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| ZE& Important Notes :

RIFABEAREAE, RO BB EBERA N M.
FHRPSHLERE, NmEAEBEER, S5l RPASEMINERE,
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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sEEFRIASERBAE , M XTEIERREA. ERMKHIEIET, 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.

SRESRIRDBANFRINEL,
To avoid accident of operator body or ON

clothes drawn into machine. [ ]
oft | &

OFF

E X808, Y70 FUIRR.

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

5
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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 \«,\\j'o\)
TRYIREE L IR, R AR IEI R 4 B EE S . 'ﬂi&,@’
Gripping force decreases due to centrifugal force
as speed of chuck increases, thereby causing the

discharge of workpiece.

oa“ge(
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REAFREFIZHET, T170EE R,
Don't start the spindle before closing the machine door.

Close @

BEG T4 e 58 MEARRAPI MR E.
Workpiece or jaw may scatte while door open.

SHEELH DA P BRRERF ZHRANTTo
Don't exceed Max. allowable plunger input force.

IHEELE NEBBRERTFRAE,

HE BB BB SRR 2 2 fE Bio | Eﬁéjj
Ifinput force of plunger is exceeded, chuck nput force
may be deformed or broken.

%%%ggi@%ﬂmﬁﬁ“ﬁmﬁ%%*ﬁ, EERBINPERET, ReRL OB ER, REF
= Y Jo
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

==
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= BRE THEERNIGHUE
Power outage e L b

Set the workpiece to the correct
gripping position.
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AR IR IR RFTTEE 2 TR R,
Secure mounting bolts with specified torque.

Besspis #7755 PR IB 2 5 O it
Bolt size Tighter{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:mi@u%@??wv\

M22 539.4N - m (55.0 kgf - m) Top jaw mounting bolt
M24 618.0 N + m (55.0 kgf * m)

FEFEE 4578,

Don't miss to lubricate chuck.

MM B R FRRERRE o

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

isi=3

Grease nipple

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

ZERNSE 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
M EERAME X KEZE,

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

PRESSURE
GAGE

DOWN
elod

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

ARMEEHYZETH, GFERBZERE.

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

= T a

- 1
IREE a
Support collar

S

IEEa;
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

ZEEMEE, ZMZHERUEXFRER, ZMZEERHFE—E
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.

1BRIFKERRT, B70E B ARAREFEEEY,

Never attempt to operate machine after drinking alcohol taking drugs.

1BRIFKEER1, BNFHFENET.

Never attempt to operate machine with gloves and necktie worn.
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CAUTION

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

ki

Lifting belt

MmIR
Eyebolt

<7
EMBMISEERR. %,,'
Without lifting belt will > \/&',
A\

cause danger.

—

RIFFTHE, FHERTERKEF,

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. g SIKEE
2.1 RSN RERRR S

power chuck

2H-204 {@4370%42
2H-205 Only 4 bolts

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

FEALBEIES _H-ABLZ 3% (The dimensions and the specifications of _H-A type are in red data.)

