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POWER CHUCK
FOR VERTICAL LATHE
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INSTRUCTION MANUAL
Original instructions

EE Important Notes :

R {FAEBEARIAE, TO B2 BB ER AR M.

KRPEFRE

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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OF = © INTRODUCTION
ATHRIFINEZS, TEBIRNRE T, 3% To ensure safe operation of your chuck, please
AR E NIRRT &L HEIE, WiEHEEx  read this instruction manual and payparticular

qﬂlttﬁﬁf'-f?ﬁ—FZE'FEEE attention to instructions marked With
N a9 o
including IMPORTANT instructions concerning

chuck performance.

SRR FTIRIE T BIRPASRIZ I MAS S [ EEILEP

DANGER Mifels, SHEAGERTL,
% v Indicates an imminently hazardous situation
a8 which, if not avoided, could result in death

or serious injury.

SRR FTIRIE T BIRPASRIR (RS S 2B

WARNING B, SREXGENEL,
ak 4 » Indicates an potentially hazardous situation
= == which, if not avoided, could result in death

or serious injury.

HARMKBIL TR TAYREARIR (RS S BT
CAUTION B, SHRENEE.
EE = — Indicates an potentially hazardous situation

which, if not avoided, may result in minor or
moderate injury.

||V| =) ORT ANT gﬁ%ﬁ%ﬁ;%%gﬂiﬁ?ﬁ%nmﬁam
= $ IE - Indicates for chuck performance and

avoiding errors of mistake.
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B F 1B FOR SAFE OPERATION

SREFRIASIREAE , WKTEFE TR, BERMKIBIETR, Please read this manual and following

EENERATMMSIRMIBENREINE, S2FEF  instructions carefully. We cannot assume
1= =13 responsibility for damage or accidents
caused by misuse, through noncompliance
with the safety instructions.

DANGER

e M

Al EZEBEEBNRER - BOBEMAER BERFEZZE -

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

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

ligEEN
l

i ON
%,
KN
C
TR
Vertical Lathe

);\ EXo0EnR - 2REYIRRA -

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

ERFFAREL  RITIEMRAEESRE -
Causing fly-out of the workpiece..

F )LD RE

I /TIEg  Manual operated valve
JAW CLOSED

FMHE )
JAW OPEN | }
[
NO! |
I

= B 3

Solenoid valve
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WARNING
g A
= H=
v e, S e o 1
)’ WA ZEHEE - 7BBEFNERSRE -
}\ Don't exceed the recommended speed of the chuck.
oot
EEEEE NG, B0 NAERIEINmEERS D, SER o

TR ELRR , MBRITHIREEEEENEE -
Gripping force decreases due to centrifugal force
as speed of chuck increases, thereby causing the
discharge of workpiece.

&
)’ RNEHLZEFIZA - 7B LR -
}\ Don't start the spindle before closing the machine door.

Hnl

Close % -~
L 1 [ ]
R THARMERREPIMRE . ——
Workpiece or jaw may scatte while door %@%ﬁﬁi
open.

REAXWLOETIAZES " F1EE " %E  SERSINDER - 555 LB E I AEE HER -
’. RIFIEER ST -
)}\ In case of power failure, AUTOGRIP's some crnders are fitted with check valves and

pressure relief valves. When power is restored, he solenoid valve resumes its normal
funtion.

FERRARE, BETFIRBELRR,

Power outage may cause fly-out of the workpiece. AEL
D
N b
! ®
BE BE T ERNIH R
Power outage Set the workpiece to the correct
gripping position.
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WARNING
B
= =

Secure tightening bolts with specified torque.

\ &
)'}\ EEBSBIKRNRMEEZNAERE -

5 N =*
w;gjﬁm T S p— L TUE S 82
e e ChTJCk rﬁounfin/ bolt
M16 250.0 N-m (25.5 kgf-m) 9

Top jaw mounting bolt
M20 402.1 N-m (41.0 kgf-m) \ \ ‘

M22 539.4 N-m (55.0 kgf-m)
M24 618.0N-m (63.0 kgf-m)

' —n s
) [EHEE 4 -
}\ Don't miss to lubricate chuck.

W
SRTRER - BRETES - Grease nipple
Lowering gripping force caused by
insufficient lubrication.

N L.
\Emas
e Grease gun

)’ JHEREL DA BB RGER T ZERAA S
}\ Don't exceed Max. allowable plunger input force.

ERABIH NBEREETFEAE - KB

IR SR B -

If input force of plunger is exceeded,

chuck may be deformed or broken. e

WAL

Input force

05



AUGIOGD

WARNING

aR A=
= B

S5

RS E - BRERARFINRGIEE -
Height of soft jaw must be in restriction range of maximal clamping force.

BREMSE

Special top jaw hight

BERNSE

Standard soft jaw hight

Work piece

L TH

/

p

ERMSERMNE - FREHERNREEEH -

Using higher top jaw than standard should

be reduce input force and rotaring speed.

PRESSURE
GAGE

| DOWN
T B

)‘ THMIAREREEER - BROAENEEZIERN 50% T -
}\ When chucking components internally, reduce the hydraulic pressure by more than 50%.

WNRPEAEHEE S - TIREE A 35 /) B 0 DAY
LEFAMETHRERIE -

If have no down the hydraulic pressure,
may cause fly-out of the jaw or the
workpiece.

