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INSTRUCTION MANUAL
Original instructions

| = Important Notes :

RIFHREARAS, ROBEZ BRBEASHM.
TRAZTHLERE, NmfEAEEER, HiF RS EHMINERE.
Before you use the product.Please read this insturction carefully.
Keep the instruction carefully. If the user of the product altered,
please hand the instruction to the new user.
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© INTRODUCTION

To ensure safe operation of your chuck,
please read this instruction manual and
payparticular attention to instructions

marked with including IMPORTANT
instructions concerning chuck performance.

SRR FTIRIE T BIRPASRIZ I MAS S [ EEILEP
Bfeks, ERERGERLLT.

Indicates an imminently hazardous situation
which, if not avoided, could result in death
or serious injury.

SRR FTIRIE T BIRPASRIR (RS S 2B
Bk, BHEXGEENTET.

Indicates an potentially hazardous situation
which, if not avoided, could result in death
or serious injury.

ERMKERULFTIREE T B9RBAMRIE I MAS S BT
Bfes, EHPEENESE.

Indicates an potentially hazardous situation
which, if not avoided, may result in minor or
moderate injury.

IR AT SRR TRISREASE & 7 MR M tERE, &
SR IERAYR(FREE,

Indicates for chuck performance and
avoiding errors of mistake.
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A REARPE, LKFEIETRBP. ERMKEBIET, Please read this manual and following

$ERMERAMMSIENIEEREIINE, QTR instructions carefully. We cannot assume
85, responsibility for damage or accidents

caused by misuse, through noncompliance
with the safety instructions.

DANGER

e M

EREGEHHBRER, BUREMEER, BRIFFEZZS,
SWITCH OFF power before setting, inspecting, lubricating or changing the chuck to
ensure operator safety.

PELSBHRVBANERIIEL.

To avoid accident of operator body or ON

clothes drawn into machine. [ ]
§¥ | &
§) OFF

)}\ E X808, Y70 FUIRR.

Never operate the selector valve and the solenoid valve during the spindle rotation.

t
JAVE\]/E CTO%%ED '\7'%3% Ijgggaﬁt%d valve
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SR

Solenoid valve  Causing fly-out of the workpiece

< RATEE R E VAR KRBEI AR IR 2 ko BEERREE,
) The max. speed must be the lower of the max. speed allowed by the power chuck or
the hydraulic cylinder.

\8
IDERSUE NG, B O AR H B MR ERE D, FEH \«,\\1'0“
TRYIREE L IR, R AR IEI R 4 B EE S . Q&,@’
Gripping force decreases due to centrifugal force
as speed of chuck increases, thereby causing the

discharge of workpiece.
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Don't start the spindle before closing the machine door.

Close @

B TH R MERRAFI MR L,
Workpiece or jaw may scatte while door open.

&
)‘ SHEELH DA P BRRERF ZHRANTTo
}\ Don't exceed Max. allowable plunger input force.

YNSHBREL L BB SR B A TR A ME,

TSR BB S R 2 fE B, | méjj
Ifinput force of plunger is exceeded, chuck nputtorce
may be deformed or broken.

A RERMK ORI NES E LR HE, EERTINRERS, sERILEEINEE ISR, RF

) }\ EE[ P SES

In case of power failure, AUTOGRIP's some cylinders are fitted with check valves and pressure
relief valves. When power is restored, he solenoid valve resumes its normal function.

SERRARSS, METIFIREEL R,

Power outage may cause fly-out of the workpiece. E

b
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BRE LHEERNIREHIE
Set the workpiece to the correct
gripping position.
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Power outage
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}\ Secure mounting bolts with specified torque.

Besspis #7755 PR IB 2 5 O it
Bolt size Tighté}{iﬁg torque ChUCk mountlng bolt
M6 127N+ m (1.3 kgf * m)
M8 382N - m (3.9 kgf - m)
MIO 726 N+ m (7.4 kgf - m)
MI2 106.8 N + m (10.9 kgf *+ m) &
M14 170.6 N+ m (17.4 kgf * m)
M16 250.0 N * m (25.5 kgf * m)
M20 4021N + m (41.0 kgf * m) J: m @ I El: El.lé?i /fﬁ/ \
M22 539.4 N - m (55.0 kgf - m) Top jaw mounting bolt
M24 618.0 N + m (55.0 kgf * m)

Don't miss to lubricate chuck.

'
);\ FERE B 46,

MM B R FRRERRE o

Lowering gripping force caused . %%
by insufficient lubrication. 3 7®

isi=3

Grease nipple

When using higher top jaw, the oil pressure should be reduced.

'
)’;\ ERMBRNE, HEANDTEEREE.

EAERTSE BREMSE
Standard soft jaw height Special top jaw height

|
il

FERNMZERMES, FETME KO, | ‘

Using higher top jaw than standard ]
should reduce input force and rotating = I
speed. _—

% Work piece DOWN

T e lE R
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)’ THMTLAPESRIFE, B MBAREEEEN50%MU T,
}\ When chucking components internally, reduce the hydraulic pressure by more than 50%.

WIRFEACHE S, AT ae @ ERFF AR O
e S ERAMME AR KREZE,

If not reduce the hydraulic pressure,
it may cause fly-out of the jaw or the
workpiece.

PRESSURE
GAGE

DOWN
elod

When machining a long workpiece, steady it with a center of tailstock or support collar.

)}\ BRHIRTHYIE, BANUREIRHZHIEERIRSTE,

ARMEEHYZETH, GFERBZERE.

— Danger by fly-out of workpiece, if it is too long. B s
CIK ] Tailstock

IR e
TREE =3 | T MH

Bt
Support collar Center

& _
)’ TR FER CUE PR,
}\ Don't attempt to modify the chuck.

FERSEIRIRREREEME LR,
Danger by function damaged of chuck.
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CAUTION

’. TR EME, =MzHEUBXEAER, =ZMZESENBE2—.
) When mounting the top jaw on the chuck, the position should be the same,
and mass of each jaw is as much as possible.

BFEHERBK, HISHEEED, REINTHEE,
Unbalanced mass will cause larger vibration of the
machine, thus result in poor accuracy.

Never attempt to operate machine after drinking alcohol taking drugs.

&
)’}\ 1BRIFKERRT, B70E B ARAREFEEEY,

Never attempt to operate machine with gloves and necktie worn.

»
)}\ 1BRIFKEER1, BNFHFENET.
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)’ REREER, BUMERREHBIR.
}\ Have to using eyebolt or lifting belt, when mounting or dismantle chuck.
i

MmIR
Eyebolt

Lifting belt

&
FERRBEEERR,
PZ [og
Without lifting belt will %',/'@

cause danger.

