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EXTRA LONG JAW STROKE
POWER CHUCK

& FH &% A &=
INSTRUCTION MANUAL
Original instructions

BE Important Notes :

RIFHAREARASE, 7O BB BBERATRM.
FRPEFHLERE, NEABEER, SHRRLRASTAMINERE,
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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WARNING
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n CAUTION
x B

IMPORTANT
BEFIE

© 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.

EXRMKEULFTIRIE T BYRARIZIEHMAS
SIEIERYfERE, BHMEAEFRTLLT.

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

EREIDULFTIRE T HIERBARIR(EH S
SlEBENER, EREAEERTLT.

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

ERERIBULFTIRE T HIERBARIRAER RS
SIEBENER, SRPEENGE,
Indicates an potentially hazardous
situation which, if not avoided, may
result in minor or moderate injury.

IR TSR TRYSRBAS & 7 iR eyt
AE, FIE R A IEFERYIR(FIRER,
Indicates for chuck performance
and avoiding errors of mistake.
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iEHtAUTOGRIP BIXEEFZHMNZ!

FOLLOW AUTOGRIP AND STAY UPDATED WITH THE LATEST NEWS!

L \

@IEERER @AUTOGRIP e AUTOGRIP
L B rocrip L o MACHINERY .o AR WEChart L ® ExEne

*2D[EI##(PDF. DWG#3t). 3DEIRE(STEPHT) AT AR B4 T ko
*You can download the outline drawing (in pdf or dwg format) and 3D step at AUTOGRIP WEB.
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BEBEARBE  WIKTEERERAA - Please read this manual and following instructions
ERAKBIE T - (B EAMA SRR carefully. We cannot assume responsibility for

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

BEBARINE - XRTHARE -

DANGER

fe iz

v’, ELERENEBHREN - BLBIEMEER  BREFEZZE -
4 SWITCH OFF power before setting, inspecting, lubricating or changing the chuck to
6 ensure operator safety.

DRESREARMBASZTEINEL -

To avoid accident of operator body or ON
clothes drawn into machine. ]
4 %

OFY [ofr

)‘ ST - )27BRFUIRE -
}\ Never operate the selector valve and the solenoid valve during the spindle rotation.

EME Fatinm

Manual operated valve

S CLOSED SRS NES  RTENRBELER -
S—— Causing fly-out of the workpiece.
FTE \ AR ﬂ -
JAW OPEN
NOll

5 14
Solenoid valve

&
)‘ WA ZEEY - 7BESHFNRSRE -
}\ Don't exceed the recommended speed of the chuck.

MBBRURNNAS , B O DB RN MIE R, 5 Al
%;ﬁ%ﬁggmﬂ_{%%ﬂléiﬁﬁﬁ , LR U B (i 15 * F\\j‘o““
Gripping force decreases due to centrifugal 0 /% &
force as speed of chuck increases, thereby 0 A\
causing the discharge of workpiece. %

& RN e o

0 Dange
y's
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¥ <
);\ REGFZEFIZAET - UI27RE) E8hEARE -

Don't start the spindle before closing the machine door.

o Y

% T el R MEREIFIMARLL
Workpiece or jaw may scatte while door open.

SREG]H A CIBBIRER A ZEAAS -
Don't exceed Max. allowable plunger input force.

)

wmA

Input force

YNMERE] BB R B R R AN ME - R B AR IR B T S A 2
ZfEk -

If input force of plunger is exceeded, chuck may be
deformed or broken.

%%ﬂﬁﬁ@?@ﬁ?}ﬂlﬂ@ﬁ "EIERT " R - EEIRTINPERS - SRR NENE R - (RIFIEEIRY
=

'

L) &

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

FERRIREN - RETEYMRMELEBR -
Power outage may cause fly-out of the workpiece.

BE
T 8B

Power outage

e E THE IR IS S
Set the workpiece to the correct gripping
position.
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,
)‘ BB AR IR RIS E 2 NARSHEL -
}\ Secure mounting bolts with specified torque.

BAAS W B 5 588 1 U i
Bolt size Tightening torque _ Chuck mOuntlng bolt
M5 7.8N - m (0.8 kgf - m)
M6 12.7N - m (1.3 kgf * m)
M8 382N - m (3.9 kgf - m)
M10 72.6 N m (7.4 kgf - m)
M12 106.8 N + m (10.9 kgf - m) &
M14 170.6 N+ m (17.4 kgf - m)
M16 250.0N - m (25.5 kgf - m) £ MHE FS IR i
M20 402.1N - m (41.0 kgf - m Top jaw mounting bolt
M22 539.4 N - m (55.0 kgf + m)

4 o
)‘ [EFEE A -
}\ Don't miss to lubricate chuck.

HERAER - FREXRES -

Lowering gripping force caused by %

insufficient lubrication. : "%
A\

Grease nipple

Height of soft jaw must be in restriction range of maximal clamping force.