PRESSURE
GAGE

DOWN
7= R B2

L
)’ A O BEE SIS AETR -
}\ Don't attempt to modify the chuck.

AEBCEZIRRITREAEM B EBR -
Danger by function damaged of chuck.
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WARNING
fo- S =
= =

~ ZERENE - =MZHEEUELAMER = MZES/FE— -
) When mounting the top jaw on the chuck, the position should be the same, and mass of
each jaw is as much as possible.

o
BTEERBA  SEREESES  FEMNMLHEE - (Q

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

£m

Top jaw

A oWl i5(EikERT, BB TR AR, .
o Never attempt to operate machine after drinking alcohol taking drugs.

il

—

AL AHLR

Vertical Lathe

V: BIEFMEERT - BOTHFENES -

Never attempt to operate machine with gloves and necktie worn.

Hpl

]

VLA HR

Vertical Lathe
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)

35

CAUTION
PRI HRER - B EAmHEHMmIR
Have to useing eyebolt or lifting belt, when mounting or dismantle chuck.
E%% )
yebolt SEN A
=5 & O
Spindle }37
AR @
Vertical Lathe
!
fd\ 4

NMERRERELERR

Vertical Lathe Without eyebolt will cause danger

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

A OB EEARER ~ TS RF 2 THY) -
Never hammer chuck, jaws or clamped workpiece.
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2. SERAPEEKE
2.1 SR BEHKERRE

E43% Model 3V-12 ~ 3V-32

2. Power chuck for vertical
lathe

2.1 specification of power chuck for
vertical lathe

3V-15A8
3V-15A15 7
3V-18A8 -
3V-18A15 T : I T
3V-21A11 £ : ! ‘
3V-24A11
Refer to Fig.A
ElslE -
SHIE A Fig.A
B A
)5 Bl | YT THERE | pue a4z R = . =
st %2 | (EfE) | chucking Dia. BHRANS RAREFH ReIDEE g8 BREHIL | RAERES
. PSI;J:;?(:" JG%VD?;?‘(E %Z: E:ii,r{,\ Max. D.B. pull Mox.fCols:r:ping Max. speed Moment of inertia Weight — Max. pressure
mm mm mm | mm kN (kgf) kN (kgf) min” (rp.m.) kg m? kg MPa (kgf/cm?)
3v-12 A8 30 12.7 | 304 | 30 | 41(4180) | 156(15900) 3150 0.73 | 0.79 | 629 687 l;léjgg 2.6(26)
3Vv-15 A8 35 16 381 30 81.9(8360) 245.1(25000) | 2900 197 | 2.27 1055 1285
3v-15 All = 35 16 381 | 30 | 81.9(8360) 245.1(25000) 2900 197 | 2.27 1055 127
3Vv-15 Al5 | 35 16 381 | 30 | 81.9(8360) 245.1(25000) 2900 333 | 2.67 | 1055 | 142
3v-18 A8 35 16 450 | 80 | 81.9(8360) 245.1(25000) | 2600 333 | 362 |132.7 1555
3v-18 All = 35 16 450 | 80 | 81.9(8360) 245.1(25000) | 2600 333 | 3.63 |132.7 | 1545
3V-18 A5 35 16 450 | 80 | 81.9(8360) 245.1(25000) 2600 | 683 4.02 1327| 165 F:*EK‘Q%OO?( ggggg
3v-21 All | 35 16 530 | 62 | 81.9(8360) 271.6(27700) 1800 6.83 | 746 |196.5| 227 .
3v-21 A5 35 16 530 | 62 | 81.9(8360) 271.6(27700) 1800 6.83 | 737 1965 221
3Vv-24 All | 35 16 610 | 136 | 81.9(8360) 271.6(27700) | 1700 |11.19 1.83 |241.7 272.8
3Vv-24 Al5 | 35 16 610 | 136 | 81.9(8360) 271.6(27700) | 1700 11.19 1.73 241.7| 266
3Vv-32 All | 35 16 800 | 136 | 81.9(8360) 271.6(27700) | 1100 |28.97| 29.6 |353.6 384.8
3Vv-32 A5 35 16 800 | 136 | 81.9(8360) 271.6(27700) 1100 2897 29.51 353.6| 378
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E43% Model 3V-40 ~ 3V-79

b(q// N
I
5T 2
7
L
—
| —]
4
f = g %*
Ri—
Bl | MiTig RIFEE BEF - . =K
g S AT 25 2 |EEE
A3 72 | (EE) |chuckingbia.| BAAR BRAKIFS | RO | g8 T T ERES
Plunger Jow#troke =K Ei.’J\ Max. DB. pull Max. Clamping e el Mc?meﬁt of Weight —_— Max.
. stroke | (Dia.) | Max. | Min. force inertia atching priﬂspsure
e 2 cyl. a
mm mm mm | mm kN (kgf) kN (kgf)  |min? (rp.m.)| kg'm kg (katfrm?)
3V-40| A20 57 46+(60) | 1005 | 310 | 180(18350) | 320(32620) 630 68 | 72 | 780 | 849 4.2(42)
RK-250
3V-50( A20 57 46+(60) | 1250 | 290 | 180(18350) | 320(32620) 500 145 1148 {1000 | 1050 RE-250 4.2(42)
3V-63 60 | 48+(80) | 1600 | 390 | 200(20390) | 360(36700) | 400 | 500| - |1600| - ':{E'/Egég 4.6(46)
3V-79 60 | 48+(80) | 2000 | 440 | 200(20390) | 360(36700) 320 1250| - |2500| - 4.6(46)
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2.2 iTE AR EFHKEESE 2.2 Drawing of power chuck for verti-
cal lathe
AT, Model
3V-12
3V-15
3Vv-18
3V-21
3V-24
3V-32
LM ESR &M BRI mh3LE
hard jaw,special jaw) N3, ZFE

