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8EE Important Notes :

SR {FARBYEAREAE, RO BB ZEBERER M.
FRPEFZERE, NnERERER, AR ILRPAEGCHNERE.
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 FTSRE TR AR (IS S 2 1LED
HfEkE, SHEBAXEERILT,

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

SRR FTSRE TR BARIR (RIS S BT
HfEkE, SHEBAXEERILT,

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

SR KRR FTSRE TR BARIR (IS5 BT
HfekR, ERREENEE.

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

RERIL TSR R TRUMBAS S T RN MAYIERE, T
SR IERAR{FRE,

Indicates for chuck performance and
avoiding errors of mistake.
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EREERIASEREAE , ARTEIETHA. EXRIKMBIST, Please read this manual and following

$EIRAERMNG | EAVEESREINE, FAFEF instructions carefully. We cannot assume
RE. responsibility for damage or accidents

caused by misuse, through noncompliance
with the safety instructions.

DANGER

s B

AERKIGENHBRER, BUMEAMEER, RRBFEZRS.
SWITCH OFF power before setting, inspecting, lubricating or changing the chuck to
ensure operator safety.

SELESBRARMBAFTEIEL.
To avoid accident of operator body or ON
clothes drawn into machine. ]
o B =
§) OFF
P

HLK

Lathe

);\ EXehi0EEs, YDRIFEIRE.

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

17
JAV%(TOBSﬁED M#a? Rgi;%‘aﬁgd valve
F /M
JAW OPEN
NO!

I BUN  SERENEE RTEREELRE.

Solenoid valve  Causing fly-out of the workpiece

e RARBEECARREN AR AT ZREBEHEFREE.
) The max. speed must be the lower of the max. speed allowed by the power chuck or
the hydraulic cylinder.

TSI, B O HRIE TP ERRS ), SER
TFREELEER, BB RIHIGESEEE R,
Gripping force decreases due to centrifugal force
as speed of chuck increases, thereby causing the
discharge of workpiece.
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);\ REAGFRLPIZAEI, tI7NREB) SRR,

Don't start the spindle before closing the machine door.

Close fa%z

B T MERRIFIMARL.

Workpiece or jaw may scatte while door open. I I |

&
)’}\ HEELH AR FIBBRBERFZRAANT.

Don't exceed Max. allowable plunger input force.

YE R HH BB SR BR A S S A fH,
B ESRERER T SRR 2 B BRo

Ifinput force of plunger is exceeded, chuck
may be deformed or broken.

-, é‘%‘%g&%i@ﬁﬂm@ﬁ"ﬁiﬁﬂ%ﬁ, ERREINPEEF, BERSLEEWIINAEER, R

) }\ 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.

EERRARIN, ETFYREBELER.

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

FE

Power outage

RETHEERRIFUE

Set the workpiece to the correct
gripping position.
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Secure mounting bolts with specified torque.

BRI HEHE % gﬁ E ﬁ% m%‘
POk Sire Tightening torque X Chuck mounting bolt
M6 130N - m (13 kgf - m) j
M8 33.0N *m (34 kgf * m)
MI0 730N *m (7.4 kgf + m)
M12 107.0 N * m (10.9kgf * m) ’
M4 17.0 N » m (17.4 kgf * m)
M16 250.0N * m (26.5kgf * m)
M20 402.0N * m (41.0kgf * m) Lm@ﬁﬁ%
M22 539.0 N+ m (55.0 kgf * m) Top jaw mounting bolt
M24 666.0N * m (67.9kgf - m)

» .
)’ FERRE 4471,
}\ Don't miss to lubricate chuck.

B

Grease nipple

R ER. FRREREF.
Lowering gripping force caused . %%
by insufficient lubrication. :,“j'_"la un
G‘ease *) ) ©

&
);\ ERMERNE, HEANNTEEREE.

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

BERTSE SHLMSE
Standard soft jaw height Special top jaw height

fEAMERIME, BIEEHENFEE. |
Using higher top jaw than standard

should reduce input force and rotating
speed.
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When chucking components internally, reduce the hydraulic pressure by more than 50%.

&
);\ TAMILIPIEREFE, TAFHENREEESN50%UT.

WRFEEHE S, FTRE B B KT RO
M S EAMmETHFRKERE.

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

PRESSURE
GAGE

DOWN
s bk [BR

&
)}\ FHIRTHME, SAUREEHNIEEERZE.

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

ARMEAHMZEZTH, FEREZBR.

- Danger by fly-out of workpiece, if it is too long. B [z
— Tailstock
i Y e
=] T\ =
—— ) &
| J E_HI_[H
IFRER T ﬁ
— Est

Support collar

Center
’ N
)‘ F AR OERE,
;\ Don't attempt to modify the chuck.
FEBSEBRREMEMBEERER.
Danger by function damaged of chuck.
el
oo
o
@
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CAUTION
x B

< 2 FMB, SM2HERUBXEER, =M EE2NRE—X.
) When mounting the top jaw on the chuck, the position should be the same,
and mass of each jaw is as much as possible.

HEHERBK, BISHEEES), CENTREE.
Unbalanced mass will cause larger vibration of the
machine, thus result in poor accuracy.

Never attempt to operate machine after drinking alcohol taking drugs.

\
);\ 1R(EIARR0, 3A7008ENARAAFERIEEEY).

Never attempt to operate machine with gloves and necktie worn.

&
)}\ BIFIRIERT, ANFRFENERS.
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CAUTION
x B

&
)}\ IFEERER:, BUERRBERBIR,

Have to using eyebolt or lifting belt, when mounting or dismantle chuck.

B

RER
Lifting belt Eyebolt

MERRBEELERR.
Without lifting belt will
cause danger.

\
);\ RIFLHE, AEETFERKEF.

When clamping workpiece, make sure your hand not to be hurt.

DANGER !!
f& k&x

Never hammer chuck, jaws or clamped workpiece.