\ &
);\ HTWEE - WRERAREANRGISEE -

e e EERTSE S NS E
ERMSERME - FREHEDR Standard soft,j?w height itai%ardtg?)};wﬁeight

LB -

Using higher top jaw than
standard should reduce input
force and rotating speed. é

$
I
f

Work piece
I
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WARNING
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L 4
)‘ THMIUAERER - BRABNBREZESH 50% UT -
;\ When chucking components internally, reduce the hydraulic pressure by more than 50%.

WNIRFEAEMIER ) - DI BE S A 7a s ) B gt
HNREEFRMELHIRFERIE -
If not reduce the hydraulic pressure,
it may cause fly-out of the jaw or the
workpiece.

PRESSURE
GAGE

DOWN
= BB

’
)‘ BHRIHYE  HWEANEBERLRIIRERSE -
;\ When machining a long workpiece, steady it with a center of tailstock or support collar.

{ % i | )'I%a?sztock
< CRE S
DR

IHRER (.
Support collar

B
Center

AEMEEHPEZTH AR ZER -
Danger by fly-out of workpiece, if it is too long.

\ & e+
)‘ AR S TR -
;\ Don't attempt to modify the chuck.

AEUESEIEIRERBEM R ERR -
Danger by function damaged of chuck.
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CAUTION
x B

-, ZEENE  ZMZHEBNENERD  ZM2E8URE—R -
) When mounting the top jaw on the chuck, the position should be the same,
and mass of each jaw is as much as possible.

BFEHERBKR ZEAKERES  FEMLIE
o

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

Never attempt to operate machine after drinking alcohol taking drugs.

-
);\ BIERERAD - 5208 E =X AR AR B A 224 -

NO!

)‘ BIFt=snm - FOFEFEHRT °
}\ Never attempt to operate machine with gloves and necktie worn.

Lathe
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CAUTION
x B

PRI TR - BOERRBHMIR -
Have to using eyebolt or lifting belt, when mounting or dismantle chuck.

B
Lifting belt

IR
Eyebolt

AMERRHIRGBEERR -
Without lifting belt will cause
danger.

)

R THER - FERARHRKEF -
When clamping workpiece, make sure your hand not to be hurt.

DAN\GER " K =
& =

ga

A CIENEE ARG ~ HE T B A 2 T4 -
Never hammer chuck, jaws or clamped workpiece.
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2. BRM{TIE8) /15KER 2. Extra long jaw stroke power
chuck
2.1 BRMITIZE HREERE 2.1 specification of extra long jaw

thee % Through-hole stroke power chuck

—

=T

il

Fig.l

i ALEEIES 2L-A. 3L-A BIZ<F3% (The dimensions and the specifications of 2L-A. 3L-A type are in red data.)

ng | pome| 1B cyi??ﬁ‘g AR | mssn | emEam | g2 |omemn SETR
Vodel P;t'rr;%gr JGWD?ér.Oke fj’?: ﬁ;illr{\ Max. D.B. pull Clcfl'\grr\is‘ing Max. speed Mg:::g(t}of Weight Matching Max. pressure
mm mm mm | mm kN (kgf) kN (kgf)  |min? (rp.m.)| kg-m? kg i (kqh?/i%\z)
2L-205| A4 12 18 138 | 6 | 10.4(1060) | 11.4(1170) 4200 0.018 6.9 | 7.7 | TK-A533 1.5(15)
2L-206| AS 15 24 170 | 24 | 15.7(1600) | 17.3(1760) 3600 0.063 | 14.4|15.6 | TK-C646 1.8(18)
21-208| AS 20 32 215 | 30 | 22.9(2330) | 27.1(2760) 3000 0.173 22 | 26 | TK-A853 1.9(19)
2L-208| A6 20 32 215 | 30 | 22.9(2330) | 27.1(2760) 3000 0.173 22 | 24.2| TK-A853 1.9(19)
2L-210 | A6 25 37.5 260 | 53 | 31.8(3250) | 37.3(3800) 2400 0.33 40 |45.5| TK-A1075 2.1(21)
2L-210 | A8 25 37.5 260 | 53 | 31.8(3250) | 37.3(3800) 2400 0.33 40 | 44 | TK-A1075 2.1(21)
ng | goie| [ gfgc?ﬁ‘g SHARL | giogsn |emEsm| g2 | amema| SRR
I R e e e e I P =
mm mm mm | mm kN (kgf) kN (kgf)  [min” (rp.m.) kg+m? kg (kq'\fllls:?nz)
3L-205| A4 12 18 138 | 6 15.6(1590) | 17.2(1750) 4200 0019 | 72| 8 TK-A533 2.3(23)
3L-206| AS 15 24 170 | 24 | 23.5(2400) | 26.0(2650) 3600 0.063 |14.7|15.9 | TK-C646 2.7(27)
3L-208| AS 20 32 215 | 30 | 34.3(3500) | 35.0(3570) 3000 0.18 23 |25.7| TK-A853 2.8(28)
3L-208| A6 20 32 215 | 30 | 34.3(3500) | 35.0(3570) 3000 0.18 23 |24.6| TK-A853 2.8(28)
3L-210 | A6 25 37.5 260 | 53 | 47.7(4870) | 48.0(4895) 2400 0.35 |39.5(46.5| TK-A1075 3.1(31)
3L-210 | A8 25 37.5 260 | 53 | 47.7(4870) | 48.0(4895) 2400 0.35 |39.5| 45 | TK-A1075 3.1(31)
3L-212 | A8 30 45 315 | 61 | 64.7(6600) | 61.0(6220) 2100 0.827 |67.3|70.5| TK-A1291 3.0(30)
3L-215 | A8 35 52 405 | 52 | 84.3(8600) | 85.0(8665) 1600 2.58 | 139|152 Al;lK2_-35 2.7(27)
3L-215 | All 35 52 405 | 52 | 84.3(8600) | 85.0(8665) 1600 2.58 |[139 145 Al;lK2_-35 2.7(27)