Outside Central hole plug

7 ERjE
TH5R Ll L

Tt T =R A

J; ‘ 7 j E— B Body
= = /
F/M '
Master Jaw ‘ e J

g

i

N

\ (1] \
BEE a [HEE \ZHIEE
Draw tube Cover Mounting bolt
EREEIRIE o=
IE)raw nut Wedge plunger
B IRE
Draw screw
Fig.l
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BTV Model
3V-40
0 PEEER
Dustproof plate
FMEERM BT AR REIE-S oh{Z

Wedge plunger

Top Jaw (Include soft jaw Central hole plug

hard jaw,special jaw)

FEEM
Adjustment master
jaw

PhEEE= ZERIFE

Cover Mounting bolt

B2
Lead screw

EEEIRIE 482
Draw nut Body

EM

Master Jaw Retainer

BEIRE

Draw screw

Fig.2

12
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2.3 ITEABEFHHKESHER 2.2 Parts list of power chuck for
vertical lathe

BY5% Model 3V-12 ~ 3V-32
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Z1{43K Parts list
No. SHEE Name of parts 1Qty No. SHERE Name of parts Qty
[E: - Body 1 19 O BUR O-ring 1
2 |z Wedge plunger 1 20 |3EE Spring 1
3 |FEM Master jaw 3 PN S Steel balll 1
4 \B5EEE Cover 1 22 |SEEENFAFLIBAR Hex. Socket set screw| 1
5 |BhEEE#R Dustproof plate 3 23 fEEE/NFATLIRAR Hex. Socket set screw| 1
6 |EIEERRMR Blows dust plate 6 24 | EEENATLIRA Hex. Socket set screw| 1
7 |EIEERBME Blows glue piece 6 25 |fREE/NAFLIEA Hex. Socket set screw| 1
8 |HhFLE Central hole plug 1 26 | 7NATLEEERE Hex. Socket cap blot | 6
9 WHILE Isige cgntrat 1 27 |~ RFLEEER Hex. Socket cap blot | 6
10 BAHFLBIKE oot gag | 6 | |28 AmRkEmMs | (o% SOCKS BUNON 5o
n T g T-nut 3 | |29 mmzmeE chuckmounting 3516
12 g Draw tube 1 30 | <mALEERBs 1% Socketbutton o,
13 EEERE Draw tube 1 31 |7 AfLEEEE Hex. Socket cap blot | 3
14 |EiEgie Draw screw 1 32 gzl (BE) ARSI tion) 1
[REII Soft Jaw 3 33 |0 B O-ring 1
16 | ZEEH& Seal stick 3 34 | ATl EEERE Hex. Socket cap blot | 30r6
17 [E% Grease nipple 3 35 | miIRIEE Eye bolt 1
18 |0 BUIg 0-ring 1 36 [LZAEIRF (MifE) | Hex key(accessory) | 1

14
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Bi2E Model 3V-40 ~ 3V-79

#3{ Model
3V-40

3V-40A20 .
3V-50 "@

3V-50A20 @
3V-63
3V-79

15
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Fig.4
Z143 Parts list
No. SHEE Name of parts Qty | |No. SHERE Name of parts Qty
1 788 Body 1 26 =R Draw screw 1
2 |Hp{z Wedge plunger 1 27 B1RE Screw bush 3
3 |Em4H Master jow 1 28 |[ElFE/ A FLIRE Hex. Socket cap blot 9
4 FFAREEM Adjusting master 3 | |29 EmENATLIEE Hex. Socket cap blot 6
5 [$2ARREE Screw seat 3 | |30 | [EEE/EFLER Hex. Socket cap blot 6
6 |EiI2R Lead screw 3 31 |EFE/ATLIRE Hex. Socket cap blot 3
7 | AR Lead screwbush 6 | |32 |[EEE/SEFLER Hex. Socket cap blot 3
8 |BIREZE Retainer draw 1 33 |0 BlIg O-ring 3
o B Cover 1| |34 yEmEAmTLge (10X Socket 48
10 |BAEEEEMR Dustproof plate 3 | |35 |} EESATFLERE Eﬁﬁ;?gg?éw 12
n |hFLE Central hole plug 1 36 |EEE/AFLIEMA Hex. Socket set screw 1
12 |\PFLE Inside Central hole plug | 1 37 EEENAFLIEMA Hex. Socket set screw 3
13 | B PRIEPREE Crack dispel seats 3 | |38 |EBENAFLIRAA Hex. Socket set screw 12
14 | /& R Left blows dust plate 3 | |39 =mE Grease nipple 3
15 | REIEEER Right blows dust plate | 3 | |40|$&$BMEk Steel ball 1
16 | A EERR Left blows glue piece 3 | |4 BRaEEE Spring 1
17 | REIER% Rihgt blows gule piece | 3 | |42|0 &% O-ring 3
18 RSl (IS NG maser 6 | 430mE 0-ring 1
19 | EMES|#812 Master jaw guide bolt 3 | |44|0 BlIR O-ring 1
20 |£mM4H Soft jaw 1 45 0 B O-ring 1
21 EEERIE Draw nut 1 | |46/0 B8 O-ring 1
22 RARFAE Hex. Socket key 1 | |47/ 0BR O-ring 3
23 | A20 SEIR Adpater plate 1 | |48 ZEH& Seal stick 3
24 |M24 BHILB5KE \fv‘;rfe";’p':gg olug 6 | |49 mmBiEie Eye bolt 3
25 R E WA mKE O Iease nioPle 3

