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INSTRUCTION MANUAL
Original instructions

EFE Important Notes

s IFAEBEASRAE, ZOBM 2 RBEREN M.
FRASHZERE, NmERAELER, HRRLRASGHINERE.
Before you use the product.Please read this insturction carefully.
Keep the instruction carefully. If the user of the product altered,
please hand the instruction to the new user.
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© INTRODUCTION

To ensure safe operation of your chuck,
please read this instruction manual and
payparticular attention to instructions

marked with including IMPORTANT
instructions concerning chuck performance.

SRR FTIRIE T BIRPASRIR I AS S 2L EP
Bfeks, ERERBERELT.

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

SRR FTIRIE T BIRPASRIR (RS S 2B TE
BfEks, SHEXGENTET.

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

SRR FTIREE T BURPASRIR I AS S BT
Bfebs, ERPEENEE.

Indicates an potentially hazardous situation
which, if not avoided, may result in minor or
moderate injury.

REZLL AT SRR TRISREASE & 7 MR mavTERE, A
%P IERAR(FRER,

Indicates for chuck performance and
avoiding errors of mistake.
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R F A

sEEFRIASERBAE , M XTEIERREA. ERMKHIEIET, Please read this manual and following
HRNERAMMEENEEREIINE, ZATESFR instructions carefully. We cannot assume
a8, responsibility for damage or accidents
caused by misuse, through noncompliance
with the safety instructions.

DANGER

e M

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

PELSBHARVBANETRIIEL.

To avoid accident of operator body
lothes drawn into machine. I
or clothes drawn into machine a
OFF

OFF

);\ ST, YRR,

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

FEIIR
EE Ed Manual operated valve
Jaw CLOSE
FME
Jaw OPEN

TERFFA K, M TIFMIRBEL R,

Solenoid valve Causing fly-out of the workpiece.

NI 5K R S TR S R T A 5T 2 B B B
)}\ The max. speed must be the lower of the max. speed allowed by the power chuck or the
hydraulic cylinder.

DR SUE NG, B O AR B IR, ZEH \ ot
TRREE L IR, MR AR TIEIR IS S E e,

Gripping force decreases due to centrifugal
force as speed of chuck increases, thereby
causing the discharge of workpiece.
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Don't start the spindle before closing the machine door.

L 4
);\ REAIFREPIZET, Y1/70RENEERR.

ooy
oooo
oooo

Close pgss

BEGR T e 3R MEARRAPI MR H. [
Workpiece or jaw may scatte while door open.
BIR

&
);\ TEBBARAFZRAN

Don't exceed Max. allowable plunger input force.

Imj‘[\fjj SRR AR S A,
nput force S TR R 5.

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

\ & FLEDAREBEI N EE WIERHE, SBRBINPER, el LEBEINEEER, RFEENR

)
)}\ 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.

2
¥
b

FERERARETN, METFIRBMELRR,

Power outage may cause fly-out of the workpiece.

L

58

Power Outage RE TR ERASREFIE

Set the workpiece to the correct gripping position.
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);\ ERBMARENRFTEEZ NEHE,

Secure mounting bolts with specified torque.

BsIE HEIE B 98 3 15 IR A
Bolt size Tightening torque .
v TN (13 kgt~ ) Chuck mounting bolt
M8 382N+ m (3.9kgf + m)
M10 72.6 N+ m (7.4 kgf - m)
MI2 106.8 N + m (10.9 kgf  m) ’
Mi4 170.6 N + m (17.4 kgf * m)
M16 250.0 N + m (25.5 kgf * m) Lm@:%@é_ﬁ?ﬁ%‘
M20 402N+ m (41.0 kgf * m) : i
M22 539.4 N+ m (55.0 kgf + m) TOp Jaw mountmg bolt
M24 618.0 N - m (63.0 kgf * m)

N
)’ FEREE 471,
}\ Don't miss to lubricate chuck.

MM R R, ERRERI .

Lowering gripping force caused by insufficient lubrication. pis|l=3 )
Grease nipple

Grease nipple

3E

B BNNEE, SEBRARENNREIEE. ERAMSHMNE, BREACHENDRTEH,

) Hight of soft jaw must be in restriction range of max.clamping force. Using higher top jaw than
standard should reduce input force and rotating speed.

WNSRIEEEIRIR, N REEE T 5 B fEk,
Danger by discharge of chuck or workpiece in case of damaging of chuck.

B B

S
ikl iy T
ﬁ 3

J_L \Work piece ﬁ \ Work piece J_L\Eifg \ Work piece
I
3D 3y 3E Tt

3
Ti 1
1T
———{———r |
g S |
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WARNING
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a BHIRTHYE, WANREBEHRIIERERSE, (SERTER)
) When machining a long workpiece, steady it with a center of tailstock or support collar.
(Not applicable to 3E type)

ARMBEHGZEZTH, @ERBZER,
Danger by fly-out of workpiece, if it is too long. =

Tailstock
\Work piece \ \
TH

, =L A e S
)‘ T RIRER PS5 R,
}\ Don't attempt to modify the chuck.

=
Center

TENEHIRIR KRR EME LB,
Danger by function damaged of chuck.

Never attempt to operate machine after drinking alcohol taking drugs.

o
);\ BIFERRT, RSB SR MRER LY,
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)}\ 1BIFtERE1, SBOFBFENER.

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

L 4
);\ REICERS, B ERBBRRE,

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

B
Eyebolt

M
Lifting belt

NMERRBRELERR ®

Without lifting belt will cause danger

¥ <
)‘ REFTHES, HEIRTERKEF, (SERTER)
}\ When clamping workpiece, make sure your hand not to be hurt. (Not applicable to 3E type)

DANGER !! % s
G B3 ‘

Never hammer chuck, jaws or clamped workpiece.

&
);\ TrIAREEZRER. 2R MERFFZ TH.
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2. #&HisXENF7%EE (3D type) 2. Pull down power chuck(3D type)

2.1 BB I KRERIE 2.1 specification of pull down power
chuck

MmiT12 RIFEE

A3 BULTAZ . . | BHEBRANS BAKEH REEEE I B2 | BREEE | RAEREH
(&E1E) | Chucking Dia.
= = Max. Ci i
AR | e §troke Box E.IJ\ Max. D.B. pull ax Llamping Max. speed Mz')mer)t Weight Max. pressure
Model |_stroke (Dia) | Max. | Min. force of inertia Matching cyl.

mm mm mm | mm kN (kgf) kN (kgf) min™ (rp.m.) | kg m?2 kg MPa (kgf/cm?)
3D-04 7 5 10 13 6.0(612) 10.5(1070) 3500 0.007 45 RK-75 1.6(16.5)
3D-05 7 5 135 21 10.0(1020) 17.0(1730) 3500 0.018 7.9 RK-75 2.7(27.5)
3D-06 10 7.2 165 22 15.0(1530) 25.0(2550) 3500 0.051 15 RK-100 21(21.4)
3D-08 10 7.2 210 28 25.0(2550) 45.0(4590) 3000 015 26 RK-125 22(22.5)
3D-10 15 10.8 254 35 35.0(3569) 60.0(6118) 2500 0.37 46 RK-125 3.1(31.6)
3D-12 15 10.8 304 50 45,0(4590) 75.0(7650) 2000 0.79 70 RK-150 2.8(28.5)
3D-15 20 145 381 60 53.9(5500) 90.0(9180) 1500 225 132 RK-150 3.4(34.2)

