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� Quick-change (QC) shank design is similar to and interchangeable with
NMTB shank tooling.

� Hub at the tail end of the taper cone houses the machine’s draw bar bolt.

� Drive flange faces are precision ground to accommodate QC locknuts.

� QC locknuts can be retrofitted to manual-loading milling machine
spindles to convert them to quick-change systems.

� Tapers are similar to the 7/24 shank cones of the CV, BT and DV tooling.

� Tapers are manufactured to the highest industry standards per ISO-1947.

� Taper accuracy provides optimum fit between spindle and toolholder.

� All non-critical surfaces are black-oxide.

� Coolant is standard feature as enabled by toolholder design.

� QC Erickson quick change shank toolholders perform effectively up to
8,000 rpm, depending on the application and unless stated otherwise.
Kennametal recommends the toolholder assembly (toolholder
components, collets, cutting tools) be balanced when operating at
speeds higher than 8,000 rpm.

� All critical surfaces need to be protected from damage. Neglect from
dings and scratches from cutting edges will impair accuracy and
performance.

� Make sure components are clean when assembled.

� Never overtighten toolholders. This can permanently destroy their
function and accuracy.

D1 D6 D8 max. L1 F2 min. F3 A G
30 31,75

(1.250")
46,03

(1.812")
35,05

(1.380")
68,33

(2.690")
19,81
(.780")

10,69
(.421")

1,96
(.077")

1/2" - 13 UNC - 2B

40 44,45
(1.750")

63,50
(2.500")

50,80
(2.000")

93,73
(3.690")

20,83
(.820")

9,88
(.389")

1,93
(.076")

5/8" - 11 UNC - 2B

50 69,85
(2.750")

88,90
(3.500")

73,66
(2.900")

127,00
(5.000")

30,73
(1.210")

15,09
(.594")

3,58
(.141")

1" - 8 UNC - 2B

�QC — Erickson Quick Change Shank Tooling

Introduction

QC Erickson Shank Tools



To place an order, contact Kennametal or your authorized Kennametal distributor, or visit www.kennametal.com. 617

KM
 S

YS
TE

M
HS

K 
SY

ST
EM

BT
 S

YS
TE

M
CV

 S
YS

TE
M

DV
 S

YS
TE

M
QC

 / 
R8

 S
YS

TE
M

S
ST

RA
IG

HT
 S

HA
NK

CO
LL

ET
S 

/ S
LE

EV
ES

IN
DE

X
TE

CH
NI

CA
L

AC
CE

SS
OR

IE
S

Introduction

R8 Shank Tools

D1 D2 L1 L2 L3 S1 G
R8 .469 1.241 4.000 .938 2.750 .157 7/16-20 UNF - 2B

� Locking groove aligns into a locking mechanism when inserted
into the spindle.

� Milling machine drawbar bolt draws the tool into the spindle for
a secure connection.

� All non-critical surfaces are black oxide.

� Coolant is standard feature as enabled by toolholder design.

� R8 shank toolholders perform effectively up to 8,000 rpm,
depending on the application and unless stated otherwise.
Kennametal recommends the toolholder assembly (toolholder
components, collets, cutting tools) be balanced when operating
at speeds higher than 8,000 rpm.

� All critical surfaces must be protected from damage. Neglect
from dings and scratches from cutting edges will impair
accuracy and performance.

� Make sure components are clean when assembled.

� Never overtighten toolholders. This can permanently destroy
their function and accuracy.

� R8 — Shank Tooling
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