16
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3.RER
3.1 UEAPREHNRENREDE

)

(2)

(3)

- TENFIRE

B E R RN AR

BIZEAKENBHNZGZ—, FLtesBT
FHERE RN AR Py, M B #8
STERAZRNE RIS A LE BB A%, LIRS LE
EIZERE,

PRS2 EE T R 6T

CEEH R ] 2 SR AR IR OF P9 B,
BETRENS E EAR B IR, ( MNRSEEIRR
ETEPREAUE, HER R, N gi8IR
FEEZ IHEE,)

1B EEH R it it o (& hERETE
R )

- R HRIIEERERERESLER,

REHEAREERRE (0.4~0.5MPa, 4~5
kgf/cm?) (65 :EE) 2~3 RIS BRI,
R ERIHEER,

3.Mounting

3.1 Mounting steps of power chuck

V)

(2)

(3)

oh—

/Wedge plunger

for vertical lathe

Connect the draw bar to the plunger.

* The draw tube of chuck is packed as a

separate unit because of packing reason.
Therefore, it should be screwed in the
plunger and be set by a set scrow, provided
as accessories, so that it may not be
loosened.

Connect the draw bar to the cylinder.

+ Screw the draw bar into the cylinder piston

rod with the rod retracted as far as it will
go.(If it is tightened at the intermediate
position, the locking pin of the piston may be
damaged.)

Mount tl'(\e cylinder to the
spindle(cylinder 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?2) two or
three times and set the piston at the forward
end before witching power off.

r { i i

ﬂ;ﬁg/

BEE

Draw tube

Fig.4

EREIRIE
Draw nut L
EERE
Draw screw
CAUTION
x B

- EREDHF TRER, FEABFHBIRE

Eo(lo P AR EEM BIE ).
SeRi bR E{EE, YIEEE T RIS A o

m \\BIRitR S

Hex. key
T A EE Rt

Hexagon scoket
set screw

* When monuting or 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.)

* Be sure to romove the eyebolt from the

chuck after mounting or removing.
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(4) W IRTERERHIIE

- TEIRERRVER TSP EEN T, (AR FHEAN
BRERRYROFLPY, NERE IR E 1R 4h, (EBIRE
BEAAEENRIARPY, B RERRNER AT i — i,

- BEERNEEEEMIIIER, IRTERT
IEE9SEN, BB EEMIEEIR T B E EFRER

(4) Connect the chuck to the draw bar.

* Remove the soft jaw and cover for the
chuck to insert the joint handle in to the
central hole of the chuck connect the chuck
onto the draw bar, turning the draw screw.

* If the connecting of the chuck and draw bar
is difficult,check the thread. If connected by
force. The wedge plunger will be damaged,

PO RIENS, ERfIRNENK IS
BRI RIR AR Ro

thus resulting in poor accuracy.

BEIETF
Jointhandle ™~
] B BB

Chuck Mounting bolt

L ﬂ TR

i N\
M Wedge Plunger
EEERE 1 G F R

Draw screw — Adapter plate

i
Spindle
BT
Advance end
Fig.5
WARNING
g &

- SHEURAAET, SRR RS, (IREE
HERBHARK, iERIRAAENR, TIEYIR

* Tighten the mounting bolt according to
the specified torque. If tightening torque is
insufficient or too strong, bolts are broken.

BEERR, Also, the workpiece scatters ,thus resulting
. E(EAE 844, in danger.
* Use only attached bolt.
RRARIRN BB
Bolt size Tightening torque
M16 250.0N - m (25.5 kgf - m)
M20 402.1N - m (41.0 kgf - m)
M22 539.4 N - m (55.0 kgf - m)
M24 618.0 N - m (63.0 kgf - m)

18
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3.2 IR S ERIERF

() RERBEHIZELE

- BUFRERZ TR BB ES, LA 1.2.3 SRERAA
HNHET, ERIRFEENRENF O
£, R EIE NI,

- ERIRERNIRARE, IR 2R TIEREH
N RIBERRERF R OREER --F,
SNaRHIENREEANEE LRURENIRST
BIR,

(2) RERBENEHLE

- ERERIEFEREE SN T HESH,.
R THIER S5 _E 8844

1-2—-3—2>4—->5—06
(NREBEHNEFFHIREERE)
( SHERIBARBSEIRERITAE D IEIHEY)
(3) REIFHEEE I AR AIZCTE R IR,
- [E1FRERSIMGIR In E R HETE 0.02mm Mo

3.2 Bolt tighening steps

(1) Mount the chuck to the draw bar.