&
);\ FrImeEesREE, RMeREFZTHY.
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2.1 P E I FEIRIE

2H/2H-2

2H-204 H4TIRIEZ
2H-205 Only 4 bolts

2. Trough-hole power chuck

2.1 Specification of through-hole
power chuck

3H/3H-B/3H-2

SAIEMES_H-ARZ % (The dimensions and the specifications of _H-A type are in red data.)

N 17 FHFEE = )
g BT [“EEE) lchucking Dia BEERAND | BAKSH | BEEDEM | = BECHI | BAEREHD
Plunger |Jawstroke | K | B/\ Max. Clam Moment 2
Vet atr) i) | Max | Min. | Max.D8.pul foroeplng Max speed | (G T0RT | Weight | e Max. pressure
mm mm mm | mm kN (kgf) kN (kgf) min’(rpm)| kgem? ki mPa (kgffcm?)
3H-204 | A4 13 55 n3 7 13.7(1400) 36.0(3670) 8000 0012 |422|534| TK-A528 20(20)
3H-205 | A4 13 55 138 | 10 17.2(1750) 48(4890) 7000 0.02 63 | 71 TK-A533 25(25)
3H-206 | A5 14 6 170 | 13 | 233(2375) | 66.8(6810) 6000 0.06 131 | 149 | TK-AB46 25(25)
3H-208 | A6 18 7.6 210 | 17 | 319(3250) | 95.7(9760) 5000 0.15 218 | 234 | TK-A853 26(26)
3H-210 | A8 21 89 260 | 37 | 491(5010) 152(15500) 4500 0.32 375 | 43 TK-A1075 3.2(32)
3H-212 | ATl 25 10.6 315 | 43 | 58.8(6000) | 157(16010) 3700 074 |586 | 647 | TK-AI512 18(19)
3H-215 | A8 25 10.6 405 | 49 71(7240) 180(18350) 2500 28 127 | 149 TK-2114 21(21)
3H-215 | ATl 25 10.6 405 | 49 71(7240) 180(18350) 2500 28 127 | 1433 TK-2114 21(21)
3H-215 | AlIS 25 10.6 405 | 49 71(7240) 180(18350) 2500 28 127 |1356 TK-2114 21(21)
3H-18B | AlS 23 10.6 456 | 79 71(7240) 180(18350) 2000 48 1624 | 1734 | TK-2416 19(19)
3H-221 [AI5 | 28 129 | 530 | 105 | 90(9175) | 234(23860) 1800 7.5 223 | 234 TK-2416 24(24)
3H-224 |A20| 28 12.9 610 | 135 | 100(10200) | 240(24500) 1500 158 270 | 284 TK-2820 21(21)
3H-232 |A20| 34 18 800 | 205 | 100(10200) | 240(24500) 1200 47 546 | 560 | TK-2820 21(21)
s 17 FHSEE = ;
sy |modk| 5 RS, | s | skwsn | esees | 2= | APERE | BAGRENH
Plunger |Jawstroke | K | B/ Max. Clampi Moment )
V] stro (Dia) Max | Min, | Max. DB.pull forcepng Max. speed of inertia Weight Matching cyl. Max pressure
mm mm__ [ mm [ mm [ kN (kgf) kN (kgf) _ [min® (rpm)| kg'm? k MPa (kgf/cm?)
3H-12 | A8 25 10.6 304 | 34 | 54.9(5600) |143.7(14650) 3300 0.77 56.6 | 59.3 | TK-AI291 2.5(25)
3H-15 | A8 25 10.6 381 | 50 71(7250) | 179.8(18350) 2500 2.28 120 | 134 | TK-AISI12 23(23)
3H-15 | All 25 10.6 381 | 50 71(7250) | 179.8(18350) 2500 228 120 | 127 TK-AI512 2.3(23)
3H-18 | All 25 10.6 450 | 50 71(7250) | 180.3(18400) 2000 4.46 160 | 74 TK-AI512 23(23)
we  |aoire| (Y5 | chuing | BB | Bhomsn | EmEes | 25 | EDESE | BAEEESH
Dia.
Plunger |Jawstroke | Bk | B/ Max. Moment 2
Model stroke (bia) |Max. | Min. | Mox- D8. pull Clamping force| Max. speed | o inertia Weight Matching cyl Max. pressure
mm mm mm | mm kN (kgf) kN (kgf) min? (rpm.)| kg'm? MPa (kgffcm?)
2H-204 | A4 13 5.5 n3 | 7 9.2(940) 19.4(1980) 8000 0.012 42 | 48 TK-A528 13(13)
2H-205 | A4 13 5.5 138 | 10 n.4(n67) 32(3260) 7000 0.02 68 | 7.6 TK-A533 16(18)
2H-206 | A5 14 6 70 | 13 16.5(1580) | 44.4(4530) 6000 0.06 131 | 149 TK-AB46 16(18)
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e |evie| (Y5 (ﬁ%% BHEANS | Bhadsn | BmEms [ x| EBESED | BXEREN
Model pélt"ro gr Jq(\z)?gjke §<§ ﬁl’]n\ Max. D8. pull Clamgi%force Max. speed c';/flcl’rr?eft?cti LLEL Matching cyl R
mm mm__| mm [ mm kN (kgf) kN (kgf) _ |min” (rpm)| kg-m? k MPa (kgf/cm?)
2H-208 | A5 18 7.6 210 | 17 | 231(2360) | 57.3(5840) 5000 0.17 213 |242| TK-A853 18(18)
2H-208 | AB 18 7.6 210 | 17 | 231(2360) | 57.3(5840) 5000 0.7 213 |224| TK-A853 1.8(18)
2H-210 | A8 21 8.9 260 | 37 | 32.9(3355) | 101.9(10385) 4500 031 335 | 362 | TK-AI075 22(22)
2H-12 | A8 25 106 |304| 34 | 36.7(3740) | 95.8(9780) 3300 070 | 59.7 |627| TK-AI29] 1.7(17)
2H-15 | A8 23 106 381 | 50 | 46.9(4790) | 19.6(12200) 2500 242 ns | 129 TK-AI512 1.5(15)
2H-15 | All 23 106 381 | 50 | 46.9(4790) | 19.6(12200) 2500 234 ns | 122 TK-A1512 1.5(15)
e |mome| U5 (ﬁ%% BHEANN | Bhwidn | Bmowm [ 5 | EEEST | BAEEESH
Model P&ro i Jazv[;g‘?)ke 55 adn\ Max. DB. pull Mcxf((:l)rucr:plng Max speed gfl?nn:trl\é Weight Matching oyl Max. pressure
mm mm mm | mm kN (kgf) kN (kgf) min” (rpm.)| kg-m? kg mPa (kgf/cn?)
4H-206 | A5 14 6.0 170 | 13 | 232(2375) | 66.7(6810) 5000 0.06 125 | 16.7 | TK-CB46 25(25)
4H-208 | A5 18 7.6 210 | 17 | 343(3500) | 85.8(8750) 4200 0.19 235 | 254 | TK-A853 28(28)
4H-208 | AB 18 7.6 210 | 17 | 343(3500) | 85.8(8750) 4200 0.19 235 | 243 | TK-A853 28(28)
4H-210 | AB 21 8.9 260 | 37 | 491(5010) | N0.7(11300) 3800 0.4 387 | 4 TK-A1075 32(32)
4H-210 | A8 21 8.9 260 | 37 | 491(5010) | M0.7(11300) 3800 0.4 387 | 423 | TK-A1075 32(32)
4H-12 | A8 25 106 | 304 | 34 | 54.9(5600) | 143.6(14650) 2700 0.77 62 | 65.7 | TK-AI1291 25(25)
4H-15 | A8 25 106 381 | 50 71(7250) | 179.8(18350) 2000 2.31 n76 | 130 TK-A1512 2.3(23)
4H-15 | ATl 25 106 381 | 50 71(7250) | 179.8(18350) 2000 2.31 N7.6 [123.5| TK-AI512 2.3(23)
4H-18 | ATl 25 106 |450 | 50 | 71(7250) | 179.8(18350) 1700 435 1626 |1685| TK-AI512 2.3(23)
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2.2. P EN R EENEEE 2.2. Drawing of through hole power
chuck
EM TR MRIE EMES®M, 8/, F% M)

