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2J/3J type
hE A28 /13 EA

FINGER POWER CHUCK

& A &% AR 2
INSTRUCTION MANUAL
Original instructions

BE Important Notes :

RIFAREAREASE, RO B2 BEEA AR m.
KNRASHLZERE, NMEAEEER, B IRBAEREHNERE.
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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ATRENES, EERIRNREZE,
B ARBE N S EE,
AR HIEE SR ()] BT 200,

DANGER

e %

WARNING
5 44
= =

CAUTION
x B

IMPORTANT
B7J = $ IE

© INTRODUCTION

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

marked with [4)] including IMPORTANT
instructions concerning chuck performance.

SRR FTIRIE T BIRPASRIR I AMAS S 2L EP
Bk, BHEXGEENET.

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

SRR FTIRIE T BIRPASRIR (MRS S 2B
Bk, BHEXGEENTLT.

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

SRMKERULFTIRE T BURPARIZ (A S EEBTE
Bfehs, SHPEENESE.

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

B FTSRIE TRISRIAS A T R mEYEEE, W
%A IERAYR(FREE,

Indicates for chuck performance and
avoiding errors of mistake.
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iEHtAUTOGRIP BIXEEFZHMNZ!

FOLLOW AUTOGRIP AND STAY UPDATED WITH THE LATEST NEWS!

\

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

*2DE#(PDF. DWGHEIL).

3DIEIIE(STEPAE ) AT E 48 T &t

*You can download the outline drawing (in pdf or dwg format) and 3D step at AUTOGRIP WEB.
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FOR SAFE OPERATION

s RAERAE, MKEETRA. EXREKRIE

Please read this manual and following

T, IEEREYE MG EEriaExEINE, 27 instructions carefully. We cannot assume
BMras, responsibility for damage or accidents

caused by misuse, through noncompliance
with the safety instructions.

DANGER

fe &

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

L4
L4

FEESRHTRYENERINER,

To avoid accident of operator body or ON
clothes drawn into machine. %
Z
OFF OFF

E T #08EE, U)77RFURR.

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

FEL)IRRE

Manual operated valve

BRI NEL - BIIEYRAELRR -
Causing fly-out of the workpiece.

E/ME
JAW CLOSED

SN
JAW OPEN

NO!

Solenoid valve

BRANEER E WA AT HBE A 2 R B EEPREE,
The max. speed must be the lower of the max. speed allowed by the power chuck or
the hydraulic cylinder.

WERSE NG, B O SIAEE BRI RIS 11, 28
I FRBELE R, R RUBIREEEEEN
8,

Gripping force decreases due to centrifugal
force as speed of chuck increases, there by
causing the discharge of workpiece.

i

/%F\\/‘OUK
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WARNING
x4
= =

)';\ KRR LPIZ AT, U1 EAE SR,

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

Workpiece or jaw may scatte while door open.

B T {5 MEIRBAFI MR o \—‘

Don't exceed Max. allowable plunger input force.

\ &
);\ SHEELH DA AR RERFZRAN o

BwWAD

Input force

0 EREL Y FTiB R B A E, S B E SRR SR N 2 fa R,
If input force of plunger is exceeded, chuck may be
deformed or broken.

FHLEAKXPOFEINES " PR " %18, ETREINPERS, By LD IR &R, RIFE

() E By AE+F,
) In case of power failure, AUTOGRIP's some cylinders are fitted with check valves and
ressure relief valves. When power is restored, the solenoid valve resumes its normal
unction.
(FEEFREIET N, BE TIRYREEL R, . = B}
Power outage may cause fly-out of the workpiece. i AEL i
| o |
=
L P
M= L
@
BE N
Power outage HIEIEFERYSRAFAIE

Setth

(o]

workpiece to the correct gripping position.
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WARNING
R 4=
= =

L 4
)’ BRI IR RIS E 2 JIREEHER,
;\ Secure mounting bolts with specified torque.

