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STATIONARY CHUCK
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INSTRUCTION MANUAL
Original instructions

FE Important Notes

RFAAREARRAS, RO BB EEEAER M.
KRASHZERE, NmERAEBLER, BRI RAS AN ERE,
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.

EARMKIBIELRT SRR T B95R BA SRR (R AR 5 | .2 32 BD
ek, EREREGENIEL,

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

ERMKERILRT SRR T AR RIR IS 512 7B 72
ek, ERERBENET,

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

EARMKIRIERTSRER T BYER BARIR (EMS 5 |2 7B1E
ek, SRHPEENGE.

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

RER AT IRIK FRUSRERSE St 7 MR mAVItRE, AJBER
FIERERVIREIRER,

Indicates for chuck performance and avoiding errors of
mistake.
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FOR SAFE OPERATION

Please read this manual and following instructions
carefully. We cannot assume responsibility for
damage or accidents caused by misuse, through

noncompliance with the safety instructions.

DANGER

fe &
EREGENEBRER, BUREFEER, BERBFEZRE,

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

safety.

SERESRHARMENFRINER,

To avoid accident of operator body or clothes drawn

into machine.
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OFF O?

AR
Milling machine

REAF R 2FIZ a0, V) REN T EhFER.

> o
A

}\ Don't start the spindle before closing the machine door.
B T a2 MESRRAPI AR o

Workpiece or jaw may scatte while door open.

Close A

f7473
Milling machine




AUTOGRD

WARNING
& A=
= (=
L
)‘ ARG IKIRIRFTEE 2 DEHE,
;\ Secure mounting bolts with specified torque.
W ER
méil%é?z? Tigh%i?tfoﬁrque a fo@%ﬁgiﬁfunting bolt
M6 12.7 N.m (1.3 kgf.m)
M8 38.2 N.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 250.0 N.m (25.5 kgf.m)
M20 402.1 N.m (41.0 kgf.m)

L s
)' FEREE 457,
}\ Don't miss to lubricate chuck.

MM RE  BRRRE .

Lowering gripping force caused by insufficient lubrication.

B

Grease nipple

> 4
)' eI PE R IS FEEH,
}\ Don't attempt to modify the chuck.

FEXS FIRIRRIRK AT 8 £ k.

Danger by function damaged of chuck.
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1RIFHARRT, SR 70 VBT S AR AR RER 1 22D

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

f7773

Milling machine

RIFIAERT, BN FRFEXER,

Never attempt to operate machine with gloves and necktie worn.

7778

Milling machine
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n CAUTION
x B

)’;\ AL ST, T B I,

Have to using eyebolt when mounting or dismantle chuck.

mIR

FERRRBELERR @
Without eyebolt will cause danger

Vertical Milling machine

A gl T LR ERET.

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

&
);\ T RIRRERIREE, 3R M3k 2 T,

Never hammer chuck, jaws or clamped workpiece.

@W
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2. I BX=MEE (SP-Type)

2.1 I HX = MKEERR (SP-Type)

mm

]

2. Stationary Chuck(SP-Type)
2.1 specification of stationary
Type)

Chuck(sP-

o
+£3 ‘ N (f |\ )
L .t (zpeps (mEzOption) (th .10
Lock valve (FV-01)
SP-306~SP-312 -
= T T
= =
G = 7
Eile] )¢
£ LE
=fn s I i
L lips REER (BEOption)  EoHL L
Lock valve (FV-03) J l"ﬁ M-t {REERS (%EROption)
SP-316 SP-320~SP-324 Lock valve (FV-03)
— AT BAEAES
mgs | UTRR (EAE) Chucking Dia. (mm) Max. clamping force MagbiessUc REEAEN | SFEEE E8
Modgl Jaw stroke (kgf) a(kgficm?) Min. pressure Air consumption Weight
(Dia.) (mm) PN EN SUE ShIEE S S (kgflcm?) lit (at 6.0 kgf/cm?) (kg)
Max. Min. Pneumatic Hydraulic Pneumatic Hydraulic
SP-304 5.1 110 10 7.5(765) 22.0(2243) 0.7(7) 1.2(12) 2 0.5 7
SP-206 5.5 168 30 34.1(3477) 46.1(4752) 0.7(7) 1.2(12) 2 1.4 16
SP-306 55 168 30 35.5(3620) 60.0(5252) 0.7(7) 1.2(12) 2 1.4 16.5
SP-208 6.8 210 42 43.2(4405) 74.0(7545) 0.7(7) 1.2(12) 2 2.5 27.7
SP-308 6.8 210 42 51.5(5251) 88.3(9004) 0.7(7) 1.2(12) 2 2.5 28.7
SP-210 7 254 52 60.5(6169) 94.5(9636) 0.7(7) 1.2(12) 2 4.2 41.8
SP-310 7 254 52 68.2(6955) 118.7(12104) 0.7(7) 1.2(12) 2 4.2 42
SP-312 9.3 304 60 75.8(7729) 148 (15091) 0.7(7) 1.2(12) 2 6.4 52.8
SP-316 14.5 400 30 120.7(12305) | 120.7(12305) 0.7(7) 0.7(7) 2 10.6 147.8
SP-320 16 500 45 155.6(15865) | 155.6(15865) 0.7(7) 0.7(7) 2 15 232.7
SP-324 16 600 140 215.9(22015) | 215.9(22015) 0.7(7) 0.7(7) 2 22 338.7
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SP A ZAZEEER T Standard Soft Jaw For SP Chuck