P 4732 TEIFEE S = . = N B
Ay BLLTHZ = T | BERAANS BRAKEH SEopElit | B8 | ERLEI | RAERESH
(&) |Chucking Dia.
2 = Max. CI i
FVREET? | ey §troke X Eﬁd\ Max. D.B. pull o lamping Max. speed quem Weight Max. pressure
Model | _stroke (Dia.) Max. | Min. force of inertia Matching cyl.

mm mm mm | mm kN (kgf) kN (kgf) min™ (rp.m.) | kg *m? kg MPa (kgf/cm?)
2D-06 10 7.2 165 22 10.0(1020) 16.7(1700) 3500 0.045 12 RK-100 1.4(14.3)
2D-08 10 72 210 28 16.7(1700) 30.0(3060) 3500 0.13 23 RK-125 1.5(15)
2D-10 15 10.8 254 35 23.3(2379) 40.0(4079) 2500 0.34 43 RK-125 21(21.1)

&hiztEN S5 EE ki dh4R[El 3D type Gripping Force Graph

= 80 T
3 3D-12
g 70 — |
5 o | 3D-10
‘a
£ ]
& 50 3D-08
R ——
# 40
K 3D-06
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18#5%E Rotation speed(r.p.m.)
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2D/3D REEZIEE LM Standard Soft Jaw for 2D/3D chuck
B @ _ L Ef L _
A _
J
i ] ]

oE L oF L
T
\

] T ]

T By [ 7
O P Wi &

< © G.Lﬁ [M]

for 04"~06" for 08”~15"

g

A B © D E F G H J K L M N
MODEL
3D-04 22 13 25 52 17.5 n 19 8 19 - 25 8 5.5
3D-05 27 15 25 56 20 13 23 8 23 - 30 8 55
3D-06 34 21 3 70 23 15.5 27 10 27 - 35 10 6
3D-08 445 29 35 84 19 13 31 12 18 26 40 16 7
3D-10 495 32 35 100 22 15 38 15 22 32 50 18 7
3D-12 545 36 35 120 26 18 42 17 24 36 60 20 7
3D-15 65 40 5 165 26 18 60 20 40 40 70 24 10

10



AUGTOG»

2.2 BB AKESHR

B3 3D Type

2.2. Parts list of pull down power

chuck

Fig.l
No. SHEE Name of parts Qty No. SHEIE Name of parts Qty
LE:N Body 1 14 |$0Ek Steel ball 3
2 |H{Z Wedge plunger 1 15 |EE Spring 3
3 |EM Master jaw 3 16 | Grease nipple 4
4 |BHEEE Cover 1 17 |{REELRAA Low head screw 3
5 |EHE Plate 1 18 | RAFLEE B4 Hex. socket set screw 1
6 |&M Soft jaw 3 19 |BUTUEASIRIE Jaw mounting bolt 30r6
7 |SEERIES Steel ball thimble 3 20 |FNAFLEEREE Hex. socket cap bolt 3
8 |biEsH Guide pin 3 21 |REEREEE Chuck mounting bolt 6
9 |EiEEIZE Draw nut 1 22 |AAIRF (M) Joint handle (accessory) 6
10 [EEEEE Draw screw 1 23 |RAfLEREE Hex. socket cap bolt 6
no|EE Spring 1 24 |0 IR O-ring 1
12 |#BEk Steel ball 1 25 (O BUR O-ring 3
13 |REFLEESAS Hex. socket set screw 1 26 |0 BIR O-ring 1

11
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3. 1B hIE$HUEN ) K EE 3. Pull lock power chuck
(3U/3U-K type) (3U/3U-K type)

3.1 B HIEISH U S REEFRIE 3.1 specification of pull lock power
chuck

o mem | TR RFEE | e o [ - [ = '
B | BOITRR i ; | BEFRAANS BAKSEH =Pl | S i TSR BAERED
(&1€) (Chucking Dia,

AT | JETD §troke X ﬁ.d\ Max. D.B. pull NEREEMTINE Max. speed M(?mer.wt Weight Max. pressure

Model |_stroke (Dia.) | Max. | Min. force of inertia Matching cyl.
mm mm mm | mm kN (kgf) kN (kgf) min” (rp.m.) | kg * m? kg MPa (kgf/cm?)
3U-203 4 2 42 14 5.8(590) 16.7(1700) 10000 0.001 1.8 RK-75(N) 1.6(18)
3U-204 6 3 60 10 10.0(1020) 28.4(2900) 8000 0.005 3.9 RK-75(N) 2.7(27)
3U-205 6 3 84 15 13.9(1420) 39.7(4050) 8000 0.012 6.8 RK-100(N) 2.0(20)
3U-206 10 5 105 | 24 17.9(1830) 57.8(5900) 7000 0.055 14.7 RK-100(N) 2.6(26)
3U-208 12 6 132 | 25 25.0(2550) 80.0(8150) 6000 014 255 RK-125(N) 2.2(22)
3U-210 10 5 163 | 34 31.0(3160) 100.0(10100) 4500 0.36 435 RK-125(N) 3.1(31)
3U-212 10 5 210 81 35.0(3570) 100.0(10100) 3600 0.68 63.0 RK-125(N) 31(31)
o o | TUTEE FREE | o o . o U o
B | HOTR2 i ) | BERAND | BRAKEH ReDEH I ) plzzhEk s BAEREN
(Ef€) |Chucking Dia.

NIRRT gtroke BX E?/J\ Max. D.B. pull ModClomeing Max. speed Mgmer}t Weight Max. pressure

Model |_stroke (Dia.) Max. | Min. force of inertia Matching cyl.
mm mm mm | mm kN (kgf) kN (kgf) min™ (rp.m.) | kg m? kg MPa (kgf/cm?)