BEDE e N e

"6 127 Nm. (13 kgfm) Chuck mounting bolt

M8 382N.m. (3.9 kgf.ml)

MI10 72.6 Nm. (7.4 kgf.ml)

M12 106.8 N.m. (10.9 kgf.ml)

M14 170.6 N.m. (17.4 kgf.ml) N

M16 250.0 N.m. (25.5 kgf.ml) & %mﬁ';ﬁgﬁﬁg bolt

.
)‘ FEMEE 447,
}\ Don't miss to lubricate chuck.

M BB, BRI 1.
Lowering gripping force caused by insufficient lubrication.

.
)‘}\ REF TR, SREE N ERREFo

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

- .‘ \ ’C.
Danger!! SErS =
f&has « |
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WARNING
x4
= A
L 4
)0 TAHEREF AR AT 2eE.
;\ Don't clamp while workpiece inclines.
THRIFERBEREL
Clamp workpiece will fly-out.
\ R S —
)’ 7RELOEHERE] 2 R SH SR AR,
;\ Between the cylinder must be secure tightening the draw bar.
> Draw bar
W Ay
—
\ . A e Lo _
)‘ MR B E_ @SRRI,

}\ Coat the screw part of draw bar with adhesive agent and tighten the draw bar.
HFHARRER, STITIMEAE R T ERE.
with screw loosened, jaw stroke is shortened,
thusthe workpiece fly-out.
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WARNING
R 4=
= =

,
)‘ RO pER &K EE,
;\ Don't attempt to modify the chuck.

TEREGIRIRIEREEME L B,
Danger by function damaged of chuck. \

1RIFI%ERRN, SR/70E B S AR AR FREF £ 224

Never attempt to operate machine after drinking alcohol or taking drugs.

1RIFHEEE, SRR F EEH

Never attempt to operate machine with gloves and necktie worn.
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n CAUTION
2

);\ HREEIREARS, BMER BRI MR,

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

B
Eyebolt

B
Lifting belt

NMERARERELERR.
Without lifting belt will cause danger.

TE151FRl, SERIREE 4 E 5 Ko
Repeat idle clamping the chuck to 4~5 times before operating.

mERE
Rotating Angle

BB OK!
Warming up OK!

Never hammer chuck, jaws or clamped workpiece.

);\ TR BRERIRER, R M a2 2 T .
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2. PEIER KA

2.1. REIERREARIE

2. Non-through-hole Finger
power chuck

2.1. specification of non-through-hole
finger power chuck

? L]
]
,,,,,
5 TRER | s =
g @ : Ny d B = g = sy =3
me | 2@ | BE | mwmm | Chueng | SRUET | miouen | mmees | | =8 | osmeen | SRER
Rotating|Clamin Jaw's BRK | &N Mo Moment a
Vodel strokeg strokeg compensation l\Ellid)c f/liin. Max. D.B. pull Clcfjg?gelng Max. speed oflinertio Weight Matching cyl. Max. pressure
mm mm mm mm | mm | kN (kgf) kN (kgf)  |min? (rp.m.)| kg-m? kg MPa (kgf/cm2)
3J-05| 12 | 8 2 53 | 25 | 75(765) | 6.0(612) | 4000 | 002 | MO 2';:}88&'; 10(10)
3J-06| 12 8 2 79 | 55 | 9.0(918) | 7.5(765) 4000 0.04 | 120 ﬁ';jgg&? 12(12)
30-08| 12 | 8 2 106 | 75 |18.0(1835) |16.5(1680) | 3500 | 013 | 23.0 EEjgg&'; 25(25)
3J-10 | 12 8 25 150 | 119 |18.0(1835) |16.5(1680) | 3500 0.30 | 330 EE:}SS(?S 2.5(25)
3-12 | 12 | 8 25 200 | 169 | 18.0(1835) |16.5(1680)| 3000 | 056 | 44.0 2&188(?\3 2.5(25)
15 ek LS5 = TEER | RHABRE | o = s | @@ BAREA
g b= e T#EE  |opiding Dia) — #7 BAKEN | RSO I 8 | BROSD Y
Rotating | Clamin Jaw's &R | &N A Moment q
Vodel strokeg strokeg compensation '\70)(. ?/I—in. Max. D.B. pull Cl?g?‘?elng Max. speed | J¢5 o i | Weight Matching cyl. Max. pressure
mm mm mm mm | mm | kN (kgf) kN (kgf)  |min” (rp.m.)| kgrm? kg MPa (kgf/cm?)
RK-100 OR
2J-05| 12 8 2 53 | 25 | 5.0(510) | 4.0(408) 4000 0.015 | 9.0 RK-100(N) 0.7(7)
RK-100 OR
2J-06| 12 8 2 79 | 55 | 6.0(612) | 5.0(510) 4000 0.035 | 9.8 RK-100(N) 0.8(8)
RK-100 OR
2J-08| 12 8 2 106 | 75 |12.0(1224) | 11.0(1122) 3500 012 | 203 RK-100(N) 1.7(17)
RK-100 OR
2J-10 12 8 25 150 | 119 |12.0(1224) | 1.0(1122) 3500 028 | 307 RK-100(N) 1.7(17)
RK-100 OR
2J-12 12 8 25 200 | 169 |12.0(1224) | 1.0(1122) 3000 052 | 412 RK-100(N) 1.7(17)

