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| ZE Important Notes :

RIFABEAREAE, RO BB EBERA R M.
FRPEFRZERE, NmERAEEER, FiF Lt RAS A HMIERE,
Before you use the product.Please read this instruction 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.

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

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

which, if not avoided, may result in minor or
moderate injury.
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Indicates for chuck performance and avoiding
errors of mistake.
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= 18 FOR SAFE OPERATION

BRBAREE  WKEETRMB -A&RKEIER - Please read this manual and following

A8 BT

HERNEAMBEIRENIBEHRINE - AATHA instructions carefully. We cannot assume

BE-

responsibility for damage or accidents
caused by misuse, through noncompliance
with the safety instructions.

DANGER

e M

HELEMENEBRER - BUREMEER  BREFEZLZE -
SWITCH OFF power before setting, inspecting, lubricating or changing the chuck to
ensure operator safety.

SRESRFRMBAZTRINER-
To avoid accident of operator body or ON
clothes drawn into machine.

OFF

of¥ :

SFanpneEes - P7RETIRE -
Never operate the selector valve and the solenoid valve during the spindle rotation.

t €
JAVE\]/E CTO%%ED Mﬁ% ')g‘%i%d valve
B
JAW OPEN
NO!

S Ra

Solenoid valve

Causing fly-out of the workpiece

RARERENADREIHBRIAEF I ESLEERFRES -
The max. speed must be the lower of the max. speed allowed by the power chuck or
the hydraulic cylinder.

EEBUE NG, RO IAEHEMEERE N, FER
TRIREEL IR, B RTIEIFEIEEE N ER -
Gripping force decreases due to centrifugal force
as speed of chuck increases, thereby causing the
discharge of workpiece.

ot
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WARNING
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REAF L2 ZAT - 7B T BhFERE -
Don't start the spindle before closing the machine door.

Close @

G T a3 MR RRAPI MR L
Workpiece or jaw may scatte while door open.

SREE]H A CIBB AR ZERAA S -
Don't exceed Max. allowable plunger input force.

R RBIB ST A S A .
SRR MR ke WA

Ifinput force of plunger is exceeded, chuck Input force

may be deformed or broken.

{%%;ﬁ?ﬁ?@@ﬂm@ﬁ"ﬁtﬁﬂ"%ﬁ - BERRINDER - SR DE I NEBR N ER - RIF
= E AR -

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

SERRARE B TIFREELE B KR

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

M.ﬂ

RELHEERNREUE
Set the workpiece to the correct
gripping position.

#%

Power outage
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WARNING
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BB HBIKIRI RIS E Z NFBHE -
Secure mounting bolts with specified torque.

2 58 & G IR it

Chuck mounting bolt
M6 13.0 N'm (1.3 kgf-m)
M8 33.0 N'm (3.4 kgf-m)
MIO 73.0 N-m (7.4 kgf-m)
M12 107.0 N-m (10.9 kgf-m) &
Mi4 171.0 N'm (17.4 kgf-m)
M16 250.0 N'm (25.5 kgf-m)
M20 402.0 N-m (41.0 kgf-m) J: m E ] l:él: %?é ?ﬁ/ \
M22 539.0 N-m (55.0 kgf-m) Top jaw mounting bolt
M24 666.0 N-m (67.9 kgf-m)

fEMEE LA -
Don't miss to lubricate chuck.

MR R ERREREF -

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

isi =3

Grease nipple

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

EERMSE BHREMBE
Standard soft jaw height Special top jaw height

|
i

EAMEETE T HE ) B a8 } ‘

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

] . DOWN
Work piece
%T{'i 'EE'ISﬂl E@
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WARNING
x4
= =

THMIUAERESR - BRAENEEZIEBH50%LUT -
When chucking components internally, reduce the hydraulic pressure by more than 50%.

MKRFEERE S B AE G R E AR
&S (ERMEL AN REZE

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

PRESSURE
GAGE

DOWN
%z

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

ARMEEHMEZ T SERIZ -

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

Support collar

8%t
Center

AT S AR A -
Don't attempt to modify the chuck.

NENCESIRIERERAE M ke
Danger by function damaged of chuck.
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CAUTION

ZERENE - —MZEEUELREMER  —MZESAES—H -
When mounting the top jaw on the chuck, the position should be the same,
and mass of each jaw is as much as possible.

BTHERBA DERKAEE REBMIEE.
Unbalanced mass will cause larger vibration of the
machine, thus result in poor accuracy.

BREPERAT - FB57)NS)E =X AR A im A A 22 -
Never attempt to operate machine after drinking alcohol taking drugs.

BIERERE - FOFRFELES °
Never attempt to operate machine with gloves and necktie worn.
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CAUTION

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

ki

Lifting belt

MmIR
Eyebolt

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

cause danger.

—

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

A OB EEAREE ~ TSR F 2 T4 -
Never hammer chuck, jaws or clamped workpiece.
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2. PEEE) JIFEE
2.1 PZEB KRR

2. Trough-hole power chuck

2.1 specification of through-hole
power chuck

2H-204 {E4570R12

2H-205 Only 4 bolts 7 3H-204 [E31%42

3H-205 Only 3 bolts

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

FEALBEIER _H-ABZ 13X (The dimensions and the specifications of _H-A type are in red data.)