REEEE Master JaW\ T-nut / Top Jaw (Include soft jaw

hard jaw,special
Chuck adaptor . e rd jaw,special jaw)

BIR

R
Retainer |

BERE T
BEIRIE
= heE

Draw nut
| - Cover
EF———= ﬁz -

RZERRE

— Mounting bolt

) 7, 3H/3H-B/3H-2
Model 3H/3H-B/3H-2

ZS E 0~1mm
Body i 4R Clearance

Wedge plunger

A

©
®
@

B 4H AT, 2H/2H-2
Model 4H Model 2H/2H-2

Fig.1

1
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2.3. Parts list of through-hole power

__EEI'

Fig.2
No. ZHEB Name of parts Qty No. ZHEB Name of parts Qty
[ E: ] Body 1 N |ARBFEERE Hex. socket cap bolt 4o0r6
2 | Wedge plunger 1 12 |RAFAFEERE Hex. socket button screw 3or4
3 |EM Master jaw 20r3 13 | Grease nipple 20r3
4 |T B T-nut 20r3 4 I!Xﬂ\ Soft Jaw 20r3
5 |HIFEASRIE Draw nut 1 15 |E&MEERE Jaw mounting bolt 40r6
6 |iRISEEIR Retainer 1 16 |FEBERLBIE Chuck mounting bolt 3o0r6
7 |BEE Cover 1 17 |EASEFE (BIE) Joint handle(accessory) 1
8 % steel ball 1 18 |RIE®E (10" LLEME) Eye bolt(accessory 10" or over) | 1
9 |®=E ISpring 1 19 |EaEEm (%R ) Adapter plate(option) 1
10 |AAFLERRMH Hex. socket set screw 1 20 |ABIEERE (%6 ) Hex. socket cap bolt(option) 3

12
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2.4 REFHEREFH

BAERFH

- EEEENEM, BiEHRBSEKREREM
BEENE. (2%Fig3)

o REEFTES, SBERARBEG, MBS
REBIEHE SN, (BEH5H)

. RPN BSFR A AR IIRNSR ARSI
Ho (BE2NHNTEHKEFK)

. 1 SHEESHAE AU AT D B20L/ minkYFH

oS EREE RO 15 ZE B A0 41138 5 R

lﬁﬁsﬁ%ﬁﬁﬁﬁﬁ%ﬂo
REIEEH
- BEREKFH(REPNKREH)BEESERES
FIE9 /SN B A B E.
LS
Chuck
RABFLA

2.4 Relationship between clamping
force and rotational speed

Maximum static clamping force

+ Usingthe 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 21 Specification of
through-hole & 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 maximum 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
BEEM
L— Softjaw
{EA=BB¥; At A=B
>

1L

Max. pull force

HEEM é

O] ||

Lubrication on master jaw

CAUTION Fig.3

x B

- HREEINEE. BEMN. ERERKEEHE
NEAMBLFNER, HAMUNER,
AEREFHHEL, EANBSSHAREE, @
REGHEBBORKFNEEESHOMALERS
5, ZEREAENRRR L PR RREEN.

+ Grippingforcevaries accordingtothe performance
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,
thusincreasing 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.

13



- BEREWEETEIRS S EMITHBRERL,
BIERRRINER.

- B=EREMRERFHETEN.

- BRAEESEECAARBENHRIFMETFZR
TEFEPRIRE.

-ty

=
=1

- EIEUEMES, BEOSEHBIEINT RS
711, THIERNehiRZBIRELMATAZE, B
BHMAOVEHENE EMNRY. SN RREN
IE, MRREBREEE, PBRLAEHR
RGBSR ER.
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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 ofthe
top jaws. Therefore, if the chuck rotates at a high
rotational speed, it is required to measure with the
gripping force sensor.

