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Autogrip Machinery Co., Ltd.

Forming of soft jaws

e 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.

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

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

e |t is desirable to chuck the workpiece in the central part
of the stroke.
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*Prepare-the plug for forming.

-1+ Forming outer dia. Of plug is limited to
VW finshing.

Ensurs the plug Is strong with a suitable
wall thickness.

Note) It is necessary to prepare different
size plugs in advance.
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® Prepare a ring wich outer diameter.is
' imited to \V\V/\V/ finishing and with a
suitable wall thickness.
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® 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
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® 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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®* Grip the plug in @D by operating the
valve.
Note) Be sure the plug is correct so that
repeat chucking several times.
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® 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.

-l

A K THURERE

| -
= 9

oY) LHMERRERIN L. % ;

* FRAE(A)RIKE (B)RKFHF -

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

® Perform trial cutting to inspect machining
accuracy, etc.
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* Grip the workpiece 2-face fitting of face
A and face B. check end face(B).
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® Grip the ring in @D part by opeating
the valve.

Never incline the ring.
Note) Be sure the ring is correct so that
repeat chucking several times.
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® Form the part/@d’ for gripping the
workpiece with the ring still gripped.
Machine the part @d' to the same

l--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 ring is distorted, reduce the

pressure or alternatively use a stronger

ring with additional wall thickness.
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® After forming jaws, grip the workpiece
to check the jaw stroke.

® Perform trial cutting to inspect machining
accuracy, efc.

® Grip the workpiece 2-face fitting of face
A and face B. check end face(B).
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25 T 4k Method for forming soft jaws when higher accurac
SRGFEERONE LA o J SOTLJaws When i Y
B ¢ AT A 1 Is required (e. g. External gripping)
AR S B =S A ;E BT 5 AL A AR L (1) with jigs used as shown In the following figure, soft
ki - = -~ jaws can be formed under the same conditions as
SRMBE VR BRI LB EE - the machining of the workpiece. jaws will enable
higher accuracy to be achieved.
L @Ul EUZZ %ﬁ%#ﬁ ® EHISANEIB R AR (& NT) | ePrepare jigs for forming.(Available also from
. f 1, / 2245 38 (1) IR KR IR IS () gfk?t) PO
Boss L4t || i o It PINS 1)or nuts anda DOItS .2)0 he
] \x\ 2_) IR 1_E:£EHK S DEER ring shaped plate divided equally into three.
34 5 L - ER-ERRRERA Use a strong ring with a sutiable wall
= R RIS BEE-—EEENBER - thickness.
2 gf{,r;w IR ETNRHEERK ° e Fully open master jaws by operationg the
T / valve.
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“ ® DIUDIRRIIEAELI IR ERZREES | e Operating the valve,insert projections of jig A
et 21 ABR MY B SLA MR into'the bolt holes of the soft jaw before
K i EARRFF 0 L BFAS pR B AR B 7Y gripping. At this time, enforce the jig to the |
mE S0 EER MBI IR RS > jaw, ensuring closed fit.
- QL ERFFFISAREEIZEE) o | o Check that the work is gripped nearby center
i ® T MBEBFMEDIL Eﬁﬁ of correct stroke.
I 2P REMYST - e Set the hydraulic pressure to form jigs to the
¢ R BRR DI /AEE B PR same or less pressure when the workpiece
TIEEERESEE/ - is machined.
& (i ® REFANEL R E MK FFENIB ST © | o Form the part @d' for gripping the workpiece
. K : BRET/EYa R AagH0d" with the plug still gripped. Machine the part
"1 T R :g D0 T @d' 85 R T W78 E8 T 4 3% @d' to the same diameter (H7) as the workpiece
D | ! FEoMERME (H/) » Mz | and surface roughness than 6s.
e EREELLOSE /N
& I C’? ® BB RIFTHLBBEITIE | o After forming jaws, grip the workpiece to
- ® )L RIS TR o check the jaw stroke.
<:‘_ T ‘ﬁ® ¢ FRANKEEA)RIHE(B)R MK IF e Perform trial cutting to inspect machining
, 7\' accuracy, etc.
| ® e Grip the workpiece 2-face fitting of face A
A and face B.
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