AT

E MHER Non-through-hole single-jaw(1L type)

Fig.2

it AT EBIES 1L-A B Z<Hi% (The dimensions and the specifications of 1L-A type are in red data.)

/=30 1712 TIFERE | BFAE = o = s =
wy | @oR| U5 | SEEE | SHEREL | sy |emewn R | ERENE | BAGRES
= = Max.
Vodel Psli‘lrggzr JGWDSigOke ?}Z)E ﬁ/rj]\ Max. D.B. pull Clcflmping Max. speed (’;/fl?rr:;?t?é Weight Matching Max. pressure
odel orce
— cyl. MP
mm mm mm | mm kN (kgf) kN (kgf) (rr?::”r}\) kgem? kg (kqf/ccr‘nz)
1L-06 |ADB 20 16 168 5 12.3(1250) | 27.3(2780) 3800 0.05 |12.5|143 | RK-100 1.7(17.5)
1L-08 |ADS 25 20 215 7 15.7(1600) | 37.2(3800) 3000 0.15 |24.2| 271 | RK-125 1.4(14.3)
1L-08 |ABG 25 20 215 7 15.7(1600) | 37.2(3800) 3000 0.15 |24.2|253| RK-125 1.4(14.3)
IL-10 |AB 30 24 254 | 17 | 21.6(2200) | 48.5(4950) 2400 0.28 |38.8| 46 RK-150 1.3(13.7)
IL-10 |A8 30 24 254 | 17 | 21.6(2200) | 48.5(4950) 2400 0.28 |38.8|44.3| RK-150 1.3(13.7)

10
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2.2. PFERMTIEENRETHR

B Model 2L.3L

2.2. Parts list of extra long jaw stroke
power chuck

Fig.3

No SHEE Name of parts Qty No. SHER Name of parts Qty
1 (A% Body 1 14 |RAfLEEEE Hex. socket cap bolt 3or4
2 |z Wedge plunger 1 15 |8 Soft Jaw 20r3
3 |EM Master jaw 20r3 | | 16 |BUTUEASRE Soft Jaw mounting bolt | 40r6
4 |T fZegng T-nut 20r3 17 |ABFLEEIE (38F2)  |Hex. socket cap bolt(option) 3

5 |hIiREAEIRIE Draw nut 1 18 |"AFL¥EmEEE Hex. socket cap bolt 3or4
6 [1RIERRIR Retainer 1 19 |FRAFLEER 44 Hex. socket set screw 20r3
T \BHEE Cover 1 20 |FNAFLEE B4 Hex. socket set screw 20r3
8 |MREH Crank pin 20r3 21 |hbE Grease nipple 4o0r6
9 |ehiR Crank 20r3 | | 22 |$#% Steel ball 1
10 |HFLE Hex.socket set screw 1 23 |E#HE Spring 1
11 [EAEERE (EE) Adapter plate(option) 1 24 |EEE 0-ring 1
12 |ZREER LR Chuck mounting bolt 3or4 25 |EAEIREF (M) Joint handle(accessory) 1
13 |ABAEREES Hex.socketcapbolt | 20r3 | | 26 |REE (10" LLEME) (FYSEO% 00 oven 1

11
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2.3. FEBRMITIEE HKESHER 2.3. Parts list of non-through-hole

extra long jaw stroke power chuck

B Model 1L

(
N
(5)
©®
(9
(39
Fig.4

No. SHETE Name of parts Qty No. ZHETE Name of parts Qty
1 |78 Body 1 14 |NffLEEEE Hex. socket cap bolt 1
2 |z Wedge plunger 1 15 |8 Soft Jaw 1
3 |EM Master jaw 1 16 |BRTUEAS RS Jaw mounting bolt 2
4 |mm Retainer 1| |17 [rmrmmee (u6) E;X{(Z?;:;erf)cap 3
5 |E&EE Draw tube 1 18 | AFLF¥EEEE Hex. socket cap bolt 3
6 |BAEE Cover 1 19 |RAFLEE 44 Hex. socket set screw 1
T |tEHR Block lump 1 20 |RAFLEEIEAA Hex. socket set screw 1
8 |#hiREH Crank pin 1 21 |FNATLEEERE Hex. socket cap bolt 1
9 |BatA Crank 1 22 [l Grease nipple 2
10 |T FegiE T-nut 1 23 |#HER Steel ball 1
11 [E4EEE (EE) Adapter plate(option) 1 24 |EEH Spring 1
12 |RERLIRE Chuck mounting bolt 4 25 EEEIRTF (M) Joint handle(accessory) 1
13 | Efl wedge plunger 1 26 |RIRIZEI (10" LALLM ) (ancecte)s:t)rylo“orover) 1