S-6 i S-7 S-8 s2

! 1

= S0 |

SO o w

4 - |

|

© I

e L
S-9 o ] S-4
N\ S-12
REREIED Subject to technical changes.
1g . . ] . . . . . ) . . . ) HeEEEnEE
BUEE Model S-1 S-2 S-3 S-4 S-5 S-6 S-7 S-8 S9 | S-10 | S-11 | S-12 | S-13 Serration Pitch

SJ-04 52 23 23 10 5 10 14 28 9 14 13 M8 3 1.5 X 60°
SJ-05 62 25 30 10 5 10 14 38 9 14 20 M8 3.5 1.5 X 60°
SJ-06 73 31 36 12 5 15 20 38 11 17 24 M10 14 1.5 X 60°
SJ-08 95 35 37 14 5 24 25 46 13 19 22 M12 16 1.5 X 60°
SJ-10 110 40 42 16 5 30 30 50 13 19 27 M12 18 1.5 X 60°
SJ-12H 130 50 50 21 5 40 30 60 17 25 30 M16 23 1.5 X 60°
SJ-12P 130 50 50 18 5 40 30 60 16 23 30 M14 23 1.5 X 60°
SJ-15H 165 62 62 22 8 37 43 85 21 32 37 M20 - 1.5 X 60°
SJ-15P 165 62 62 255 6 37 43 85 21 32 37 M20 - 1.5 X 60°
SJ-21 180 64 70 25 9 40 60 80 21 32 45 M20 - 3.0 X 60°
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2.2 IBX=MKEFESHR (SP-Type)

[ D 20) 34
@ > AIEA R (FV-0154FV-03)
s _— Optional replacement

— A (FV-010r FV-03)
L~ L

L) B ® ® @0 ® @ & & &6 G

Fig.l

2.2 Parts list of stationary Chuck
(sP-Type)

NO. FH2E Name of parts Qty

1| A Body 1

2 | Bz Wedge plunger 1

3 | EM Master jaw 20r3

4 WNE Sealing disk 1

5 JEE Piston 1

6 JEREE Base Plate 1

7 BAEEE Cover 1

8 HRFLE @ ML) (Czle”gf'ocg'r‘; plug 1

9 | BAEEEEMR Cover 20r3
10 | SHEEMR Manifold block 1
11| T RN T-nut 20r3
12 | M Soft jaw 20r3
13 | S Grease nipple 1
14 | Cc BiEhAINER Snap Ring 1
15 | NAFLEEES Hex.socket set screw 1
16 | $HEFEE/NAFLIBMA Hex.socket plain screw 40r6
17 | BRTUEAEIRE Jaw mounting bolt 40r6
18 | NATLEEERE Hex.socket cap bolt 40r3
19  NATFLEmEERE Hex.socket cap bolt 3
20 | NATLEEERE Hex.socket cap bolt 2
21 | NATLEEEERS Hex.socket cap bolt 6
22 | OBIR (4" L) O-ring(4" or over) 1
23 | o BUIE O-ring 1
24  OBIR @4 UL O-ring(4" or over) 1
25 | O #R O-ring 1
26  OHIR O-ring 1
27 | OBYIR O-ring 1
28  OEIR O-ring 1
29  OEIR O-ring 1
30 | OBR 0-ring 5
31 | LFSRAIRTF (M) Hex.key (accessory) 1
32 | LERAIRF (M) Hex.key (accessory) 1
33 | LEARABIRF (M) Hex.key (accessory) 1
34 | LFRAIRTF (M) Hex.key (accessory) 1
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3. i B 1&Hi%EE (SD-Type) 3. Stationary pull back chuck
(SD-Type)