= 180 = 250
F3 =
= A 3H-210 x — 3H-224/
g 140 g 220 | &
3H-212 L
2 120 4 3| 232\\ -
‘5 = 190 .
£ £ \
& o Ll [N
R _“\\ v 160 o — N
80 3H-208 E 3H-215
3H-206 ¥ %0 w4
0 —— N\ TN ~—
3H-205 — L 100 ™~
o — [~ 3H-18B]
—
[ ——
e e S 70
20 e~
. 40
0 1000 2000 3000 4000 5000 6000 7000 8000 0 250 500 750 1000 1250 1500 1750 2000 2250 2500
;@%:2 Rotation speed(r.p.m.) ;% Rotation speed(r.p.m.)
Fig.4
— 120 = 210
[ Jws 2
E e - = ~
— 24210 - A 4H-15
g b \( Swol sis T0
‘B 80 [ g A
E E 120 12 X
E o 2H-208 N E . <N
X [
—
BT e P ——
a0 T
& \\4 60 V2
» [2H-205 ———— f1H-206 |
VZ —
Hden -\\\ 30 \
0
0 1000 2000 3000 4000 5000 6000 7000 8000 0
0 500 1000 1500 2000 2500 3000 3500 4000 4500 5000
JB#E Rotation speed(r.p.m.) @83% Rotation speed(r.p.m.)
Fig.5

14
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2.5

BAEHA

Max.pull force (kN)

EMEERRABF N

EAMSRN EMEE, 8 EMTESEG. M
REMOBHELBANIERS, MEXRER
1B, BEit, “ARCEBIINS. RERAN
FRFINRABFHINRKIBFEESEN LM,
MREAMSEEM, BAKR TR
BB ENHE. (2%Fig.6)

S

3H-224

100 |3H:232
g0 30221 \
N
“ AERN
3H-I15
3H-18B \ N
70 S
3H-212 \ N
60 <
g0 L3H-210 N N
-
40 \ \ < \ ~
5 12208 )\ N T~ s
3H-206 N —
20 {3H-205
\
10 [3H-204 \\\\‘\l
o = 11|
0 10 20 30 40 50 60 70 80 90 100 1O

MR OmE
Gripping center Helght of top Jaw(mm)

Fig.6

DANGER

& I’

0]
13
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MR EFERRS, HEIIRHHBARFRII
ERT, WIEMRKRENERSHEE, W8N
BSESHERZBRSNEHSIEMIRE.

A EMASELIRESE MEEK LM FIRE
RIMHE, BRECHENS, REMEERR
tb. MRRBREHENS, FIREEBIRER
. TIFIRBFER,

2.5 Relationship between top jaw

15

height and maximum pull force

* When using the extra-height top jaws, excessive
force will be applied to the top jaw mounting bolts,
master jaws, and other parts, causing damage
to the chuck. As a result, the hydraulic cylinder’ s
input force must be lowered. The max. pull force
indicated in the specification table is based on
the standard height top jaws. When using the
extra-height top jaws, the pull force must be set
according to the following charts specified. (Refer
toFig.6)

[+
(=]

JAFHLN

Max.pull force (kN)
3

| ZH-I5

0 \
2H-214 A \
N\
a0
2H-208 \ \
20 nane = \ I
; ~_| —
X —
|==NNSES1
\§\

[

o] 10 20 30 40 50 60 70 80 90

ML E
Gripping center Helght of top Jaw(mm)

+ Use of the chuck with the cylinder thrust in excess
of Max. pull force make the service

+ life shorterand it will be linked todamage accident
of each part due to fatigue.

* Whenthe height of the top jaws is higher than that
of the standard soft jaw or the top jaws clamp the
workpiecewiththe frontend, the hydraulic pressure
must be reduced, which isinversely proportionalto
the height of the top jaws. If the hydraulic pressure
is notreduced, it may cause damage to the chuck
or fly-out of workpiece.



- KEFRENEM, EEBREEBRKRED
5, BEREEERE, Bit, EALEEMaE],
BERBUHIREBRE,

- EMAEFROBEHRER, HAREHED
RV ERRESRSF . MR EMMERIBA, KA
BEVATRE, TEPREFHIEREK.

o ERIMRELME, HgOHRELNKIFHIE
KH2EQRA:
112x10"%xn? (WmRm+WtRt), (Efikgf)

. Fig.9AK% LM RE.

Em

Master jaw \

hY

Rm

Chuck

Fig.7

Gm: FMEEHL

wm: EMEE(kg)

Rm: FMEEROERBEROERE(MM)
Gt: EM&EEH

wt: EMEE(kg)

Rt: EMBEFOEREDLERE(mm)
n: @&&E(r.p.m)

.
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When using the large or heavy top jaws, a larger
centrifugal force is generated during rotations,
resulting in clamping force greatly lost. Therefore,
consider the cutting conditions before using this
kind of top jaws.

If the clamping center height H of the top jaws is
too high, it is necessary to reduce the hydraulic
pressure so as to decrease the static clamping
force. If the mass moment of the top jaws is too
high, the rotational speed must be reduced to
avoid clamping force loss.

The loss in clamping force due to the centrifugal
force that takes place when non-standard top jaws
used can be calculated by the following formula:

112x1078xn2 (WmRm+WIRt). (Unit: kgf).
Fig.9 Special top jaws.

h
H
LM
|~ Special top jaw

A

alb
C
\
g \_L
I

Work piece

Gm:Mass center of master jaw

Wm:Mass of master jaw(kg)

RmM:Turning radius of master jaw's gravity center(mm)

Gt:Mass center of top jaw

WtMass of top jaw(kg)

Rt:Turning radius of top jaw's gravity center(mm)

n:Rotational speed(r.p.m)