pe 805 | (U lccomabia| BHEAAYN | BAJdsn | mEEws | e EEENE | BARREN
Model Psl‘tjrg :r JQWDSig.Oke Eig; ﬁ/l%l/rjm\ Max. D.B. pull Mox %rc::r:ping Max. speed m?ﬁgﬁ?& Weight Matching eyl Max. pressure
mm mm mm | mm kN (kgf) kN (kgf) min”(rpm.) | kgm? ki MPa (kgf/crm?)
3H-204 | A4 13 5.5 n3 7 13.7(1400) 36.0(3670) 8000 0.012 | 422 | 534 | TK-A528 2.0(20)
3H-205 | A4 13 5.5 138 | 10 17.2(1750) 48(4890) 7000 0.02 63 | 71 TK-A533 2.5(25)
3H-206 | AS 14 6 170 | 13 | 23.3(2375) 66.8(6810) 6000 0.06 131 | 14.9 TK-AB46 2.5(25)
3H-208 | A6 18 7.6 210 | 17 31.9(3250) 95.7(9760) 5000 0.15 21.8 | 23.4 | 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 2.1(21)
3H-215 | All 25 10.6 405 | 49 71(7240) 180(18350) 2500 28 127 |143.3 TK-2114 2.1(21)
3H-215 | Al5| 25 10.6 | 405 | 49 71(7240) 180(18350) 2500 2.8 127 | 1356 | TK-2114 2.(21)
3H-18B | AI5 | 23 106 | 456 | 79 71(7240) 180(18350) 2000 4.8 162.4 [ 1734 |  TK-2416 1.9(19)
3H-221 | A5 | 28 129 | 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.(21)
3H-232 |A20| 34 18 800 | 205 | 100(10200) | 240(24500) 1200 47 546 | 560 | TK-2820 2.(21)
% 2058 | (W) chacenapia| SHRAAN | BXIuEn | mEewm || £ BRENE | BARAES
Model Psltjrg :r JO‘ZVD?;fg’ke fjig; ﬁjillrJ]\ Max. D.B. pull Mcx.fcolg:r:ping Max. speed m?rT;?tri]ctu Weight Matching cyl. Max. pressure
mm mm mm | mm kN (kgf) kN (kgf) min” (rpm.)|  kgm? 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-A1291 2.5(25)
3H-15 | A8 25 10.6 381 | 50 71(7250) 179.8(18350) 2500 228 120 | 134 TK-AI512 2.3(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 | 174 TK-AI512 2.3(23)
’e e | MR | SREE [ e s - e ey . -
it BLTE (2E) Chgcgmg BHERAS BAREEN SRl | ) BREEL | RAEREN
vodl | IS [T | B | B | Mo DBl oy o Mok specct | HOTERL | weight | o pressure
mm mm mm | mm kN (kgf) kN (kgf) min” (rpm.)|  kgm? ki MPa (kgf/cm?)
2H-204 | A4 13 55 n | 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-AB33 1.6(18)
2H-206 | A5 14 6 170 | 13 155(1580) | 44.4(4530) 6000 0.06 131 | 14.9 TK-A646 1.6(18)
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’e e | R | ZEEE [ N = = i —
RIS BT (=) Chgc(l;mg BHERAAN BRAKEN ReDEY | B2 BREEL RAEREN
Model P;;Jrg :r JGWD?g?ke F'jig; ﬁjillrJ]\ Max. D.B. pull Clommgé force| Max. speed m?rl;g?t?é Weight Matching cyl. Max. pressure
mm mm | mm | mm kN (kgf) kN (kgf) min” (rp.m.)|  kgm? 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 | AB 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 2.42 ns | 129 TK-AI512 1.5(15)
2H-15 | All 23 10.6 381 | 50 | 46.9(4790) | 119.6(12200) 2500 2.34 ns | 122 TK-AI512 1.5(15)
s e | R | JWEE [ - s - . I
SR BhiTiE (=) Chg?glhg BHEAAS BARSEN E=OEY | = BRODEL | &AEREN
N Psltjrg gr Jo‘évDsig3ke Eig; i’;jilﬂ Max. D.B. pull ey fCOIrc::rgping Max. speed (’;/fki)r?;(ret?é Weight e Max. pressure
mm mm mm | mm kN (kgf) kN (kgf) min” (rpm.)|  kgm? 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 25(25)
4H-208 | A5 18 7.6 210 | 17 | 34.3(3500) | 85.8(8750) 4200 0.19 235 | 25.4 TK-A853 2.8(28)
4H-208 | A6 18 7.6 210 | 17 | 34.3(3500) | 85.8(8750) 4200 0.19 235 | 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-AI075 3.2(32)
4H-210 | A8 21 8.9 260 | 37 | 491(5010) 110.7(11300) 3800 0.4 387 | 423 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-A1291 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-AI5I2 2.3(23)

10
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2.2. PZEE SR AR IS [E 2.2. Drawing of through hole power
chuck
F/M T UR 18 EmME&, &M, 55T
T Master Jaw\\  T-nut Top Jaw (Include soft jaw
Chu;k adantor hard jaw,special jaw)
jég ‘ 1=
BE Lo
Retainer iﬁ% F B
I \
EEEE T T
Draw nut ] 1
D ~_PEBE
1 } % Cover
=]
- ZEmE
7 Mounting bolt
EN: o0~1mm A1, 3H/3H-B/3H-2
Body _ 9B Clearance Model 3H/3H-B/3H-2

PpiZ

Wedge plunger

: = | =
BT, 4H BT, 2H/2H-2
Model 4H Model 2H/2H-2

Fig.l

11
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2.3. PEEFNAREZMHER

2.3. Parts list of through-hole power
chuck

Fig.2

No. BHEE Name of parts Qty No. SHEE Name of parts Qty
1| &B2 Body 1 N | AAELEERS Hex. socket cap bolt 40r6
2 |%C Wedge plunger 1 12 | NALFEEER Hex. socket button screw 3or4
3 |EM Master jaw 2o0r3 13 Grease nipple 20r3
4 |T 208 T-nut 2o0r3 14 |#&IT Soft Jaw 20r3
5 |HIREEIRE Draw nut 1 15 |BRTEEER Jaw mounting bolt 40r6
6 |YRIEEE Retainer 1 16 |REZEER Chuck mounting bolt 30r6
7 |BHEE Cover 1 17 EERE (M) Joint handle(accessory) 1

