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以切換閥使ØD之成形部分夾持圓
盤。必須以夾頭端面支撐以防止傾
斜。 
注意）開合夾頭數次，以確定圓盤
夾持正確。

Girp the plug in ØD by operating the 
valve.           

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

以切換閥使ØD之成形部分夾持圓
盤。必須以夾頭端面支撐以防止傾
斜。 
注意）開合夾頭數次，以確定圓盤
夾持正確。 

Girp the ring in ØD part  by operating 
the valve.      

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

成形一個工件夾持部份Ød時，需持
續夾持圓盤，其尺寸必須相同(H7)
於工件之夾持直徑，且表面粗度小
於6s。
製程中其壓力必須與實際夾持工件
時相同。        
注意) 如圓盤產生變形時，須降低壓
力或以較厚之圓盤。

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

Machine the part Ød’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.

成形一個工件夾持部份Ød時，需持
續夾持圓盤，其尺寸必須相同(h7)
於工件之夾持直徑， 且表面粗度小
於6s。  
製程中其壓力必須與實際夾持工件
時相同。 
注意) 如圓盤產生變形時，須降低壓
力或以較厚之圓盤。

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

Machine the part Ød’ 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.

成 形 後 ， 夾 持 工 件 以 檢 查 夾 頭 行
程。
試 切 工 件 而 後 檢 視 其 加 工 精
度…等。    
使用內徑(A)及端面(B)來夾持。

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. check and face(B).

成 形 後 ， 夾 持 工 件 以 檢 查 夾 頭 行
程。
試 切 工 件 而 後 檢 視 其 加 工 精
度…等。
使用外徑(A)及端面(B)來夾持。

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. check and face(B).
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IMPORTANT
留 意 事 項

高夾持精度時的成形方法（例：外徑夾持情況）
欲達成高夾持精度時， 可如圖1來成形夾具，
軟爪成形必須與實際加工情況相同。

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.

準備好成形的夾具（市售亦可）安裝銷
（例1)或螺絲及螺帽（例2) 於一個圓環
狀三等分的金屬板上。使用一個沒有變
形及內壁有一定厚度的圓環。    

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.

以切換閥將主爪開至最大。 Fully open master jaws by operationg the 
valve.

以切換閥把成形夾具的突出部分插入軟
爪的螺絲孔內，而後將其夾持，此時
將成形夾具的端面部分與軟爪的前端壓
合，如此在夾持時方不致於震動。    
夾持時，檢查主爪是否位於行程中點附
近。
製程中油壓力必須與實際夾持工作物時
相同或較小。

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.

保持成形夾具被夾持的情況，成形 工作
物的夾具部分Ød’，加工Ød’時尺寸
必須與工件夾持部分的直徑相同(H7)，
而表面精度比6S還小。  

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

  成形後夾持工件以檢視其行程。    
  試切後測試工件精度。    
  使用內徑面(A)及端面(B)來夾持。

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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7. 維護及檢查 7. Maintenance and inspection

• 長時間定期地潤滑可保持夾頭壽命。 
錯誤的潤滑將導致夾持力減弱、精度不良，磨損
及卡住，故必須潤滑夾頭。

• 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.

• 加工完後務必以風槍或類似的工具清潔夾頭本體
及滑道面。

• 避免因生鏽而降低夾持力，需使用防銹之切銷
油。

• After machining, clean the chuck body and slideway 
with air gun, etc.

• Use rust prevention coolant oil so that rust does not 
reduce gripping force.

!

• 每六個月(或每10萬次)取下夾頭做一次徹底之清
潔 (切削鑄鐵則每二個月至少一次)。 
檢查零件有無損壞或磨損，如嚴重時立即更換
新品。

• 組裝前須充份潤滑。

• 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.