H:Clamping force center height

H: EMBEROEE f , ,
. i h:Height of special top jaw from chuck face
h: %% EMEREESE A
. c:Clamping leng
c: RIFEE
Model oH-204 | 21208 | 24-206 | 24-208 | 24-210 212 | 2415 | o0
3H-206 | 3H-208 | 3H-210 | 3H-212 | 3H-215 | 3H-18B | 3H-221 |3H-224 | 3H-232 | 3H-12 | 3H-15
L 3H-204 [ 3H-205 | 11206 | 4H-208 | 4H-210 aH-12 | aH-15 | 4H18
FmEs(Emn)
Mass of Master jaw | 0.15 02 | 039 | 067 1 151 | 288 | 409 | 474 | 545 7 175 | 292 | 366
wm(kg)(single jow)

16



AGIOG»

2.6 MENELEEEN
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2.7 EERHNRRFTH
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% HGripping force (kN)

2.6 Relationship between hydraulic
pressure and cylinder thrust force

/ TK'A1068, TK-1075, TK-A1078
// // / —><{TK-A853, TK-B853, TK-B846
Y / // || TK-A646,TK-B646
7 17 |11 _|—Ttkas28.TkAS33
/
//// 1 /ﬂﬂ.mcw’

Fig.8
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2.7 Relationship between cylinder
thrust force and clamping force

F4EHGripping force (kN)

Fig.9
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2.8 KEEBRIFIHRARTRES 2.8 The clamping capacity of power
chuck
IR TR
Without center thimble With center thimble
L

i -
]

w w
M M

Fig.10
EERNSE: M Height of standard jaw : M
KEFZRE: A(=M/2) Clamping length : A(=M/2)
RFLHZAE: Dw=Dc Max. clamping diameter : Dw=Dc
THEE: Lk=4A Max. length : L<=4A
BERFILHERRRAEE BEHLL2EE(Fig10) The center support s necessary

when clamping longer or heavy workpiece (Fig.10)

S 3H-204 | 3H-205 | 3H-206 | 3H-208 | 3H-210 3H-212 | 3H-2156 | 3H-18B 3H-221 | 3H-224 | 3H-232
Chuck type
EREOERRS

Without center thimble 5 8 15 24 42 65 136 174 234 284 560

Max. weight (kg)

BLERRS
With center thimble 250 300 600 900 1200 1500 2000 2000 2500 2500 2500
Max. weight (kg)

18
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3. AT RHE

RS HI2 8 Manufacture of Draw Pipe

£
M1 5 K max.
7 " /
- f
S
R i
M3 | EMZ _H_l
L

= HI25¥E Detail of Draw Tube
L=A+G2max.+H=-G1max.+M2+M3

3. Manufacture of draw bar

Piston Cylinder Adaptor Chuck Adaptor
EE 3k PR ] 38 AR BRIBEIR

Cylinder 4 Draw Pipe
HH R L HR

; Chuck

ST
3H-2040T2E2TK-C646 =:2H.4HZ HIIEEETER3H

Fig.N
IR pIOC:: Fagst ] Gl G2 ol K E
Ho| M3 | M2 M H L

Chuck type Cylinder type | max. max. (f7) max. min.

3H-12 | A8 | Tk-al1201 30 | 23 |12 | 35 | 28 | mooe |35 |95 | 093®[ moox2 | s A+56+12

3H-15 | AN | TR-mIB12 30 | 33 | 12 | 45 | 33 | misoe |45 |125| 0083 [ msoxe | s A+81+12

3H-18 | AN | TR-mIB12 30 | 33 | 12 | 45 | 33 | misoe |45 |125| 0083 [ msoxe | s A+81+12

REEHUE EEETIRAE Gl G2 ol K E
Ho| M3 | m2 M HI . L

Chuck type Cylinder type | max. max. (77) max. min.
3H-204 | A4 | TK-AB28 12 |15 | 10 | 25 |35 | m3sas | 20 [35| 0% | m3gas [ 5 A+59+10
3H-205 | A4 TK-AB33 2 | 17 |10 | 25|16 | mas | 25 [35| 0% | masas | 5 A+46+10
3H-206 | A5 |  TK-AB46 5 | 14 |10 | 25 | 28 | mssx2 | 20 |s0o| 0% | meox2 [ 5 A+52+10
3H-208 | A6 TK-AB53 20 165 [ 12 | 30 335 | meo2 | 20 [s5| 303 | m7sx 5 A+60+12
3H-210 | A8 | TK-AIO75 26 | 2| 12 | 35 |25 | wmesx2 | 25 |8o| 003 | wmesx2 [ s A+59.5+12
3H-22 | An | TK-AISI2 30 [ 23 [ 12 | 45 | 32 | o | 30 [125|2008% | mus2 | s A+70+12
3H-215 | A8 TK-2114 3 | 33 | 17 | 45 | aa | wssx2 | a0 [us| 9082 | M2 | s A+87+17
3H-215 | Al TK-2114 3 |33 | 7 | 45 | & | wmssxa | a0 [us| D083 | misexa | s A+93+17
3H-215 | AI5 TK-2114 3 | 33 | 7 | 45 | 38 | wmissx2 | 40 [ms| D023 | misexa | s A+
3H-18B | AlS TK-2416 3 | 35 | 17 | 45 | 45 | msox3a | 40 |wo| 20083 | mwsa [ s A+90+17

-0.043

3H-221 | A5 | TK-2416 35 | 34 | 7 | 45 | a2 | wmsoxa | a0 [0 23083 | weoxs | s A+86+T7
3H-224 | A20 [  TK-2820 sl | 38 | 7 | 45 | 42 | m220@ | 40 |20 10000 | m22sx3 [ 5 A+TIHI7
3H-232 | A20 | Tk-2820 sl | 37 | 7 |45 | 5 | m20@ | a5 [230| 0000 | m20sx3 | 5 A+82+17

19
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- NREERMAGEERMZEE. Bhifza + Increasing the thickness of the draw pipe and

EXREwEEHERMmELAKSEH, FRBIER secure the strength. If the strength of the draw pipe
W, EERER is insufficient, the gripping force of the chuck will
’ ° lose. It will cause the workpiece fly out and it will
be dangerous.
IMPORTANT
EEEHE
. BOESHSERIRENEERE, « Insecurethreadswill causethedraw pipe tovibrate.