12
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3. IR BHE 3.Manufacture of draw bar

= HI28E Manufacture of Draw Pipe

ES WERBLER
Piston  Cylinder Adaptor

E min
M
3
Q
x

e

GRS R
Chuck Adaptor

o

12

Em N
Iz

1
g

— : ——]
L - B R =
Spindle of Lathe t
|| GI1max. JGE
HI185£8 Detail of Draw Pipe A Chuck
L=A+G2max.+H-Glmax.+M2+12 L
Fig.5 Fig.6
AR TEIEK | 6l G2 F E

Chuck type | Cylinder type | max. b f2 max. i bl oI(f7) max. min. 1

3L-205 A4 TK-A533 12 17.5 25 15 M38x1.5 25 | 35 :ggég M40x1.5 3.5 | A+45.5+12
-0.025

3L-206 A5 TK-C646 15 16.5 25 24.5 M55x2 25 | 50 -0.050 M55x2 5 A+51+12
-0.030

3L-208 A6 TK-A853 20 17 30 30 M60x2 25 | 55 0,060 M60x2 5 A+57+12
-0.030

3L-210A8 TK-A1075 25 21 35 26.5 M85x2 30 | 80 -0.060 M85x2 5 A+57.5+12
-0.036

3L-212 A8 TK-A1291 30 26 35 33 M100x2 35 | 95 0071 M100x2 5 A+64+12
-0.043

3L-215A8 | TK-A1512-35| 30 34 45 45.5 M130x2 40 | 125 -0.083 M130x2 5 A+94.5+12

3L-215A11 | TK-A1512-35| 30 34 45 345 M130x2 40 | 125 ggg M130x2 5 A+83.5+12

2l KX ZIERERERER 3L BH
P EHIHIZR{E Manufacture of Draw Bar
W B LR fark4 TRER B
Cylinder Adaptor Draw bar Chuck Adaptor

L’\

“\ﬁ

=

K1 K2 F
/[ I
sﬁ’ D _ P —— /]
c 5 pELE i -
Cylinder i o
L J:l:ﬂJ ] | ,A—ﬁ,
tﬁﬁ—d
o= ! N\ FEER
HI1E7¥E Detail of Draw Bar G1 max. G2 min. Chuck
L=A-G1lmax.-G2min.-4+C
Fig.7 Fig.8
KR | DR Gl G2
Chuck type |Cylinder type E © 2 Max. min. K K2 b
1L-06 A5 RK-100 30 30 40 45 -8 M20x2.5 M30x1.5 A-11
1L-08 A6 RK-125 35 40 45 50 -11 M24x3 M33x1.5 A-3
1L-10 A8 RK-125 35 40 55 50 -13 M24x3 M45x1.5 A-l

13
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WARNING
a3 4
= =

AREEENGERERH ZBE - EARZ
MEAEEEEEIRMBARSEN - BT
R - BBk -

IMPORTANT

BEREEHR

BRARE B EMIRENEZRE -

m&rr ERs/MBRERE - T8 F
RIFERAKER  FEESEUERAK -

LXTA?H%‘%E 380MPa(38kg/mm?2) B\ =22 #1

R SERIR -

Ol - M1 #EFELESFEE 0.05mmT.LR Y

A -

14

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 will cause the draw pipe
to vibrate.

With the thickness of draw pipe minimized,
thread part "E" to the maximum
permissible thread dia.

For pipe strength, use the material of
tensile strength 380MPa ( 38kg/mm? )of
or more.

O1,M1 should be concentric with "Thread F"
within 0.05mm T.LR.
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4. R
4.1. =B REMITIZEES HRERIESE  4.1. Mounting steps of through-hole

M

@)

BUENR

AR SR B I ph BR BT

TR AHITR 20 BT 2R ZER BT A - &9
FERRERMOEE - (NREEREET
RPEUE - HEBETR - UESRREDE
E2ZI1HEH)

HRBRIIREEN E8h b (ChREERLEER )
RHBRIEERENHEEERZEEES -
A% E B AR B BEAR A& (0.4~0.5MPa + 4~5
kgf/cm?) - %957]%%3%”8 BE) 2~3 RERF

ERAl - REREER -
CAUTION
x B
ELZEIF N RER - FEARTARERE
ZE ° (10" LA EZEEMI AR ) -
S5l LiliENFE - YR P RIREME -

BEEEE
Adapter plate

HIg
Draw tube

Advance end
* — _
i BAEIENE
Spindle Draw nut
Fig.9

15

(M

4. Mounting

extra long jaw power chuck

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

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.