—

>
)’ REF LIRS, HERTERREF,
;\ When clamping workpiece, make sure your hand not to be hurt.

)’}\ T RIRRERIREA, MKz THY).

Never hammer chuck, jaws or clamped workpiece.
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2. PEENSHKEE
2.1 PEBIKERE

2. Non-Trough-hole power chuck

2.1 specification of non-through-
hole power chuck

A\

|
3P/3M

5 @
S GE oA

3P-215,3P-218 3P-221,3P-224
SEALBEIES _P-ARLZ 3% (The dimensions and the specifications of _P-A type are in red data.)
vy o) (M || BHEAND | Bxdesn | BEEEw | EE | EREEI | BAERES
Plunger | Jaw stroke | &KX | &/ Max. Clampin: Moment :
Model stroke Dia. Max. | Min. | Mox DB.pull force 9 Max.speed | finertiq Weight Matching cyl. Moxipressie
mm mm mm | mm kN (kgf) kN (kgf) min? (rp.m.) | kgem? kg MPa (kgf/cm?)
RK-75(N) 1.5(15)
2P-04 15 6.9 m | 5 5.3(540) 14.7(1500) 6000 0.01 38 RAL130 0.4(4)
2P-05 15 6.9 135 | 14 5.3(540) 16.7(1700) 5500 0.02 58 | - RK-75(N) 15(15)
RA-130 0.4(4)
RK-100(N 17007
2P-06 | A5 20 9.2 165 | 14 12(1220) 35(3570) 5250 0.04 12| 13 Q) 7)
RA-170 0.4(4)
RK-125(N) 1.5(15)
2P-08 | A5 21 9.7 210 | 17 16.5(1680 50(5100 4750 01 22 | 26
8 6.5(1680) ( ) 3 RA-220 0.4(4)
RK-125(N) 1.5(15)
2P-08 | A6 21 9.7 210 | 17 16.5(1680) 50(5100) 4750 0.13 22 | 25
RA-220 0.4(4)
RK-125(N) 1.8(18)
2pP- 2 . 2 22 . I 2 2
P-10 | A6 5 8.8 54 19.4(1980) 715(7300) 4000 0.29 33 | 4 RA-990 0.4(4)
RK-125(N) 1.8(18)
2P-10 | A 25 . 254 | 22 | 19.4(1980 71.5(7300 4000 0.29 33 | 40
) 8.8 (1980) (7300) RA-220 0.4(4)
2P-12 | A8 | 30 10.5 304 | 22 | 27.4(2800) 103.9(10600) 3360 0.70 57 | 61 | RK-150(N) 1.7(17)
2P-15 | Al | 35 16 381 | 50 | 54.9(5600) | 164.6(16800) 3000 1.70 96 | 103 | RK-200(N) 1.9(19)
~ p— RFER N . o
sl LTI q Chucking | BEFRAAS RAREFA REEEH | 3 BRLHLI | RAEREAS
BiE Di
Iq.
Plunger | Jaw stroke | A | &/ Max. Clamping Moment !
Model stroke Dia. Max. | min. | Max.DB. pull force Max.speed | < ortia Weight Matching cyl. Max. pressure
mm mm mm | mm kN (kgf) kN (kgf) min” (rpm.) | kg'm? kg MPa (kgf/cm?)
3P-03 10 46 85 3 45(460) 1.3(1150) 7000 0.004 1.8 RK-75 12(12.4)

_ _ RK-75(N) 2.2(22)
3P-04 15 6.9 i[0] 5 8.1(830) 22.5(2300) 6000 0.01 41 . 0.6(6)

_ B RK-75(N) 2.2(22)
3P-05 15 6.9 135 | 14 8.1(830) 25(2550) 5500 0.02 6.2 RA30 0.6(6)

_ RK-100(N) 2.6(26)
3P-06| A5 20 9.2 165 | 16 17.9(1830) 52.4(5350) 5250 0.05 13 14 RA170 0.6(6)

_ RK-125(N) 2.3(23)
3P-08| A5 21 9.7 210 | 21 25(2550) 74.5(7600) 4750 0.14 24 | 28 RA-290 05(5)

_ RK-125(N) 2.3(23)
3P-08| A6 | 21 97 210 | 21 | 25(2550) 74.5(7600) 4750 014 | 24| 27 RA220 05(5)

_ RK-125(N) 2.6(26)
3P-10| A6 | 25 8.8 254 | 24 | 28.9(2950) 107.8(11000) 4000 03 | 35| 42 RA-290 0.56(6)

_ RK-125(N) 2.6(26)
3P-10| A8 | 25 8.8 254 | 24 | 28.9(2950) 107.8(11000) 4000 03 | 35| 40 RA-290 0.56(6)

_ RK-150(N) 2.6(26)
3P-12| A6 | 30 105 304 | 24 | 41(4180) 155.8(15900) 3360 073 | 89 | 65 RA-270 08(8)

_ RK-150(N) 2.6(26)
3P-12| A8 | 30 105 304 | 24 | 41(4180) 155.8(15900) 3360 073 |59 | 63 RA-270 08(8)
3p-215| A8 | 35 16 381 | 50 | 82(8360) 249(25390) 3000 18 [109.9| 122.4 g;'_‘fgg(ﬁs 2.8(28)
3p-215| Al | 35 16 381 | 50 | 82(8360) 249(25390) 3000 18 [109.9| 16 g;'_‘fgg(ﬁs 2.8(28)
3p-218| Al | 35 16 450 | 60 | 82(8360) 249(25400) 2800 232 | 124 | 130 SE-'?S&ES 2.8(28)
3p-2211 A8 | 35 16 530 | 59 | 82(8360) | 272.6(27800) 1900 49 | 177 200 g,?jfgg(ﬁs 2.8(28)
3p-221/ ATl | 35 16 530 | 59 | 82(8360) | 272.6(27800) 1900 49 | 177 194 F?,(H_‘;gg(ﬁg 2.8(28)
3P-224f All 35 16 610 | 152 82(8360) 272.6(27800) 1750 7 230 |246.28 g,?jggg(ﬁs 2.8(28)
3P-224 AI5 | 35 16 610 | 152 82(8360) 272.6(27800) 1750 7 230 | 238.6 RRE_'QQS&QS 2.8(28)