8 |#H¥k Steel balll 1 18 | R (10" LM ) Eye bolt(accessory 10" or over) | 1

9 |BE Spring 1 19 |EAEAR (%) Adapter plate(option) 1

10 |RALEER% Hex. socket set screw 1 20 |AmiLEEES (%) Hex. socket cap bolt(option) 3

12
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2.4 FiF HEmeE g 2.4 Relationship between clamping
force and rotational speed
BRABRET] Maximum static clamping force
e . N . * Usingthe standard top jaws, and the gripping force
o ERRERNEMN - BRI REREMN sensor should be clamped at half of the height of
BE—¥MME - (2%Fig.3) the top jows. (Refer to Fig.3)
. EE PTG SEENBTIE4 - TR 4E » Please use the attaching bolts to mount the top

7 4 3 jaws. Tighten the mounting bolts according to the
SRR Ejﬁﬁﬁé 2 - (2%%58) specified torque.(Refer to page 5)

o RPN EFNNAEEAIRENEAS T +  The maximum pull force of wedge plunger is as
7 - (LE2NDZEN HIRFEIRIE) shown in the table. (Refer to 2.1 Specification of

. through-hole & non-through-hole power chuck
. BB B B AE D201 minfIT gh-ho gh-hole power chuck)
*  For hydraulic source, the pump with the discharge

8 - H/ER B 7 YR R R R AV I AR s capacity of 20 liters/min or more should be

[ER R 2R o3 B ¥ el used. The hydraulic pressure is set by pump' s
control device or a separately equipped pressure
reduction valve.

REEEH

Xl

. Maximum rotational speed
- BESISN(EE PRI KRS . , .
T[S ERRISHE - + 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

KEE BEEM
% L— Softjaw

TEA=BE¥; At A=B

BABH) | FL

Max. pull force <D J_r

AEEM A
Lubrication on master jaw
CAUTION Fig.3
P

- HEREENIEE }FEFFQ BB KEB MG + Grippingforcevariesaccordingtothe performance

K FAMALSNESR  WAMBUNYES & of pump and reducing valve, piping conditions,
KB Y3E 5 hER AT - fEF E’Ji EHNETE B grease, etc. Especially, when pressure regulators of
i = the pump or the reducing valve are not performing

j(E/J/EJ_ B jjz%j:hjjﬁggfﬁﬁﬁﬁﬁﬁﬁ ERE correctly, excessive surge pressure will be raised,
B E AR ERES - 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.

13
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4% Clamping force(kN)

34574 Clamping force(kN)

WARNING
' S
BROEBRETEVHESER THRERD -
BRIERHBHIER -
BoEREHRERFTNIZEESN -
B K hR 8 2R [ W R 75 IR BR Bl H B EL P &
TIEERPRIEE -

]

=

28

=

WIEEUENE - BE/O D EB RGN PR E RS
7 NIERNERZRAEEENFAE - B
BEMANEEEZ EMBRST  SMERZERN
UE - MRIERRSER - PR REAK
R NRCR

=1=g=]

Z=EMN -

160 —
A =
3H-210 =
140 g
3H-212 L
120 4
‘a
100 §
N o
80 3H:208 R
3H-206 §
60 —
3H-205
® \\\\
40 — —
[ —
I
20 3H-204 —
—]
0
0 1000 2000 3000 4000 5000 6000 7000 8000
1E#35% Rotation speed(r.p.m.)
Fig.4
120 =
\ 2H-15 Z
'z T
!
100 5
— \z/u-zm ®
£
g0 |2H12 g
©
2H-208 S
60 } \ R
2H-206 \\ §
40 \\
[ —
2 2H-205 ——
[—
[ —
2H-204 I
0
0 1000 2000 3000 4000 5000 6000 7000 8000
1@435% Rotation speed(r.p.m.)
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

AN\

\S

3H-232

J

3H-215

A

3H-18B

0 250 500 750 1000 1250 1500

i@%;% Rotation speed(r.p.m.)

1750

4H-15
4H-

B

)

\/
4H-210

//

4H-206 ~— T

I~

0 500 1000 1500 2000 2500 3000

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

3500 4000 4500 5000

2000 2250 2500
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25 FMeE

E S NS 2.5 Relationship between top jaw

- ERAMSERETNE - S ETUELRES - N
REMNEHEEBANERT - MERER

=

BEILE -

WARREHBIIRATL - RERA

FﬁﬁUE’\J%ﬁ@nﬂﬂﬂﬂf@?ﬁﬁ—%mrmtﬂ
MRFEANSE LM - HERE TR
BB ER NE - (ﬁ%ﬁgs)

S =
S o

BABSFIN
8

Max.pull force (kN)

80

70

60

50

40

30

20

3H-224

3H-232

3H-221 \

[3H-215

3H-18B \

3H-212 \

3H-210

3H-208 I~ I~

3H-206 N ~—

[3H-205 ——

(3H-204 \\\ \i

0 10 20 30 40 50 60 70 80 90 100 TO

MmO EE
Gripping center Height of top jaw(mm)
Fig.6

DANGER
fe &

- MREARER - HEINEBESFFIUNN
BT - RIEMKRENERSMRNE  EER
BETHARTBRESNGIEMIEER -

LR -

WARNING
@ 44
= =

- EREMASELREENS L L MBEmE

AREHBAS - BEMBERR

tb MRRAREBEBAS - DJREEHKRERHK
- TIemaE ek -

15

RABFFN

Max.pull force (kN)

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
to Fig.6)

[}
o

50 bopas
40
2H-12
2H-210 h
30
2H-208 \
20 ™~
2H-206 ~ —
2H-205 \\ S~—__
10 |
2H-204 —
\\\7
0 1
0 10 20 30 40 50 60 70 80 90
EMEiEROEE

Gripping center Height of top jaw(mm)

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

life shorter and it will be linked to damage accident
of each part due to fatigue.