3U-205K 6 3 84 15 13.9(1420) 39.7(4050) 8000 0.018 6.8 | RL-100, RL-AIOON 2.0(20)
3U-206K 10 5 105 24 17.9(1830) 57.8(5900) 7000 0.055 14.9 | RL-100, RL-A100N 2.5(25)
3U-208K 12 6 132 25 | 25.0(2550) 80.0(8150) 6000 0.14 25.8 | RL-125, RL-A125N 22(22)
3U-210K 10 5 163 34 | 31.0(3160) 100(10100) 4500 0.36 44.0 | RL-125, RL-A125N 31(31)
3U-212K 10 5 210 81 | 35.0(3570) 100(10100) 3600 0.68 63.8 | RL-125, RL-A125N 3.1(31)

12



AUGTOG»

3U FEEZIE# S M Standard Soft Jaw for 3U chuck

RisR

A B C D E F G H J K L
MODEL
3U-203 55 |l 95 66 12 C3 7 3 26 7 15
3U-204 6.6 |l |l 84 17 Cc4 ll 3 32 9.5 20
3U-205 9 13.5 14 108 20 Cc4 12 3 415 13 24
3U-206 ll 15 17 129 30 c6 20 3 50 17 30
3U-208 13 17 20 156 34 C6 22 3 63 205 35
3U-210 15 20 22 187 39 Cc6 24 4 74 23 40
3U-212 15 18 22 234 44 Cc6 29 4 72 23 40

13
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3.2 BhHiEHAESHRESHR 3.3 Parts list of pull lock power chuck
B3 3U/3U-K Type

18) (2) (17 14) (8
y ~
/ \
AT Model 3U-K /
' ~
1 =
2 ~
S
~ o~
(TEECBRMT)
(Optional replacement)
1 19)(3
Fig.2
B3 3utype
No. THETE Name of parts Qty No. THEE Name of parts Qty
1|78 Body 1 13 | hE Grease nipple 10R 3
2 |z Wedge plunger 1 14 |RAFLEE R4 Hex. socket set screw 1
3 [EM Master jaw 3 15 |BUTUEAERE Jaw mounting bolt 3
4 |EWE Plate 1 16 | REZLIBE Chuck mounting bolt 3
5 |EAEIRNE Draw nut 1 17 |0 BR O-ring 1
6 |EiR Retainer 1 18 |0 BIR O-ring 1
7 (&m Soft jaw 3 19 |0 EIg O-ring 3
8 |BhEEE Cover 1 20 (O BUR O-ring 1
9 |[1EE@ss Guide pin 3 21 |EEIRF (M) Joint handle(accessory) 1
10 |Efikk Steel ball 1 22 |zt (10" LM ) Eye bolt(accessory 8" or over) 1
N |RAFLEEEA Hex. socket set screw 1 23 |NAfLEREE Hex. socket cap bolt 3
12 |RAFLFEEEE G Hex. socket button screw | 3
B3 3U-K type( A& E 4 ) (Optional replacement)
No. SHEE Name of parts Qty No. SHEE Name of parts Qty
24 |EEER Draw tube 1 26 |0 BUR O-ring 1
25 |0 &R O-ring 1

14
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4. MREHITUENSI15KEE (3E type)

4.1 PURZ RN B S R EEIRAE

4. EXPANSIBLE PULL LOCK POWER
CHUCK(3E type)

4.1 Specification of EXPANSIBLE PULL
LOCK POWER CHUCK

3E-06/3E-08
o= Mi7#2 REFERE i = I — R —
g | pomr | R BEE | wminn | Bimsh | meowe | w8 | BRENE | BAGRES
(&Ef€) | Chucking Dia.
Plunger | Jaw :?troke 5 ﬁ_d\ Max. D.B. pull Max. Clamping Max. speed Mc.>mer‘1t Weight Max. pressure
Model | stroke (Dia.) Max. | Min. force of inertia Matching cyl.

mm mm mm | mm kN (kgf) kN (kgf) min™ (rp.m.)| kg« m? kg MPa (kgf/cm?)
3E-05 6 3 83 29 13.0(1325) 42.0(4280) 7000 0.018 75 RK-100 1.8(18.5)
3E-06 10 5 10 44 18.0(1835) 58.0(5910) 6000 0.042 13.6 RK-100 2.5(25.6)
3E-08 10 5 150 50 25.0(2530) 80.0(8150) 5000 014 26.5 RK-125 22(22.5)
3E-10 10 5 190 | 60 | 35.0(3570) | 100.0(10200) 3600 0.31 395 RK-150 2.8(28.5)

3E REEZIZXESE M standard Soft Jaw for 3E chuck
TYPEA TYPEB
REIWTAR FREE;TBEY
o
T
« T b
oc 7¢/3\ 8 s
ik
A B c D E F G H J K L u
MODEL
405 A 20 n 6.6 16.5 10 c5 25 22 29 345 39 -
B A 20 n 6.6 15 255 c5 25 30 29 425 39 69
3506 AR 23 n 7 19 13 c5 3] 275 44 46 54 -
BAY 23 n 6.6 18 36 c5 3] 375 44 56 54 92
3508 AR 30 14 25 15 c6 35 36 50 56 62 -
B A 30 14 24 4 c6 35 56 50 76 62 2
SE-10 AE 35 175 n 26.5 175 c5 40 40 60 645 70 -
B & 35 175 n 26 475 c5 40 715 60 96 70 129

15
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4.2 PIRIENINB HRES (=

B 3E Type

4.2 Parts list of EXPANSIBLE PULL LOCK
POWER CHUCK

Fig.3

No SHERE Name of parts Qty No SHER Name of parts Qty
1 |7ZR8 Body 1 9 | ANAFLEERMS Hex. socket set screw 3
2 |z Wedge plunger 1 10 |BUTUEAE RS Jaw mounting bolt 3
3 |EM Master jaw 3 N | RERLIPE Chuck mounting bolt 3
4 |EWE Plate 1 12 OB O-ring 1
5 &M Soft jaw 3 13 |0 BB O-ring 3
6 |LbEsH Guide pin 3 14 |0 &% O-ring 1
7 |NAILEERA Hex. socket set screw 1 15 |RIBiEH (10" LLEFIH ) Eye bolt(accessory 8" or over) 1
8 | Grease nipple 1 16 |FNAFLEEEERE Hex. socket cap bolt 3

16
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5. HIRBYBHE 5. Manufacture of draw bar

3D hEHIES{E Manufacture of Draw Bar for 3D
Piston Cylinder Adaptor ~ Draw Bar

BE EEBTEBIR A2
L
==
Cylinder i
K1 K2 smsssr )gfi g
at—/ / o Al
eSS e

C B I E
'_ﬁ L 1 Spindle of Lathe
= SBRE

HI#25%B Detail of Draw Bar

Chuck Adaptor
PROBERGIR

] G1max.
L=A-G1max.-G2min.-4+C — A Sl
Fig.4
FRERFRIE TR Gl G2
B (S D K1 K2 L
Chuck type Cylinder type max. min.
3D-04 RK-75(N) 30 30 30 45 15 M20x2.5 MI0x1.5 A-34
3D-05 RK-75(N) 30 30 30 45 17 M20x2.5 MI12x1.75 A-36
3D-06 RK-100(N) 40 30 30 45 27 M20x2.5 M16x2 A-46
3D-08 RK-125(N) 40 40 35 50 28 M24x3 M20x2.5 A-42
3D-10 RK-125(N) 50 40 35 50 32 M24x3 M24x3 A-46
3D-12 RK-150(N) 55 40 45 55 345 M30x3.5 M27x3 A-535
3D-15 RK-150(N) 65 40 45 55 4 M30x3.5 M30x3.5 A-60

3 20 IR Z IR REFHEE 3D 8. (Note:To calculate the draw-bar length of 2D as 3D.)
3U RHIER{E Manufacture of Draw Pipe for 3U