9
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By | ROGR (TR (ES)| o s | SR | BAsEn | BmEsM || EE | BRESO | BAEREH
— Psl,tjr?) Zr JaWD?goke 5’735 %{r{\ Max. D.B. pull o %g:r:ping Max. speed (’;/fl?r?;?t?é Weight Matching cyl. Max. pressure
mm mm mm | mm kN (kgf) kN (kgf) min” (rpm.)| kg-m? kg MPa (kgf/cm?)
2M-05 15 10.9 135 14 6.5(660) n(120) 4500 0.02 6.0 RK-75(N) 1.8(18)
2M-06 20 145 165 14 14.3(1460) 24(2450) 4000 0.04 12.2 RK-100(N) 2.0(20)
2M-08 23 16.7 210 17 19.6(2000) 36.6(3730) 3500 0.13 23.0 RK-125(N) 1.9(19.3)
2M-10 27 19.6 254 22 26.1(2660) | 49.3(5030) 3000 0.30 343 RK-150(N) 1.8(18.6)
2M-12 30 218 304 26 36(3670) 66(6730) 2500 071 59.1 RK-150(N) 2.4(24)
B | RO (T (BE)| coadinabio, | BHEAND | BARSSH | BEEEH | | EE | EREWE | BAERES
- Psl?rg gr JawD?ct’r'oke ,\Hjig; fjil/# Max. D.B. pull Moo fCOI:JCrgping Max. speed g}?&%g Weight Matching cyl. Max. pressure
mm mm mm | mm kN (kgf) kN (kgf) min” (rpm.) | kg-m? kg MPa (kgf/cm?)
3M-05 15 10.9 135 14 9.8 (1000) 23 (2350) 4500 0.02 6.0 RK-75(N) 27(27)
3M-06 20 14.5 165 14 21.6 (2200) 50 (3680) 4000 0.04 122 RK-100(N) 3.0(30)
3M-08 23 16.7 210 17 29.4 (3000) 72 (7340) 3500 0.13 23.0 RK-125(N) 2.9(29)
3M-10 27 19.6 254 22 39.2 (4000) 102 (10400) 3000 0.3 34.3 RK-150(N) 2.8(28)
3M-12 30 21.8 304 26 54.0 (5500) 150 (15300) 2500 07 59.4 RK-150(N) 3.6(36)
3M-215 35 25.4 381 20 91.0 (9280) 158.9 (16200) 2300 1.8 96 RK-200(N) 3.0(30)
3M-218 35 25.4 450 51 91.0 (9280) | 158.9 (16200) 2000 232 124 RK-200(N) 3.0(30)
3M-221 35 25.4 530 | 53 91.0 (9280) | 158.9 (16200) 1350 4.9 175 RK-200(N) 3.0(30)
3M-224 35 25.4 610 | 160 91.0 (9280) | 158.9 (16200) 1250 72 225 RK-200(N) 3.0(30)

10
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2.2 hEBHREREE 2.2 Drawing of non through hole
power chuck
EM THIRIE TGS BT 5
Master Jaw T-nut Top Jaw (Include soft jaw,

hard jaw,special jaw)

A lEy —

7#;+;, — ;

B EIRE Jet i

E)Taw screw % E
S

T omm(4"~12")

‘ 1mm(15")
Mﬁ EQ & BR Clearance

| ==
= 1 BHEE
; Cover

_\ ZERR
ZiN: hi{Z Mounting bolt

Body Wedge plunger

EEZIRIE /

Draw nut

EERE

Draw tube

A7, 3P/3M A, 2P/12M
Model 3P/3M Model 2P/2M

Fig.l

11
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2.3 PEHHREFMHR

2.3 Parts list of non-through-hole

power chuck

- ==

Fig.2
No. SHETE Name of parts Qty No. SHEE Name of parts Qty
LE:N Body 1 N |RAFLEERH Hex. socket set screw 1
2 |H{z Wedge plunger 1 12 | Grease nipple 20r3
3 |EM Master jaw 20r3 13 | RAFLEEEE Hex. socket cap bolt 2or3
4 |TRERME T-nut 20r3 14 |BHEEE Cover 20r3
5 |[EHEE Draw tube 1 15 [FRAFLHFEERE Hex. socket button screw | 3or 4
6 |EiEEERE Draw nut 1 LCIEAIS Soft Jaw 20r3
7 |EEERE Draw screw 1 17 |BTUEAE R Jaw mounting bolt 40r6
8 |##E Spring 1 18 |KRERLEE Chuck mounting bolt 3or6
9 |#HEk Steel ball 1 19 |AARE (B ) Joint handle(accessory) 1
10 |RAFLEEE#A Hex. socket set screw 1 20 |BiBigte (10" LLERMIE) Eye bolt(accessory 10" or over) | 1
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2.4 FH ELEEEY
BARISH

fEFE4E
BE—H¥MUE, (B%£Fig.3)

=EE P, BERMBZIR44, HEIBAMEE
KEBIZEIEHE, (BE$5H)
RPN AR N AR AR R KB
Ho (BE2IDEHHRERIR)

A4S B E S B R B 201/ minfiRH
2, TUREBEAIWIEHIZEREEIITHI 2SI
B RAZR S BEITH.

BYEM, AR DRGAIBMEREM

REEEH
EHRE IS (BT /) b E R RS
A [EHN B R E,

BRABFFHA

2.4 Relationship between clamping

force and rotational speed

Maximum static clamping force

Using the standard top jaws, and the gripping force
sensor should be clamped at half of the height of
the top jaws. (Refer to Fig.3)

Please use the attaching bolts to mount the top
jaws. Tighten the mounting bolts according to the
specified torque.(Refer to page 5)

The maximum pull force of wedge plunger is as
shown in the table. (Refer to 2.1 Specification of
non-through-hole power chuck)

For hydraulic source, the pump with the discharge
capacity of 20 liters/min or more should be
used. The hydraulic pressure is set by pump’ s
control device or a separately equipped pressure
reduction valve.

Maximum rotational speed

The moaximum rotational speed is the actual
measured data after lowering the dynamic
clamping force(during rotations to 1/3 of the static
clamping force.

A B

BREEM
%

L— Softjaw

TEA=BE¥; At A=B

111

o oo
RABETIL «
Max. pull force

AEEM %

Lubrication on master jaw

CAUTION F
x B

MR ERIINEE. HERE. ERIERREE®E
BERAMELFNER, LAMUWNVER, 15
REROEHEL, FRNSSHLEEE, 8
RETHBBARRFHEEESHNMAERS
B R LR RRE T,

A
Ap,

ig.3

13

i

Grippingforcevariesaccordingtotheperformance
of pump and reducing valve, piping conditions,
grease, etc. Especially, when pressure regulators of
the pump or the reducing valve are not performing
correctly, excessive surge pressure will be raised,
thus increasing the gripping force. As aresult, parts
will be damaged and chuck durability reduced.
Therefore it is recommended to provide a throttle
valve to lower the surge pressure.
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SRIOEEEITEYINES S ER TAHBRERE,
BRERER AR,
BZERAEHPRERFHES B,
RAIEERE AR RES MBI IR 2R
EERPBREE,

IWEREIEINE, BEODARHBVE AN FR(RsRSEF
11, THIBRNEEERRELENFRAE, 8
BHMMSHEIZ EMHIRYT. INERZERN
14% tl]%j&ﬁﬁaﬁ’*nﬁﬁ ARRLALZRIEFR R
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Since high speed machining with heavy cutting
can cause slippage or discharge the workpiece,
extreme care must be taken.