EEZIZESEM Standard soft Jaw For 2J,3J Chuck.

$20 H7

10 5 ~
3 ° -
= @\*q
2
PN
for 05" , 06"

10 8

$13

920

s
H |

@25 H7

AN
A
40
60

30 52

for 08" , 10" , 12"
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2.2, PEIEHKEEEISEE

Lead pin retainer

MR URIE
Down draw post nut

=

A=
Plate

EIEEIRE
Draw nut

EERER
Draw screw

=y

5o

(O

tﬁ: ,,,,,,

EEREEWE
Draw bush

i
Wedge plunger

BRREE
Bolt sleeve pipe

B3, Model
2)

Fig.1
10

2.2. Drawing of non-through-hole
finger power chuck

MU EH
Down draw post lead pin

MHHHE
Down draw post bush

EMEAIER
Soft Jaw set screw

VI
Soft Jaw

AT
Down draw post

MR R
Down draw post seats

ZEEE
Mounting bolt
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2.3. M EIERXESHSHRE 2.3. Parts list of non-through-hole
finger power chuck

No. SHER Name of parts Qty
1 |Z<88 Body 1
2 |TrkmE Down draw post 3
(29(36) bush
3 | Tk Down draw post 3
(24) M (30 seats
i [T 4 | TFH Down draw post 3
@@ | 5 | FhrkEsy Down' draw post 3
lead pin
_ % 6 | LRI Lead pin retainer 3
(20— H 7 |EEREE Draw screw 1
®\ — 8 |z Wedge plunger 1
(i) N T 9 |EiERRME Draw nut 1
J‘ a 10 | THIATRE Down draw post nut | 3
i n EEE Plate 1
m 12 EFEHE Draw bush 1
1 ‘ 13 | 1BHREE Bolt sleeve pipe 3
] l N . Self-aligning ball
] - AR OBKEA
@/I_Ll il U u 14 (AOREAE bearings ]
15 FAOIREAE Z:;:i;:: gning balll
E N . Thrust needle roller
@ 16 | LEHESHIREhR ) 3
bearings
ﬂ 7 | stk ThrL{st needle roller 3
| ‘ bearings
@\77\“::) 18 [ RREE Wave Spring 6
/('D 19 | $hikEnE Nee.dle roller 3
bearings
@ 20 | B Seal part 3
21 [ Grease nipple 3
@ f@ 22 EE Spring 1
| 23 |$@ER Steel ball 1
9 24 BT Soft jaw 3
@ /. 25 |0 BUIR 0-ring 1
N ;j 26 |0 BUIR 0-ring 6
i = /@ 27 |7NATLEIEE4% | Hex. socket set screw| 3
@ i ‘ ! ‘ ‘ 28 |O BIR 0-ring 1
29 |MTEAEEE Jaw maunting bolt 6
.‘ ]D | ml: | /(JD 30 |RERREEEE Chuck mounting bolt| 6
#PJ—‘—“)H ﬂ 31 |RAFLEEE  Hex. socket cap bolt |30r6
‘ - ; 32 |NATLEEE 4  |Hex. socket cap bolt | 3or6
‘ 33 |EME IRE Soft Jaw set screw 3
Joint
%\@ 34 \EfRF (M) handle(accessory) !
RIEEE ye bolt .
35 i , 8 1
(8" UL E,‘V’ecr essory, ot
LRARIRE (X key .
) 3 (" bUrkE)  |fggcgssory, 5T or)
Fig.2