"3H-204 E3%1R12
3H-205 Only 3 bolts

2. Trough-hole power chuck
2.1 specification of through-hole

vy |morR | (W8 | IRHE | anecn | masn | mEoew | B8 | EREHE | BARRES
Plunger |Jawstroke | A | &/ Max. Clampin Moment .
Model stroke (Dia.) Mxox. NTin MGRE Ul forcep 9] Max speed | ofinertia Weight Matching cyl. Mepressaie
mm mm mm | mm kN (kgf) kN (kgf) min” (rpm.) | kg+m? kg MPa (kgf/cm?)
3H-204 | A4 13 55 n3 7 13.7(1400) 36.0(3670) 8000 0012 | 422|534 | TK-A528 2.0(20)
3H-205 | A4 13 55 138 | 10 17.2(1750) 48(4890) 7000 0.02 63 | 71 TK-A533 2.5(25)
3H-206 | A5 14 6 170 | 13 | 23.3(2375) | 66.8(6810) 6000 0.06 131 | 149 | TK-A646 2.5(25)
3H-208 | A6 18 7.6 210 | 17 31.9(3250) 107(10900) 5000 0.15 218 | 234 | TK-A853 2.6(26)
3H-210 | A8 21 8.9 260 | 37 | 491(5010) 152(15500) 4500 0.32 375 | 43 TK-AI075 3.2(32)
3H-212 | All 25 10.6 315 | 43 | 58.8(6000) | 157(16010) 3700 074 58.6 | 64.7 | TK-AI512 1.9(19)
3H-215 | A8 25 10.6 405 | 49 71(7240) 180(18350) 2500 28 127 | 149 TK-2114 21(21)
3H-215 | All 25 10.6 405 | 49 71(7240) 180(18350) 2500 28 127 |143.3 TK-2114 21(21)
3H-215 | Al5 25 10.6 405 | 49 71(7240) 180(18350) 2500 28 127 |135.6 TK-2114 2.1(21)
3H-18B | AlS 23 10.6 456 | 79 71(7240) 180(18350) 2000 4.8 162.4 | 173.4 TK-2416 1.9(19)
3H-221 | Al5 28 12.9 530 | 105 90(9175) 234(23860) 1800 75 223 | 234 TK-2416 2.4(24)
3H-224 |A20| 28 12.9 610 | 135 | 100(10200) | 240(24500) 1500 15.8 270 | 284 TK-2820 2.1(21)
3H-232 |A20| 34 18 800 | 205 | 100(10200) | 240(24500) 1200 47 546 | 560 TK-2820 2.1(21)
wy 2R | (B lcooibi| BFEAAS | BAesh | EmEEm | £ BREHE | BARRES
Plunger |Jawstroke | K | f/)\ Max. Clampin Moment q
N stiove | (oia) | Nax. | Min. | Max.DB.pul foram PN Max speed | MOTOS | weight Matching oyl Maix. pressure
mm mm mm | mm kN (kgf) kN (kgf) min” (rpm.)| kgem? ki 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 228 120 | 134 TK-A1512 2.3(23)
3H-15 | All 25 10.6 381 | 50 71(7250) 179.8(18350) 2500 228 120 | 127 TK-A1512 2.3(23)
3H-18 | All 25 10.6 450 | 50 71(7250) | 180.3(18400) 2000 4.46 160 | 174 TK-A1512 2.3(23)
P B
Algk H0TIE {“Eqﬂ Chtscking BHERANSD | BAKHEH | BRECHHK | g8 BRESE | RAEREH
qa.
Plunger | Jawstroke | gk | &/ Max. Moment q
Model stroke (Dia.) | Max. | Min. pexcRBIpu Clamping force Max.speed | ot inertia Jelght Matching cyl. poKlpressie
mm mm mm | mm kN (kgf) kN (kgf) min” (rpm.)| kg-m? ki MPa (kgf/cm?)
2H-204 | A4 13 55 n3 7 9.2(940) 19.4(1980) 8000 0.012 42 | 48 TK-A528 1.3(13)
2H-205 | A4 13 55 138 | 10 n.4(M67) 32(3260) 7000 0.02 68 | 7.6 TK-A533 1.6(16)
2H-206 | A5 14 6 170 | 13 155(1580) | 44.4(4530) 6000 0.06 131 [ 149 | TK-A646 1.6(16)
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_ . RIFEI
B g | (U Chucking | SHEAND | RAKS | EEEEN | B8 EREEE | BAGERED
vodl | IS [T | B | B | Mok DB.pul i ) Mok spect | MOTERL | weight |\ o pressure
mm mm mm | mm kN (kgf) kN (kgf) min” (rpm.)| kg:-m? ki MPa (kgf/cm?)
2H-208 | A5 18 7.6 210 | 17 23.1(2360) | 57.3(5840) 5000 017 213 | 242 | TK-A853 1.8(18)
2H-208 | A6 18 7.6 210 | 17 23.1(2360) | 57.3(5840) 5000 017 213 | 224 | TK-A853 1.8(18)
2H-210 | A8 21 8.9 260 | 37 | 32.9(3355) | 101.9(10385) 4500 0.31 335 | 362 | TK-A1075 2.2(22)
2H-12 | A8 25 10.6 304 | 34 | 36.7(3740) | 95.8(9780) 3300 0.70 59.7 | 627 | TK-AI291 1.7(17)
2H-15 | A8 23 10.6 381 | 50 | 46.9(4790) | 119.6(12200) 2500 242 ns | 129 TK-AI512 1.5(15)
2H-15 | All 23 10.6 381 | 50 | 46.9(4790) | 119.6(12200) 2500 234 ns | 122 TK-AI512 1.5(15)
_ . RSB
msk mire | (L Chucking | SHEANT) | ROKIT | AT | B8 EEEEE | RAGRES
Vodel Pshtjrg = JOWDSig?ke 5%7; ﬁ{r{\ Max. D.B. pull Max‘f%lg:rgping Max. speed mci)r?;?t?é Weight Matehing eyl Max. pressure
mm mm mm | mm kN (kgf) kN (kgf) min? (rpm.)|  kgrm? kg MPa (kgf/cm?)
4H-206 | A5 14 6.0 170 | 13 | 23.2(2375) | 66.7(6810) 5000 0.06 125 | 16.7 | TK-C646 2.5(25)
4H-208 | AS 18 7.6 210 | 17 | 34.3(3500) | 85.8(8750) 4200 019 235 | 254 | TK-A853 2.8(28)
4H-208 | A6 18 7.6 210 | 17 | 34.3(3500) | 85.8(8750) 4200 019 235 | 243 | TK-A853 2.8(28)
4H-210 | AB 21 8.9 260 | 37 | 491(5010) | 110.7(11300) 3800 0.4 387 | 44 TK-A1075 3.2(32)
4H-210 | A8 21 8.9 260 | 37 | 491(5010) | 110.7(11300) 3800 0.4 387 | 42.3 | TK-AI075 3.2(32)
4H-12 | A8 25 10.6 304 | 34 | 54.9(5600) | 143.6(14650) 2700 0.77 62 | 65.7 TK-AI1291 2.5(25)
4H-15 | A8 25 10.6 381 | 50 71(7250) 179.8(18350) 2000 231 176 | 130 TK-AI512 2.3(23)
4H-15 | All 25 10.6 381 | 50 71(7250) 179.8(18350) 2000 231 176 | 123.5| TK-AI512 2.3(23)
4H-18 | All 25 10.6 450 | 50 71(7250) 179.8(18350) 1700 4.35 162.6 | 168.5| TK-AI512 2.3(23)