3.1 U HERIKEEME (SD-Type) 3.1specification of Stationary pull
back chuck(SD-Type)

5|

m

miTe FUF R Mficﬁr?ﬁﬁgj?ome %ﬁ%ﬂ%ﬁ o : ey =
Bt ocer| (BE) | ChuekngDia () e MPa(igtcm’) iy | ity | v
(Dia.) (mm) fj?f ﬁg\ KB Pneumatic H;ﬁ%m Pneﬁu;@aﬁc SHIEE Hydraulic (kgifem?) et glotenp k)

SD-304 5 110 18 5.0(510) 10.9(1112) 0.6(6) 1.3(13) 2 0.26 8.1

SD-306 7.2 165 35 | 11.5(1173) @ 25(2550) 0.6(6) 1.3(13) 2 0.58 20.6

SD-308 7.2 210 28 21.7(2213) 47(4793) 0.6(6) 1.3(13) 2 1.02 34.1

SD-310 10.8 254 40 | 36.0(3680) | 60.0(6118) 0.6(6) 1.0(10) 2 2.05 55

SD ZRFEZAEHEL Tl Standard Soft Jaw For SD Chuck
m _@@ 2L ——
EIES
D
T T
e = 1 T o J ik
e H _I_I__M_t L Th._l_,r —:Z‘
G of H M|
G
for 04"~06" for 08"~15"

ﬂ%ﬁ Model A B © D E F G H J K L M N
3D-04 22 13 25 52 17.5 11 19 8 19 - 25 8 55
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 44.5 29 35 84 19 13 31 12 18 26 40 16 7
3D-10 49.5 32 35 100 22 15 38 15 22 32 50 18 7
3D-12 54.5 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
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3.2 TEXBHKASHR (SD-Type) 3.2Parts list of Stationary pull back

chuck(SD-Type)

NO. SHERH Name of parts Q'ty
1 g Body 1
2 | ez Wedge plunger 1
3 | FM Master jaw 3
4 NE Sealing disk 1
5 | EE Piston 1
6 | [KEE Base Plate 1
7 BREE Cover 1
8 | BT Soft jaw 3
9 | 1HEH Guide pin 3
10 | SHEER Manifold block 1
1 HEIESH Steel ball thimble 3
12 | EE Spring 3
13 | % Steel ball 3
14 | {REESEAR Low head screw 3
15 | b Grease nipple 1
16 | NATFLEIEEAR Hex. socket set screw 1
17 | BRTUEAEIEE Jaw mounting bolt 6or3
18 | NAFLEEE Hex. socket cap bolt 3
19 | AEFLEEE Hex. socket cap bolt 3
20  NAAFLEEEIZE Hex. socket cap bolt 6
21 | NATLEERE Hex. socket cap bolt 2
22 | NATlLEERE Hex. socket cap bolt 6
23 | 0BIR O-ring 1
24 | OBUR O-ring 1
25 | oA O-ring 3
26 | OB O-ring 1
27 | oBig O-ring 1
28 | O #E O-ring 1

BIERTE A (FV-01) 29 | OBUR O-ring 1
Optional replacement (FV-01)

- 30 O #IE O-ring 1
31 | OBR O-ring 1
32 | OBUR O-ring 4
33 | LTNAIRF (MifF) | Hex. key (accessory) 1
34 | LTNAIRF (MifF) | Hex. key (accessory) 1
35 | LFNAIRF (MifF) | Hex. key (accessory) 1
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4, _LE‘C)‘I\ =Rt 2 LS 4. Stationary Pull Lock Chuck
SuU ype) (SU-Type)
4.1 T ERXMES BN ARG 4.1 Specification of Stationary Pull
(SU-Type) Lock Chuck(SU-Type)
&
f%\®
e O
f”“ﬁ% il BiClose ' FOpen
PoClose B Open | (e toPv-oL fmomom
Al
SU-304,306,308,310 SU-303
vy | LE P Dl Moo Eﬁ*‘fﬁﬁg? B J——_— -
B | ik e T | | S | W
Max. Min. Pneumatic Hydraulic e Hydraulic
SU-303 2 42 4 5.2(530) 12.8(1305) 0.6(6) 1.3(13) 2 0.16 5.7
SU-304 3 60 5 6.7(683) 16.0(1632) 0.6(6) 1.3(13) 2 0.26 7.4
SU-306 5 105 = 31 | 18.5(1886)  40.0(4079) 0.6(6) 1.3(13) 2 0.58 18.0
SU-308 5 132 32 | 37(3773)  80.0(8158) 0.6(6) 1.3(13) 2 1.02 315
SU-310 5 163 44 | 46.2(4710) 100.0(10100) 0.6(6) 1.3(13) 2 2.1 53
SU REEZAZZEL T Standard Soft Jaw For SU Chuck
. % L L
|
o e AR
gl S = {} - .
L] E B
ot | » G@
| 120
| for 3U-203
- R T _ i
1REGHIRIES Subject to technical changes.