BEERR

Retainer
BEIRF
Joint handle
7
NAEALEREA

Mounting bolt
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4.2. FEERMNTEHNREREDR

(1) AR REERHEREL

« RANERERHEG ZEERBET AR - &
BE R ERMORE - (MR EEREET
EPBME  HBEESTR  OEgEERIE
E 7 IHEE )

(2) W RBIIRER T8 E (ChRILEER )

- BHRIEERERNHBERESEIES -
2 A B N RKEARES (0.4~0.5MPa - 4~5
kgf/cm?) - BENEZEZETIEE) 2~3 REF
ERAIR - ABFEIEER -

(3) AFREAREER IR

« RRBEBHRITEMEERT - FRRFEA
REBHPOILA - eddEEE R - FiE
BIZAATANARA - RIZCEEBAN 1R E R —
40 .

- BEAERESBEARNER  URA2RF
IERISEA - BB EEN BB T 2SI EEK
fOEEERE - HREIAHEAROIEEE
RELNERRBEEAR -

4.2. Mounting steps of non-through-
hole extra long jaw power chuck

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

)

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, chuck the thread. If
connected by force. The wedge plunger
will be damaged, thus resulting in poor
accuracy.

FEEIELER LT} EERF
Chuck Adaptor Chuck Joint handle
HIg
Draw bar - ‘ ,/
==
Draw tube
BUER
Advance end \ \
* { - ‘ .
g ‘
= ]
E 1z
Spindle Wedge Plunger

NEILERB 4
Mounting bolt

PEE
Cover

Fig.10

16



AUGTOG»

A CAUTION
x B
© EREIIFFRER - FEARTARIRE

TE ° (10" DL EREEM MR ) -
- B LuENER - UIRE N RIREME -

WARNING
2 &
- HEREBKE - FIRBIEENBREE R
%ﬂ%ﬁ*ﬂ‘%iﬁ( RIS R IR AR S - TAF
MRENELER -

. EERWEE -

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.

Tighten the mounting bolt according to
the specified torque. If tightening torque is
insufficient or too strong, bolts are broken.
Also, the workpiece scatters ,thus resulting
in danger.

Use only attached bolt.

BRAAAE HENE BRAAAR HERE
Bolt size Tightening torque Bolt size Tightening torque
M6 12.7N - m (1.3 kgf - m) M14 170.6 N - m (17.4 kgf - m)
M8 38.2N » m (3.9 kgf » m) M16 250.0 N » m (25.5 kgf - m)
M10 72.6 N+ m (7.4 kgf - m) M20 402.1N * m (41.0 kgf + m)
M12 106.8 N * m (10.9 kgf * m) M22 539.4N * m (55.0 kgf + m)
WARNING
b S =)
= B9

© MAMEEAEEZBIERT AR - HERER
FiERENREERASN THRBZE

oo o
AR

17

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. IR SHEIERF

M

2) =&

©)

e SEES i

VR 2RgE Z R TUR B EEES - X 1.2.3 SR ¥R 4k
HABT - REEEFERKENPOA

£ RFERBREEAAAR -
REAN T8 E
TREEZELEFETEEERIHMES
TRARFPE L84 01 -2 -3 -4

(MIREBENEATFHIRELERE )
(HENESEFLTH)

SOl e 2 b A% R SR SR R
E1S 2R IMNG IR I T R R £ 0.02mm A -

4.3.

M

)

Bolt tighening steps

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.

Mount the chuck to the spindle(back
plate).

Turn the joint handle so that the chuck is
'fchoroughly attached to spindle mounting
ace.

Tighten the installation bolt uniformly:
1-2-3->4

(Uneven installation will be a cause of
run-out.) (As for specified torque of the
installation bolt, refer to see page 17.)
Remount the chuck and check run-out of
the chuck.

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

St

WARNING
2 &
EEARGA 7 B4 - BIRRRE Z IR - W
ﬁé%ﬂ%ﬁ*iﬁi%ﬁﬂqééﬁ*i’é% °
BB #RERRA - BRARBEFRA
s@EE 129 U E (M22 B E 10.0) ITA
EHZRE -

e IE F e B IR B IR ARG O FE IE7E
UE  MRBEOUEABE - AIKRGEME
ERIEMEBIER - THREBIER  ZEREE
REBBED ZIEBERE - DRAERERE
URABIAREE -

CAUTION
x B

AL AR S RERAE -

2L-2
Fig 1l
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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:10.0) 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.

For the cylinder, refer to the insturction
manual.
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EAERNRE
@&W%MZFwéET%WTDﬁﬁ@
R - TR AR E 2 RIE R T RFIN E 8
HER -

SREIME 2 R B AT FRFUR FERER -
TSR EE I E 2 RIBATE T RAA G E#E
A e

Fig.12 % JIS 5ast E F 84/E -

FEBE AR
Chuck Adaptor

DAYL

4.4. Mounting of chuck adapter plate

Chuck

The outer diameter run-out of the

adapter plate should be D-Value or less
. The end surface run-out of the adapter

plcte 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.12 shows JIS short tapered spindle.