When the height of the top jaws is higher than that
of the standard soft jaw or the top jaws clamp the
workpiece with the frontend, the hydraulic pressure
must be reduced, whichis inversely proportional to
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.
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. ABISESEH N - FElElEESSR B * When using the large or heavy top jaws, a larger

N BEREHER - B - EHRLE A - centri_fuggl force _is generated during rotations,
EEETYIEEERE - resulting in clamping force greatly flost. Therefore,
o - ) consider the cutting conditions before using this
« EMBEFROBEHASE - LAREHES kind of top jaws.
TRV EFRERIE N - MR EMAMESHEK - HEE  «  If the clamping center height H of the top jaws is
EEMETNE - FARRRE ORIESL - too high, it is necessary to reduce the hydraulic
N SN - - ressure so as to decrease the static clampin
: 1%%%T¥£${T\H% - EEO P EER S 13 f%rce. If the mass moment of the top jaws isptog
KEHZEZQNA: high, the rotational speed must be reduced to
1.12x10°%xn (WmRm+Wth) (EEfirkgf) avoid clamping force loss.
.- Fig.OBREH LMK R * 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+W1Rt). (Unit: kgf).
* Fig.9 Special top jaws.

h
H
EM
Master jaw Bk LEm
- ] Special top jaw
| Gt
— alb
L —=——¢
£ & & c
J S—
\
/
SREA Lt
Chuck Work piece
Fig.7

Gm : EMEEP N Gm:Mass center of master jaw
wm : EMES(kg) Wm:Mass of master jaw(kg)
Rm : TNES /D\fz%ﬁﬁqjlﬁ\ftﬁ%ﬁ(mm) Rm:Turning radius of master jaw's gravity center(mm)
Gt: FMEBZS4) Gt:Mass center of top jaw
Wt : EMES (kg) Wt:Mass of top jaw(kg)
Rt : tmg;qjlb\j:xﬁgqjmﬁﬁﬁﬁ(mm) Rt:Turning radius of top jaw's gravity center(mm)

n - B (rp.m) n:Rotational speed(r.p.m)

H: FMkEDLSE H:CIompinfg force center he];ight f
R h:Height of special top jaw from chuck face
h: ®% LMERBEASE 9 o speciariop]
c:Clamping length
(03

CRBRE
Model . o= | 2H-206 | 2H-208 | 2H-210 2H-12 | 2H-15 .
oy 217204 | 217205 | 34-206 | 3H-208 | 3H-210 | 3H-212 | 3H-215 | 3H-18B | 3H-221 | 3H-224 | 3H-232 | 3H-12 | 3H-15 | SH18
L 4H-206 | 4H-208 | 4H-210 4H-12 | 4H-15
FMES (BM)
Mass of Master jaw | 0.15 0.2 0.39 0.67 1 161 2.88 4.09 474 5.45 7 1.75 292 3.66
wm(kg)(single jaw)

16
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2.6 MR HELEEEN 2.6 Relationship between hydraulic
pressure and cylinder thrust force

< 12000
] ‘ = 16000
g 10000 T2 g TK-2820
5 TKIAL1287. TK-1291 g 14000 -
L o
B s000 f £ 12000
£ TKALOGE.TK-1075.TKALOTS 2 Th-2416
5 d T
T 6000 ﬁ 53.TK-BS53.TK-B846 B  goog
> / L |_—[TK-AG46. TK-B646 3 6000
R 4000 R
A e /// TK-A528, TK-A533 £
L — W 4000
ﬁ 2000 ,/ / 1 — | TK-C643,TK-C646 Ha
1 — 2000
% —
0 0
0 5 10 15 20 25 30 35 40 45 0 5 10 s 20 25 30
B 7] Oil pressure(kgf/cm?) S#@EEH Oil pressure(kgf/cm?)
Fig.8
2.7 SEEWHEIIE N 2.7 Relationship between cylinder
thrust force and clamping force
Z 250 3H-224.3H-232 =
= EoSlo A S| g = 120
=} o 2H-12 1
En 200 3H221 w T TTT T === Z_J / |
3 R I I ;H-;ls_dﬁ»ly: g 2H-210/ )A 1
S 150 :::'::::::_—:;'—;ll | gso P B :
R 3H-210 7 3H;212 ! * // [ |
% i ! L S S ) [ |
100 b= ——t——+ : 1 X A\ o X
3H208 A, " ! 1 o =1 = n T 1
=== ! ! 0 t — 1
50 _ ’3H.2os 1 : : : —— - %/zh :206 1 1 1 1
3H-2f 1 1 1 1
| 3H:2 | /4 !
gli 1 : : : : B -% \:;I-ZOF! [ 00 0
3HA% b 1 1 1 1 TTa04 L ! 1 !
0 10 20 30 40 50 60 70 80 90 100 0 e . 1 1
0 10 20 30 40 50
SEEHS Cylinder thrust force(kN) SIS Cylinder thrust force(kN)
Fig.9
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2.8 MERF ITHHFEARTRESE 2.8 The clamping capacity of power
chuck
|IEID TEi
Without center thimble With center thimble
L
A A

0 . 2 0 . . A s
- a o NI )
w w
M M
Fig.10
BRERNMSE M Height of standard jaw : M
TEFEE : A(=M/2) Clamping length : A(=M/2)
WIFTHEAE : Dw=Dc Max. clamping diameter : Dw=Dc
THEE : L<=4A Max. length : L<=4A
B THAES A B K, BA D288 (Fig10) The center support is necessary
when clamping longer or heavy workpiece (Fig.10)
SRR 3H-204 | 3H-205 | 3H-206 | 3H-208 | 3H-210 | 3H-212 | 3H-215 | 3H-18B | 3H-221 | 3H-224 | 3H-232
Chuck type
mBELOESRE
Without center thimble 5 8 15 24 42 65 136 174 234 284 560

Max. weight (kg)

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

18
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3. ARRIEAE

th ZE #1412 24/E Manufacture of Draw Pipe

E min.