1

-
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3.
3.1. FEEFRENRRS R

(1) AR R HEH TR BT

o TENRIRESHEREL 2 jEEEAFIR OF OB, R eI RE
1 EEAME R B R, (INREEREEITIER
BUE, HE R, pTRE G HRIREIEE 2 b
EH )

(2) i BRI R 48 £ 8 - (RERELEEIR )

- BHBRIIESRIBRABERESER,
5% 7 JH B S F M BR AR & (0.4~0.5MPa, 4~5 kgf/
cm?), B ENEEETIES) 2~3 REEFEERFIR,
ARERIEER.

(3) P EE R HE R A

o ERIRFENRENHFOFLN, EEEEEIR
a4, EIEREE RS NRIR M, B RERE 1R
i,

o BHRENERBEMANENRR, IRFTERFIRE
BISEN, BB A E R T IR S B EFE R0
EEERE, BREI A DB TRRE R
BIBERIEETR.

3. Mounting
3.1 Mounting steps of non-through-
hole finger power chuck

(1) connect the draw bar to the cylinder.

e« Screw the draw bar into the cylinder
pistonrod 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.)

(2) Mount the cylinder to the spindle(cylinder
adapter)

e Check that the run-out of cylinder is
minimized before routing the hydraulic piping.
Move the piston at low pressure(0.4~0.5MPq,
4~5kgf/cm?) two or three times and set the
piston at the forward end before witching
power off.

(3) Connect the chuck to the draw bar.

« 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.

EE A EERRR LI
Adapter plate Draw screw Soft Jaw
AETEERR 29, EERF
Hex. socket cap bolt - Joint handle
: ﬁ
- i
e -~
ub | |
= 1 |
= - - _ _ , ﬂ%,—@ -
I— —
\ =
T /
Spindle
HItR RIALEIFAE NEIRF
draw bar Chuck mounting bolt Hex. key

Fig.3

12
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CAUTION
X B

T RERIFTRER, B
(8" U b eEEH RIE )
E5E EREER, TR T RIBH R,

EEMEEESER OB R EER,
EREBEREDSIIGESEISEN

= A B IR B Eo

EE, M EEZBERITIEIDNHN E’Jﬁ
2 20mm). (BB EZiR FHEITE)
RE 3 RTREDAR.

WARNING

g £

SHERAAES, SBIKIRARE NIEHE, IIREE
ﬁ%ETE:EiUt TG PR AR BT, TIRYITR
’%Eifﬂfm

« When mounting or removing the chuck, lift it

with the crane, using an eyebolt.(For a chuck
8” or over, the eyebolt is attached.)

Be sure to remove the eyebolt from the chuck
after mounting or removing.

Take care so that the O-ring on the draw
screw will not be damaged. Opterste the
cylinder at low pressure and check the
motion of each part. Check the draw screw
stroke or jaw stroke(20mm).(Turn the
connection handle to adjust the stroke.)
Check that three strokes are uniformed.