T

Spindle

EATEES
Draw Pipe

|

R

|

§Rkkhijﬁ\\,//«95nm

@B
@A (H6)

e T

D TIR IR
C Mounting bolt
1/1E TR ]
Fig.12
RIS ) ) 1L-10
Mode | 2L-205 zlLL 20066 zlLL 20088 2L-210 2L-15
ik 3L-205 ’ ’ 3L-210 3L-215
Dim 3L-206 3L-208 I-12
A (H6) 10 140 170 220 300
B 82.6 104.8 133.4 171.4 235
c 15 15 17 18 22
D 0.005 0.005 0.005 0.005 0.01
E 0.005 0.005 0.005 0.005 0.01
F 0.02 0.02 0.02 0.02 0.04
G 0.02 0.02 0.02 0.02 0.04
CAUTlON
x B
BUE;3 E&WZE(“{E{K%% A-0.01 - *  The diameter of the adapter plate should be
A-Value -0.01 (see table above).
WARNING
s
BEERINB B4 EREHNEE (BH  °©  Mount the adapter plate with bolts which have
L HE - ME) BEERH BTN s.ufficier)t st.rength (gliq.,pcs.,ond material ) and
& tighten it with specified torque. (See page 17)

c (&EFLITEH)
WHENEABIAK - FERIBAHETR
SRR AL Z B -

1]
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If tightening torque is insufficient or too
strong, bolts are broken. Also, the chuck
discharges thus resulting in danger.
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1. BB M, M EFSERMERBI R TE
RS AR, BRISEMIEE LRARE,

2. KR THIMNE RAIBIIE AR E MR S, IR E
B T = BRI IS S

3. ZRFFRE S E NS R T4, EANSHNE
BERZ REFE T HEDT T ERE

4. REHR O LIEYES, ROEBEENBONIERE
B—ML, MIREREERRERE,

S. ARIERREMAEAEGZ LM, MEERE, &
R ERIFHENEE, BEEET TR,

6. 1FEMBZ A, ERREERFAM—R, RE L MM
TR ERTETIA TIREEE T,

7. NRRFROTEYE, EREEHRORZES
— i, (BEH/REH)

8. REFEFEMIRRT, 3REH_E AP TR,

0. ERFAENMMBEFMEM T AT REEE
PeEE, L BMEMRE BT\ T\ T BRI 4
MRFHEEFREIER,

10. o EE LMERZ MR FLLIRE £ TR,

M. L ERRZAME FERE, FAHEEFRIE,

WARNING

a4
= =

- TEMMERERRODEE - RED
Ll - B TER B FNBERIEE
& - BRSBTS T -
0 MR B R AT T REIE AT
EHEM - (Figl3 A )

T RUBIER BT - R RS A
T T BB IBA0IB T RIBE LA -

5. Precautions

1.

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
joaw.

. Do not use the top jaw in which serration pitch

differs from the master jaw. If the workpiece
is gripped with serration insufficient en%oged.
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 %ripping a long workpiece, use the
c

tailstock or steady rest. ( Refer to page.6 )

8. 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.

11. 1L must be used before the dynamic balance

test, through balance weight hole correction.

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.(Fig.13 right)

The use on condition incorrect will cause damage
to the master jaw and “ T” nut as well as
inaccuracy.(Fig.13 left)

(Fig.1l3 &)
THRIE 7 B
T-nut Soft jaw Hard jaw
HEgE
Chuck

}7

A1E# INCORRECT

< -
2 = [

Fig.13

20

1IF# CORRECT
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WARNING
w =

MR MR 4% - HIEA T 2IEIBAR
BATRE R - BB T ENEERE - &
Z - 1EssZe ) T BUIE0E [RED - RUBNMEIR 44
ERAEEMER ENE2EE - Bt M
HER AN RETER T 2BEEEHA
O0~1mm & - (2% Fig.14)

BoNERANE T EEEREE R4 (1ER
ERBHIENT - RN EBLSNYIEE K
4% HREBHBE 129 MU E (M22 1YL
£109) TERBMIEREZEZEH) -

BT RN RN - FEERE T #iess -
HRIEMUR T EZIE S REL - EEER -

N

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.14)

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.

LMEEZ##
Top jaw mounting bolt

£m
Top jaw

£
£

2
o

THAZNE
T-nut ~

Fig.14
IMPORTANT

BEEHE

EME&ART AR EFEAZEREMN :
EWolEF MErERAZE EMAMIE -

MRAELE LM - EFMURRE - T 85

B EZRIEBRE VIR EMAVITEE - BREET

ARG EEEHESE  BHMHEZREIR

°
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The top jaw is mounted on the master
jaw with T-nut and mounting bolt. At this
time, the mounting position of the top jaw
can be changed by a engaged place of
serration.

If the top jaw is mounted with the master
jaw 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.
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T BRI S ATREENFEELEUE - .
WMRBYE - THBERSSMERINES - &
BpESEER -

NL/1

}:

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.

\

EMBFEREENE

T RIERT#&

Master jaw serration
reference position

7//;\ \ T-nut front edge

R ATENMTHE -

BhEEZ=
Cover

Shaded area is possible to bore or tap
additionally.