Periodically(every three months) check that
gripping forces is adequate.

Maximum speed will always be the lower speed on
either the cylinder or chuck.

When the rotational speed becomes higher, the
centrifugal force increases accordingly, thus
reducing the clamping force.

The data is shown in the following chart, using
the standard soft jaws. The clamping force will be
varied by the dimension, shape, and position of the
top jaws. Therefore, if the chuck rotates at a high
rotational speed, it is required to measure with the
gripping force sensor.
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3. IR R

thEHIIES{E Manufacture of Draw Bar

3.

Manufacture of draw bar

Cylinder Adaptor Draw Pipe Chuck Adaptor
\CREFEER e RERERER
L

4
K1 K2 E% .
7
gI \ 7
: =
" L Cylinder  []
SHEEL ]
_
G1 max. (3P-04,3P-05) | (G2)min. |
ane . 1
hEHI125£E Detail of Draw Bar G2 min. ;CKhE%ck
A
L=A-G1max.-G2min.-4+C A
Fig.4
REER EEFT R Gl G2
B c D K1 K2 L
Chuck type Cylinder type max. min
3P-04 RK-75(N)/RA-130 30 |30/20 | 30/25 | 45 3 M20x2.5/M16x2 MI10x1.5 A-22[A-32
3P-05 RK-75(N)/RA-130 40 | 30/20 | 30/25 | 45 -6 M20x2.5/M16x2 MI12x1.75 A-13/A-23
3P-06 RK-100(N)/RA-170 40 | 30/25 | 30/25 | 45 815 M20x2.5/M16x2 M16x2 A-101/A-106
3P-08 RK-125(N)/RA-220 40 | 40/30 | 35/30 | 50 106 M24x3/M20x2.5 M20x2.5 A-120/A-130
3P-10 RK-125(N)/RA-220 40 | 40/30 | 35/30 | 50 133 M24x3/M20x2.5 M20x2.5 A-147/A-157
3P-12 RK-150(N)/RA-270 40 | 40/35 | 45/35 | 55 133 M30x3.5/M24x3 M20x2.5 A-152/A-157
3P-215 RK-200(N)/RH-200 60 55 55 70 69 M36x4 M30x3.5 A-88
3P-218 RK-200(N)/RH-200 60 55 55 70 57 M36x4 M30x3.5 A-76
3P-221 RK-200(N)/RH-200 60 55 55 70 62 M36x4 M30x3.5 A-81
3P-224 RK-200(N)/RH-200 60 55 55 70 62 M36x4 M30x3.5 A-81
= 2P IR Z HiiE REFHEE 3P 2. (Note:To calculate the draw-bar length of 2P as 3P.)
FEFERIT WEFIRR Gl G2
: B © D = Kl K2 L
Chuck type Cylinder type max. min.

3M-05 RK-75(N) 40 30 30 45 -2 M20x2.5 M12x1.75 A-17
3M-06 RK-100(N) 40 30 30 45 815 M20x2.5 M16x2 A-101
3M-08 RK-125(N) 40 40 35 50 106 M24x3.0 M20x2.5 A-120
3M-10 RK-150(N) 40 40 35 50 1356 M24x3.0 M20x2.5 A-148
3M-12 RK-150(N) 50 40 45 55 40 M30x3.5 M24x3 A-59

HOMBKZ HIIRRESERFEIMER, (Note:To calculate the draw-bar length of 2M as 3M.)

WARNING
g 5

- HREEEMGRERAZRE, FHRZHE
EREEEHEIRMEARE, REIAR
H, EEER.

15

Increasing the thickness of the draw pipe and
secure the strength. If the strength of the draw pipe
is insufficient, the gripping force of the chuck will
lose. It will cause the workpiece fly out and it will
be dangerous.
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IMPORTANT
BESHE

B RBEERIRBNEZERRA,
FREEEARIMBEIRERE, MNTIEFKER
WHERAER, FEESEERK.
LUthi38 E380MPa(38kg/mm?2) M k2 ##}
RERIR,

Ol. MIEKELEFEEOC.05mMmT.ILREAK,

16

Insecurethreads willcause the draw pipe tovibrate.

With the thickness of draw pipe minimized, thread
part "E" to the maximum permissible thread dia.

For pipe strength, use the material of tensile
strength 380MPa ( 38kg/mm?)of or more.

OI1,MI should be concentric with "Thread K" within
0.05mm T.ILR.
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4, R

4.1 FEFHHRENRREDE

(1) MEREREREIAREL

BEEREARENSBNEHZ—, Etw AR
EERERENERIARNETN, 1B #HEH
AR NR ARG, LRSS
RE.

(2) EHARREN T HEREL

BE RIS B8 H R L 2 SE ISR T S, &
AR EEREE TR, (NREESRETE
HRIMIE, SMTUBSFEE, BIAERIBMIIEEY
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4. Mounting

4.1 Mounting steps of non-through-

)

(2)

3

VLGS e

Hex. key

hole type

Connect the draw bar to the plunger.

The draw tube of chuck is packed as a separate
unit because of packing reason.Therefore, it should
be screwed in the plunger and be set by a set
scrow, provided as accessories, so that it may not
be loosened.

Connect the draw bar to the cylinder.

Screw the draw bar into the cylinder piston rod with

the rod retracted as far as it will go.(lf it is tightened

at the intermediate position, the locking pin of the
piston may be damaged.)

Mount the cylinder to the spindle(cylinder
adapter)

Check that the run-out of cylinder is minimized
before routing the hydraulic piping. Move the piston
at low pressure(0.4~0.5MPa,4~5kgf/cm?2) two or
three times and set the piston at the forward end
before switching power off.

R

TNAEITE 1B

Hex. scoket set screw

1R
Draw tube
i
Wedge plunger
CAUTION
E LRI T RER, BEARHIBIRE

Fo (10" LRFEMRIB),
B LREER, VR TRIEERF.

Fig.5
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When mounting and removing the chuck, lift it
with the crane, using an eyebolt or lifting belt.(For
a chuck of 10" or over, the eyebolt is attached.)

Be sure to romove the eyebolt from the chuck after
mounting or removing.
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(4) IERERREENHIIT

Advance end
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ERNERERMIIER, IRFERTIERY
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ERBERR.

(4) Connect the chuck to the draw bar.

Remove the soft jaw and cover for the chuck to
insert the joint handle in to the central hole of
the chuck connect the chuck onto the draw bar,
turning the draw screw.