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

S B 2 484 danger.
» Use only attached bolt.
ggcjﬁt&*sﬁlﬁ Tightifgh%\gi%rque
M6 127N +m (13kgf-m)
M8 382N-m (39kgf-m)
MI10 726N -m (7.4kgf-m)
MI12 106.8 N+ m (10.9kgf + m)
Mi4 170.6 N+ m (17.4 kgf * m )
MI6 250.0N +m (255 kgf + m)
WARNING
¥ =

SNRIAREHNIE R 2 RS IRF 1 8, 4R IRIR ST
M EZRAS 77 B ) B KRG B T RELZ fE fto

13

« If the draw bar is insufficiently screwed into

the draw nut, the thread will be damaged,
thus eliminnation the gripping force
momentarily . It will result danger due to
discharge of workpiece.
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3.2, HEEEEE R 3.2. Mounting of chuck adapter plate

o EERIMEZRIEETE FRFIR D EEEPN, - The outer diameter run-out of the adapter

MEER ST RIEAETE TR EEBEE plate should be D-Value or less (see table
B below). The end surface run-out of the adapter

plate should be E-Value or less (see table

. KREBEIMEZ RIEBTE FRFIR F ESEEEM, below).
KERIGHE 2 RIERE FRATR G EEEBMN. . The outer diameter run-out of the chuck

e Fig.4 & JIS 5SEihE &l should be F-value or less. The end surface run-
g4 7% JIS RS LR out of the chuck should be G-value or less.

» Fig.4 shows JIS short tapered spindle.

RERFEREM ER
Chuck Adaptor Chuck

/

ot
Spindle

\
puthie H
Draw pipe I=

| 9
\ o z
_ _ | _ _ _ - <
S S
\ o
ﬁ <—{/ G TR
[
I 5 -
L
)
D TIR
C ZELIZ 42
E TR Mounting bolt
Fig.4
N 5 Model 2J-05 2J-06 2J-08 2J-10 2J-12
& Dim 3J-05 3J-06 3J-08 3J-10 3J-12
A (H86) 10 140 170 220 220
B 82.6 104.8 133.4 171.4 171.4
C 15 15 17 18 18
D 0.005 0.005 0.005 0.005 0.005
E 0.005 0.005 0.005 0.005 0.005
0.02 0.02 0.02 0.02 0.02
G 0.02 0.02 0.02 0.02 0.02

14
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@JEIZ@I Balance
EETENISABERAELERETME, -« It'snot asymmetry when additionally work or
RE e SR ESNIRE, FINTEERK, use jigs, otherwise able to cause shaking and

. BT REREAN THEER TSR noise, then reduce the working accuracy.

DElRREOHINELM, Exsigstiy  * The centrifugdl.force due to centroiql of
AEEm T, the workpiece is applies to the top jaw

- . - N e = e when processing asymmetry workpiece,
- REFCARASHAFHBER LU consideration to process with the low speed.

JIs B 0905-1992 E&HRAVETAIIE 4mm/s » Tolerance of instruction manual is use balance

REE, 4mm/s as the datum with that defines for JIS
e WEHNAFHEMNKNRTEE XK B 0905-1992.
(JIS B 0905-1992 #H ¥ FEMEAFX4Z# 2 . Unbalance value of the chuck is stipulate
ISO 1940-:1986 1 1ISO 8821-:1989) for the form. (JIS B 0905-1992 correspond to
international standard is ISO 1940-:1986 and
ISO 8821-:1989).

%”EM\ 05 06 08 10 12
Chuck size
RAE RFE : ) 3 4 6
Max. unbalance(g)

CAUTION
A T B

- WEEEIRZ BEAEIKERSI A-0.01, « The diameter of the adapter plate should be
A-Value -0.01 (see table above).

WARNING
3 4
= =

o ELEEIZIRAZ B4, EEEMZBE (. + Mountthe adapter plate with bolts which have
HE MG BEEBHT NN, (BE sufficient strength ( dia.pcs.and material )

%13 5) and tighten it with specified torque. (See page
\ N NP 13
. MEENETEMAA SEREMERTE ) N
RRBREZ 55, « If tightening torque is insufficient or too strong,

bolts are broken. Also, the chuck discharges
thus resulting in danger.