RIS EEEA S/ R B(ERE, NTIEEFKES *  With the thickness of draw pipe minimized, thread

N 4 =—Tap = part "E" to the maximum permissible thread dia.
IPRAAER, REERBAERA « For pipe strength, use the material of tensile

«  LUAHIZERE380MPa(38kg/mm?2) LI E Z #4%} strength 380MPa ( 38kg/mm?2)of or more.
BUEHIIR «  OIMI should be concentric with "Thread K" within
. Ol. MIEKREIESRTE.05mmMT.IRILP. 0.05mm TiR.
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4, B
4.1 R 8 REEE LS IRIERYIN T

4. Mounting

4.1

- GBREARRFRBMEILG B, BIEERRR -
EERRIE A, WHTERBIRAEN B

MIBIRMATARR, ISERBIEAY. EEEER

i, JuDiBEE(05) REBEFREERT .

- ERRIBIRED, KARMRMRT—H (BE -

g 2 FIERABIBKmax., F2
EE&) o

E3ARHR

- RERBIRENEEERIR, BRERLESEEE .

EEIRN, BANAERBMSERBIRHEE,

A ERA

Hex. scoket set screw $

3 spring
#fBEk Steel ball

Thread this screw in accordance
with that of the draw tube.

BIEIREZIRF ARG IRE 1 AX

Mounting of draw nut of through-
hole type

Remove 6 bolts with a hexgon wrench to remove
the plunger nut with the draw nut. Next, loosen the
hexagon socket headless set screw remove the
draw nut. At this time,save the steel ball (@5) and
coil spring.

Thread the draw nut corresponding to the draw
pipe.(Thread the draw nut so as not exceed K max.
, Please refer to the chapter on the 3. Manufacture
of draw bar.)

Integrate the draw nut with the plunger nut and
in corporate the steel ball and coil spring into the
plunger nut before tightening the plunger nut with
the screw.

AR —

Hex. socket
head cap screw
EiEEE

Retainer

EEER.

RIREBARIENEHE, MRHAKSH -
BREHAK, 1EMBMENZ, TIFYRE

[ ——

EASRIE

Draw nut - 6" IR BB R B
R B AIRM
6" power chuck: Steel ball &
Coil spring assembled with in

Eﬁ wedge plunger.
Power Chuck
Fig.12

Tighten the mounting bolt according to the
specified torque. If tightening torque is insufficient
or too strong, bolts are broken. Also, the workpiece
scatters thus resulting in danger.

- sRfEAMEZ B, + Useonly attached bolt.

BTG BENE B  HENE

Bolt size Tightening torque Bolt size Tightening torque
M6 13.0 N-m (1.3 kgf - m) M16 250.0 N-m (255 kgf - m)
M8 33.0N-m (3.4 kgf-m) M20 402.0 N -m (41.0 kgf - m)
MIO 73.0 N-m (7.4 kgf - m) M22 539.0 N - m (55.0 kgf - m)
MI2 107.0 N-m (10.9 kgf - m) M24 666.0 N-m (67.9 kgf - m)
M14 171.0N - m (17.4 kgf - m)

21



AUTOG»

4.2 PEE S REBEBHRELS R 4.2 ItVIounting steps of through-hole
ype

(1) BRI RER D ML (1) Connect the draw bar to the cylinder.

o BENPIRE S HEL RIS T by, 2 . Screwthedrowborintotht?cy_linde(rpis.tor_wrodwith
PIREERIREEIEIR. (IR ERISRETE T g0 1o ightensd
I, WEETFE, THGREEEY Diston may be darmaged) oo
1EiBgH, ) (2) Mount the cylinder to the spindle(cylinder

(2) #@i@%iﬁa@ﬂﬁ%ﬁ’:‘i%t (B HEILE adapter)
IR

* Check that the run-out of cylinder is minimized

. BRLEHEIEHERERSRESTES, & before routing the hydraulic piping. Move the
EHE N EEEIRAE(0.4~0.5MPa, 4~5 kgf/ piston at low pressure(O.4~O.5MPq4~5k%f/cm2)
N, AV (A AL p two or three times andset the piston attheforward
;ﬁrg)ﬁ,gégﬁﬁﬂ IREEERRR, Ak end before witching power off.
B8 /To
CAUTION
xR
. EREENIFTRER, TEHARENRIER «  When mounting and removing the chuck, lift it
E. (10" E3FEH RIR). with the crane, using an eyebolt or lifting belt.(For

a chuck of 10" or over, the eyebolt is attached.)

e . 2 2 =
- BRMLABFER, SR TRRABE. * Besuretoremovethe eyebolt from the chuck after
mounting or removing.
S AR
Aﬁjﬁ’fﬁ Retginer
apter plate EBERFE
P Joint handle
Hi2 Power Chuck
Draw tube —
. O ’
Advance end
. — —— — —— ———————}-
=
spindle FNAE R

Hex. socket cap bolt

BRI

Draw nut

i
Wedge plunger

Fig.13

o INFRENEEZIEEETFRE, S8IEIEm + If the draw bar is insufficiently screwed into the
BB R S i B T e fa i, draw nut, the thread will be damaged, thus

elimination the gripping force momentarily. It will
result danger due to discharge of workpiece.
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4.3 22 HEMNIER
() REXBEENE L

TR Z MR, B.2.35RBARTHN
EERIR IR T N\ FAR

ERRIR N RARE, AR FIERIH
A, BIEEHBEEFRORSEN...F, W

RSN EIE R E LRRERB IR,

(2) REXBENEH L

EEERLFERSE AN THESE.
RTFERH EiB4% . 1525324556
(NPRHBEHEFFIIBEERE)

(BHER BB B IRIBIZENEHE)

w
®©
N

3H-B/3H-2

Fig.14

BIRRE B4, ARREZNEHE. WMEE
FEF R A EAGEFE LRI

DR BIR4AERRE, S1F%IETARARE
215129 (M22LL E109) B BHZ BE.

ERIBF e & B IR AR AR B OTEIE R
B, MEFBHUETEE, BIREHESRREE
FUARIR. STRURRENFR, RETERERME
BZIEBEE, SARMNIEERE IRIRE.