If the connecting of the chuck and draw bar is
difficult,check the thread. If connected by force.
Thewedge plungerwillbedamaged, thusresulting
in poor accuracy.

e PSE
EEAR Power Chuck
Adapter plate a— EREIRTF
e Joint handle
Eary= é
Draw tube pEFRTEYES v
Draw screw —
B ; T § T
B 1& Y I r— |

e =E

Wedge plunger

Fig.6

F&

Spindle (-
WARNING
g &

AN NEE Z BIBR TR, SERIREM
R FFABR B R RIS THREZ BR.
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Hex. socket cap bolt

If the draw bar is insufficiently screwed into the
draw nut, the thread will be damaged, thus
elimination the gripping force momentarily. It will
result danger due to discharge of workpiece.



AUGTOG»

4.2 1R SRR

(1) RERBEFHARL

B TREBZ MR HES, LA1.2.35RBARIEAN
8, BERRFEENKEBNROILL, &
RIS NRIAR,

EBIRBIEE IR, MARRTIERHE
N, AIEEMREEFPOEEER...F, W
SRBISHNRIEIEAMEE ERRERIB T RIR,
(2) REKEREH L

TR R FE R BN T HIESH,.

K THIERF#H L1844 15253456
(RHBRHERTIGRELRIE)
(MR B R IRERIZE S R IR ER)

4.2 Bolt tighening steps

(1) Mount the chuck to the draw bar.

Remove the softjaw and cover of the chuck. Tighten
the installation bolts 1.2.3. for several pitches. Insert
the joint handle into the central hole of the chuck.
Then turn the draw pipe.

When the draw nut and the draw bar are
connected,in case smooth scrowing is impossible,
if will be necossary to confirm inclination of
thread center.If connected by force, the thread
will be damaged, thus resulting in poor chucking
accuracy.

Mount the chuck to the spindle(back plate).

(2

Turnthejointhandle so that the chuckis thoroughly
attached to spindle mounting face.

Tighten the installation bolt

uniformly: 1-2—3—-4—5—6

(uneven installation will be a cause of run-
out.)(As for specified torque of the installation
bolt, refer to Tightening torque table. )

WARNING

(o= =
= =9

BIERBE L 1R44, BIRREZNEHE, MHR
HEFRBHAEIGERHEEIN,

LB BB AFERRE, SERETARARE
21912.90 F (M22LL F10.9) B Bz EE.
R F IEEE I B B AR AR L O E [EFE AL

B, NEARNUERNEE, RIKEHEEZEE
RIBIR, SRR IER, REMEIESIRME
FZ LB E, HARMNIEETE 2RI,

B\

3P-215,3P-218
3P-221,3P-224

Tighten chuck mounting bolts at the specified
tightening torque. If the tightening torque is
insufficient or too strong, it may cause an accident.
Periodically chuck that bolts are not loosened.

Use only attached bolts. In an unavoidable case,
use bolt with strenght code 12.9 (M22 or more:10.9)
or more and sufficient lenght.

Turn the draw tube by the handle for adjust the
plunger to the correct position. If this adjustment
is not suitable, the chuck cover will be domaged.
Therefore, as the draw tube holds the click stop
equipment, finish the adjustment on the position of
the contact.
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(3) FABEIAENIE
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IRFHEERIRNE, ASIRIE B RIRRAERKE,
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EETENMIS AR AR EETHB, I
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REFARAZMNATFIEEZ U

JIS B 0905-1992 FE&HMFF RIS 4mm/s%
B,

KREEM A FE B A/ REERK.

(JIS B 0905-19928 ¥ FEM EIPSIZ 2

ISO 1940-:1986F01SO 8821-:1989)

n CAUTION
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fERIRE R AR 2 RN
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(3) Use joint handle to adjust the position of the
wedge plunger.

Set the piston of the hydraulic cylinder at the most
front end, use the joint handle to adjust the drawnut
and the wedge plunger to the most bottom end,
and unscrew it around 4mm to the nearest clip stop
of the drawnut, which keeps the clearance between
the wedge plunger and the chuck body at O~1mm.
(4) Remount the cover and chuck run-out of the
chuck.

Make peripheral run-out of the chuck to less than
0.02mm.

Balance

It's not asymmetry when additionally work or use
jigs, otherwise able to cause shaking and noise,
then reduce the working accuracy.

The centrifugal force due to centroid of the
workpieceis appliestothetop jawwhen processing
asymmetry workpiece, consideration to process
with the low speed.

Tolerance of instruction manual is use balance
4mm/s as the datum with that defines for JIS B
0905-1992.

Unbalance value of the chuck is stipulate for the
form.(JIS B 0905-1992 correspond to international
standard is ISO 1940-:1986 and 1SO 8821-:1989)

For the cylinder, refer to the insturction manual.
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HAL R REE 4.3 Mounting of chuck adapter plate
o EERIMEZRIBEE TRATDESEP, M  The outer diameter run-out of the adapter plate
EIER S E 2 RIEEIT TR REESE N, should be D-Value or less . The end surface run-
a out of the adapter plate should be E-Value or less
o REEIMEK Z (RIEZETE TRFIRFEEEMN, Mk (see table below).
BEIRE Z (RIEEE T RATRGETEEN, «  The outer diameter run-out of the chuck should
. Fig.B%JISEﬁEfEIHD be F-value or less. The end surface run-out of the

chuck should be G-value or less(see table below).
» Fig.8 shows JIS short tapered spindle.

IR FER
Chuck Adapter

HIf% i
Draw tube Spindle

3 A (H6)

Fig.8

BS% Model

. Zpios | Zon | i | seisen | a-asiseze | gpz
A (HB) @140 2170 @220 @220 @300 2380
B 104.8 133.4 1715 1715 235 330.2
Cc 15 17 18 18 22 27
D 0.005 0.005 0.005 0.005 0.01 0.01
E 0.005 0.005 0.005 0.005 0.01 0.01
F 0.02 0.02 0.02 0.02 0.04 0.04
G 0.02 0.02 0.02 0.02 0.04 0.04

ARSI ADINZ1Z#381& A Dimension (mounting recess dia)is according to DIN standard

CAUTION
A E B

- BMEEIEIRZ BISERKRRKRYIA-0.01, + The diometer of the adapter plate should be
A-Value -0.01 (see table above).

WARNING
B o
. ELLEIEIRACEM, EEEHZRE (HE. *  Mount the adapter plate with bolts which have
§5(£\ ME) BEEEEMT SIEANE, (B sufficient strength ( dia,pcs,and material ) and
B 4 B S R BB AT 1 SE S EY) tighten it with specified torque. (As for specified

torque of the installation bolt, refer to Tightening
o MEBHERBHAK, FEBURAETRMIER torque table. )

REEFRAL 2 fEfiRo « If tightening torque is insufficient or too strong,
bolts are broken. Also, the chuck discharges thus
resulting in danger.
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5. A LIEEEE

1.