AISE Model A B C D E F G H J K L
3U-203 55 11 9.5 66 12 C3 7 3 26 7 15
3U-204 6.6 11 11 84 17 C4 11 3 32 9.5 20
3U-205 9 135 14 108 20 C4 12 3 41.5 13 24
3U-206 11 15 17 129 30 C6 20 3 50 17 30
3U-208 13 17 20 156 34 C6 22 3 63 20.5 35
3U-210 15 20 22 187 39 C6 24 4 74 23 40

12
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4.2 ABEXMEIEBHKRESHR
(SU-Type)

4.2 Parts list of stationary Pull Lock

Chuck(SU-Type)

NO. SHhaE Name of parts Qty
1| B Body 1
2 | Bz Wedge plunger 1
3 | E=M Master jaw 3
4 NE Sealing disk 1
5 JEEE Piston 1
6 [ERRE Base Plate 1
7 BAEEE Cover 1
8 | B Soft jaw 3
9 | L@ Guide pin 3
10 | SHEEMR Manifold block 1
11 | JHYE Grease nipple 1
22 | NAFLFEEEE Hex. socket cap bolt 3
33 | BRTUEASIRAE Jaw mounting bolt 3
14 | NEBFLEEEE Hex. socket cap bolt 3
15 | "EBFLEEEE Hex. socket cap bolt 6
16 | NATLEEERE Hex. socket cap bolt 6
17 | NATLEmEERE Hex. socket cap bolt 2
18 | O0BR O-ring 3
19  o&lx O-ring 1
20 | OB O-ring 1
21 | oBYE O-ring 3
22 | ORI O-ring 1
23 | ORI O-ring 1
24 | o BYE O-ring 1
25 | OHIR O-ring 1
26  OHIR O-ring 1
27 | OBYIR O-ring 4

Optional replacement (FU-01) | 28 | LIEENBIRTF (M) Hex. key (accessory) 1
B 29 | LFERAIRTF (M) Hex. key (accessory) 1
30 | LFERAIRTF (M) Hex. key (accessory) 1

13
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5. I B PIIREHIFEE (SE-Type) 5. Stationary Pull Back Chuck for

5.1 T ERPIRIEHIRTEMRE internal gripping (SE-Type)
(SE-Type) 5.1 Specification of stationary Pull Back
Chuck for internal gripping(SE-Type)

Y e
”ﬁ@\'gr I \1 th

Close Bl Open

IRIEERE (EOption)
Lock valve (FV-01)

B E RAKE S RAEREAN -

YT (BHE) | Chucking Dia. (mm) R ol PRSI T SEHIE 2

BUEE Model Jaw stroke (kaf) a(kgffem?) Min. pressure Air consumption Weight
(Dia) (mm) | Bk 2/ E SHEE S ShIE (kotiem?) lit (at 6.0 kgf/cm?) (kg)

Max. Min. Pneumatic Hydraulic Pneumatic Hydraulic
SE-305 3 83 29 14.3(1459) 41(4181) 0.7(7) 1.3(13) 2 0.46 14.6
SE-306 5 110 44 20(2040) 57(5812) 0.7(7) 1.3(13) 2 0.58 20
SE-308 5 150 50 32(3263) 78(7954) 0.7(7) 1.3(13) 2 1.02 33
SE REEZAZHEERT\ Standard Soft Jaw For SE Chuck
T —l

typeA A typeB
2B
Nl | -2

1 T
4 0] e )
_IF 4 1 - _or ] E;[ X
¢ e o) @ g\ F/t -
LE |
1REHEIES Subject to technical changes.
BUSE Model A B @ D E F G H J K L L1
AR 20 1 6.6 16.5 10 c5 25 22 29 345 39 -
SE05 BB 20 1 6.6 15 25.5 C5 25 30 29 42,5 39 69
AR 23 1 7 19 13 C5 31 27.5 44 46 54 -
SE08 B A 23 1 6.6 18 36 C5 31 375 44 56 54 92
AR 30 14 9 25 15 C6 35 36 50 56 62 -
3508 BH 30 14 9 24 41 C6 35 56 50 76 62 112