15
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4, AR EHE

4. Manufacture of draw bar

JHER RSB AR fark REAFEIER
Cylinder Adaptor L / Draw pipe 3 Chuck Adaptor

g \ 7/
B S EE L
L Cylinder
/

HI125% Bl Detail of Draw Bar
L=A-Glmax.-G2min.-3+C

G1 max. G2 min. 28
A Chuck
(3J-05)8 L=A-G1max.-G2min.-2.5+C
Fig.5 Fig.6
M%?il cﬁi?é%%e B c D Glmax. G2min. K1 K2 L
3J-05 10.5 MI12x1.75 A-28
3J-06 RK-100 10 M16x2 A-28
3J-08 RK—]OO(N) 35 30 30 45 15 M20x2.5 A-33
3J-10 10 M20x2.5 A-28
3J-12 10 A-28

= 2J IR REFER 3J B3 (Note: To calculate the draw-bar length of 2J as 3J.)
WARNING
g =

- AMREEEMGRER EMZBE, EHRZ]R -
EARE g EHETRM KRS, Rk THR

Increase the thickness of draw pipe to secure
strength. The gripping force is lost if the chuck

HEL B, is broken because of insufficient strength. As
a result, the workpiece discharges, thereby
causing danger.

IMPORTANT
BESH

BFRBREAIRSNEERE.

58 E 380MPa(38kg/mm?) LA EZ 41
FIUERIR,

16

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.
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5. A LREREE

1. KB T HINERIEIE R R R E HERE T,
INRER TS BRI SIS B
2. REFFE S E RV ES f T8, (AR
HMEBEBEBERZRFE LN FER
o

3. RFROLEYE, ROEEELENBD
HEREE—MNL, MIEEERREE,

4, 1EXRBZE, FREREREM—RKX, 8E
EMMIEYNUERTERTIA TIARE
EETFH,

5. REEFEWM R, RE LA A REF T
o

6. ERFAE M EEFMERTI R TIR
PEIE B IR ER, L AME MR E £ T\ FhIfE.
BEBM IR ESFESIER,

7. % THEFER R, EEIRNNE, FF

HERIEGE D,

WARNING
@ 44
= [=]

5. Precautions

1.

o THRFRREFTRFEME, FLENRL
HREERRERE, BEM EBITERRIRRH

I, (Fig.7 )

o ITHRIFBUBFTERGITIEN, FOIERETT
R LA, TRIRERTHRBENE °

Izﬁo (F|g7 E)

REFTIE
Clamping Stroke

- BT

Rotating Stroke

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 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, down
draw post, mounting screw 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 at mid clamping stroke of the master
jaws. To grip the workpiece correctly, avoid
gripping at stroke end.(Fig.7 left)

Must be in gripped stroke that the workpiece

grasps the postion, can’ t gripped the

workpiece while rotating stroke, otherwise the

workpiece may be disengaged and fly-out.
(Fig.7 right)

mEAE
Rotating Angle

FIE#E INCORRECT



AT

o EERT (3RAE ) B, BRI TR TR
(M TFHRGESRBNUE ), TERES
FERANIRFHEREH% (BRETHRKEY

1), B LUBR IR A0 5 ISR, LIGRIBIE TR

RIS,

ANEBRF
Hex. socket key

P RGEE RER

« To change the soft claw (mold) it need to at
the end of clamping stroke (mean down draw
post by contract until most bottom position),
and tighten screw by use torsion spanner
to avoid pound the spanner otherwise it
damage the down draw post and lead pin.
(Please refer to the table data below.)

TSR 4%

Top jaw mounting bolt.

Down draw post at the
bottom end position

SO

BREEE  SRUAZEMN TATIEER -
Impact is prohibited,otherwise
it will cause damage on the down draw post.

IE® CORRECT Fig.8 FIEFE INCORRECT
HBAORF
Torsion spanner
P HHRMEE &R

FHORF
Open spanner

B4

Top jaw mounting bolt.

IEF CORRECT Fig.9

WARNING

- S
= 9

THERIRAARS, SRIRIRIREE D AE S SR, SR EHEX
NERBHARK, iiS R ER, TIEYIR
MEERER.

SHE M B 2 14k,
gk BRI HENE

Model Bolt size Tightening torque
3J-05 MI0 72.6N - m(7.4kgf - m)
3J-06 MI0 72.6N - m(7.4kgf - m)
3J-08 M12 106.8N - m(10.9kgf - m)
3J-10 MI2 106.8N - m(10.9kgf - m)
3J-12 MI2 106.8N - m(10.9kgf - m)

18

Down draw post at the
bottom end position

BEEE  SARSIEM THEE -
Impact is prohibited,otherwise
it will cause damage on the down draw post.