[

M1
7

g
s, M2,

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

Cylinder
SR B EL

Pis

3. Manufacture of draw bar

ton

Cylinder Adaptor

Chuck Adaptor

SHEERL 2B IEAR

Draw Pipe

HEFRIE AR

;Chuck

P

3H-2040[4E5ECTK-C646 :E:2H AHZHIEREEFTEFE3H

Fig.n
TEEFRE W RE Gl G2 ol K E
Ho| M3 | M2 M HI L
Chuck type Cylinder type | max. max. (f7) max. min.
3H-12 | A8 | TK-AI291 30 | 23 | 12 | 35 | 28 | wmoox2 | 35 | 95 | 293 | moox2 | 5 A+56+12
3H-15 | Al | TK-AI512 30 | 33 | 12 | a5 | 33 | wmmBsox2 | 45 |125 | 0093 | wmsox2 | 5 A+81+12
3H-18 | Al | TK-AI512 30 | 33 | 12 | a5 | 33 | wmisox2 | 45 |125 | 0093 | wmisox2 | 5 A+81+12
SR LIRS Gl G2 ol K E
H M3 M2 Mi H1 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
3H-205 | A4 TK-A533 2 | 7 |0 | 25 | 6 | M35 | 25 |35 | 0% | Masas | 5 A+46+10
-0.025
3H-206 | A5 TK-AB46 15 | 14 | 0 | 25 | 28 | msm | 20 | 50| 0% | wmeox2 5 A+52+10
3H-208 | A6 TK-A853 20 [ 165 | 12 | 30 335 | Meox2 | 20 | 55| 005 | m75x2 5 A+60+12
3H-210 | A8 | TK-AI075 25 | 20 | 12 | 35 |285| M8sx2 | 25 |80 | _O0% | Mo9sx2 5 A+59.5+12
-0.043
3H-212 | AN TK-AT512 30 | 23 | 12 | a5 | 32 | wdox2 | 30 |125 | 308% | Mnsx2 5 A+70+12
3H-215 | A8 TK-2114 35 | 33 | 7 | 45 | 4 | missx2 | 40 |1a5 | 3058 | mMnsx2 5 A+87+17
-0.043
3H-215 | Al TK-2114 35 | 33 | 7 | 45 | 51 | missx2 | 40 |45 | (0083 | missa | 5 A+93+17
3H-215 | Al5 TK-2114 35 | 33 | 7 | a5 | 38 | wissx2 | 40 [145| 0008 | wmissx3 | s A+81+17
3H-18B | Al TK-2416 35 | 35 | 7 | 45 | 45 | msox3 | 40 |wo| 30| wmirsa | s A+90+17
3H-221 | Al TK-2416 35 [ 34 | 7 | a5 | 42 | msox3 | 40 |wo| 30| misox3 | s A+86+17
3H-224 | A20 | TK-2820 51 | 35 | 17 | 45 | 42 | M20@ | 40 |210| 0050 | m22m3 | 5 A+TI+I7
3H-232 | A20 | TK-2820 sl | 37 | 7 | 45 | 51 | M20:3 | 45 |230| JO0%0 | w293 | 5 A+82+17
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WARNING
g &

NAREEIENNTEB R ZEE - FAMRZE
EARSHRERMBRIE D - B IAER
o EEBR -

IMPORTANT
EEEIE

B RERENRENEERE -
RREEERR/IMERERE - MTBRIKESR
FERAKRKER  FEESE0EEA -

IR HI38 E 380MPa(38kg/mm2) L _E 2 ##)
BUERIR -

Ol ~ MIEEKELEETE0.05mmT.LRELA -
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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,MI should be concentric with "Thread K" within
0.05mm T.LR.
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4 2%
4.1 chZeB) SRR IRE M T

ERNAIRFHEAILG B - BiRERRRK
ERBIE—ENL - BREERRRBEN A
RIRBHARAR - IBHERBIEND - £ EEBRE
o NOERER(05) RIEBEAEIELRT -

AP B IERIEEE S - MRERRVIRST — B (E

Y208 7 FEA DB EBKmax. - B2 EIARNE
FEH) -

BRI R A B EER - Bk B & KM E
BEIRA - BRNATRBAREERIRES -

TNAEIE B4

Hex. scoket set screw q:|

S8 spring ,é

$M¥k steel ball

SRR 2 IR AR R IRAR
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.

TNFTSER A

Hex. socket
head cap screw

B EIE

NABMIRT Draw nut 6" N 2R BEAY SR N S
Hex. k AT+ 48
ey BAERRIR ?Egzej%hﬁ/ciusﬁ? ball &
Retainer Coil spring assembled with in
95% wedge plunger.
Power Chuck
Fig.12
WARNING
E &S
o FHEURZLRE C BIKBIEENEHEE  NREE * Tighten the mounting bolt according to the
FEARBIH AKX - BERIBAER . TR specified torque. If tightening torque is insufficient
LS - or too strong, bolts are broken. Also, the workpiece
B scatters thus resulting in danger.
. BEANREZEA - +  Use only attached bolt.
PRARIRAR HENIE PRARIRAR SHENIE
Bolt size Tightening torque Bolt size Tightening torque
M6 13.0 N- m (1.3 kgf - m) MI6 250.0 N-m (25.5 kgf - m)
M8 33.0N-m (3.4 kgf -m) M20 402.0 N-m (41.0 kgf - m)
MI10 73.0N-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 171.0 N- m (17.4 kgf - m)

