$d2

‘L15

"1 9n3 ()

2 ¥—4%Fy 7RAR (b)
| 3 IR/ S1 7 (i)

| 4 &\ (HEZASE)

' @ARAVD 05X45° (@AVEERY
(b) X 13 0.3X45°
©) 7y 7L
() HEFrEsl
(e) 90°
0 BOBE
(@) EBE/ A FOYNIE

| Cuttingedge-g
| Datachiphole-h
| Lubrication pipe - i

Groove (seeannexA)

l Caution

| a-Outeredge 0.5X45° min. chamfer

| b-or03X45°
|c- Polished

d -Fine turning
l'e-90° =runout
| f - Areaofr3

(mm)

| g -Position of cutting edge for right hand tools |

| with single cutting edge

(i) IR/ <1 71E, YIHMORBHA  h-Optional
&<, BHBONEET. HFLL&D | i - Lubrication pipe shall be sealed;self centred !
&l | andshallallow an angular movement of +1 |

|
|
|
|
|
N E P2
|
|
|
|
|

b3

THAET1® OHEETHENDT

hiEE S5k, | ° withalow displacement force

()FETH->TIELES B, | j - Not convex

B—B
= B
h1 ‘ h1
/4'\
I
b2 -(R— -—-
y | 1




Iy TiER

Shank dimensions (mm)
WIAX | T32 T40 T50 T63 T80 Ti00 | T125 T160
b1 *_8;82 7.05 8.05 10.54 12.54 16.04 20.02 25.02 30.02
b2 H10 7 9 12 16 18 20 25 32
b3 H10 9 11 14 18 20 22 28 36
b4 6.932 7.932 10.425 12.425 15.93 19.91 24915 29915

+g.03 +g.035 +g.04
dil h10 32 40 50 63 80 100 125 160
d2 24.007 30.007 38.009 48.010 60.012 75.013 95.016 120.016
d3 H10 17 21 26 34 42 53 67 85
d4g HT1 20.5 25.5 32 40 50 63 80 100
d5 19 23 29 37 46 58 73 92
d6é max. 4.2 5 6.8 84 10.2 12 14 16
d7 25 17.4 21.8 26.6 34.5 425 53.8 - -
ds 4 4.6 6 75 85 12 - _
do max. 31 39 49 62 79 99 124 159
dio 3§, 26.5 34.8 43 55 70 92 117 152
dlil _8_1 37 45 59.3 72.3 88.8 109.75 134.75 169.75
di2a 4 4 7 7 7 7 7 7
di3 f8 6 8 10 12 14 16 18 20
di4 3.5 5 6.4 8 10 12 14 16
d15 M10X1 Mi12X%1 M16X1 M18X% 1 M20X%X 1.5 M24x%x 1.5 M30x 1.5 M35% 1.5
el 8.82 11 13.88 17.99 2194 27.37 35.37 44,32
e2 o 10.2 12.88 16.26 20.87 25.82 32.25 41.25 52.2
f1 _8_1 20 20 26 26 26 29 29 31
f2 min 23 23 30 30 30 34 34 36
f3 +0.1 16 16 18 18 18 20 20 22
f4 oS 2 2 375 3.75 EL7/S 3.75 3.75 3.75
f5 10 10 12.5 125 16 16 — _
h1l o 13 17 21 26.5 34 44 555 72
h2 S 9.5 12 15.5 20 25 315 395 50
h3 *8‘2 54 5.2 5.1 50 49 49 48 48
L1 S 16 20 25 32 40 50 63 80
L2 3.2 4 5 6.3 8 10 125 16
L3 02 5 6 7.5 10 12 15 19 23
L4 *8'2 & B 4.5 6 8 10 12 16
L5 JsS10 8.92 11.42 14.13 18.13 22.85 28.56 36.27 45,98
L6 on 8 8 10 10 125 125 16 16
L7 0.3 0.8 0.8 1 1 1.5 1.5 2 2
L8 +0.1 5 6 75 9 12 15 _ _
LS %3 6 8 10 12 14 16 18 20
L10 20 21.5 23 245 26 28 30 32
L11 2.5 25 3 3 3 3 35 35
L12 12 12 19 21 22 24 24 24
L13 93 1.5 1.5 2 2 25 25 35 35
L14 min. 1 1 1 1 1 1 1 1
L15 min. 1 1 1 1 1 1 1 1
L16 *8'3 0.8 0.8 1 1 1.5 1.5 2 2
ri 0.6 0.8 1 1.2 1.6 2 25 32
re o 1 1 1.5 1.5 2 2 25 25
r3a@ +0.05 1.38 1.88 2.38 2.88 3.88 488 5.88 7.88
r4 4 5 6 8 10 12 16 20
rs 04 04 0.5 06 0.8 1 1.2 1.6
ré 05 1 1.5 148 2 2 — —
r7 1 1 1 15 1.5 1.5 15 1.5
r8 2 2 2 3 3 3 3 3
rob 3.5 45 6 8 9 10 5 5
t 0.002 0.002 0.0025 0.003 0.004 0.004 0.005 0.005
Groove ¢ 0.2x0.1 0.4x0.2 0.6x0.2 0.6x0.2 1x0.2 1x0.2 1.6x0.3 1.6xX0.3
O-ring d 16X1 1877%X1.78' 21.89%x2.62 ' 29.82%x2.62 ' 36.09x353' 47.6X353 — -