4.3 Bolt tighening steps

23

3H/3H-B/3H-2

(1) Mount the chuck to the draw bar.

Removethesoftjaw and cover ofthechuck Tighten
the installation bolts 1.2.3. for several pitches. Insert
the joint handle into the central hole of the chuck.
Then tum 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.

(2) Mount the chuck to the spindle(back plate).

Tumthe joint handle sothat the chuck isthoroughly
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. )

" ET‘% |

G?Ei I
x
©)
@

4H

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 129 (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 damaged.
Therefore, as the draw tube holds the click stop
equipment, finish the adjustment on the position of
the contact.
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(3) AEEANFHIUE (3) Use joint handle to adjust the position of the

d lunger.
. HBITEER RSN, EREE ol -
IREREIRIE, IR eRETEE, oo noPistonofthe hydraulic cylinder at the most

frontend, use the joint handle to adjust the drawnut

BYERAImmM(IRBIEPitchA/)\492-3[E) and the wedge plunger to the most bottom end,
EREZIRIEEMRS, FRPANRAERRF and unscrew it around 4mm to the nearest clip stop
O~1Imm &I, of the drawnut, which keeps the clearance between
BIFEE the wedge plunger and the chuck body at 0~Imm.
(4) SEIF; R W AR ISR Remount the cover and chuck run-out of the
. IS REIMNE KSR ERIRTE.02mm P, chuck.
* Make peripheral run-out of the chuck to less than
0.02mm.

B8 Balance
. EETEMIXEAERFRIELERYEE. fY * It's not asymmetry when additionally work or use
N jigs, otherwise able to cause shaking and noise,

BEEHRBHRE, EMIHEERE. o

then reduce the working accuracy.
- BINIFAHBANIARHRIHNEER D « The centrifugal force due to centroid of the

FIENEEOHMELEMN, ERxotGstiLlRE workpiece is applies to thetopjawwhen processing
EINT, asymmetry workpiece, consideration to process
. with the low speed.

: ﬁi&ﬁﬁﬁ%ﬁﬂﬂ%ﬂ’gﬁﬁﬁ]&;&% « Tolerance of instruction manual is use balance
JIS B 0905-1992 EHEKIFFAIH 4mm/sH 4mm/s as the datum with that defines for JIS B
B, 0905-1992

. REMNATEENA)EEEERR. * Unbalance value of the chuck is stlp'ulate fo.r the

e form.(JIS B 0905-1992 correspond to international
(JIS B 0905-1992{AHBMEIFRIRE 2 standard is 1ISO 1940-:1986 and 1SO 8821-1989)

ISO 1940-:1986F1I1SO 8821-:1989)

CAUTION
B
. ([EHEEEHEEII R 2R EREE, + Forthe cylinder, refer to the insturction manual.

24



AGTOGD

4.4

BEEMNRE
EIERIME 2 MIRATE FRFURDEREN, T
SRR 2 RIEZATE TR REEGER.

RIRIME 2 (RIEATE TRFTRFESEP, MK
RinE 2 RIEATE TRFTRGEEEM. o

Fig.15%3JISFE #EE T 8hE.

4.4 Mounting of chuck adapter plate

The outer diameter run-out of the adapter plate
should be D-Value or less . The end surface run-
out of the adapter plate should be E-Value or less
(see table below).

The outer diameter run-out of the chuck should
be F-value or less. The end surface run-out of the
chuck should be G-value or less(see table below).
Fig.15 shows JIS short tapered spindle.

FREREFER
Chuck Adapter Power Chuck
Rig T | ./
Draw tube F
Lol
\ ] 9
) \ <
pa—
= = = o <
\) J | s &
T — S (R T
L — — 11
[rm]
Ao TIRF— @I
C Mounting bolt
A/E TR
Fig.15
B8 Modell 1204 | 21-205 HIBH20 | sy | aasfanan | a5 | a-20a
3H-204 | 3H-208 | 2H/3H/4H-206 |2H/3H/4H-208 B0 | Tanm2” | 3H-2[3H-8 | 3H-iBB | 3H-2
<+ Dim 4H-18
A (H6) 285 | ono 2140 2170 2220 2220 2300 380 2520
B 706 | 826 104.8 1334 1715 715 235 330.2 4636
C 15 15 15 7 18 18 22 27 27
D 0.005 | 0.005 0.005 0.005 0.005 0.005 0.01 001 0.02
E 0.005 | 0.005 0.005 0.005 0.005 0.005 0.01 0.01 0.02
F 002 [ 002 0.02 0.02 0.02 0.02 0.04 0.04 0.05
G 002 | 002 0.02 0.02 0.02 0.02 0.04 0.04 0.05
ARTADINZ 224518 A Dimension (mounting recess dia)is according to DIN standard
CAUTION
xR
SEEER ZBEEEKEKSIA-0.01, + The diameter of the adapter plate should be

EEERIRAZ B4, BEEHZRE (BE. .

$E. ME) BEFERNZNIEAHE. (BEHE
BRARETER IR RITE IEHE)
MHBENERRHAK, 1§ EBIRMETRTIER
RIRREB Z B .
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A-Value -0.01 (see table above).

Mount the adapter plate with bolts which have
sufficient strength ( dia.pcs,and material ) and
tighten it with specified torque. (As for specified
torque of the installation bolt, refer to Tightening
torque table. )

If tightening torque is insufficient or too strong,
bolts are broken. Also, the chuck discharges thus
resulting in danger.



5. A LREEEIA

1.

E2i0 ETE, R RFERMAVEEERS R T BIR
BES S, TRINSHRIEE ENTRE,

KRR ITHIMNERIIBIERRREHEED, MR E

AR T 3% = B R FFiGE BB

RS A EN SR THER, EANKHNER

BERZKFELHENA T ERE-

. REHRO TIEYE, ROEEEENREONERTE

E—ML, MIRFERREE,

FAERAREMHFEREZ LN, EEERRE, &

FHERFNHENEE, BREERTNURIR.