21
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4.2 PEENNRIER LD

(1) RHAMELEFIDEE R G
« RANRZEEHEBIZEERBIAR - &

DA EEERETE - (au%,%m%mi
hREMIE - KBRS CIAERIBIREEE Y
(388 - )

WM B ]

(2) BEEHEZEREH (8
1R )

- BROEHBIARRENEREEER &
TEHIE TR B BE R RS (0.4~0.5MPa - 4~5 kgf/

cm?) - EEEEE2-ZREFBENAING - A%
FAEEIR -
CAUTION
x B
o EZEIHFTNRER  BEARTNRIRE

E - (10D L3 TEm BIE) -
« B LHEFR - YR NRIRAEBE

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

(2)
adapter)

* Check that the run-out of cylinder is minimized
before routing the hydraulic piping. Move the
piston at low pressure(0.4~0.5MPa,4~5kgf/cm?)
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.)

* Besuretoremovethe eyebolt fromthe chuck after
rmounting or removing.

EAERRIR
Retainer

BEIRF

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

o MAMREABEERZBIEBT AR - SIEEREBTM
R BB TRREM T HREZBRE -

» 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 BREHZERIER

M

)

ZERIRB|ENAR L
HUR2REE Z BT B EERE - PAL2.35RIRARERA
BT BEERRFEENKENPOLAL - &
EHBIRHANR -

ERBIEEARAARE - IA2RFIRAEH
A - AIREFREBRFPLOEEER..EZ - W
BEIEARSEMBEE ENRERIBTIRER -
ZE IR EH
REEELFETEASNIMESH -

K NBUIERHE L9844 : 1-2—-3—-4-5—6
(INRBENELFHRBEERE )

(BEBB RSB IRBIRENEHE

4.3 Bolt tighening steps

M

@)

Fig.14

g O O |

OO o\

27 ) e
2H/2H-2 3H-B/3H-2
WARNING

g &

EEWE Y B4 - EIRRETNERE - MET

FER B AR A EE BB -

LR B4 ERERE - ERnENERERE

2151298 £ (M22L F109) T BBV EE -

AT F g E R E B4R B2 O E IERE U
B MRBENUEAEE - RIREHEEFES
FRIRER - ST GREEN(RRS - REREERERHKE
HRZIEBEE - WARNEEEMIHIARE -
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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.
Whenthedrawnutandthedrawbarareconnected,
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(bcck plate).

Turnthe jointhandle 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. )

4

21

\
1
®f$x
N I
3@%
4H

@@% e
2]

2

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 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) MEBARNMUE

15 H Bl AR ERR E ERATIRAAREE - EREE
IRFHEEIRIE - IR RIRRARIIES
B ERL4Mm(IBIZIEPitch A/)\#2~3])
ERAZIZEEMD - FEREARERERF
O~ImmEra -

(4) EEIREE LR TERE -

1SR ERINE K In E R £ 0.02mm A -

)RR

SETEBNLINAAERAYEERHTE - 1LY
HEBENEHMRE - ENIHEERE -
ENIAHEEANIHRER LTHENEEF D
SIEEBE O AMELMN - ERX DR EBLUERE
=ML -

ZHEGERRPEN AT IEEEEN

JIS B 0905-1992 E&HMFAISE 4mm/sH
HE .

REPAFLEENANIREERE -

(JIS B 0905-1992 48 ¥ FEAVEI 12 2

ISO 1940-:1986F01SO 8821-:1989)

n CAUTION
x B

EREE R ATESRBRREE -
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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 jaowwhen 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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4.4 BLEEBRZHE

EEMIMEZRBRE NRFIRDESRLEA - M -
EEmE 2 RIEATE NRFREESRER -

REFIME Z R A FRUNFEREER - MK
BRInE Z mERE NRFAIRGEEREA - .

Fig. 1573 JISAE 8 T #[E -

REREIER

Chuck Adapter

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.

HIt2 T
Draw tube Spindle

(TN~

@ A (H6)

Fig.15
Mool 20 | 2120 MIFH20 | gy | AElboe | sz 3H-22
H-204 | 2H-205 " i H/3H-12 | 4H-15/3H-2] H-215 H-224
) 3H-204 | 3H-205 | 2H/31/4H-206 | 2H[3H[4H-208| 3210 | T4iT,T | B oisfanls | 3H-isB | aH-232
Fi% Dim 4H-18
A (H6) @85 | @0 2140 2170 2220 @220 @300 2380 @520
B 706 | 826 104.8 1334 1715 1715 235 330.2 463.6
c 15 15 15 17 18 18 22 27 27
D 0.005 | 0.005 0.005 0.005 0.005 0.005 0.01 0.01 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
AR~ RDINZ1Z#3818 A Dimension (mounting recess dia)is according to DIN standard
CAUTION
xE B

RIFEEMZBEERAKKRIIAE - 2Z=/K-0.01- .

WARNING
% 4

e ?%?}iﬁHZEP% # o BARHZERE (B -
HE ME) BREARAZNBEUHE - (HEE
E%i%,%ﬁm ﬁ“ﬁﬁﬁ_ﬁﬁjﬁﬁﬁﬁ,‘«m)

MEENBARAEILRK - REBIRAEIRMERR
REAFRAL 2 B - .
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Thediameter ofthe connecting plate shall be manufactured
according to the A value specified in the table, with a
tolerance of -0.01.

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. &M ERVEREIR

1.