10
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2.2. PEEHREEBEE 2.2. Drawing of through hole power
chuck
M TRRIE M ESsm.Em. s5%m
DEENN Master Jaw\ = T-nut Top Jaw (Include soft jaw
Chu;k adaptor hard jaw,special jaw)
jég L
BmE OO L5
WI:\Q& T |
| I |
EIERE - —{H— —
Draw nut ] i
P ~_PHEBE
ol = L Cover
= —— ﬂ
LT H IR
——  Mounting bolt
A8 0~1mm AT 3H/3H-B/3H-2
Body _ RSP& Clearance Model 3H/3H-B/3H-2

Ph{Z

Wedge plunger

\ = | =
BTV 4 BRI 2H/2H-2
Model 4H Model 2H/2H-2

Fig.l

11
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2.3. PEEHREZHR

2.3. Parts list of through-hole power
chuck

Fig.2

No. SHEE Name of parts Qty No. SHrEE Name of parts Qty
1 |A&Bg Body 1 N |NATFLEERE Hex. socket cap bolt 4o0r6
2 |z Wedge plunger 1 12 |RAFLFEEEE Hex. socket button screw 3or4
3 |EM Master jaw 20r3 13| Grease nipple 20r3
4 |THERME T-nut 20r3 14 |&Bmm Soft Jaw 20r3
5 |[HRiEAEeEE Draw nut 1 15 |BTUEERE Jaw mounting bolt 40r6
6 |SRIEEIR Retainer 1 16 |RERLEE Chuck mounting bolt 3or6
7 |BEE Cover 1 17 |dEgERE (M) Joint handle(accessory) 1

8 |k Steel ball 1 18 | RIBige (10" LA LRI ) Eye bolt(accessory 10" or over) | 1

9 |BE Spring 1 19 |E4EEE (3EED) Adapter plate(option) 1

10 |/NATFLEER Hex. socket set screw 1 20 |AFFLEERE (2 ) Hex. socket cap bolt(option) 3




AUGTOG»

2.4 FH ELEEEY
BARISH

fEFE4E
BE—H¥MUE, (B%£Fig.3)

T PN, sBEAMB IR, HENRASE
IRIBIEHE S HEIEER, (BEELH)
RPN AR N AR AR R KB
Ho (BE2NDZEHFEEBEIRK)

A BB E SN B R D201 minByR
=, MHRBRANES ERE RIS
R 53 BRI El,

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
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 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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4% Clamping force(kN)

3457 Clamping force(kN)

SRIOEEEITEYINES S ER TAHBRERE,
1RIER R RE R,
BZERAEHPRERFHES B,

AR R E AR RES R IRt 2 e

EERPBREE,

LGS, B OIAEE VIS AT RS
11, THIBRNEEERRELENFRAE, 8
BEMPNEHMEZ EMBIRT . INERRERN
UE, MRKEMRSEE, RRLAERR
FARRIZRER,

>
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Fig.4

&#%H Clamping force(kN)

8000

Fig.5
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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.