* Remove the soft jaw 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.lf connected by force, the thread
will be damaged, thus resulting in poor chucking
accuracy.

Moun5 the chuck to the spindle(back
plate).

* Turn the joint handle so that the chuck is
thoroughly attached to spindle mounting face.

(2)

* 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.)

Remount the cover and chuck run-out
of the chuck.

(3)

* Make peripheral run-out of the chuck to less than
0.02mm.

3V
Fig.6

19
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WARNING
¥ =
- BIRIREEZ B4R, SRR E Z JIRE I R G0N
ENERBHREFEREERTIN

- UReB 244 AR, B HRERERA
BREEEI4 12.9 UL (M22 L E10.9) EHEE
Wz RE,

- (EREF e E R T IR A AL T IERE
I8, MRAERNMNERNEE, BIFEE,ES
HHERLIRIR, ST AR BN (ERS, RETERE
WBAATR T Z IEENEEE , MIBR IR E (IR,
HIARRE

n CAUTION
x B

20

* 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 cver will
be damaged. Therefore, as the draw tube
holds the click stop equipment, finish the
adjustment on the position of the contact.

+ For the cylinder, refer to the insturction

manual.
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BARRMNRE

- BERIMEZ RIEATE TRFUR D EEE

3.3

P, MEER IR E 2 WIREE FRFREE
FEIM.

- REBIMEZ RIEATE TRFIR F EEEP,

MRERLGHE < (RI7AE FRFIR G EEE

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

N run-out of the chuck should be G-value or
° B less(see table below).
- Fig.7 7% JIS F2st E T #h(E * Fig.7 shows JIS short tapered spindle.
@A (H6)
p.cdB
1T )
AF TRH 1 2 TR
\ | \
% - ZEIRE
m \ Mounting bolt
A |
\ﬂjj Z|E TR
mt:
©]
R
Adaptor
D TIR
Spindle
Fig.7
RIS
Model 3V-15All 3V-21A15 3V-40A20 3v-63
ik 3V-1218 av-18an | av-24ai5 | SV 32A15 | 5y 50a20 3V-79
Dim
A (H6) @220 @300 @380 @380 @520 @720
B 1714 235 330.2 330.2 436.6 647.6
C 40 58 46 46 50 50
D 0.005 0.01 0.01 0.02 0.02 0.03
E 0.005 0.01 0.01 0.02 0.02 0.03
F 0.02 0.04 0.04 0.05 0.05 0.06
G 0.02 0.04 0.04 0.05 0.05 0.06

A R~1 % DIN Z 45345 -

CAUTION
A E B

- RFEERZ BEEAKKRS A-0.01 -

WARNING
I
- BAEEIRIR A 2B %,EgﬁE%Z%ﬁF(E@\

HE ME) BFERMZIFERHE, (HE

IRAAR SR IR IRIRE SRR EHER)

- WSMEAIERRRAK, SRR BT

IERRERBZ B

21

A Dimension (mounting recess dia)is according to DIN standard.

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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=t L 1
4. FiiRp9BME 4.Manufacture of draw bar
hEHIIZR{E Manufacture of Draw Bar
K1 K2
= | ——=
C 1t B
L
3V-12 HI125%8 Detail of Draw Bar
3V-15 L=A-G1max.-G2min.-4+C
vt
- Fig.8
3V-24 o 3V-40
3V-32 3V-50
Refer to Fig.9 Refer to Fig.10
e i Chuck L
| kxa =
N || Chuck Adaptor !
Draw Bar dih = r
me 1 ||| S
~ < DrawBar_— |
- Hiie ,
Cylinder Adaptor ] M\%@iﬁ, ||
BEILEGR 1= DB ELEREN = ;
Q ;; ) Cylinder | ;
‘ o & Sal Tl g
o O]
Fig.9 Fig.10
GIEgd) 3 ]
REERIT @;%ﬁl_ﬁ:ﬁ 5 G b Gl e~2 - - )
Chuck type Cylinder type max. min.
3v-12 RE-150/RK-150 | 40 | 45/40 | 45 | 60/55 83 M30x3.56 | M20x2.5 A-102
3V-15 | RE-200K/RK-200 | 60 | 60/55 | 55 70 ns M36x4 | M30x3.5 | A-132/A-137
3v-18 | RE-200K/RK-200 | 60 | 60/55 | 55 70 n8 M36x4 | M30x35 | A-132/A-137
3V-21 | RE-200K/RK-200 | 60 | 60/55 | 55 70 102 M36x4 | M30x35 | A-116/A-121
3v-24 | RE-200K/RK-200 | 60 | 60/55 | 55 70 102 M36x4 | M30x3.5 | A-116/A-121
3V-32 | RE-200K/RK-200 | 60 | 60/55 | 55 70 102 M36x4 | M30x35 | A-116/A-121
~ RE-250/RE-A250 _ _
3V-40 | pe 1950/RK-250 | 70 60 55 85 24 M42x3 M36x4 A-5
~ RE-250/RE-A250 ~ _
3V-50 | o 1950/RK-250 | 70 60 55 85 24 M42x3 M36x4 A-5
_ RE-250/RE-A250 _ -
3V-63 | pr 1250/RK-250 | ° 60 55 85 24 M42x3 M36x4 A-5
~ RE-250/RE-A250 _ _
3V-79 | pE 1950/RK-250 | O 60 55 85 24 M42x3 M36x4 A-5
IMPORTANT
BEEIHE
- BB EERIREN EEEE, * Insecure threads will cause the draw pipe to
vibrate.
- LUAHIGEE 380MPa(38kg/mm?) LIk , . )
SRS * For pipe strength, use the material of tensile
Lo strength 380MPa ( 38kg/mm?)of or more.
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5. A LIEESE