(a) r3lEb1PbAIC T B,
(b) 19k, b2&b3E ICHEAT 5.

(c) HREASR

OV OREHIL FERTZ 77/ TRBICLB0V VTR V7V THRBICHBL LY,

a-r13tangenttobl.or b4.
b - r9 applies equally to b2 and b3.
c-SeeannexA.

d - The need of the O-ring depends on the used clamping system (is not part of delivery)

GD



ISO-HSK-T standard

(ICTM-HSK)
W E8<T% Machine spindle dimensions (1ISO12164-4:2008) (mm)

d4a

T e () i )
l B
ﬁfy,

3
30°
A—A'
b1
(=[0.05]A]
1
ve
I
|
a T
I
A \ A
I
$d5|¢d3 1 L | ,f},f, _ J.
(2571 45" ‘
‘ i T
T ‘ 7\?@ i
w il
1L i
L1 pee b2
. L5x30° =[0.0125]A]
L7, .
L3
L12
[ 0.002[A]
d
\ oo oS- - - - - - - - - - - --- - - - - -7 I
1 £1hJ(b) | 1 Cuttingedge-b |
2 ¥—(c) | 2 Tenon-c
3227095V TR | 3 Hole for manual clamping I
| EF@BEAEOX—-%2FERTIHREDT Caution a - When tenons are inserted the taper hole may |
| —IXRIE, 2EL1CbES>TAT | be conical over the total length L1 |
WBIKICLTH &L, \ b - Position of the cutting edge for right hand |
OEBF/NM FOYhIELE [ tools with single cutting edge
I (F—ld. —*hBIIEEAR | ¢ - Tenon alternative intergrated orinserted |
| @FETH->TIRESEL, d - Not convex |
G REIAZ D 4 EELD 0.5mmx45° | e -Inside edge min 0.5mmx45° chamfer |
|
b — — e e e e e e e e e e e e e e e e e — —



P EBh<TER Machine spindle dimensions (mm)
Nogi:{'ﬂy;ize T32 T40 TS50 T63 T80 T100 T125 T160
b1 +0.05 6.8 7.8 10.3 12.3 15.8 19.78 24.78 29.78
b2 6.92 7.92 1041 1241 15.91 19.89 24.89 29.89