— 3H-224
—
\ 3H-221
3H-232 AN
! N
3H-215
3H-18B
0 250 500 750 1000 1250 1500 1750 2000 2250 2500
iB#SE Rotation speed(r.p.m.)
A 4H-15
4H-l>s\
4H-12 \
——t— §
4H-208 |4H-210 T
—
—
4H-206 Y~

0 500 1000 1500 2000 2500 3000

@## Rotation speed(r.p.m.)

3500 4000 4500 5000
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2.5 EMEERRABFhN 2.5 Relationship between top jaw
height and maximum pull force

. EAMSEM EME, &% FTUEGE4. £« When using the extra-height top jaws, excessive

= B force will be applied to the top jaw mounting bolts,
REMHNESHELBANERS, MmNk o 5 ot ’ : dg

5 master jaws, and other parts, causing damage

1, | .ﬂ:’ ﬁ:’\ﬁf{&'grﬁIEQZLEHEEW to the chuck. As a result, the hydraulic cylinder’ s

Fﬁ"ﬂWﬁjﬁfﬁ*ﬂj}mﬁiﬂ%?&%—ﬁgﬂg_tm, input force must be lowered. The max. pull force

MREAMSEENLEM, BERKRBRTIINHE indicated in the specification table is based on

Bk ERIIE. (BEFig.6 the standard height top jaws. When using the

9 9 P 9

extra-height top jaws, the pull force must be set
according to the following charts specified. (Refer
to Fig.6)

RZ 60
. Mo . #x
RS 3H-224 o
ﬁg 100 |3H-232 2
P o
{s'ﬁ M 3H-221 K:'—- EIGE
I3
KE 90 N a2
B3 ol s
Q 3H-215 \ = 40
g, [3H1s8 2H-12
= N
o s \ 2H-210 \
30
50 [3H-210 N \ \
\ \ ~ 2H-208
o \ i, \
w0 3H-208 [~ I~ 2H-206 N~ —|
T
3H-206 N — \\ ~~—
2H-205
20 [3H-205— — 10 1 ]
T T\ ~— \I 08 I
o [zaea 2H-204 X S
0
0
0 2 40 60 70 90 100
0 2 30 50 80 1o 0 10 20 30 40 50 60 70 80 90
EMEHFRLEE TSRO ERE

Gripping center Height of top jaw(mm) Gripping center Height of top jaw(mm)

Fig.6

DANGER
fe &

o WNER{EREERF, SHERFIMHE IBBRTFHI M +  Use of the chuck with the cylinder thrust in excess

BRT, EEHMKRENERSMEE, heuy of Max. pull force make the service
SASHRASBESHSHSRIsE, « life shorter and it will be linked to damage accident

of each part due to fatigue.

WARNING

ax &

= =
o fEAEMWEEZESE NS LT FTR +  When the height of the top jaws is higher than that

9 Pl 9

BT, BREHEEND, EETMEERR of the standard soft jaw or the top jaws clamp the
N L | workpiece with the frontend, the hydraulic pressure
S}:’c’ MREEEMENT), PTRESBCHIN must be reduced, whichis inversely proportional to
TARMREFaki. the height of the top jaws. If the hydraulic pressure

is not reduced, it may cause damage to the chuck
or fly-out of workpiece.

15
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AEHZEN LM, FEEREERANEO
11, BUEREFERE, Fib, EALE M,
AERBYIBIR T BIRE,
EMevsFhomEHRRER, BAFRHES
BB EERERE . R EMNEERK, KRE
R A NE, FEREFNER.
ERIFREEME, FBEOAIPIEERNREFIIE

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

KEBERNAA:
112x10°xn? (WmRmM+WtRt), (EEfi:kgf)

. Fig9AHH L MHRE,

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+WtRt). (Unit: kgf).

» Fig.9 Special top jaws.