Piston Cylinder Adaptor Chuck Adaptor

BE WEBEEHEIR

Draw Pipe

Fmax. 2

TREREEIR

AN
L —

o

=
M

Spindle of Lathe T 0
, , , FREH  Gomin, ||
HI1125%8 Detail of Draw Pipe A : \
L=A-G2min.+H1-G1max.+C
L Chuck
S
Fig.5
P SELERY EEHHT R Gl G2
c D HI K1 F max. L
Chuck type Cylinder type max. | min.
3U-203 RK-75(N) 30 30 45 14 19 M20x2.5 M20x1.5 A-10
3U-204 RK-75(N) 30 30 45 10 215 M20x2.5 M24x1.5 A-35
3U-205 RK-100(N) 30 30 45 10 23 M20x2.5 M28x1.5 A-2
3U-206 RK-100(N) 30 30 45 n 28 M20x2.5 M38x1.5 A+2
3U-208 RK-125(N) 40 35 50 n 28 M24x3 M48x2 A+7
3U-210 RK-125(N) 40 35 50 15 34 M24x3 M68x2 A+9
3U-212 RK-125(N) 40 35 50 15 34 M24x3 M92x2 A+9

17
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3U-K hEHI1E8E Manufacture of Draw Bar for 3U-K

Piston Chuck Adaptor
/7B E % 58 3 5 R
L 4
(N
T Draw Pipe \
K2 \_-
Kt 8 } /R —
I/ L]
?E% — | —— — <H7 P N
ji© foA -
ci 3| ke | | _
L L_H1 ] i e
H[125£E Detail of Draw Pipe G1max. G2min. Chuck
L=A-G1max.-G2-G1min.-4+C A Y=
Fig.6
IR pokz riakithay Gl G2
© D HI H2 o) K1 K2 L
Chuck type Cylinder type max. min.

3U-205K RK-100(N) 30 35 45 10 4 26 10 M20x2.5 M25x1.5 A-29
3U-206K RK-100(N) 30 38 45 10 47 32 10 M20x2.5 M28x1.5 A-29
3U-208K RK-125(N) 40 45 50 n 50 32 10 M24x3.0 M35x1.5 A-25
3U-210K RK-125(N) 40 48 50 15 50 32 10 M24x3.0 M38x1.5 A-29
3U-212K RK-125(N) 40 55 50 15 50 32 10 M24x3.0 M45x1.5 A-29

3E hEHIER{E Manufacture of Draw Bar for 3E

Piston Cylinder Adaptor Chuck Adaptor
BE TEELEFEHR PREESEHEAR

= Draw Pipe
Cylinder i I8
1 N [T F
K1 5 . __H__ K2 5] %
I = 7 \
ol //
" - —
C 5 B
L L Spindle of Lathe
HI1$5¥E8 Detail of Draw Bar Gimax. BREH TJ
\
L=A-G1max.- G2min.+B+C G2min.
A Chuck
L EE]
Fig.7
EEFRIE LA Gl G2
B Bl c D K1 K2 L
Chuck type Cylinder type max. min.
3E-05 RK-100(N) 28 8 30 30 45 12 M20x2.5 M16x2 A+
3E-06 RK-125(N) 33 8 40 35 50 12 M24x3 M16x2 A+
3E-08 RK-125(N) 4 10 40 35 50 15 M24x3 M20x2.5 A+19
3E-10 RK-150(N) 55 10 45 45 55 15 M30x3.5 M24x3 A+30

18
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WARNING
)

hIREEIGIMA B R ZRE, BRI
EREEEHEN MR, RREIAR
H:II ) ééEf_B/&o

IMPORTANT
BEER

B RBERERIRBNEZERRA,
HREEEAR/IMBIRERE, MMTIREFKER
WIRAKER, FEEZETERK.
BUthis4 E 380MPa(38kg/ mm?) M k2 #1%}
SERIRR,

Ol. MIEKELEFEFE0.05mmT.IREMA,

19

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.

Insecurethreads willcause the draw pipetovibrate.
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/mm2)of or more.

O1,MI should be concentric with "Thread K" within
0.05mm T.IR.
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6.

RE

6.1 B highHREERIESEE (3D type)

(M

)

(€))

AR R EEH M EREL

BENRIR ZEHEREL 2 SR EARIB T 9By, RAJAE
T EEREORIR. (NREERRETRED
BNIE, HERTR, AaegiERIEEZIE
L)

1 HBR T 288t 8 CHERELEIER)
BINHRII RS RENHBEERERER, &
TESHE A PMEEERRE (0.4~0.5 MPa,4~5kgf/
cm’), BEEERTEF2-INEEENH
i, AERIREER.

1 SEEE R SR

HEREERIBAEREEN T, ERIRFIHENKEN S
DL, TEEEIEE R, BEEERAAEA
RIi2py, BIZREEEAMREE—2,
EHNERTIRMINIER, MREF2RTIE
BISEN, BB BENRTRTEZHERNPL
SEENE, BEaFIAENEA SRR
BIRREERR,

PEERIEAR
Chuck Adaptor

:

6.

Mounting

6.1 Mounting steps of Pull down

Q)

)

®)

type(3D type)
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 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.

S
Chuck

A2
Draw bar = ISR N
Draw screw
EIpE
Advance end \ \
— = J — = ]
\
Eai B oo T S e ’
Spindle ﬁ Wedge Plunger -
T\BI BB PhEEZE  EiEmTF
Mounting bolt Cover Joint handle

Fig.8

20
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(4) %?%1#5’95:@?%?&%?%@]1_"\&?7@ i E EEES

(4) Turn thedraw screw with the provide joint

RIFR M2 B 1L 7 B2 45 2l T R A E Y handle and adjust the protrusion of the
B P max.. (& Fig 9 draw bar from the body edge to the top jaw
R ’ installation sur face so that it is the Pmax.
(Refer to Fig.9)
PT%X
Chuck size 4 |5 |6 10 [ 12 | 15
Pmax. (mm) 10.5 14 | 15 19 26 —
Fig.9
WARNING
& A
= [=]

o PHEUMRAARE, FEKEBIEENIEHEE, NREEH * Tighten the mounting bolt according to the
ERBHAK, EMIBAEIZ, TIEYRE specified torque. If tightening torque is insufficient
EERR, or too strong, bolts are broken. Also, the workpiece

scatters thus resulting in danger.

- GAfERME 2 1844 +  Use only attached boilt.

IRARIRAR HES5E IRARIRAR HEHIE
Bolt size Tightening torque Bolt size Tightening torque
M6 127 N-m (1.3 kgf - m) M16 250.0 N-m (25.5 kgf - m)
M8 382N-m (3.9 kgf-m) M20 402.1N-m (41.0 kgf - m)
MI10 72.6 N-m (7.4 kgf - m) M22 539.4 N-m (55.0 kgf - m)
M12 106.8 N-m (10.9 kgf - m) M24 618.0 N-m (63.0 kgf - m)
M14 170.6 N- m (17.4 kgf - m)

WARNING

g &

© RIRSENERZBIEET AR, RIBIRETM
fERIFABR B RRIEM THREZ ER.