1 BB TR, BABIER MBSO KT

BRI GED, SAERHEE LR %,

2-TK,.\\I#%H/&’QJ%'JTE/RX % TE HEREE 77, 40

BRI T = BRI E T

3. j&ﬁﬂﬁ:ﬁﬁ&&ﬁ’ﬁmulﬁﬁ%, (ELELRESTZINN

FEEERZFE THED A FERE.

4. %55 w0 LEMES, (RO EEEERIRROF

REE—MLE, MIRHFERREERE,

5. AAIfE R E MAE A G Z £,
RIFHERBE, REEEETURR,

e

6. fERAMA 2 BT, ERIEEEEM— K, B2 L
TR TEmif BR SR8 JAEEET
o

7. RESEIS B aRE, KBE LA AT TR,

8. BRIF AN E S MK IEFTS A T] R8T B EE
EERE, U AEHIEE BT\ E T T B8, &

BB N RIEEEFRSIER,
.U EE EMTERZ MBI F LIRE
1o

WARNING
g &

- TRV RRFERTT
LA - EERGOERRTNEERIEE
=R

- REMKUERVEITIR T BZEEADLYL
ZeHENM - (Fig.ll %)

- TRUMZIERE R - AIEMEFERGIERE
RREM T BZERIE R RiEE LRI A -
(Fig.ll k)

aERRE,

£m

RRPRUE - NEF

REMIERTRENSBImAIST TEY -

5. Precautions
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1. When changing the top jaw, carefully clean
the serration of master jaw and fitting part of
T-nut.

2. 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.

3.When gripping inclined or tapered parts
such as casting, etc., use special jaws
with spikes so that the workpiece will not
discharge.

4.Machine the unbalanced workpiece at a low
speed because the centrifugal force by the
eccentricity mass of work is applied onto the
jaw.

5.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.

6.Before machining. Run with low speed to
check that the top jaws locator or workpiece
do not interfere with the tool or tool holder.

7.When stopping the machine for a long
period of time, remove the workpiece from
the chuck.

8.1f 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 jow and etc., and
gripping accuracy.

9.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.

* The T Nut must not be protrude from the master
jow.(Refer to Fig 1l right)

* The use on condition incorrect will cause damage
to the master jaw and “ T” nut as well as
inaccuracy.(Refer to Fig.1l left)
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T IRE A @ m 3V-12
gy T-nut Soft jaw, Hard jaw 3v-15
3V-18
3v-21
3Vv-24
— 3V-32
,,,,, N7 - > Refer to Fig.11
IERE INCORRECT Fig.11
WARNING
z &
- R EMEEE 244 - EHEEA T BUZIEARM * If the screwing depth for T-nut of the top
BALEREAE  BEE T RBIERIE - & jaow mounting bolt is shallow, T-nut may be
_ . damaged. If the bolt protrudes from the T-
, Z= piAl ENCi .
Z _ﬁ%%ﬁ%jﬁ%?— BIBR18 A EU B 9% i nut bottom, the top jaw is not fixed even if the
EAEEMEER EMTEEE - B EM mounting bolt is tightened. Consequently, the
HEMZ AN S EETIRE T AUEEEIA overall length of the top jaw mounting bolt should
O~1mm & « (£% Fig.12) be 0~Imm from the T-nut bottom.(See Fig.12)
N _ : — ,_ * Be sure to use the attached T-nut and mounting
- B EFRMTER T BUIR0E K B 1R 4% ( TR bolt.(ln an unavoidable case, use the bolt and
EERIE T - 5B BN IR NE K IR nut of strength 12.9 (M22 or more, 10.9) or more
4 EEREBISMALE 129 B E (M22 1Y and sufficient length)
+109) THETIEEEEEEH) - * Never start the spindle with T-nut still loosened.

The top jaw may scatter. It is dangerous.

- B TREZESRGRRE - AEME TR
SR EMKR TRZEZRE - EEBR -

L MER i
Top jaw mounting bolt
£m
Top jaw
3V-12
3Vv-15 Fﬁ Y.
3v-18 £
3V-21 Al im -
3V-24 - — &
3V-32 S ]
Refer to Fig.12  TH/URIE J;
T-nut
Fig.12
IMPORTANT
HESHE
- FMEAHTEBR A EIBIB 4R EM * The top jow is mounted on the master jaw with T-
NGOl TR SR T E - nut and mounting bolt. At this time, the mounting
- . position of the top jaw can be changed by a
- MRELZE LI - ETVURER - T 8353 engaged place of serration.
A ESREERE DR EMBITE - ABET * If the top jaw is mounted with the master jaw
RIS ISR  ENHESIEE - opened, the cover is damaged because T-nut
interferes with the cover if the distance between
. e EL .
MR T ERBEENPFEEEME A_T BliR T-nut and the cover is less than the master jaw
HEERIESE  ERMESIEER - 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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EIMBFEEENE