EFMm
Master jaw LM

Special top jaw

Rm
Rt
Rt
o

\
/
HRER L
Chuck Work piece
Fig.7

Gm: EMEEHD

wm: EMEE(kg)

Rm: EMEEHOERBEHLERE(MM)
Gt: EMEZAH

wt: Em&E&(kg)

Rt: EMEBEHROEXREROERE(MmM)
n: @&EE(r.p.m)

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

Wt:Mass 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: EMEEFHRLSE
. . h:Height of special top jaw from chuck face
h: %% EMEREREE Clomoing lonath
) c:Clamping lengt
c: KIHRE
Rl ] or | 2H-206 | 2H-208 | 2H-210 H-12 | 2H-15 i
fe 27204 | 27205 | 3H-206 | 3H-208 | 3H-210 | 3H-212 | 3H-215 | 3H-18B | 3H-221 | 3H-224 | 3H-232 | 3H-12 | 3H-15 | 318
B3R 4H-206 | 4H-208 | 4H-210 4H-12 | 4H-15
FMES (BM)
Mass of Masterjow | 015 | 02 | 039 | 067 1 151 | 288 | 409 | 474 | 545 7 175 | 292 | 366
wm(kg)(single jaw)

16
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2.6 HEHELEEWS 2.6 Relationship between hydraulic
pressure and cylinder thrust force

<= 12000
2 ‘ y = 16000
P TK-2114 B
£ 10000 TKAL287, TK-1291 g 14000 TH2820
- =
g 5000 / [ § 12000
< TKIA1068,TK-1075,TK-A1078 2 Tk2416
s / £ 10000
] )
S 6000 // ﬁ 53.TK-B853.TK-B846 8 goop
> / L |_—[TK-AG46. TK-B646 3 6000
R 4000 R
ﬂ V4 ||~ | —"[Tk-A528.Tk-A533 e
B //////// #4000
W TK-C643, TK-C646
"% 2000 4 /// 2000
%4/
0 0

0O 5 10 15 20 25 30 35 40 45 0 5 10 15 20 25 30
B 7 Oil pressure(kgf/cm?) SHEES Oil pressure(kgf/cm?)
Fig.8
2.7 EEHHERSFS 2.7 Relationship between cylinder

thrust force and clamping force

T
250 3H-224.3H-232

g z 120
= Eoo g o g =3
(=} o 2H-12 1
e 200 3H-221 w T T-m-—- B /] 1
£ Lol o_L_d__-_ £ == R ey |
2 3H-215‘3H»ly’: & 2H-210/ /l/‘l 1
2 S
5 150 :::'::::::::;'—;ll | 380 P :
R 3n210/” I 3H212 |1 P // [ .
% A 0 ! L S S ) [ |
Lod=od=as 1
100 L " / (| 0
3H208/ (1 [ : N N I N IR L _ / \:>1-208 o .
I S R (. | 40 g A o :
50 b — 3H-206 ' l ! 1 I ; zh—lzoe 1 11 1
[3H2 ! T I 74 ! 1 (I 1
1| 1 ! 1 1 — — I 1 [N 1
|l 1 1 1 -
IRy 1 L : /‘: 21208 1 o |
0 2H-204 1 1 1 | L L
0 10 20 30 40 50 60 70 80 90 100 0 1
0 10 20 40 50
SEEMEA Cylinder thrust force(kN) ,EE?EW Cylmder thrust force(kN)

Fig.9
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2.8 RERIFIHFRARTNRES 2.8 The clamping capacity of power
chuck
3TN TR
Without center thimble With center thimble
L
A A

Dc
Dw
Dc
&,
Dw

Fig.10
EERTSE: M Height of standard jow : M
KIERE: A(=M/2) Clamping length : A(=M/2)
RIFTHRAE: Dw=Dc Max. clamping diameter : Dw=Dc
THERE: L<=4A Max. length : L<=4A
SR THAETAER BN ﬁﬁj](Fig.]O) The center support is necessary

when clamping longer or heavy workpiece (Fig.10)

78,
- 3H-204 | 3H-205 | 3H-206 | 3H-208 | 3H-210 3H-212 3H-215 3H-18B 3H-221 3H-224 | 3H-232
Chuck type
EBEOESRE
Without center thimble 5 8 15 24 42 65 136 174 234 284 560

Max. weight (kg)

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

18
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3. IR R

Fh=HIt2 8 Manufacture of Draw Pipe

M3

£
IS
M K max.
/
g 1

™

= HA2E% & Detail of Draw Tube
L=A+G2max.+H-G1max.+M2+M3

Cylinder

)il

3. Manufacture of draw bar

Piston Cylinder Adaptor Chuck Adaptor
EE BRI AR IREEE R

Draw Pipe

G1 max.