21

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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6.2 EHIESER B HREHRIELEE 6.2 Mounting steps of pull lock type

(3U type) (3U type)
™) BRI L aE B ER SRR L (1) Connect the draw bar to the cylinder.
o BENNEEEEHEL Y EREE TN, 2 * Screwthedraw barinto the cylinder piston rod with
apus s =z g 4=10 the rod retracted as far as it will go.(If it is tightened
ﬂﬁbﬁixﬁgﬁﬁsﬁzﬂﬁﬁo (QE;%éﬁzgiiﬁfEﬁ& at the intermediate position, the locking pin of the
EP\FE?{%L]%) ﬁg%&iﬁg%ﬁj ﬂﬁb = ;ﬂiﬁiu 73%2 piston may be dqmoged.)
1EiTEH, ) (2) Mount the cylinder to the spindle(cylinder
Q)ﬁﬂ%ﬁ@ﬂﬁﬁmimt(@%ﬁﬁﬂﬁ adapter)
iR * Check that the run-out of cylinder is minimized
. BEEEHBRIIEERENSRESTE, & before routing the hydraulic piping. Move the
N EEEREE (0.4~0.6MPa, 4~5 kgf/ piston at low pressure(0.4~0.5MPa,4~5kgf/cm?)
sz) (EEEEE -3 N EB R, Rk two or three times and setthe piston at the forward

end before witching power off.

=N
Eﬁﬁ?’é‘: - ) (3) Connect the chuck to the draw bar.(Refer to
(3) HEFETERERHIE (8% Fig.l0) Fig.10)
o REEMH{CRBEENRL, FEETRERRER, +  Wedge plunger of the chuck must be drawn inside
. BRET, BEZ as Master Jaw was delivered.
- n ’ ° _ R * Remove soft jaws, cover.
. @ﬁ%—:.@@%%%i%tf%ﬂﬁ, I B E KR «  Lift the chuck using a crane etc, and locate the
LR ERN EEFOIE, chuck center to the spindle center of the lathe.
CAUTION
P
. (EREDRTRER, EEARYHRIER *  When monuting or removing the chuck, lift it with
Fo (8" LRFEMRIB), the crane, using an eyebolt or lifting belt.(For a
. A y N - " chuck of 8" or over, the eyebolt is attached.)
- EFEMLAEFR, T BIRADE. * Besuretoromove the eyebolt fromthe chuck after
mounting or removing.
. S e N =] A @ :E
SR EHRE X| OEM - EEEE

Chuck \  Soft jaw Joint handle

,,EE

Adapter plate Retainer

A%

Draw tube

S

EIpE

|
|
|
|
|
|
|
‘%4—%
.
|

Advance end

==

EHCIRIE
Spindle Draw nut

T BRI fhEEZ
Mounting bolt Wedge plunger Cover

Fig.10
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6.3 PIRBHITNEN N REEHNIRIST R
(3E type)

(1) SRR REERHERET

o RENRIREHBREL 2 SEEIRIRF RF, BTIAE
KOEEARMERIZIR. (NREERRETIEFTE
UE, HEEFE, PJRRgiRRTEEZIHE
)0

(2) ROHBREIREER 8 F ChERELERR)

- BRRRIRERIBENCHEERESESR, £
ESHEE N REEIRAE (0.4~0.5 MPa,4~5kgf/
cm?), BEEERTER2-IREEENE
i, ABRIEER,

(3) IEFBERERHIIT

« RREREZENT, EARFENRENT
OFLPY, TEEERE R, EEREERMEN
HIiRpy, RUZRERENIZERZ I,

- BENBEREBGICANFE, MRAZRTIE
BN, BUAREMEEEFERERRPO
BEENT, Sa%lBIENE A SRR
BRIERBERR.

PEGRSE AR
Chuck Adaptor

IR
Draw bar

BT
Advance end

»7—

Spindle

6.3 Mounting steps of EXPANSIBLE
PULL LOCK type(3E type)

(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(O.4~O.5MP0,4~5kgf/cm2) 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 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.

iz
Wedge plunger

T B3 BRI
Mounting bolt

Fig.n

23
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6.4 IR SHERVIER

M

)

©)

RRERAEHAMEE

B TREBZ MR HES, LA1.2.35RBARIEAN
8, BERRFEENKEBNROILL, &
RIS NRIAR,

EBIRBIEE IR, MARRTIERHE
N, AIEEMREEFPOEEER...F, W
SRBISHNRIEIEAMEE ERRERIB T RIR,
RERFER T E

IEEERIEFERSE AN THMESHE,
KTIIERFHE L% 15234
(RHBRHERTIGRELRIE)
(MR B R IRERIZE S R IR ER)

S8 [0 o R 25 3 A% R 5 e 1

1S RERS MG K i E R i 1£0.02mm X,

6.4 Bolt tighening steps

M

)

©)

Fig.12

WARNING

T S
EIERGEZ 1844, sRIRREZIEHER, NEHR
HEFRBH ARG ER LS,
LB AERRE, SRBEHARERE
21912.90 F (M22LL F10.9) B B$IZ EE.
S RIEF IS E B B AR AL O EFE AL
B, NRARNMUBENEE, BIREHESISE
BB, STRARENER, REEEIEEEME
BB E, HARMNIEETE BRI,

CAUTION
x B

EREEHRIIAI 2 RRBAS,

Mount the chuck to the draw bar.

Remove the softjaw and cover of the chuck. Tighten
the installation bolts 1.2.3. for several pitches. Insert
the joint handle into the central hole of the chuck.
Then turn the draw pipe.

When the draw nut and the draw bar are
connected,in case smooth scrowing is impossible,
if will be necossary to confirm inclination of
thread center.If connected by force, the thread
will be damaged, thus resulting in poor chucking
accuracy.

Mount the chuck to the spindle(back plate).

Turnthejointhandle so that the chuckis thoroughly
attached to spindle mounting face.

Tighten the installation bolt uniformly: 1-2—3—4
(uneven installation will be a cause of run-out.) (As
for specified torque of the installation bolt, refer to
Tightening torque table. )

Remount the chuck and check run-out of the

chuck.

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

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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BEARANRE
@ImzsﬁJgﬁ,ﬁmI IR B E
BN WA TR RDERE, T
IR E 2 RIEATE T RAUREBERER.

WERIB N E AR E LRBMTIZEE
KAEOAER o

7&59I\1“‘21ﬁ¢abz§7‘ TRFURFHEEEPY, M
IhE 2 (RIBZATE FRPIRGIEERE N,

6.5 Mounting of chuck adapter plate

Actually measure the spindle before machining
the close fit diameter of adapter plate.

The outer diameter run-out of the adapter plate
should be D-Value or less (see table below). The
end surface run-out of the adapter plate should
be E-Value or less (see table below).

Machine the socket and spigot part for mounting
the chuck andface with the chuck setto the setting
equipment to increase accuracy.