ZIEFE INCORRECT

« 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.
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WARNING
b S =)
= =

. ﬁﬁ%ﬁﬂiﬁﬁi&ﬂ B R RIFHEESS 0 TasR Y
B EBKRFTRASBGEEARAR, BEN R,
WZ\?E/FEJ j&—tﬁo

6. Maintenance and inspection

e« 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.

Section to be

lubricated Grease useds

Lubrication cycle

TR EIRRRR HEnEE A
ERFBHEREE | —MEEEs | SB—KR, BMRRX
BHAENE—@EE BEmEEEHAE
TV B9, BOKIMETRIARR N T

hERE, FBRE
ZHRE, SRET
EBERIRTE

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

« MITERBYGLURRIIEME TRFRKE
AEENIEEHS

. BRERERMEERR I,
o

HEAMFEZIHE

CAUTION
x B

. &NEA (E10 Bk ) BUFREBEHM—RIE
R2EZ (YHSENS_EAEL—X ).
B ZHE EIRIRER, NBRERIIANER
%ﬁuuo

. AREFIZATGEE.
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lubricated is needed
according to service
conditions.

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.

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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7. Troubleshooting

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

Problem Possible Reasons Countermeasures
Some Chuck's parts are | Disassemble the chuck and replace the damaged parts with new
damaged. ones.
Chuck will . . Disassemble the chuck and repair the damaged part with oil stone
not work Slidway is stuck. or replace them.

Hydraulic cylinder is not
working.

Chuck the function of the hydraulic system's components such as
pressure reducing valve, pressure release valve, etc.

Insufficient master
jaw total stroke

Excessive swarf in chuck.

Disassemble and clean the chuck.

Draw pipe is loosened.

Fasten the draw pipe on the draw nut.

Insufficient down draw post
clamping stroke.

Make arrangement such that the workpiece is clamped in the mid
stroke of down draw post.

Insufficient clamping force.

Check whether hydraulic pressure set adequately.

Improper design of clamp jig.

Redesign the jig according to the specification and turning condition
of workpiece.

Workpiece
slippage Excessive cutting force. Calcullate cqtpng_ force and confirm whether the force matches
chuck's specifications.
Clamping difference of height over
2mm that exceed mechanism | Machine the workpiece's flatness.
compensation limit.
Insufficient lubrication between | Lubrication from the grease nipple, the repeat of chuck open and
down draw post and slideway. close several time without workpiece.
. . Reduce the rotating speed or the weight of clamp jig so as to
Excessive rotating speed. reduce the effect of centrifugal force.
Excessive run-out of chuck's | Calibrate the run-out of peripheral and end face of chuck, and
periphery. tighten bolts.
Surface between top jaw and down .
draw post are contaminated. Remove the top jaw and clean the surface.
Top jaw mounting bolts are not ) .
fightened adequately. Tighten bolts with correct torque.
Poor mold design or installation. | Re-check design or re-connect mount.
Poor accuracy
Workpiece is deformed due to Reduce gripping force to prevent deformation
excessive gripping force. gnpping P '
Top jaw is deformed and bolts
are extended because of | Lower the height of the top jaw by replacing with standard size jaw.
excessive jaw's high.
Chuck forming plug's parallel and roughness, and be sure the
Improper forming of top jaw. plug is not deformed due to gripping force. Also, check hydraulic
pressure while forming.
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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pe:i JH ER G AR

8. Assembly drawing

Cylinder Cylinder Adapter

g TR EER
Draw Bar Chuck Adaptor

1

—
MO
(

SME
Drain hose

75 a1 R

Directional control valve

EYE
Chuck

N

Flexible hose

CAUTION Sths
¥ o= H7E
T = Tank
MO M RERHE L7
The discharge port of drain should
be located upper the oil level in the tank.
Fig.10
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HEBERRR
Hydraulic pump unit
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