S EMEs, W RRERMAVERE D & T AR
B AERD, BRIASE RS E LR,

. RIB TN RIEIE R SRR E B, NRE

AABY T = BRI IS S T

. RESRIE S E RS TS, EAREHRMNE

BERZ REFE T HEDT T ERE.

. REHROTEYE, ROBEEENRONIERE

B—ML, MIREREERRERE,

CAAERARETHEAGZ LM BEERRE, &

RERGHEBE, BEEETMURR,

ERERB 2 A, ERRERFAM—X, T LM

TR ERTETIA TIREEE T,

. SIRKEF RO TIFYE, ERARER P ORZES

— i, (BEH/REH)

. REE{EEXRE, K LR AI 5 F T Y.
. BRFAENRMBIEFTER T AT REEE

3REH, I BMEHARE LML 2T\ T BUR GBS IR AR K
RIFBRESFEEER.

10. 5% = E L MR Z MR AT EEARE ETR.

WARNING

7 &
TR BRI TR B B, REPEELL
N, BEETERRIFNIEERETE, B2
LT BB RIIFTEY. (Fig.9)
TETIEYER, RERTERSTEN, ZTEM
i — % B A B R T — T TR2 85 B LA 75 (B e
2, (MUTiR8£21hEEHIGERR)
B MR B R BT B TEMEIE R AT LIS
Mo (Fig.10%)
TEUMZMEZ M, RIERMER A EEREM
TRUEIRROIRIE RS LR,  (Fig.10%)

iTHEEER

Stroke mark

5. Precautions

1.

2.

When changing the top jaw, carefully clean the
serration of master jaw and fitting part of T-nut.

Set the hydraulic pressure according to the
shape of workpiece and cutting conditions. If, for
example, a pipe shaped workpiece is gripped
with high pressure, it may cause distortion.

. When gripping inclined or tapered parts such as

casting, etc., use special jaws with spikes so that
the workpiece will not discharge.

. Machine the unbalanced workpiece at a low

speed because the centrifugal force by the
eccentricity mass of work is applied onto the jaw.

. Do not use the top jaw in which serration pitch

differs from the master jaw. If the workpiece
is gripped with serration insufficient engaged.
The serration is broken. At this time, the jaw or
workpiece discharges thus resulting in danger.

. Before machining. Run with low speed to check

that the top jaws locator or workpiece do not
interfere with the tool or tool holder.

. When gripping a long workpiece, use the tailstock

or steady rest. ( Refer to page.6 )

. When stopping the machine for a long period of

time, remove the workpiece from the chuck.

. If the chuck or workpiece is misused by

interfering with the tool or tool rest due to
malfunction or tape error. Immediately stop the
machine and check the top jaw, T-nuts, cap
screws for mounting jaw and etc., and gripping
accuracy.

10.In case of using higher jaw then standard top

jaws must use lower oil pressure.

It is the most desirable that the workpiece is
gripped atmid stroke of the master jaws. To grip
the workpiece correctly, avoid gripping at stroke
end. (Fig.9)

In order to check if the baseline mark of master
jaw is within the range of the suitable stroke, the
user can draw a baseline mark at mid stroke of
the master jaws. (Refer to 2.1 Specification of non-
through-hole power chuck)

The T Nut must not be protrude from the master
jaw.(Refer to Fig.10 right)

The use on condition incorrect will cause damage
to the master jow and “ T 7 nut as well as
inaccuracy.(Refer to Fig10 left)

Whole stroke

Suitable stroke

Fig.9
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TR 18
T-nut

P}
Chuck

BEm

Hard jaw

Fig.10

WARNING

g &
WIS _EMEHER R4, HEHNTEZNE pVIRAUR
EXE, SRETEIRIEHNIE, k2, BARY
TEURIE REE, BUBMEIRA4CMBHELIE
ME2EE, Rt EM#ERBMNEREEE
BETRUZIEER P O~ImmE. (2%Fig.l)
BERNBTRBEREE R (EEENS
HERT, ERKHBUIMNIRIERIR4%, Hia
B2 9%EE2.9UE (M221 F10.9), R
HAIFERERTESN)
ETRNZIE AR, TeeR @ EEhiesE, TA)
EMETRZEERE, EEER.

IEHE CORRECT

If the screwing depth for T-nut of the top jaw
mounting bolt is shallow, T-nut may be damaged.
If the bolt protrudes from the T-nut bottom, the
top jaw is not fixed even if the mounting bolt is
tightened. Consequently, the overall length of the
top jaw mounting bolt should be 0~Imm from the
T-nut bottom.(See Fig.1)

Be sure to use the attached T-nut and mounting
bolt.(In an unavoidable case, use the bolt and nut
of strength 12.9 (M22 or more, 10.9) or more and
sufficient length.)

Never start the spindle with T-nut stillloosened. The
top jow may scatter. It is dangerous.

LMEE &Rt

Top jaw mounting bolt

£m

Top jaw

0~1 mm

L

TR 1218
T-nut

IMPORTANT
BHESHE
EMBAEMTRIR R SRR AL R E M LA
EEMAERARE EMAIE,

MRAERK EME, ETIRRFRRE, TELRR,
BERER R EMTE, BETRIRSEE
BhES, SRHEEER.
MRTENRBHE MAEERENE, TREES
BRIMES, SEMHESER.
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The top jaw is mounted on the master jaw with T-
nut and mounting bolt. At this time, the mounting
position of the top jaw can be changed by a
engaged place of serration.

If the top jow is mounted with the master jow
opened, the cover is damaged because T-nut
interferes with the cover if the distance between T-
nut and the cover is less than the master jaw stroke
take extreme care when mounting the top jaw.