. TEXRBRtaZ A0, R EEERS M —RX, &E LM

IEYNIERSENR . IREEET .
MRRFROLIEMES, ERREXPLRZIES
—im. (BEEARE)

. RESESE#RES, KA E R AR T,
. EREFEAMMREFMER I ]I REESR

KRR, TRMSHIRE BT M T BUIR SRR
KISBEFREER.

10. 5% B E EMERZHEBE AT RZE TR,

TR BT RRE (I, SERBEL
P, ST ERBEEE IR, BE
IERTRA RIS IS T, (Fig16)

RIFLIEMER, RERSERLSTERN, EEM
M—ZIERA R RE N — MITIZEE L5 R
B. (MITRSEFTEHKERR)
REMFEM BN A TETRRIERTUREE
M. (Fig17%)

TRURIEREEM, RERERAEREREM
TRUBIERIRIERAEE ENFRE,  (Fig.17k)

Suitable stroke

AUTOG»

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

Fig.16

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.16)

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

The T Nut must not be protrude from the master
jaw.(Refer to Fig17 right)

The use on condition incorrect will cause damage
to the master jaw and “ T ” nut as well as
inaccuracy.(Refer to Fig17 left)

Top jaw
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T 8R18

LA

i@ m

Hard jaw

S T=nut
Chuck

e
I

ANIERE INCORRECT

Fig.17

WNR EMSERBAL, HENTRERIEPRIRECE
EXE, BHRETRRBIEHE. Rz, B4R
TRIERNE RSP, BIBMERA4ABEHBHEEE L
Me2EE, Bt ETEBRRM02 REERE
BETEVRIBESPPY O~ImmE. (2EFig.18)
BAERNBTRIRIERE TR (EEEER
MIERT, ERMBUIMNIBIERIR, Hig
EEDHAEI9E (M22131 £10.9), A
HIEERERSEH) o
ETRIZIEW RS, TaER@ T8hiEss, T
EMBRTRRISERE, EEER.

IEFE 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.18)

Be sure to use the attached T-nut and mounting
bolt.(ln 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 jaw may scatter. It is dangerous.

EME R &R
| Top jaw mounting bolt
T Em
fi?ll Top jaw
A
| £
Tk E
—i= ¢
i
TH4R18 L = ;
T=nut A i
Fig.18
IMPORTANT
BEESHE
FMBAERTRIS RS SRR M X 5] + The top jaw is mounted on the master jaw with T-
EETHEAERE FMNGS. nut and mounting bolt. At this time, the mounting

MRERE EMEF, MO, TEIREN
EEAERE DR EMBYTIE, BETRIRKEIE
BHER, SHHEFRR.

MRTRIRBH T MHEEEMNE, TRIREE
ERIpES, SHESIRR.
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position of the top jaw can be changed by a
engaged place of serration.

If the top jaw is mounted with the master jaw
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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EMBFEEEMNUE
Master jaw serration
reference position

—— THRRIERE
\, T-nut front edge

------ —-—-=— pHEE
Cover
FFRIFAFHENMNTEE. +  Shaded areais possible to bore or tap additionally.

I
[l
\
.l

] T,

%7

=
M 4Jaw
CAEF AR F AT RE. « Cispermissible depth of drilling or processing.
B8 Model $& Dim A B8 Cmax. B8 Model T Dim A B8 C max.
2H-204 46 78 15 3H-204 46 80 15
2H-205 46 90 15 3H-205 46 95 15
2H-206/4H-206 61 106 20 3H-206 6l 1o 20
2H-208/4H-208 68 126 20 3H-208 68 138 20
2H-210/ 4H-210 74 170 20 3H-210 74 170 20
2H-12/3H-12/4H-12 86 180 30 3H-212 86 195 30
2H-15/3H-15/4H-15 n2 25 30 3H-215 n2 245 30
3H-18/4H-18 n2 240 30 3H-18B 115 312 30
3H-221 115 330 30
3H-224 115 360 30
3H-232 115 430 40
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6. BRMAYRIE A

ABRIIEREEE M2 BT EEERA
FRRAMERE M5 Bk,

RIEITHEAN RY. BEL REBERTE
BREFEESEZRN.

BMBZRHE R 0 ARERTERER
BAE.

IMPORTANT

BEESE
BAIRER T RIFETIZFES.

HMER$F 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 jaw according to the shape, size,
material, surface roughness and cutting conditions
of the workpiece.

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

It is desirable to chuck the workpiece in the central
part of the stroke.

PIfEHEHF Internal gripping

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

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

o]

o EH—EXREHEAEVVVRE||O EHR—ENEREEEEVVVR
BETNEEENEEES. BEXBARTEEREZER.
EE) ARZFRRYT ZER.
Prepare aring wich outer diameter is
Prepare the plug for forming. limited toVV/V finishing and with a
Forming outer dia. Of plug is limited suitable wall thickness.
toVVV finshing.
Ensurs the plug is strong with a )
3 suitable wall thickness.
—+-8 |l o
1 Note) It is necessary to prepare S
different size plugs in advance.
2] LA £ M5e 24T /. (2] USRI EMBEZER/ .
i st BEEDERFdE £ MR & st B EEDEERFFAR E MR
TIEPRER. TRRRRR.
Open the master jaw fully by Close the master jaw as far as it will
} operating the valve. ) go by operating the valve.

Next, set@D dimensionto 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).




AUGTOG»

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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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. KA E(E 9. Assembly drawing
=28 Through -hole type

SHERET HERRTE R PREAIEER 2REE
Cylinder Cylinder Adaptor Chuck Adaptor Power Chuck

o fif /

/A ﬁ ya Draw Pipe u 7

— f
&jﬁ 75 iR

N J 1R
7%7[33 Eb: Directional control valve

4
Drain hose /

CAUTION 5EEJ§$’A_’%
T B Flexible hose
SHEREDH RS

MO AR FRE £
The discharge port of drain
should be located upper the
oil level in the tank.

Hydraulic pump unit
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