I—
=T 3-JAW M 2-JAW — T 1-JAW
s CHBASNKITRHTFZFE - * C is permissible depth of drilling or
processing.
<H& Dim
B Model 2 E St
2L-205/3L-205 46 90 15
1L-06/21-206/3L-206 61 106 20
1L-08/2L-208/3L-208 68 126 20
1L-10/2L-210/3L-210 74 160 20
3L-212 86 180 30
3L-215 115 240 30
B Balance

o

EETEMNIAAER AT EEAHE ’
AHESEMES MRS - EINLIHEERE
& -
EMIABBANTHIBHARIHNESE
LS IREEE O DIIE L - BRI R
PUEEZEMNT -
ZEREMARASHFIIBERN

JIS B 0905-1992 E&ERIFFAI9E 4mm/s
R A EERANREERE » :
(JIS B 0905-1992 ¥ BRI B FRIZEZ

ISO 1940-:1986 #01 1ISO 8821-:1989)

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 workpiece is applies to the top jaw
when 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)
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6. IAMBYSLERMHS

AR UE I REEEMZ /N AELEE

IR AR EEE M DBl -
wEIHEAN Y RY -~ Bl RERBEK

TIEREAREESE Z 8N -

BRNMAEPHEBER NV RAER T IFRH
B EE -
IMPORTANT
BRESHE

RO R LHRIFETEPE -

5pME3EHF 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.

PIIE3EHF Internal gripping

®

ZHE—EAXEEE VVV RE
BETNEEREENEEEBE
AR) AREEFRRT ZEE,

Prepare the plug for forming.
Forming outer dia. Of plug is
limited to \/\/\/ finshing.
Ensurs the plug is strong with
a suitable wall thickness.
Note) It is necessary to prepare
different size plugs in advance.

@d

@

ZHE—ENEREHEHERE
VWV RETERABEEEERE
EZEIR,

Prepare a ring wich outer
diameter is limited to \/\/\/
finishing and with a suitable wall
thickness.

ad

LU RS E M 21T 5.
MEBsAEERZ D H1F d BT
RITIER B,

. Open the master jaw fully by
operating the valve.

« Next, set @D dimension to
grip around the middle of the
maximum jaw stroke.

@D = @0d + Max Stroke of jaw [ 2

o DIBREREMNEE&/N -
o MEHEELD ERFTdRFEM
URITIEPRE

« 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

oD

maximum jaw stroke.
@D = @0d - Max Stroke / 2.

23
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LAHARAE oD 2 A B ER 53 PR H5 [l
o

WA LA B SR T 32 15 LAR LE R R
AR) FEREHR, UEEE

IAHARAE oD 2 pl B ER 3 2R 43 [El
o

WAL BRI T 32 15 LAR LE 1R R
AE) RAEREHR, UEEE

| [\ | SocsiEs. ] 07T | mseER.

—h— 8 = 8

ﬂ g1 Girp the plug in @D by operating ﬂ ; Girp the ring in @D part by

E 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.

@ AR —ETHRFE0D od B, & | @ FRE—{E T 5eH58R 0 od B, &
FERFER, HRTHEAEER FrERFEE, AR BARR
(H7) RITH2ZREFEE, BRE (h7) RIHZRFBERE, BXRMEA
M/ 6so HEEE/NGL Bso
NETFHBAMAEBERRET NEPHBAOWARBRRFT
FFBFAERE Rl
AR MERELEETE, AR AR MEBELETE, AR
REAHUREZ EE, REAHUREZ E,

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.

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.

RAR, T HUBERET
2o

AT THMEBREMNTRE...
Fo

ERME (A) KR (B) REHF.

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).

v

FRBR, REFTHUBERIET
o

AV THMREEENTRE...
+

fERIME (A) KimE (B) JRIHF

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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HFFHEERT -

RRORELTTIE (B - SMETREIEDT )
oJynE 1 2R ERE -
T B R A E BN TR 48R -

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.

EHEFRENRE (TEFH) RE
86 (f5)1) SRR TR ARG (5 2) I —1E
ERR=FINEBIR L, EA—E
REETRNEE—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.

®wm

soft jaw
I

QI

LI E MHEERK.

Fully open master jaws by operationg
the valve.

%
i

WA RAHE R B SR BB SR H R 0 H N\
BBV ARFLPY, MRAGE RS, It
By S o 22 3 L B i T 4B 93 B R T\ B9 1)
IHERE, SITEREFR S R EE.
REFEF, WEEMESMURITRERR
hplivs
WAZFIRE N R R E R TRY)
iSRS

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.

REFR BB REFIIER, KA T

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

%:G

EYMRALR S od , ML od & ! >
| T?% R AR TEFHBHNEEIAR diameter (H7) os the workplece and
| 8 (H7), MEREFEEL 65 E/\ surface roughness than 6s.
ﬂ %
® * (? BB IREE T LUAR 21T 12, gtgr! L?:Lr?rl‘r;géevm;st%rlg the workpiece
4‘7 ATEAALIRE Perform triJaI cuttin'g to inspect
ﬁt B o EFRMAEE (A) RImE (B) 2RFEFo | machining accuracy, etc.
Grip the workpiece 2-face fitting of
face A and face B.
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1. BEREE 7. Maintenance and inspection

WARNING
g &
- REEEHEE o RISKIESS - * To maintain the chuck for a long period of

time, it is necessary to lubricate the chuck on
a regular basis. Inadequate lubrication causes
malfunction at low hydraulic pressure, reduces
gripping force and affects gripping accuracy,
and causes wear and seizure.Consequently,
securely lubricate the chuck.