If T-nut front edge protrudes from the reference
position of master jaw, T-nut will interfere with
cover, so that causing the cover damage.
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EMBFEEENS
Master jaw serration 7

—— TRRIERIE
\ T-nut front edge

ffffff SN pEE

Cover

reference position

- RREREAPHEMIEE, +  Shaded areais possible to bore or tap additionally.
C A A
‘ Il @ I
1 e gBY
4 [ ]
= G H
Pam 4Jaw =T\ 3Jaw M 2Jaw
. CAHEBALKNFrIARHFZRE, + Cis permissible depth of drilling or processing.
3% Dim 3% Dim
3% Model A B ¢ max. B Model —— A B € max.
2P-04/3P-04 46 78 15 2M-05/3M-05 46 90 15
2P-05/3P-05 46 90 15 2M-06/3M-06 61 106 20
2P-06/3P-06 6l 106 20 2M-08/3M-08 68 126 20
2P-08/3P-08 68 126 20 2M-10/3M-10 74 160 20
2P-10/3P-10 74 160 20 2M-12/3M-12 86 180 30
2P-12/3P-12 86 180 30 3M-215 n2 215 30
2P-12/3P-215 12 215 30 3M-218 2 280 30
3P-218 2 280 30 3M-221 n2 240 30
3P-221 2 240 30 3M-224 n2 320 30
3P-224 2 320 30
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6. IAMBYSLERMHS

RIBIARIN
IEHFEREEGEZ 8,
BT SRAZ P BR R 17 WA 2R
B

ABHIIE R EIE M2/ BFLEERR

FRREEE Moy Bl
R~ B8 RERERTIE

TR TIERHMER

IMPORTANT

HEEHE
BATBERS T RFFFEITIZF R

5MEEHF External gripping

6. Forming of soft jaws

» Since the sofe jaw can be easily separated from
the master jaw by loosening haxagon socket head
screws, it can be freely adjusted by changing the
engaged position on the serration.

» Fit a suitable soft jow according to the shape, size,
material, surface roughness and cutting conditions
of the workpiece.

» Adjust the cylinder pressure in forming the soft jaw
to the same or less as cutting a workpiece.

» ltisdesirable to chuck the workpiece in the central
part of the stroke.

PIfE3EHF Internal gripping

Mg st EEED &R dRE MR
TR REER,

Open the master jaw fully by
operating the valve.

Next, set @D dimension to grip around
the middle of the maximum jaw
stroke.

@D = @d + Max Stroke of jaw [ 2

[ E#HE-—EXEEAEVVVNE| 0 ZHE-—ENEREAEEVVVN
BETNEEENEERSE, BFEmAREEREZHIR,
AR) AEEFRARTZER.
Prepare aring wich outer diameter is
Prepare the plug for forming. limited toVV\/\/ finishing and with a
Forming outer dia. Of plug is limited suitable wall thickness.
to\V\/V finshing.
Ensurs the plug is strong with a T
I suitable wall thickness.
-3 5
1 Note) It is necessary to prepare S
different size plugs in advance.
2] LATIHAREAE £ M2 4TR. (7) LU EMEES .

& st B ERD R FFdF E TR
1TREPRIER.

Close the master jaw as far as it will
go by operating the valve.

Next, set @D dimension to grip around
the middle of the maximum jaw
stroke.

@D = @d - Max Stroke [ 2.
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MR oD Z A A2 &R 93 3R 5 [
8o WZALIRERGE S8 AP LEIR
o

AR) FARERR, MEEERS
RFFIEHE,

Girp the plug in @D by operating the
valve.

Note) Be sure the plug is correct so
that repeat chucking several times.

U EoDZ Bz & 53 e E
Bo WA LAREE IR E 2 15 LA LR
o

AR) MEREHR, UEEEE
REFIEHE,

Girp the ring in @D part by operating
the valve.

Note) Be sure the plug is correct so
that repeat chucking several times.

B —E TS odis, B
FEIEEE, BERT%ERR(H7)
RIfZRSER, BRERE/N
65,

B EL R ) 4 R R R A T
BRI

EE) MEREESTE, EREE
HRUBREZ 5,

Form the part @d’ for gripping the
workpiece with the plug still gripped.

Machine the part @d’ to the same
diameter(H7) as the workpiece and
surface roughness less than 6s.

Set the gripping pressure for the jaws
to be approximately the same as
when the workpiece is gripped.

Note) If the plug is distorted, reduce
the pressure or alternatively use a
stronger plug with additional wall
thickness.

B — (B TS S odEE, B
@ERFEE, HR%EREB(h7)
RIGZIGSER, BREEE)
6s.

SRR ch H B A BB R A T
BRI

AE) MERES ST, AREE
MR UEE > B8,

Form the part @d’ for gripping the
workpiece with the plug still gripped.

Machine the part @d’ to the same
diameter(h7) as the workpiece and
surface roughness less than 6s.

Set the gripping pressure for the jaws
to be approximately the same as
when the workpiece is gripped.

Note) If the plug is distorted, reduce
the pressure or alternatively use a
stronger plug with additional wall
thickness.

BF%E, RFIHEUKERET
2o
AUMIHFEMERBEMIE
EAPIE(A) R imE (B) 2R3,

Afterforming jaws, grip the workpiece
to check the jaw stroke.

Perform trial cutting to inspect
machining accuracy,etc.

Grip the workpiece 2-face fitting of
face A and face B. check and face(B).

BRAZ1E, REFTHUBERERT
2o

AL IHMERREMIR
E..%
ERAIME (A) Kl (B) 2R 3eHF,

Afterforming jaws, grip the workpiece
to check the jaw stroke.

Perform trial cutting to inspect
machining accuracy, etc.

Grip the workpiece 2-face fitting of
face A and face B. check and face(B).
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ERFHEERNRA A E (B SMEREFER)
ER B RSFHEER,
BT Az RS B RN THB AR Rl

IMPORTANT
BEER

FIYNENZREZ R A,

Method for forming soft jaws when higher accuracy
is required (e. g. External gripping) with jigs used
as shown in the following figure, soft jaws can be
formed under the same conditions as the machining
of the workpiece. jaws will enable higher accuracy

to be achieved.

Bl B2

ex.1 ex.2

EFBIFRTRE (TEIRA) RE&iH

() BT IB0E (F12) H—EEIR
R=FDNERIR L. EHA—ELREE
EERNEE—EEENEIR,

Prepare jigs for forming.(Available also
from maket)

Fit pins (EX.1) or nuts and bolts (EX.2) to
the ring shaped plate divided equally
into three.

Use a strong ring with a

sutiable wall thickness.

;M
Soft jaw

LU EMHAERAK.

Fully open master jaws by operationg the
valve.

AR 1R R R A RIS HER S BN ER
MBYRAAFLN, MERAGERE, Itk
i TS 5 EL B Ui 1 0 73 B R T\ B9 A i IR
B, WTESREERE S R B E .
WREFRE, WMEE MBS URITERRM
o
HIZFURE N R B BRI TR
HRREEE

Operating the valve, insert projections of
jig into the bolt holes of the soft jaw before
gripping. At this time, enforce the jig to the
jaw, ensuring closed fit.
Check that the work is gripped nearby
center of correct stroke.

Set the hydraulic pressure to form jigs
to the same or less pressure when the
workpiece is machined.

REFRIZ R AR ED, A2 TIE
MWRARSod , MIod KR
AR T HIFHS M ETHER(HT),
MREFBELLESE

Form the part @d for gripping the
workpiece with the plug still gripped.
Machine the part @d’ to the same
diometer (H7) as the workpiece and
surface roughness than 6s.