8. REEFEHSRNR -

. BREF R O i E AV fn TAFRT -

 RRF RO -

ERBEMNE  DEABERENNEEES KT
REEGE D - BRISENBE LA -

BRI IME RIEIE R R W EE N - IR

(el SESEZ IS
BREERZREFE LHEDT AERE -

CREROLEYE  ROESEEENEONIER

BT L N IREE R -

AUEREENMHEAGZEN - BEERRE -

R ERGNERBE - BREEFEENER -

CEERBZA - ERABEBERAM—R - RELM

MIFYHNUEREETIB - JEEEETY
EREREF P ORXE
S—lf - (2EF/-H)

Hege_E AT RE TAEY) -

9. ERIFAE MM ErTEM B ) B EEE

P58 - YENEHEIRE T T TR - AR
MRRFRBRESZEERLES -

10. B BE_LNERZHEENFBLEARE LTUE -

WARNING
g &

TR ARFRITROPRNME - SEPRN
A ERBUERERFNBEEREEE  BEM
LEATRMEIHRISE TIEY - (Fig.16)
REFTEYE  BESEEZETEAN - EEM
M—ZE R AR RE M — TR E LT EE
# - (M7 E DS HIFERE)
REMIMUER N TRTHEEAR TR EE
- (Figl7%)
TRAZIEZRHEM - A IERERAEFEREM
TIRIERBIRRIEE LA - (Figl74 )

iTARECR

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

jows 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 jows. (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 " nut as well as
inaccuracy.(Refer to Fig.17 left)

Whole stroke

Suitable stroke

Fi%B
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TR U218
T-nut

5% 58

Fig.17

WARNING
g &

MR EMEHE R 4% - HE ATIZIZE ARV IZAUR
BEXRZ  SRETHBIEHIE - K2 - B4#RY
THZI20E 30 - RIBNMER A S AHE M EES
MExEE - B EMEEIR40E RETEE
BETHZIZIB/E SR O~ImmE - (£ %Fig.18)
BoERANBTREBRETR 4% (EREBS
HERT - FERNBUSMNIRIE R R4 - Hia
EEHMBEI29M £ (M221 E10.9) - WwH
Bt REZERESH ) -
ST ZEWRRFN - AERE X ahfedE - KAl
EMERTEIREERE - 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 still loosened. The
top jaw may scatter. It is dangerous.

L ME E R

Top jaw mounting bolt

£m

Top jaw

0~1 mm

L

TR 1218
T-nut

Fig.18

IMPORTANT
BHEEHE
EMZEHETHRRERBS LR EM LI T
EEMNFEHE LTUE -

MREZE LG - EMAIRER - TRZLREAR
EERERORENNTE - BETRRGZE
BESZ SRHESER -
WMRTHRBHENFFEELEUE  TRESS
BRIMES  BHHEZRERE -

27

The top jaw is mounted on the master jow 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 jaw 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 jow, T-nut will interfere with
cover, so that causing the cover damage.



AT

EMBFEEENE
Master jaw serration N
reference position

——  THRRIERE
\ T-nut front edge

777777 SN pEE

Cover

fpE Ao BN TERHE - * Shaded areais possible to bore or tap additionally.
n — i
‘ S .
4 | |
‘ -
am 4Jaw =T\ 3Jaw T\ 2Jaw
CAEEBANKATRHEZFEE - » Cis permissible depth of drilling or processing.
E5% Model Sz Bl B 3 € max. 7% Model S Bl 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 2 215 30 3H-215 n2 245 30
3H-18/4H-18 n2 240 30 3H-188B 15 312 30
3H-221 5 330 30
3H-224 5 360 30
3H-232 5 430 40
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IMPORTANT
ZEEIE

- BUERIARESETREDH -

HRFHBENNREAERTFIFHER

IMEIRIF 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
to the same or less as cutting a workpiece.

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

A Internal gripping

METEEEDEFIREMMR
TTREPRE -

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

(1) EHE—BAEEHE YR A ﬁ 0 EHE—ERAKLKREEEE wwABRLR
BRANEEENE S E® BREEEEREZEIR -
E?ﬁ) 5‘61%&*@)%#2!@% °
Prepare a ring wich outer diameter
Prepare the plug for forming. is limited tovvv finishing and with a
Forming outer dia. Of plug is limited suitable wall thickness.
tovvv finshing.
Ensurs the plug is strong with a I
I suitable wall thickness.
-3 1l o
1 Note) It is necessary to prepare Q
different size plugs in advance.
o LIRS E M 235 - (0] PUTR s EMBEZES/

M EEEDERFFARFENUIR
TTREPRE -

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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AT 2 @D 2 A 12 Bl 03 26 45 [
28 - WADI IR IR S 18 PARA LEAE
e

AR ) REREHX - EEER
HFFIERE -

Girp the plug in @D by operating the
valve.

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

DAt oD 2 A2 B8 3 3R 55 [E]
B8 o A DU R I [ S5 AR LE
AR ) AEREHR - MUEEE S
HFFIEHE -

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

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

R — 8 T F SN odRs - B
BEREBER  ERIULAMR(HT)
RIGZREFER  BEREMEE/)
BR6s °
HETHBOMNERERRISE TG
AER -

EE) MEBESSTE - BAREER
NEUBREZEE -

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.

R —E T4 RFHNNOdE - B
ERBES  ERIMEMREB(hT)
RIGZHRFER . BR@EEE/)
HR6s °
BETHBOLERERREI LG
RAERE -

EE) WERBESSTE - ARER
NEUBREZ B -

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.

R ®E R THEURERELT
-

AU IEMERKRENMIHB
ERARNE(A) R HE (B) 5 H -

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).

RE®E  REFETIHEURERET
2 -

AU IFmMERKRENIB
EFAIME (A) R I H (B) 5 H5 -

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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IMPORTANT
BEEHR

BREBERNAIITE (B IMERFIER )
BEAEIPN 723 =

IEBRIFBER -
MM ERAERMIIERAERE -

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.