The outer diameter run-out of the chuck should

Fig.13?%JISfE$EfEEE$Eo be F-value or less. The end surface run-out of the
chuck should be G-value or less.
*  Fig.13 shows JIS short tapered spindle.
SEEEIER FTIR| x5z
Chuck Adaptor Chuck
g /
indle / /}
) —
AV | P
Draw pipe W m
ey
i _O. (O
— s T
( o X
\ AN
G TIR
L L _ W\
D TIR ‘ Z IR
C Mounting bolt
E TIR
Fig.13
BgE Model
3E-05 3E-06 3E-08 3E-10 3D-12
3U-204 3U-205(K) 2D/3D-06 | 2D/3D-08 20/3D-10 30-212(K) 3D-15
5 bim 3U-206(K) | 3U-208(K)
A (H6) @85 @110 @140 2170 @220 @220 @300
B 706 826 104.8 133.4 1715 1715 235
c 15 15 15 17 18 18 22
D 0.005 0.005 0.005 0.005 0.005 0.005 0.01
E 0.005 0.005 0.005 0.005 0.005 0.005 0.01
F 0.02 0.02 0.02 0.02 0.02 0.02 0.04
G 0.02 0.02 0.02 0.02 0.02 0.02 0.04
ARSI ADINZ1Z#381& A Dimension (mounting recess dia)is according to DIN standard
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T

- EETENINAAERBRUEERHE, T8
BESRESANIES, FINIEERR.

- ENIASBANIGRENRIENEER O
SERBE O AMELEM, BERoEsEUERE
BT

- REFRAREBAENAZFHEEI U
JIS B 0905-1992 E &A% 4mm/s?

. REMAEHENANREERSK.

(JIS B 0905-1992/8 ¥ FEM RIPEIZ# 2
ISO 1940-:1986F11SO 8821-:1989)

Balance

I s notasymmetry 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 jawwhen 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)

Iz}
SEIEAIN 04 | 05 | 06 | 08 | 10 2 15
chuck size
BAERTE
Max.unbalance(g) ! ! 2 3 4 6 10

CAUTION
X B

- REEERZHEAKKTIA-0.01

WARNING
= o
- EEBRIRIRAZ B, BEEMZAE (B
HE. Mﬁ) BEFRERMZIEAHE, (HE
IRAABFSR IR IRIRE ST FEIHER)

© MEBENEREBHAK, SEBRMETRMIER
REAFREN Z fE %o
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The diameter of the adapter plate should be
A-Value -0.01 (see table above).

Mount the adapter plate with bolts which have
sufficient strength ( dia,pcs.,and material ) and
tighten it with specified torque. (As for specified
torque of the installation bolt, refer to Tightening
torque table.)

If tightening torque is insufficient or too strong,
bolts are broken. Also, the chuck discharges thus
resulting in danger.
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BRI IEEIE
1FtEZEE  Correct installation

6.6 Correct mounting way of the
power chuck

TEGERER Consequence of the wrong installation

J3T— Way I #s=— Wrong I
7 0R 5& FZ R KA
x ChuckJKdaptor &uck
Spindle
R 2 / / P
Draw pipe - 1
T
1
\ Lo

FREEREZBVREER |
There should be space for the K
surface which is not bearing surface
of the tightened mounting bolt.

EREREZBELS AIEHR
There should be no any space
on the bearing surface of the
tightened mounting bolt.

TN Wayll

ZRIRE

: RERBRRZEUNEHR
Mounting bolt

TSR EMER

There space cause the body and the
master jaw will be deformed.

FFIREEREZREVFTEER
There should be space for the

surface which is not bearing surface
of the tightened mounting bolt.

REREAZBERELS . AT EER

There should be no any space on
the bearing surface of the tightened
mountin  bolt. g

ERARKRIERLZ RO - AR BESHIRN

SHERTE - MIFREENS - SEETFHLL
BUFEINIE - EERS » WIBIIEFE - FEK
7 BETERCEAIFE -

Fig.15
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FEEREZTEHUBER
TSR EME R

o

" There space cause the body and the

master jaw will be deformed.

Otherwise, the slot on the chuck body will be
deformed. Then the masterjaw couldn't move
smoothly when the cylinder pulls the power
chuck or even make noise.
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7. (ERALRESEE

1.

R THFIMNERIIHIE R R E MR ST, INRE
B T = B R G IE A o

. RESRE i E VSR TR, (ER RS RS

BERZ S E T A TR

. REHR OIS, MO EEEENBONERE

BE—TE, MITREERRERE,

 ERRBZ A, EREEERAM—R, BE LM

IR ERSHETIR TIREEETY,

 MRRFREO TS, ERREXFORZIES

— i (BEH/RE)

6. RESEIFEMIRHT, KA AR RE LI,

 BRETERRMEEFTER T AN T REEE

RER, I EMEEIRE BT EM\T B GEG R AR
RIFEEFREIER.

. RMEFRE IR, BB RBNE, BFEERE

BEbTo

WARNING
R A
= [=]

TR ASRFIITIZBVRRE L E, EPRELL
W, EREFAERRTFIBERIREE, BEN
Lk BITAZRYR I 2R 3135 TIF o
TE SRERHE BB (FRS A 1) P SR SR IN Y T BIRFR
T FFREVEE, WSIRIRTIHBEMKARINGE,
Wz S e th S RAREIE,

DANGER

e &

ERE. BBNERRERUATEER.

IR FHRR RN RS TR EEZERERN
ELEM.

REFEFHAARIAES PR FREAR SR, [RITH
FIRERRRE. REL
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7. Precautions

1.

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.

. 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.

. When replacing the soft jaw, clean the fitting

part carefully in order to maintain the running
accuracy.

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.

Never strike aworkpiece, whichiskeptonthechuck,
by a hammer or the likes. If strike, the workpiece
accuracy and functions of the machine will be
much damaged. And the life of the machine will
be also shortened remarkably.

Cut off the power supply when checking, greasing
or changing the chuck.

Max. speed of the chuck should be kept within the
specified range during operation.

Never run the chuck during operation. Otherwise
the workpiece may be disengaged and fly-out.
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WARNING
g &

« NMERLLREBREHERIRTUEE AR,
- EAREREHE, RTRETHERERRON
NEE, BAYERNRTEEEHER,

% — 8]

. MBRENBRTHAZENRNRENEA, 5%
S RBENE RSB Tk AN
S35 S, EIRES I T HHEE BB MBS
BESRBRENEERIT.

. FEIR(EHBRIRTEA R N RIE R M A S E
Mo FLBEIMIENIBIERRIRN, EATIEH
BRI B SRR,

. EEAR $1§iE’JI1¢B—*;, EREHNREEFK
g8, EESE BETEAREE b, TEIERINT
] @Wﬁ%ﬂﬂmﬁ%

. JER) BNMIZRREAREREIRIHEETAL
T, MMRAFEE, SHESIEIRSE, BET
HEERERE,

. REREALEWL, EEEMAIEMSHE
R, FBERETHAIEAUTOGRIPIAH

WARNING
g &

- HESICEAMS, BEEHENEREEHME
EHECE RN R OISR T HREE
o
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Do not use any soft jaws which are larger than
those supplied with this chuck.