BB RE T AU IREITE,
BRI HEE,
FEAPNEE(A) RiRE (B) R 5K,

After forming jaws,grip the workpiece to
check the jaw stroke.

Perform trial cutting to inspect machining
accuracy, etc.

Grip the workpiece 2-face fitting of face
A and face B.
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1. EEREE

WARNING
g &

RIS FE E HA YR8 AT (R IF R EERS AR
FRERAVE B SRR AEE. BEAR, BiR
&‘HI, W’Z‘? jFii‘;ﬁ%EE\o

7. Maintenance and inspection

* To maintain the chuck for a long period of time, it
is necessary to lubricate the chuck on a regular
basis.

Inadequate lubrication causes malfunction at
low hydraulic pressure, reduces gripping force
and affects gripping accuracy, and causes wear
and seizure.

Consequently, securely lubricate the chuck.

Section to be

Jubricated Grease useds Lubrication cycle

TREIERFT ERHEE HEEHs
EREBMARERm | ZEREEH BH—R, BNMRKEES
ANS—EZ AR IR A B IKIETIEIR
S, Rl ThERE, RRE

SHHRE, FARRFRNE
TR TE -

Apply grease from | Moly Kote EP Grease | Once a day. However,
the grease nipple at | (DOW CORNING |when the chuck is

the periphery end | CO,LTD) operated at high
of each master jaw speed rotation or
with a grease gun. a large amount of

water soluble cutting
oil is used, more of
lubricated is needed
according to service
conditions.

MIEERBCARESENN TRERRERE
NiBEH,

BEREERMPERIRST N, FEBMFEZE
o

CAUTION
X B

F7NEAR (NS08 R) I FRBEH—RBEZE
2 (MHEEs —EAEL—R).
RESMRRIBIRNER, NHRERILAER
#amo

HEERIZAT B,

» Aftermachining,cleanthe chuckbodyandslideway
with air gun, etc.

» Userust prevention coolant oil so that rust does not
reduce gripping force.

» Disassemble and clean the chuck at least once per
6 months or every 100,000th used (once every two
months for the casting )

See if parts are worn or cracked
and replace it if required.

»  Lubricated the chuck before reassembling.
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8. EFEHERR

YNREEHE, HIETRIRE, KTIIBREREE,

FESER 7] 82 R & R
FEERM BRI, SRR R B,

KR EEBIF BEE SRR R ERERS, LUBEEEY HBik,

B H R (2 15E . WA RS, WIRER. SREM--%,
% SHIREIB, BEE,

zgm@ﬁ& PERTETZ T RS HIMIE DIERER

x
HIRER B B HTHIL,

F MBS TIER o B T HHEE T MM B TR hES,
SO S VAR N R IR M HEE N 2B EE,
MM RESET ks

I TIE 4% Tq:E(JE?ETé*ﬁo @Fﬁmﬁﬁmﬁiﬂ/ﬁlféﬁi /9-'\0

ﬁ/ @jE’Jer/R .

PILIVAE > o B E— RN N EMEEEE S T IHIENRR.
FMUBENEE R, RSB E S B MATERE T TR,
EEHEEBS, B EEEIEEN, LURL O,

AL SMSRIBB A, BRIESMS IR E A R R S R 4B 4k

FME EMEEIMIR P

=F78, MIRE . R MY B 458,

EMEERAHREHE, LUEE 1M,

REFR TIEBA, ELHER. | BERFNIBEEEE, EEHRBTURETIFBTEE,
EMEEAS, EEM =me @i
ﬁ%iﬁ%ﬁéﬂ?o F%{&J:m:t*-r AE Jgo ( gﬁﬁ 1@* ﬁE’JR_J- )

’ N RERFESTHE, RPTEREZHE,
AR LTEE BER BN R SETS DA TR,
RS BIoh, AR AR AEREE S R PR B R B A

f&eE:

BENKIERBITRE, NEEETRENEHRANE, ALEMEIEESNFORATRE
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8. Troubleshooting

If the chuck malfunctions, stop the lathe and try the following countermeasures.

Problem Possible Reasons Countermeasures
Chuck part is damaged. Disassemble and replace part.
Chuck wil Slidway seizes. D!sas_semble and repair damaged part
not work with oil stone or make change.
Chuck is not working. Examl_ne the hydraulic system, pressure
reduction valve, over valve......etc.
Insufficient master Too much swarf in chuck. Disassemble and clean.

jaw total stroke

Draw pipe is loose.

Afresh locking Draw pipe.

Workpiece
slippage

Insufficient master jaw
clamping stroke.

Make arrangement such that when workpiece is
chucked the master jaw will be in the stroke center.

Chucking force is insufficient.

Check that hydraulic pressure adequately set.

Formed dia of top jaw does
not match workpiece dia.

Reform top jaw according to correct method.

Cutting force is too high.

Calculate cutting force and confirm whether
the force matches chuck specifications.

Insufficient lubrication on

master jaws and each slideway.

Lubricate from the grease nipple and chucking operation
of jaws several times without workpiece in the chuck.

Speed is too hight.

Reduce speedup to necessary gripping force.

Poor accuracy

Perphery of chuckis run out.

Confirm peripheral and end face run-out and tighten bolts.

Foreign mater is caught in
serrations between master
and top jaws, dust...ect.

Remove top jaw and clean serrations thoroughly.

Top jaw mounting bolts are
inadequately tightened.

Tighten bolts to correct torque.

Workpiece is deformed by
too much gripping force.

Reduce gripping force to prevent deformation.

Top jaw is deformed and
top jaw bolts are extended
because top jaw is too high.

Reduce the height of the top jaw by replacing with
standard size jaw.

Forming of top jaw
is inadequate.

Check that forming plug is parallel to chuck end face
and plug is not deformed due to gripping force.
Also, check hydraulic pressure while forming, and face roughness.

Remark :

Please contact your local distributor or agent.
If no distributor or agent locally, then contact AUTOGRIP Machinery Co., Ltd.
On receipt of the product, we will inform you immediately of repair chedule.

Please call us if you find any problems.
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9. RECHIER 9. Assembly drawing

FEE Non-through -hole type
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Cvlinder Cylinder Adaptor
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Power Chuck
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Drain hose /1 Directional control valve
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CAUTION \ Flexible hose
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R DM‘GE%TJ”:\/EHEJ:E 5= Tank Hydraulic pump unit
The discharge port of drain
should be located upper the
oil level in the tank.
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HIEEEmmE, TAREREEZEN, WEEELRBITEH,
We reserve the right to modify without prior notice.
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Changhua County 513006, Taiwan
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