Spindle of Lathe /

BREH

A

L

;Chuck

P

3H-204°[45ECTK-C646 3E:2H AHZHIEREFTERE3H

Fig.
FREERINE OEEIRAE Gl G2 ol K E
Ho| M3 | M2 Vi HI L

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

3H-12 | A8 |  TK-AI291 30 | 23 | 12 | 35 | 28 | wmoox2 | 35 | 95 | 99| moox2 | 5 A+56+12

3H-15 | Al | TK-AI512 30 | 33 | 12 | a5 | 33 | wmmBsox2 | 45 |125 | 0043 | wmsox2 | 5 A+81+12

3H-18 | Al | TK-AI512 30 | 33 | 12 | a5 | 33 | wmmBsox2 | 45 |125 | 0093 | wmisox2 | 5 A+81+12

TRERRAR TG Gl G2 ol K E
H M3 M2 M1 HI L

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

3H-204 | A4 |  TK-A528 12 | 145 | 10 | 25 | 315 | M35 | 20 |35 | 0% | M3sd5 | 5 A+59+10
-0.025

3H-205 | A4 TK-A533 2 | 7 |0 | 25 | 6 | M35 | 25 |35 | 0% | Masas | 5 A+46+10
3H-206 | A5 TK-AB46 15 | 14 | 0 | 25 | 28 | mss | 20 | 50| 0% | wmeox2 5 A+52+10
3H-208 | A6 TK-A853 20 | 165 | 12 | 30 | 335 | Meox2 | 20 |55 | 003 | wm7sk 5 A+60+12
3H-210 | A8 | TK-AI075 25 | 20 | 12 | 35 |285| M8sx2 | 25 |80 | _O0% | mosx2 5 A+59.5+12
3H-212 | Al TK-AT512 30 | 23 | 12 | 45 | 32 | wBox2 | 30 |125 | J08% | Mnsx2 5 A+70+12
3H-215 | A8 TK-2114 35 | 33 | 17 | 45 | 44 | wmisBx2 | 40 |145 :8‘822 MII5x2 5 A+87+17
3H-215 | Al TK-2114 35 | 33 | 1 | a5 | 5 | wissx2 | 40 [14s5| 9028 | wmissx3 | s A+93+17
3H-215 | A1 TK-2114 35 | 33 | 7 | 45 | 38 | missx2 | 40 |45 | 00| missa | s A+81+17
3H-18B | AI5 TK-2416 35 | 35 | 7 | 45 | 45 | msox3 | 40 |wo| 30| mirma | s A+90+17
3H-221 | Al TK-2416 35 | 34 | 7 | a5 | 42 | msox3 | 40 |wo| 008 misox3 | 5 A+86+17
3H-224 | A20 | TK-2820 51 | 35 | 177 | 45 | 42 | M220@ | 40 |20 | 3050 | m22sx3 | 5 A+TI+17
3H-232 | A20 | TK-2820 51 | 37 | 7 | 45 | 51 | M20@ | 45 |230| 0000 | m295@ | 5 A+82+17

19
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WARNING

)
NREEIRINA A RHZEE, FhRZM
EREEEHERMBAREES, REIAHR
t, EELERK.

IMPORTANT
BEEER

B RBENIRBERRRE,

FiIREEEAR/NMERERE, ITEFKRR
WERAER, FEESEERK.
BUthiss E 380MPa(38kg/mm?) M k2 ##}
BRI,

Ol. MIEKEMEFEEO0.05mmT.ILRELP.
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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.

Insecure threads 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.

O1,M1 should be concentric with "Thread K" within
0.05mm T.IR.
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4, Rt
4.1 =B FRERE

- ERAAIRFFERGELG B, BHERBIRR -
EIRIRIE— A, HEEERRIRE RN
HERIRAARAR, EZRBIEEN L, EERBIE
B, OIAER(05) REBERBIEKRT .

o REIEIRIEECE, WRRENRMIEF X (EE -
1218 2 FIEARAIBIBKMax., 2% 3 AR
EEH) -

- RERIRER NEERIR, BEkkEEREDE |
HEIRN, BRANATREBEMIGERRIREE

ASIRPEEYIN T

AV IERE

Hex. scoket set screw q:|

WE spring 4

$M¥k steel ball

EAEIRIE 2 IR AR SRR
Thread this screw in accordance
with that of the draw tube.

4. Mounting
4.1 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.

TNFTEER A -

Hex. socket
head cap screw

NABMIRT Draw nut
Hex. key
EERIR
Retainer
Fig.12
WARNING
ﬁ ﬂ:

- HEIRARRT, SEIRERARENEHEE, MREES

IEATIRIE

6 "IN REA ISR N B
KECH AR

6" power chuck: Steel ball &
Coil spring assembled with in
wedge plunger.