14
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5.2 I BEXPREBHIKRESHR
(SE-Type)

FLERE R (FV-01)

Optional replacement (FV-01)

5.2 SE-Type Parts list of stationary
Pull Back Chuck for internal grip-

ping(SE-Type)

NO. et Name of parts Qty
1 N - Body 1
2 Az Wedge plunger 1
3 | EFM Master jaw 3
4 NE Sealing disk 1
5 | EE Piston 1
6 JERIE Base Plate 1
7 B Soft jaw 3
8 | IEEsH Guide pin 3
9 | HESIR Manifold block 1
10 | HME Grease nipple 3
11 NAFLEEEA Hex. socket set screw 3
12 | NAFLEERA Hex. socket set screw 1
13 | ERTUEASIRE Jaw mounting bolt 3
14 | NAAFLEEEE Hex. socket cap bolt 3
15 | NATFLEEERE Hex. socket cap bolt 6
16 | NATFLEEERE Hex. socket cap bolt 2
17 | NAFLEEEE Hex. socket cap bolt 6
18 | 0EIR O-ring 3
19 | oER O-ring 1
20 | o #mm O-ring 1
21 | OB O-ring 3
22 | OB O-ring 1
23 | ofim; O-ring 1
24 | OBUIR O-ring 1
25 | O BIR O-ring 1
26 | OBIR O-ring 1
27 | OBR O-ring 4
28 | LEARAIRF (M) Hex. key (accessory) 1
29 | LERAIRF (M) Hex. key (accessory) 1

15
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fEAEREERIA

R THINE REIBE R R R EHEBES, 1R
BRI TR B RFHRE RS
FEEFRHE S8 VS G T RS, R BV R
BEERZ A LMY A FERE
EXRIBZ A, BE LM LN ERTE
TR TIREEETF,

REEFEHEEE, R LR AIREF TR,
ERETE M EFMER T AN T REEE
3REE, L BMEHRE BT\ MBS R A R 3 Ff
BEFEEER,

75 T HEREIN TROZERE, BRGNS, BFEEZR
EEE.

WARNING
g 5

THBARFRITENDRUE, HAEPRILURN,
BRIS FLER R T I ENIBEE, B2 ERTT
TERYR BRI Lo

TE R SR B (R AN P] AR ERSE SR INEY T AR IR
T 1RBRBVGE, S IRIR THHASE A ERTNRE, HER
BIEAFan th S RRREEIE,

DANGER
g &
ERE. BN ERRER AT EIR.

BRERAN THEARIAB A AT 1 RER R 53R BRI T4 7J
RERRRE. FRAEX.
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(@)

@

(©)

4)

(©)

(6)

Precautions

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.

Before machining. 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, 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
processing accuracy.

It is the most desirable that the workpiece
is gripped at mid stroke of the master jaws.
To grip the workpiece correctly, avoid gripping at
stroke end.

Never strike a workpiece, which is kept
on the chuck, 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.

Never processing the chuck during operation.
Otherwise the workpiece may be disengaged and
fly-out.
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WARNING
A
= =

o TER{FHARIREERIE NIRRT RERN R FFERE M.

RIBENENRERERN, AR ERRIMERSE

MR B E KA.

e AR) BMIFRFEGARFTIZIHZTRKS
BEEETIRR, B#REMIEE,

o FHREREDANEM IR,

BU8% Model

s CARBILNBFIRFZRE,

Su

‘&“s\'}

‘/ ---3 A

[

e The chuck thrust should be kept within the
specified allowable range during operation.
To operate with excessive thrust can be
dangerous, as it will deteriorate service life and

cause failure.

* Note) When processing or installing the fixture,
carefully check the workpiece is interfering with
the operation of the machine, to avoid damage of

crash.

e Shaded area is possible to bore or tap additionally.

%,

c|
TTTTTT B8 Model
SE

Fig.n

¢ Cis permissible depth of drilling or processing.