ERAEBRER RTINS - BEAR
EERFE - SN BB R -

Section to be

hERR, FEES
B, SBRET

end of each
master jaw with a
grease gun.

CO.,LTD)

HBHIERFT HEREE 8 A H lubricated Grease useds Lubrication cycle
FEREEREEE | ZHRAEEER | 8K, BHNRRK Apply grease from [Moly Kote EP |Once aday. However,
EmEANES—@ET EES RS A S the grease nipple | Grease when the chuck is
TR E A TR T at the periphery | (DOW CORNING |operated at high

speed rotation or
a large amount of
water soluble cutting

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

EIBERARE

- MNIsEEFULEBSELUNTEBERN .
B ABER

- B REERMMEERITS
iHH -

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

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

- BEARSE 2]

CAUTION
x B

- BAEA (IS 10 BR) MEKER—R -
BEZER (THEEAE _BRE—

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

R)- See if parts are worn or cracked and replace it
RESHERARNES REBTME 70 P
B o .

Lubricated the chuck before reassembling.
« HAERIRTHEE
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8. EFEHERR

- NERGELIPE - FBIF FERIBE - K FAVIBIARETE -
FEEBER A EE H %
AN TR, SRFER B,
REATBEENE BEEHREE. SRFCEREE RIS, LURREET RER,
D R AT (2 1B R, WECHERY, MAER. RER--%,
R EZ0L =R 1BETE,
S POERTETE T A SR SRR
2 .
HIRERER. Eepit R
EMHTHTIER R, BT TR MM BRI R,
REAMIF TR BRFR TN hER R ERE
EMmFEREEET S
. sy SR ERMRI S A BM—K,
HEBNER
P HBARK, B HE RN NETRZERE S T ENRRK,
EMUBEREE AR R, RIE BRI E R SRR T TI2(ESEmEUR,
EEHEEES. RS EEIEERN, LU BONNTE,
RIFAZ IMERIBBA. RIESME S ORI R 4 24844,
M MEESMEE e
ETE, WK BRI T B e 45,
LTER SR HE, PEit=palit N
BEFRR RIFHBKA, ETHER. BARTRIS HEEETERE, 1SRRI LIRS TIEERBE .
EMEELRRE, FEM R ( NS A
AEE AR, BAE EMEEEsE, (ERA—EEENRT)
, N RERVERTEE, BF(TERES M.
T TR BE BN R BRSBTS,
mETEE. BI9h, RETERAES HEERE N R AT R,
HBEE
F*EEEGEQKEE% TRIE  NEEBTEREEBISHRLE o BNAHNRHEENFoANTERE -
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8. Troubleshooting

*  If the chuck malfunctions, stop the lathe and try the following countermeasures.

Problem

Possible Reasons

Countermeasures

Chuck will not work

Chuck part is damaged.

Disassemble and replace part.

Slidway seizes.

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

Chuck is not working.

Examine the hydraulic system, pressure
reduction valve, over valve......etc.

Insufficient master
jaw total stroke

Too much swarf in chuck.

Disassemble and clean.

Draw pipe is loose.

Afresh locking Draw pipe.

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

Workpiece not match workpiece dia. Reform top jaw according to correct method.
slippage
. . . Calculate cutting force and confirm whether the
Cutting force is too high. e
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 accurac i i
Y Workpiece '.S dgformed by Reduce gripping force to prevent deformation.
too much gripping force.
Topjaw is deformed and Reduce the height of the top jaw by replacing with
top jaw bolts are extended standard size iaw
because top jaw is too high. jaw.
Forming of top iaw Check that forming plug is parallel to chuck end face
is ina deg uatepJ and plug is not deformed due to gripping force.
q ' 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. RECHIER 9. Assembly drawing
1528 Through hole type (2L/3L)
JHER L SHERGL AR KRR EE
Cylinder Cylinder Adaptor Chuck Adaptor  Chuck
—n 1% .
j - Draw Pipe B : #
E// | y ]

o == _ —
¢

F5 ) H2E I
Directional control valve

(.
JME
Drain hose /

JHEERE
Flexible hose

n CAUTION
;I =3 === Al
EEE S

RO MAEEFOHE L7

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

MBEERR
Hydraulic pump unit

FEE Non-through hole type (1L)

JHREEL HEEELEREAR Fark = TRHAE MR
Cylinder Cylinder Adaptor Draw Bar Chuck Adaptor
—
/] L\
/[
I 1/ L D[
ﬁ 1 / ll l(
H /‘ I’
] L 1T
/[
[ L
ST
Chuck

73 a2l
Directional control valve

JBME
Drain hose /

JHEREE
Flexible hose

|

CAUTION

E B = S N HEERRS

= Lk Hydraulic pump unit

S T A S SR A 2 Tank ydraulic pump unit_
BN EBFORE LS

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