: [ TRRIBATZ
Master jaw serration T-nut front edge
reference position
(EEE
Cover
- TENZBRIZAREFTHIEEENE - * If T-nut front edge protrudes from the reference
MEBEBYLY  TREESESHIEDHES & position of master jaw, T-nut will interfere with
WP Ig I - cover, so that causing the cover damage.
. . * Shaded area is possible to bore or tap
° rﬂl.:?EEJZ%EJLHHIEB@ ° qddmonqny
C
d 3v-21
ol T 3V-24
1» 3V-32
J» 1 7i}:
3V-40
3V-50
3V-63
3V-79
c CHEEBANNKAFC T ZFE - * Cis permissible depth of drilling or processing.
<% Dim
2% Model A B © max.
3Vv-12 81 180 30
3V-15 103 215 30
3v-18 13 280 30
3V-21 16 240 35
3v-24 126 320 35
3Vv-32 126 320 40
3V-40 164 360 45
3V-50 164 360 45
3V-63 164 360 45
3V-79 164 360 45

25



AGTOGP

6. BRMBY SIS AT
- BERTUEISEEEMZ NELEE
BRI AR R A E T Bt -
- RBLIAXN Y RY B KERBEK
TIEREAREESE Z 8N -
- MR RMEER /AR ERT (I

B -

IMPORTANT

HEEH

- BOUBER THISSETEDR -

4MEFeIF 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.

PITE3EHF Internal gripping

EHE-—BEAEEEEVVVRNA

EHE—ENTREEEEVVVREA

©) mER ey EEENE R TEf BB EEERE 2 HE,
AR ) EEETERYZEE, @ Prepare a ring wich outer
Prepare the plug for forming. diameter is limited to V.V V
@d Forming outer dia. Of plug ad finishing and with a suitable wall
‘ is limited to V.V 'V finshing. thickness.
Ensurs the plug is strong with ‘ ‘
LS a suitable wall thickness. [ —
Note) It is necessary to prepare
different size plugs in advance.
LUTHARIHE £ M 21T R, LRI EMBAER/
@ % S EE D 4% d B minss || @ T S S ELE D 58S d B M
TERRERR. 1TEHPREER.
@D Open the master jaw fully by oD Close the master jaw as far as it
‘ Q operating the valve. will go by operating the valve.
=] = Next, set @D dimension to Next, set @D dimension to

grip around the middle of the
maximum jaw stroke.

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

grip around the middle of the

maximum jaw stroke.
@D = @d - Max Stroke [ 2.
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the workpiece with the plug still
gripped.

Machine the part @gd’ 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.

©) VAT R oD 2 A AU 8B 7 2R [El8E VALTHARAE oD 2 A BY R 7 2R 55 [El8E
WA VABRERIGE 18 AT LE R R WA VAR BRI T 32 18 LAR LE 1R R
AR) FARERR, URERRR AR) HAKREER, UREEBKR
‘ @D ‘ FHIERE, @D ‘ FFIERE,
Girp the plug in @D by operating Girp the ring in @D part by
the valve. operating the valve.

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

@ B —{E TR 558860 od By, T AR B —1{B T 2R $5 801 od B, FiF
BRFER, AR AEMER (H7) farcsELs, HERYMEER (h7) it
RIGHZREFER, BREEENN IHZRFBER, BREEENMM
6so 6so

ad' HEPHBE N AL B IR T HIBPHEB AU AR BRI TR
é I od' G
AR ) MEBELELCRE, ARKE é ‘ AR ) MEBEESAE, ARMKE
ﬁﬁELlﬁEZ%o — [‘ig jJERLXﬁEZEO
Form the part @d’ for gripping LTT 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.

BRER, RIFTHLUISERETZ

ANIHMERREMIREE...

%
EANE (A) RixmE (B) RIEHF,

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

Perform trial cutting to inspect
machining accuracy,etc.

Grip the workpiece 2-face fitting
of face A and face B. check and
face(B).

MAE, REFTHLUISEREITIZ.
S THMEBBRENTRE... %
ERIME (A) KikE (B) 2K,

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

Perform trial cutting to inspect
machining accuracy, etc.

Grip the workpiece 2-face fitting
of face A and face B. check and
face(B).
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|MP0R¥NT

BESEHE

ERIFEERNIRE S Method for forming soft jaws when
(gu HMBIIFIER) higher accuracy is required
AUERS IS KEER, AIE 1 kA (e g.External gripping)

ﬁ; M B A BB BRI TIERAERE. 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.

EFFHARRA (FEIRA) REH (Bl | Prepare jigs for forming.
1) SRR IRME (] 2) R—BEIRK=% | (Available also from maket)
AWEBIR L. ER—ERFELRNE | pins (EX.1) or nuts and bolts

B-RRENER. (EX.2) to the ring shaped plate

divided equally into three.
Use a strong ring with a sutiable wall

thickness.
Q@ AR EMBE R K. Fully open master jaws by operationg
BT the valve.

=, =

LItIIR B AL S A RIS 88 534 NERUT\ | Operating the valve, insert projections

® %F% %Egﬂ%ﬂﬁggghﬁ%ﬁh%ﬁ%%i of jig into the bolt holes of the soft jaw
sesxHdimH Ak o7 SR B M B2 = before gripping. At this time, enforce

il - ERISR T R R _ the jig to the jaw, ensuring closed fit.
FFEE, B E MBS UNTTIEP R,

B2 I R 1 R B ER PR AR TR B4R
BB ) i
\ Set the hydraulic pressure to form jigs
to the same or less pressure when

‘ @ the workpiece is machined.