Power Chuck

Tighten the mounting bolt according to the

%ETE:E:&?& YIS RIS, T VEYIRER specified torque. If tightening torque is insufficient
E ERR, or too strong, bolts are proken. Also, the workpiece
scatters ,thus resulting in danger.
- SEEFME 2 1844, Use only attached bolt.
PRARIRAR SHEFE PRARIAR HENIE
Bolt size Tightening torque Bolt size Tightening torque
M6 127 N-m (1.3 kgf - m) M16 250.0 N-m (25.5 kgf - m)
M8 38.2N-m (3.9 kgf-m) M20 402.1N-m (41.0 kgf - m)
MI0 72.6 N-m (7.4 kgf - m) M22 539.4 N - m (55.0 kgf - m)
M12 106.8 N- m (10.9 kgf - m) M24 618.0 N-m (63.0 kgf - m)
M14 170.6 N - m (17.4 kgf - m)

21
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4.2 PEENHRBEFENRRS R

(1) R IEE R TL
. ﬁ'm‘)\ﬁff%ii_ﬁs:ﬂa@ﬁlz;ﬁgh@%wB%, 1#
B EERMEEIZIR. (NRFEIRETE

EPF'?LLE, HERITES, FIREEIRIRENEEY
(iTsH, )

(2) #E@ @ﬁ SHERFI R o | (B hERELE

- BRLEHRIEERENERESER, &
ESHEENREEIRAE (0.4~0.5MPa, 4~5 kgf/
cm?), EEEEH2-INEEBERTIN, RE
R E IR,

CAUTION
I B
- EREGIRTRER, EFERARTIRIRE
Eo (10"LALREEMH BIR),
. BSERIAREEER, YRR TRIERIAF.

BEUEW
Adapter plate

4.2 Mounting steps of through-hole
type
(1) Connect the draw bar to the cylinder.

» Screwthedraw barinto the cylinder piston rod with

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

at the intermediate position, the locking pin of the

piston may be damaged.)

Mount the cylinder to the spindle(cylinder
adapter)

(2)

* 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?)
two or three times and set the piston at the forward
end before witching power off.

*  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.)

» Besuretoremove the eyebolt fromthe chuck after
mounting or removing.

TEAEERIR
Retainer

BEIRF

pSTE] Joint handle
HIig "Power Chuck
Draw tube -
—ﬂ ’
A \ U
Advance end }
4"7
T
spindle Vav=E| EIEEL A
Hex. socket cap bolt
TEAEIRIE iz
Draw nut Wedge plunger
Fig.13
WARNING
Z &

© WHIAREENERZ BRI AR, HRIRERTM
fEBRIF BB R KIS TR Z B

« 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.
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4.3 IIESHEMIER
(1) REFREEANTE

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

IEEERIEFERSE AN THMESHE,
K THIERF#H L1844 15253456
(RHBRHERTIGRELRIE)

(BB IRAABF IR RIS AE IR E)

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

4.3 Bolt tighening steps

v

(2

Fig.14

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

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).

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. )

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.



AT

(3) ARABEIAENIE

BRI R E E R EE R AIIRAIAREE, FREE
IRFHEERIRNE, ASIRIE BRI RAERKE,
BERA4mm (FRIZMEPitch A /)\492~3])
BT 2 BIEE RS, A AR REF
O~TmmREr&,

(4) ZEIPrEEE AR R FRE.

1 PRERIMNE K I E R HE7E0.02mm Y,

EETEMIHARARAAEETHE, T
BESRESNIES, FINIEERR.
EMTREBANTHREER THNEER D
SEA9BE O MELEM, BERoiEsE RS
BT

REFRARBAZSNAFIEEZ U

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

KREM A B A/REERK.

(JIS B 0905-1992/8 ¥ FERM RIPSIZ 2

ISO 1940-:1986F11SO 8821-:1989)

n CAUTION
X B

EREEHRIIR S RRBS,
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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~Imm.
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 jowwhen 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 ISO 8821-:1989)

For the cylinder, refer to the insturction manual.
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BEARANRE
FEIRIRIME 2 (RIEATE FRFURDEREP, T
IR A 2 (R ATE FRAUREBRE P

REAIME 2 (RIATE TRPIRFESEEPY, MK
SRimE 2 fREATE T RARGEEEMN.