® 512

ex.1 ex.2

ZRHEp

Boss

HEGATERE (HENT ) LEH
(BN IRAARIZNE (B12) R—EEER
R=FNHNEERL - EH—EREE
ERAEBS—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.

P ®

Soft jaw

PUBEBENRERAK -

Fully open master jaws by operationg the
valve.

PR RE R B R B AR D AR
MEgB AR - MERFERT - LK
% Ak T2 2 B 19 i 10 B0 2> B2 R T\ RO B B
& - MRS ABRES -
RER - MEEMEEURTE P M
.
BREPMEBE NN REB RIS TR
REEN -

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.

RIS REWIIFER - 7 TIF
MxREHSod - NMIod BRY
NWEATHRFFMHNECAERE(HT) -
MEREEEL6SE/ -

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.

B ERE THMRRETE -
AEAETHEE -
ERAREE(A) R H (B) R HH -

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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AR RME 7. Maintenance and inspection
WARNING
g 5
- REBEHMEBORISKESD - +  Tomaintain the chuck for a long period of time, it
$Ean g SRS S B T3S )RS - IBERE - EEiE is necessary to lubricate the chuck on a regular
BEtE  MUEEETE - 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.

BHERT EEMES BB Sl Grease useds Lubrication cycle
EREEMEREEM | 3% _MIEENES | BH—X - BNRKEES Apply grease from | 3% Molybdenum | Once a day. However,
EAB—EXINEERN | b5 EiEIES RS RKMETIHIR the grease nipple at | Disulfide (MoS2) |[when the chuck is
JHE - KM IhERAR FEE the periphery end | Grease operated at high

ZHEE - BRBARNE of each master jow speed rotation or
TACRTE - with a grease gun. a large amount of

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

o MIZBEMUBERERSELNTIESZKIEARFE -+ Aftermachining cleanthechuckbodyandslideway

REEm - with air gun, etc.
. %ﬂjﬁaiﬁﬁﬁ B IRIE ) - = RN M :J;c?ursztgeirsl\olﬁlrglgwré:golcnt oil so that rust does not
i * To ensure that the chucking force meets AUTOGRIP's
. F,%Tﬁﬁﬁj:hjjj Z2 WS 7HRE - BEZS3% specified standards, we recommend using a grease
T RESEREBS %EE(N LGI)].55IE o containing 3% molybdenum disulfide (MoS2) with an NLGI

consistency grade of 1.5.

CAUTION
X B

- BANEB(EBSI0BR)E FREM—REEZS + Disassemble and clean the chuck at least once per

2 (YyEgas_mEEL—XR) - 6 months or every 100,000th used (once every two
SEBHARIERNEE RSB UAEE manths for the casting )
o See if parts are worn or cracked
% AR and replace it if required.
- HEEREROER - +  Lubricated the chuck before reassembling.
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8. BEHEER

TS - B TARIRE - & FAIERRAE -
RESHBR T EE 5 %
REBRBHHIRLE - SRIARES -
KEREBE | BRBHHEELE - SRIFERIMEHE WD - LT EE Y RES -
BT 5 LB - R G - CORER R, -
;ni == Z O RE o \RGZ 7 535} o
irsang | PERETABORE SRS
X2
25 EF SIS -
EMFSTRER - EHS T A M B R TR -
SN NTE - R REEN A
LT s
. PR RN AT A B
BB BES - ) -
DHINBAK - EH AT E— RO B TIRDRES T USROS -
EMBEOREERR - | AESARRENEASNTHEES T FRIEIENR -
RS - R E R BEEER - LU B0 DR -
ST ZIMERBBK - RIESMEHER R R TR -
M M e
EMEREMEENE - | LUBEENE -
BERR KEIRA - ETHERY - | BERSONEEEE - EERETNIETENERRER -
EMBEARE L s e (5
il TN S E MR - (RA—EEE0RYT)
e EEATERENN - ATOEREZEE -
BRI TeRE 182 U BRSVE R B TS B A BB
B BISh - BEE R RN R EOEEEE -
fHeE

BENMEFETERE - AT EEN AN -

oBENENEEENFE AT EE -
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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!sasgemble and repair damaged part
not work 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.

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

Reform top jaw according to correct method.

Workpiece not match workpiece dia.
slippage
Cutting force is too high Calculate cutting force and confirm whether
9 on the force matches chuck specifications.
Insufficient lubrication on Lubricate from the grease nipple and chucking operation
master jaws and each slideway. | of jaws several times without workpiece in the chuck.
Speed is too hight. Reduce speedup to necessary gripping force.
Perphery of chuckis run out. Confirm peripheral and end face run-out and tighten bolts.
Foreign mater is caught in
serrations between master Remove top jaw and clean serrations thoroughly.
and top jaws, dust...ect.
Top jaw mounting bolts are
inadequately tightened. Tighten bolts to correct torque.
Poor accuracy L
Workpiece I.S dgformed by Reduce gripping force to prevent deformation.
too much gripping force.
Top.Jaw is deformed and Reduce the height of the top jaw by replacing with
top jaw bolts are extended o
S . standard size jaw.
because top jaw is too high.
. . Check that forming plug is parallel to chuck end face
Forming of top jaw . -
is inadequate 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. REcH Z =
122 Through -hole type

SHERET

Cylinder

ﬁ Draw Pipe

9. Assembly drawing

SHERRDEIEMNR ZREHEIEIR 2KEA

Cylinder Adaptor Chuck Adaptor Power Chuck

VL

BHE |

Drain hose /

73 a2l R

Directional control valve

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

CAUTION 5$J§$’A_’%
¥ o= Flexible hose
THEREDHE RS

Hydraulic pump unit
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