Check that the work is gripped
nearby center of correct stroke.

T%?%ﬁﬁ%ﬁ?&%%ﬁ’\]%iﬂ; ME TIFY | Form the part @d’ for gripping the
Eﬁ%ﬁﬁﬁﬁ&@d MT od BRIHBA | workpiece with the plug still gripped.
B TFIEssE Bﬁ:}E’JEf“*EH (H7), TIRE Machine the part @d’ to the same

d
ﬁ FRELL 65 B/ diameter (H7) as the workpiece and

surface roughness than 6s.

® (? BB TR IF T LIS IR H TS, After forming jaws,grip the workpiece
® SRR THREE, to check the jaw stroke.
©— /. ERANEE (A) KinE (B) 2K, Perform trial cutting to inspect
(=5 §® machining accuracy, etc.
! Grip the workpiece 2-face fitting of
\—TT face A and face B.
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1. BT 7. Maintenance and inspection

WARNING
g &
- REFREE A B A RIFRERS R,
HHRARBREERE IS EET R, B
BRI, WA BTRE,

* To maintain the chuck for a long period of
time, it is necessary to lubricate the chuck
on aregular 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

TBRIERPT e iR R lubricated Grease useds Lubrication cycle
FRMBHEE ZHE BB S8R, BORK Apply grease Moly Kote EP/Once a day.
HiEmENE— | A EESREENAE from the grease | Grease However, when the
(EEINVETE]: B9 7K 14 £ B BA 0 nipple at the|(DOW CORNING | chuck is operated
1%, TITHh{EREE, EEE periphery end of | CO,LTD) at high speed

ZREE, BRET
ERYIE AR E

each master jaw
with a grease

rotation or a large
amount of water

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

conditions.

» I EH UL REES BN T BERN
BRARRKBER

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

* Use rust prevention coolant oil so that rust does

- BBEEBMEEREN - BEAGEZD 2 s aroping force
558 -

CAUTION

* B

+ Disassemble and clean the chuck at least
once per 6 months or every 100,000th used
(once every two months for the casting )

- SAEAR (HE 10 BR ) BV REM—R
WEZER (YyESls—EEEL—

N

R )o . o ) See if parts are worn or cracked

R ESHEEIBIENER, NRERIAIE and replace it if required.

¥ fho + Lubricated the chuck before reassembling.

- HREAIATE DB
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8. MPEHIRR

WNFEEEEPE, FH(FE FERIGE, K TIIERKREIE,
AERER T 8 R O
SRIEE B, SRRTTER B,
REREEE | BEHHRELE SRTERI -G, LAEEES B,
DT 2 1L, WAHERG, AR, SRR,
E N o 1 5$i o
e NEEE T A S MR SRR
=
HIARER IR, B AR,
* MBS TR e S TS T B R TR0 R,
RIS e AR R 2 A T,
MBS T e
e PR (S F EREEORRT 75 A B — e
HEEE; . N i
I B A K, B RN B TEREE A TS,
MRS N (RETE B E RS BT AT T TREEIR,
RS, RDEEEIEEN, LN,
SR SMERHRIBA RIESME S SRR R S 24,
MEFMEEIMER T
=T78, MK, YT ER ML B 522 ia i,
MBS E N, BEE AR,
BERR TIEFBA, BT, ARSI HEEETZE, (150 IR TIRMBREE .
s, M B TEEESE, (GER—EEENRT)
s o RERAESEHE, HE(TREY B,
AR LTEE RE R BIINE R BRI B A TSR,
HRA T BBk, T B R R D K L B0 R E AR
st
BENBIERERITRIE, MNEZETREISEHIRER, ATBMEHNKHEHEHTEERAT R
E,
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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!tsr?s§lertnble and rekpalrhdamaged part
not work with oil stone or make change.
Chuck is not working. Examlpe 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.
Insufficient master jaw Make arrangement such that when workpiece is
clamping stroke. 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 . .
Workpiece not match workpiece dia. Reform top jaw according to correct method.
slippage
Cutting force is oo 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 . .
Workpiece 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
o . 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. RECHIZ(E

Chuck Adaptor _—
DEEEERTIR

Draw Bar

BEEBHER

9. Assembly drawing

Chuck

Directional control valve

ToE1elRE Flexible hose

Cylinder
OEE T
[
T T F
= |
Drain hose/
CAUTION ppk=1
B

Hydraulic pump unit

BB E BRI

BHBOUBERBE LS
The discharge port of drain
should be located upper
the oil level in the tank.
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wiEEEmmE, FAREERE ZIE, EEERNFS51TE.
We reserve the right to modify without prior notice.

12 B0 AR HRRR 15 77 PR )

AUTOGRIP MACHINERY CO, LTD.

513006 FACRAMEOABBAEERE—FZ 200 5%
No. 229, Sec. 1, Mingsheng Rd,, Puxin Township,

Changhua County 513006, Taiwan

T +886-4-822-8719
@HD ® | F +886-4-823-5719

E sales@autogrip.com.tw

www.autogrip.com.tw
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