Since the soft jaw gripping the workpiece receives
the influence of centrifugal force directly during
rotation, unnecessarily large soft jaw can be
dangerous.

If the mounted jows are larger than the
standard soft  jaws or standard hardened
jaws, the chuck will lose extra gripping force by
the centrifugal force due to excess in weight.
May cause the workpiece to fly off and may cause
severe personal injury or death to the operator or
bystanders.

The chuck thrust should be kept within the
specified To operate with excessive thrust can be
dangerous, as it will deteriorate service life and
cause failure.

When gripping an unbalanced workpiece, turn the
chuck with adequate speed.

When mounting the locator or jig to the chuck,
drilling or tap it within additional machining range. (
Note)Take care so as not to unbalanced the
workpieceforadditionalmachiningorjigmounting.
If unbalanced, it will cause vibration, etc, thus
reducing the workpiece accuracy.
Theclampingheadsurfaceisfullyhardened.Ifthere
are additional holes or other special requirements,
please discuss with AUTOGRIP Machinery before
placing the order.

For the locator or jig, prevent discharging caused
by centrifugal force with guide pin and tighten it
with bolts having sufficient strength.
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8. RMBSLS R B
8.1 #&hiz{EhH35E (3D type)

EREHNE, WEKRITHRERMIRE,

ERFIAR, RTERERBIZE, BT
RN ARR THERMITIEN/ 4, Eitt, ZEUM
RIFTHHIME(OD) BURE, PEBRYITIZRA

RT/ 4 (B#EFig17). ST, @K
BB T H B L IEIRE R,

GOOD

L=Jaw stroke
3/4 L

8. Forming of soft jaws
8.1 Pull down power chuck(3D type)

When the soft jow are installed, they must be
machineformed to align flush with the workpiece.
When the workpiece is gripped, the jaw stroke
should be such that there is one-fourth of the jaw
stroke remaining, as measured from the stroke
end. Thus, if you are gripping the outside diameter
(@D) of the workpiece with the jaw, one-fourth of
the inside stroke should remain (refer to Fig.17). The
cylinder pressure when the soft jaw are formed
should be the same as when the workpiece is
actually cut.

NO GpOD

|
1 1/4 L 1
. A _ . A _
Fig.16
- BRI, +  Specification of plug.
TR
2 "R_,r 4 5 6 8 10 12 15
Chuck size
A(mm) 15.5 195 | 264 | 324 | 406 | 426 | 426
B(mm) 13 13 16 16 20 20 20
c M6 M6 M8 M8 MIO | MIO | MIO

FERMIRAMRIEH BT MRS A E,
MIRTEH PR RHRAER TN RS, RETRE
HEREAR 4o

{EERIEAREHER D3R, /BERN.

e ﬂﬂ%]ﬁéﬂiﬁﬁ%{ REBIBAATE R I 3E

e loosens quantity Low head screw
of steel ball thimble | fasten torque(N-m)

3D-04 1/2~3/4 turn( @) 2.0
3D-05 1/2~3/4 turn( @) 2.0
3D-06 3/4~1turn( &) 41
3D-08 3/4~1turn( @) 4]

3D-10 3/4~1turn( @) 71

3D-12 1~5/4 turn( &) 71

3D-15 1~5/4 turn( @) 7]

A CAUTION
x B

- ERRERREHZE, EARBRBPEPNE
8, TR, MIKSHERIEIRIA I B ] gEiRiR

Eo

The swing angle of master] aw is controlled by
steel ball and steel ball thimble.

Set steel ball thimble in the position which loosens
the quantity which is shown in table from the
position to fasten, install Low head screw in the
position of the hollow of steel ball thimble.

For the torque to be applied to the Low head screw,

refer to table.
-
HIRIAR *%" {RBRIR 4%
Steel ball thimble 7 Low head screw

X Em
7 Master Jaw

Fig.17

Use after loosening steel ball thimble in
specification’s turn. Otherwise, the steel ball
pushes up steel ball thimble and may damage it.
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8.2 B hIE#HUEN JIFKEE (3U type) 8.2 Pull luck power chuck(3U type)

. EARER, BRTRBETHANCHME, B -
SRS THNBMMEEGE, Eit, " 5N
WAL A" RS " BTSN
I,

. WA TR, (2%Fig19)

In using the chuck, the locator sets the datum
position for the workpiece in axial direction while
the soft jaws grip the workpiece in radial direction.
Therefore, it is  “forming of soft jows” and”
manufacture of locator” which influence the
gripping accuracy.

» ltis desirable to chuck the workpiece in the central
part of the stroke.(refer to Fig.19)

LA
Soft Jaw

NSNS

|

e

Locator

Workpiece

Fig.18
o RMBBE AR TS B, *  Forming of soft jaws should be done in the
following procedures.
EEREHEEVVVNBEEERXN X BuAR Prepare the Ring for forming.
EEEREERIEE, Ring

AR REFREBOIMERTRE
EMITi2HR,

AR ERERAREENROFL
BiENE2,

Forming outer dia. of Ring is limited
to V'V finishing. Ensure the Ring is
strong with a suitable wall thickness.

Note) Set the forming outer dia. of
Ring dimension to grip around the
middle of the jaw stroke.

Note) It is recommended to tap the
center hole of Ring and insert the bolt.

FACHEER A ZER M A BB,
RIBRTHES,

BpR B R R HE R 2REE E 36 B R
M E B TR EERM.

n CAUTION
x B

IR EERRTAHE,
ERFREERRNEEED
Ao PEBERERG G LR,
BRI EER, AREN
BN R R E,
TESHEPREEM R E BRI H
BENH TG 2 BB
BB, EITEEH.

RIMZRKEE

Soft Jaw mounting bolt

=
[z |

(]
i
VS ‘= 3

gmm
Soft Jaw

Reduce the oil
movable jaw.

pressure to the

Remove soft jaws and locator.

Fit the Ring to the chuck and fix the
soft jaws temporarily with soft jaw
mounting bolts.

CAUTION

b=
If the temporary soft jaw fixing is not
tight enough, the soft jaws are lifed
when gripping the Ring.
The Ring will not be set accurately.

Tighten the soft jaw mounting bolts
to the standard torque when gripping
the Ring.

Grip the Ring again and cut the soft
jaw after unclaming the chuck and
setting the oil pressure of the actual
processing to the working condition.
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BB — {8 T3R5 88 3 o DB,
BERSEREE, BRI UEER
(H7)RIHISFERS, BREMERE
JEZANGES

==
™

Form the part @D for gripping the
workpiece with the Ring still gripped.

Machine the part @D to the same

REBMN, TETHLUEERMT
2o

A ITHMEBERENMIAR
E.%
ERNTEE R &eI S RIFREEIR
fEfs, THAILURBFSEFAEET
HHEYR IR B BIRED.