Does 0.03
dil min. 32 40 50 63 80 100 125 160
d2 23.998 29.998 37.998 47.998 59997 74.997 94.996 119.995
d3°@ 17 21 26 34 42 53 67 85
d4 ! 23.28 29.06 36.85 46.53 58.1 726 92.05 116.1
d5 o 23.8 29.6 375 472 58.8 734 93 118
dé NZaT7IWoSUTNERF. BEEICTRDD. Hole diameter to be chosen by the manufacturer.
L1b 82 16.5 205 255 33 41 51 64 81
L2 3.2 4 5 6.3 8 10 125 16
L3 Noa 11.4 144 17.9 224 284 354 444 574
L4 52 134 16.9 209 264 324 404 514 644
L5 0.8 08 1 1 1.5 1.5 2 2
L6 3! 1 1 1.5 15 2 2 25 25
L7 +0.1 22 2 2 25 3 3 4 4
L8 +0.1 5 6 7.5 9 12 15 18 5
ric Ses 1.5 2 25 3 4 5 6 8
t 0.0015 0.0015 0.002 0.002 0.0025 0.003 0.0035 0.0035

@) 75 7TEBIKET 5.

a - Depending on the clamping system.

(b) R DiE(a)BE
(c) MIEb1R IZb2E dAIZ#ET 5.

b - See note a to figure 1.
c-rltangenttob1or b2 and d4.

€20
ICTMIRIED Z OEBICHE > FoARE T —/N v 7 REBKED
RRIE. RICEB.

a) “REF—/NY v 7 AEER
b) “HSK’

c) X : T

d) FEUSHE, mm

Bl : TH CHEUHES0mmOIET B ICERAT 5. T — /X
Sy 7 (HSK) REMBOERRIX, RICEL 3,
EF—/NY v JFEHE HSK-T50

Designation
A receiver for hollow taper shank (HSK) in accordance with this
part of ICTM STANDARD by :

a) "Receiver for hollow shank"
b) "HSK"

c) Type:T

d) Nominal size , in millimetres.

Example : The representations of the receiver for hollow taper
shank with flange contact surface (HSK) for stationary tools of the
designation 50 mm of type T

Receiver for hollow taper shank HSK-T50



Ay BRIV RE] [Turning Adapter Standard]

By IBRIVYTERE Turning Adapter Dimensions

By oA X

Bite size A B C D (F) R (MAX.)
HSK—-T 32 (116 X 16 5 o5
80 50 16 35
(116 X 16 10
HSK-T40
[]120 x 20 90 - 30 40
HSK-T50 (120 x 20 95 60 20 45
[120 x 20 13 50
HSK-T63 105 38
(125 x 25 70 6 o 54
(125 x 25 150 110 23
HSK-T100 55 67.5
[132 x 32 170 130 15 32




Moy IRBYA4 ROV IKRILSY#RHE] Boring Bar Adapter Standardl

d A B C

8 60 40 28

10 65 45 35

] A
B 12 | 65 | 45 | 42
HSK- 16 70 50 48
7 Nl | T32 20 | 70 | 50 | B2
1 __‘—-
| 25
Ol o X —— | Ll L 32
&7 Y 40
1 1..—-———‘__
d A B c

10 80 45 35

A vV IRBY A FOY IRV TERE 12 | 80 | a5 | 42

Boring Bar Adapter Dimensions T e [
d A B © d A B C d A B C 20 | 85 | 5O | 52
8 60 | 40 | 28 8 65 | 40 | 28 8 65 | 40 | 28 :'180';' oe 90 | 58 co
10 | 65 | 45 | 35 10 | 70 | 45 | 35 10 | 70 | 45 | 35 120 | 88
12 | 656 | 45 | 42 12 | 70 | 45 | 42 12 | 70 | 45 | 42 95 | 62
HSK- 16 | 70 | 50 | 48 HSK- | 16 | 75 | 50 | 48 HSK- 16 | 75 | 50 | 48 32 135 | 102 e
T40 20 | 70 | 50 | B2 T50 20 | 75 | 50 | B2 T63 20 | 75 | 50 | B2 105 | 72
25 | 80 | 58 | 58 25 | 85 | 58 | B2 25 | 85 | 58 | B2 40 150 | 117 52
32 | 90 | 62 | 58 32 | 85 | 62 | B2 32 | 90 | 62 | B2 115 | 82
40 40 40 | 100 | 72 | 68 >0 180 | 147 o2






