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Can be used as a Tap Holder Single Collet Unit Runout Precision
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We recommend using our highly precise collet
chucks for tapping at the machining center in cases

of synchromzed spindle rota}pn and feeding that FruFUIE(mm) A (mm)
require high speed and precision. Chucking diameter (mm) Concentricity (mm)
Since our collet chucks are highly precise, they can JLwhizst Collet type
also be used as tap holders. Select Hi-Q/ERB nuts ans dFcT REALE L Jo —
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for this product. From d Tod Measuring position L Normal class (KER) i s (L)
1.0 1.6 6.0
1.8 30 100
0.010 0.005
3.0 6.0 18.0
6.0 10.0 25.0
10.0 180 40.0
0.010 0.005
180 26.0 50.0
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A 16° taper (DIN6499) collet and nut are used.
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We use the 16° taper (DIN6499) collet and nut, which are the standard in Europe.
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2F3.T7—/3\8168° DL vHE BEMICENAEOEWNEHDT— Pre-balanced design, corrosion-free surface treatment, and support for Employing a friction-bearing structure for the nut taper in contact with the short taper area of
N 4 . - - high-speed rotation. the double-taper collet eliminates torsional impact on the collet when load is applied, and
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The clamp force is doubled with DIN6499-shaped nuts.

This collet has a grip tolerance of 1 mm in diameter in case of chucking diameters of 3 mm or larger. It grips the drill
securely and allows high-precision drilling compared to drill chucks. The collet with taper angle 16° is designed to be
highly versatile and compatible with products from most collet manufacturers, including overseas manufacturers.
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How to Attach and Remove the Collet Through-Coolant
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Hold the nut with one hand and pull the collet out as
shown in the figure to the right.

The collet is pulled out from the nut via the ejector
shoulder as it is pushed to the side.
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For hole-less drills, the coolant is supplied through slits.
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Supply of coolant through slits
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Drilling with an ultra-hard drill Tapping Drilling with a long drill Drilling with a small-diameter drill 0022 b ‘

2 VoOEDM/CH RND D <THRN
For machining centers with a synchronized Effective with little oscillation
mechanism