BEE

Locator

7“ N\

ERAIEBIEE
Forefront contact

diameter(H7) as the workpiece and
siEhH RS ERE R R IE T 4 a surface roughness less than 6s.
EFAEE. Q Set the gripping pressure for the soft
R 0 e P . - | jow to be approximately the same
g,%;q:jggfﬂ%mﬁi&ﬂ/ﬂ%’ A as when the workpiece is gripped.
RIZH e Note) If the Ring is distorted,
alternatively use a stronger Ring
Eﬁﬂﬁ with additional wall thickness.
Ring
U\ R, RSB, M T After forming soft jaws, remove the
REEE, Soft Jaw Workpiece Ring.

Mount the locator.

Mount the soft jaw, grip the workpiece
to check the soft jaws stroke.

Perform trial cutting to inspect
machining accuracy, etc.

When the gripping contact of the
soft jaw is stronger in its forefront
part, the workpiece can be gripped
better with less vibrations at end of
the workpiece.

25 AR

- EIMERRENNRIVERESE, THR .

. Eib, HEE@EABENEENS, £
EHNRREES THNRREERZEBA,

- EEmEZERHNEEBE. (2%Fig.20)

Manufacture

pi-

“

of Locator

Workpiece is gripped while it is strongly pressed
against the locator by pulling force of the chuck.

Therefore, the run-out of the datum surface

greatly influences finish accuracy of the workpiece
in terms of its perpendicularity and parallel.

* The datum face should have sufficient hardness
and accuracy.(refer to Fig.20)

» ltisdesirable to chuck the workpiece in the central
part of the stroke.

ORI
e O-rin oK
Chuck - J—
E
$L, \ e\
& I# - , / \@
Locator Workpiece k=3 o3 r % Q <é \K\(
3lg | [ Y 1/
. [
ffffffff === ©
23 |
bR 5 [
D
B h[0.003 B
Fig.19 Fig.20
«  REB2EFTHIREMFig.21 «  For dimensions, refer to the table below and Fig.21.
<% Dim O-ring size
A% Model A e € b E F ¢ H J K t M ( & marker)
3U-206 55 58 9 31 72 55 95 S55(NOK)
- o
3U-208 RELAME 65 68 10 35 82 6.6 1 $65(NOK)
Determined, depending
3U-210 on workpiece 90 93 12 49 107 9 14 S90(NOK)
3U-212 m n4 14 59 130 n 17 S10(NOK)
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9. HEERIEE

WARNING

g &
RIS E AR B R REFRERS a0,
HEREBREBREF RS, FEFR, BiE
K+1E, B AEBBRE,

9. Maintenance and inspection

To maintain the chuck for a long period of time, it
is necessary to lubricate the chuck on a regular
basis.

Inadequate lubrication causes malfunction at low
hydraulicpressure,reducesgrippingforceandaffects
gripping accuracy, and causes wear and seizure.
Consequently, securely lubricate the chuck.

TFREIERFR HEhEE HBE s

Section to be

Grease useds
lubricated

Lubrication cycle

S

15 AR hiR I H A
ANS—EEMEARR

LSRR SH—R, BURKELES
EIE A BRIKETIEIR
Bl ThERE, RERE
SHHE, FRETRE
TARRTE

MIF&ByURBESEEM TRERRESE
NiBEH,

B R EERMARRSFH, FERBFEZIE
o

CAUTION

x B

F7NEAR (NS08 R) BT RBH—RIBEZE
2 (MeEEas —EAEL—R).
BESHARBIRNER, NHRERILAER
#idho

MBEFIZATEB,

Apply grease from
the grease nipple at
the periphery end
of each master jaw
with a grease gun.

Moly Kote EP Grease
(DOW CORNING
CO.LTD)

Once a day. However,
when the chuck is
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.

33

Aftermachining, cleanthe chuckbody andslideway
with air gun, etc.

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

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

See if parts are worn or cracked and replace it if
required.

Lubricated the chuck before reassembling.
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10. ERHHR
WIKREEHPE, BETRIEE, KTIIERKREE,
REEBER o] 8 IR E I
TERM B IR, SRR B,

R EEBIF BEEA 1 SRR R ERERS, LUBEEEY HBik,

B H R (2 15, WA RS, WIRER. REM--%,
% SHIREIB, BEE,

zgm@ﬁ& PERTETZ T RS HIMIE DIERER

x
HIRER B B HTHIL,

F MBS TIER o B T HHEE T MM B TR hES,
SO S VAR Nl IR E M HEE N 2B EE,

MM RESET ks
Tq:EI\JE?ETé*ﬁo @Fﬁ IEEEE@EEH/H/*?{H /9-'\0

TEY

ﬁ/'%@jﬂ’]lrﬁ /R ) .

PILIVAE > o B E— RN N EMEEE S S T HIENRR.
FMUBENEE R, RSB E S B MATERE T TR,
EEHEEBS, B TS EIEEN, LURL O,

AL SMSRIBB A, BRIESMS IR E A R R S R 4B 4k

FME EMEEIMIR P

=F78, MRE . R MY B ei5 8,

EMEERAHRE HE, LU 1B,

REFR TIEIBA, ELHER. | BRRFNIEEEE, EEHRBTURETIFIBTEE,
EMEEAS, EEM =me @i
ﬁ%iﬁ%ﬁéﬂ?o F%{&J:m:t*-r AE Jgo ( gﬁﬁ 1@* ﬁE’JR_J- )

ST, RERFESTHE, RPTEREZHE,
AR LTEE BB BRSNS E A B A TSR,
TS BIoh, AR AR AEEEE S K A B R B A

f&eE:

BENKIERBITRE, NEEETRENEHRANE, ALEMEIEESNFORATRE
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10. 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?sgierpble and ripalrhdamaged 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 t0o hiah 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 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.

35




AGTOGD

11. AT EE

=28 Through -hole type

JHEREL

Cylinder

SHERELERER

Cylinder Adaptor

1. Assembly drawing

HRERIEIEIR  AREE

Chuck Adaptor ~ Power Chuck

e |

Il
=]

N\

BHE
Drain hose /

A CAUTION
IE

AHOMAERHE LT

The discharge port of drain

should be located upper the
oil level in the tank.

FEE Non-through -hole type

SHERELE AR

Cylinder Adaptor

JHEREL

Cylinder

75 Az

Directional control valve

SHERERE

Flexible hose

HEREE R

Hydraulic pump unit

RERIEIEIR

Chuck Adaptor

i

mmE
Drain hose

|
ﬁ CAUTION
x B

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

HeEE
Power Chuck

75 R IR

Directional control valve

HEERE

Flexible hose

SHEETERG

Hydraulic pump unit
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iBltAUTOGRIP BIXZ Bz !

FOLLOW AUTOGRIP AND STAY UPDATED WITH THE LATEST NEWS!

u @IEENEH u @AUTOGRIP

® AUTOGRIP
AUTOGRIP | MACHINERY

ERENE )

*2D[E#(PDF. DWGHERK). 3DMEIHE(STEPIE) AT A E 4B F i
*You can download the outline drawing (in pdf or dwg format) and 3D step at AUTOGRIP WEB.
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