潤滑的處所 潤滑油種類 潤 滑 週 期

使用潤滑油槍將潤滑油
注入每一個主爪周圍的
油嘴。

二硫化鉬潤滑油 每日一次，但如果夾頭在高
速旋轉或大量的水性切削液
於加 工中使用時，需要更
多的潤滑，請依照不同的情
況來決定。

Section to be 
lubricated Grease useds Lubrication cycle

Apply grease from 
the grease nipple at 
the periphery end 
of each  master jaw 
with a grease gun.

Moly Kote EP Grease 
( D O W  C O R N I N G 
CO.,LTD)

Once a day. However, 
w h e n  t h e  c h u c k  i s 
o p e r a t e d  a t  h i g h 
s p e e d  r o t a t i o n  o r 
a  l a r g e  a m o u n t  o f 
water soluble cutting 
o i l  i s  used,  more of 
lubricated is needed 
according to service 
conditions. 



33

不正常情況 可 能 原 因 對       策

夾頭不能動作

夾頭的零件損壞。 分解夾頭及更換。

滑動部份被卡住。 分解夾頭及取出被卡住的部份，以油石修整之或更換。

迴轉油壓缸停止運作。 檢視油壓系統，如減壓閥、洩壓閥…等。

主爪的全行程
不足

內部積存了太多的雜屑。 分解後清理。

拉桿鬆脫。 重新鎖緊拉桿。

工 作 物
有滑動的情況

主爪的夾持行程不足。 重新夾持工件使得主爪的位置於行程的中點。

夾頭的夾持力不足。 檢視所設定的油壓壓力是否到達。

上爪的形成直徑與工
件的直徑不同。 使用正確的成形方法重做一次。

切削力量太大。 重新計算一次切削力量而確認是否合乎此夾頭的規格。

主爪滑道的潤滑油不足。 依據潤滑過程重新潤滑各部而後在沒有工件下操作夾頭數次。

迴轉速度過高。 降低迴轉數到標準內，以減少離心力的影響。

精度不良

夾頭之外徑偏擺過大。 校正外徑或端面的偏擺及鎖緊螺絲。

主爪與上爪間有外在因
素干預，如灰塵…。 取下夾爪並且完全清理。

上爪固定螺絲沒有鎖緊。 以適當力矩鎖緊。

夾持力過大，使工件變形。 降低夾持力到適當程度，使得機器可以夾緊工作物但不致變形。

上爪高度太高，使上爪
或固定螺絲變形。 降低上爪至標準高度。( 選用一個標準的尺寸 )

在成形上爪的過程
不當或不完善。

確定成形圈是否對稱，與平行在夾頭之端面。
檢查成形圈的外形是否因夾持力過大而導致變形。
例外，檢查在成形時油壓壓力及成形面的表面粗度。

備註：
簡單的故障請自行處理，如無法自行處理或特殊狀況時，可通知您的經銷商或寄回本公司處理。

8. 故障排除
如夾頭故障，請停下來檢查，依下列情況來處理。
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8. Troubleshooting

Problem Possible Reasons Countermeasures

Chuck will
 not work

Chuck part is damaged. Disassemble and replace part.

Slidway seizes. Disassemble and repair damaged part 
with oil stone or make change.

Chuck is not working. Examine the hydraulic system, pressure 
reduction valve, over valve......etc. 

Insufficient master
jaw total stroke

Too much swarf in chuck. Disassemble and clean.

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.

If the chuck malfunctions, stop the lathe and try the following countermeasures.
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9. 裝配概要圖 9. Assembly drawing

油箱
Tank

油壓缸
Cylinder

油壓缸連接板
Cylinder Adaptor

夾頭連接板
Chuck Adaptor

夾頭
Power Chuck 

拉桿
Draw Pipe

方向控制閥
Directional control valve

油壓軟管
Flexible hose

油壓幫浦系統
Hydraulic pump unit洩油口必須置於油面上方

The discharge port of drain 
should be located upper the 
oil level in the tank.

洩油管
Drain hose

CAUTION
    注   意    !

中空型 Through -hole type
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