Fig.1573JISkZ 8 E F#E,

4.4 Mounting of chuck adapter plate

REREIER

Chuck Adapter

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.

HIfg

Draw tube

T
Spindle

@ A (H6)

Fig.15

B Model 2H-204 | 2H-205 2H/3-210 | /3 12| sl | sz | sH-224

H- H- _ i H/3H- H-15/3H- H- H-
. 3H-204 | 3H-208 | 2H/3H/4H-206 | 2H[aH/aH-208| SH-210 | TiT, T | 3ToleT3008 | 3h-es | 3H-232

<t Dim 4H-18

A (H6) 285 | @10 2140 2170 2220 2220 2300 2380 | ©520
B 706 | 826 1048 133.4 175 1715 235 3302 | 4636

c 15 15 15 17 18 18 2 27 27

D 0005 | 0005 0.005 0.005 0005 | 0005 0.01 0.01 0.02

E 0.005 | 0005 0.005 0.005 0005 | 0005 0.01 0.01 0.02

F 002 | 002 0.02 0.02 0.02 0.02 004 0.04 0.05

G 002 | 002 0.02 002 0.02 0.02 004 0.04 0.05

ARSTADINZ1Z#381% A Dimension (mounting recess dia)is according to DIN standard

CAUTION
X B

RIFERIRZ BEAKKTIA-0.00

WARNING
wm o

BAEERIRA 8%, BERMZRE (BE.

HE. M ) BFEEEMZAEAHEHE, (HE
IRAAET SR IR ERAREE TR EHER)
WMSEENEREHAK, FEBURAAEIR SN

IJﬁﬁ'&%&Zf_BMo
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The diameter of the adapter plate should be
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.
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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
g &

TR AT TIZA RIS, SIEPRELL

N, EBREFERRIFNBERIEEE, BEH

LTI BRI R IFF LY. (Fig.16)

REFTIEYER, RERSERETEN, EEM

11— 2 B AN B R T — M T A2 8 B LA 75 (B e

o (MITIRSE B IEERIE)

R MBI B R B B TEUEIE R AT IR £

Mo (Fig.17#)

TEUZIESRHERM, RIEREERS ERIEREM

TERUZIBAVIRIZRAEE EMAR%E,  (Fig17/4k)

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. (Fig16)

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 Specification of through-
hole power chuck)

The T Nut must not be protrude from the master
jaw.(Refer to Fig.17 right)

The use on condition incorrect will cause damage
to the master jow and “ T 7 nut as well as
inaccuracy.(Refer to Fig.17 left)

Whole stroke

Suitable stroke

Fig.16
26
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TR 18
T-nut

P}
Chuck

Fig.17

WARNING

g &
WIS _EMEHER R4, HEHNTEZNE pVIRAUR
EXE, SRETEIRIEHNIE, k2, BARY
TEURIE REE, BUBMEIRA4CMBHELIE
ME2EE, Rt EM#ERBMNEREEE
BETAUBIEERERPY O~ImmE, (2%Fig.18)
BERNBTRBEREE R (EEENS
HERT, ERKHBUIMNIRIERIR4%, Hia
B2 9%EE2.9UE (M221 F10.9), R
HAIFERERTESN)
ETRNZIE AR, TeeR @ EEhiesE, TA)
EMETRZEERE, EEER.

BEm

Hard jaw

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.18)

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 &R

Top jaw mounting bolt

£m
Top jaw

0~1 mm

L

Fig.18

T 4R08 ==
T-nut i

IMPORTANT

BESEHE

EMBAEMTRIR RS R B AL R E M LA
EEMAERARE EMAIE,

MRAERK EME, ETIRFRRE, TERE,
BERER N EMATE, BETRIRSEE
BhES, SRMHESEER.
MRTENRBHE MHAEERENE, TRREE
BERIMES, SHMESER.
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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 jow 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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EMBIEEEUE - THRIRBAIE
Master jaw serration T-nut front edge
reference position

hE=

Cover

R EHAPIENTEE, +  Shaded areais possible to bore or tap additionally.

C A

17T [

L m—

ram 4Jaw =T\ 3Jaw T\ 2Jaw
CAHEI RN F AT ZRE, « Cis permissible depth of drilling or processing.
A% Model 3% pim A B C max. A28 Model $% bim A B 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 61 10 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 215 30 3H-215 2 245 30
3H-18/4H-18 12 240 30 3H-18B 15 312 30
3H-221 5 330 30
3H-224 15 360 30
3H-232 15 430 40
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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. 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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