17

AY5% Model A B © BU5% Model A B c D BY5% Model A B c
SP-304 46 75 15 SD-304 45 55 15 | 40 SE-305 50 80 15
SP-206 61 110 15 SD-306 60 85 20 65 SE-306 60 110 15
SP-306 61 110 15 SD-308 70 105 20 85 SE-308 70 130 20
SP-208 68 130 20 SD-310 80 125 20 100
SP-308 68 | 130 | 20
SP-210 74 | 150 | 20 BISE Model | A B c D
SP-310 74 | 150 | 20 SU-304 25° | 32 10 | 40
Sp-312 80 | 180 | 25 SU-306 20° | 95 20 | 65
SP-316 100 | 190 | 25 SU-308 20° | 120 20 | 85
SP-320 10 | 200 | 35 SU-310 20° | 146 20 | 100
SP-324 120 | 300 | 25
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7. SR My S Rz 7. Forming of soft jaws

7.1 ABRMEREBNIKEE 7.1 stationary Pull Lock Chuck

o (EAREEE, EHTAFIU4NEEME, EEA e In using the chuck, the locator sets the datum
e T st E B B, I - ST R RS - F position for the workpiece in axial direction
= U ” - e S while the soft jaws grip the workpiece in radial
EEIRS " BB TIUTIREE, direction. Therefore, it is "forming of soft jaws"

o EU[REE T HRIFZTNITIEMN DL, and "manufacture of locator" which influence the

gripping accuracy.
e |tis desirable to chuck the workpiece in the central
part of the stroke.

I#% B

Workpiece Locator

5 ]
w@IE\Q\\&\i Il

BN

Fig.12
i il
BN A ERR TP R, Forming of soft jaws should be done in the
following procedures.
s EFREAMAEVVVNEEE  Prepare the Ring for forming.
FEmEEEEREE R EIR, " * 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.

AR ) RIFRBEIRIMERTE
EETITIEPR

AR ) BERERRERA PO
I BHE N2,

o BREHEBRBRAZERMAIBENA, * Reduce the oil pressure to the movable
. " ; jaw.
RERRTAEE S e Remove soft jaws and locator.
o IBRREIRTEEIRE LW HAA * Fit the Ring to the chuck and fix the soft
T\ a2 e B R E T T jaws temporarily with soft jaw mounting
bolts.
c?iu TI%N ;E}Zﬁf’l\%?%%l? 12 CAUTION
oTt Jaws ii ﬁ

mounting bolt

s MREBEENRNAHE, &
REFRBEIRRRNE GBI,
PR BRI RS & AR

¢ E%?%EEEEI%E%, PR TIREH ¢ The Ring will not be set accurately.
FRNLERIE, ¢ Tighten the soft jaw mounting bolts to

o TESH{EFREEANE EE M T 3 the standard torque when gripping the
— -~ o : Ring.

BRI TG G 2B BRE . . _
m v — e Grip the Ring again and cut the soft
PUELIR, SEATEE R, jaw after unclaming the chuck and

setting the oil pressure of the actual
processing to the working condition.

e |f the temporary soft jaw fixing is not
tight enough, the soft jaws are lifed
when gripping the Ring.
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o AT —{E L H3R#5E8 9 oD B,
BEERSHER, ERY®EA
R (H7) R ITHREFEE, A&
EHERERE /IS 6so

s REFHEBNUARBBRRE
THEFAERE
AR) MR BIRELEERE, B
RABENREIER,

LI

Soft Jaw

AREIR
Ring

‘ﬁg‘

Form the part@D for gripping the
workpiece with the Ring 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 soft
jaw to be approximately the same as
when the workpiece is gripped.

Note) If the Ring is distorted,
alternatively use a stronger Ring with
additional wall thickness.

BRI, RERAE.

.- REES,

o BRI, S T RS
7,

« BYTHMmEBBENTHE
RS

. BT BRI
WIEER, TS E B
BETHNKBEERVNE
#.

TH#
Workpiece

BT

R AT AN AS
Forefront contact

B

Soft Jaw

Locator

After forming soft jaws, remove the
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.

BEERISUE

o BT FERRENRIIRZIE RS, TR,
FEit, HEE@mMAEENBENS, REEHNRREE

HIHNSBREERZEBA,

o EEEEZERHNEENEE. (2% Fig.13)

P

BEg

Locator

IH

Workpiece

Manufacture of Locator

e 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.

e The datum face should have sufficient hardness

and accuracy.(refer to Fig.13)

O-ring oM
T E
-+ B
&3 I8 1
SCsss N
| |rEE s ©
e 1
3K
B D #looos
Fig.13
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N ) * For dimensions, refer to the table below and
o R#H2E TFHIRRM Fig.13, Fig 13,

Bl%Model A B | C| D E F |G H | J K L M | N P (;ﬂ%@ﬁ?%(ﬂ?ker)
SU-304 29 | 32 | 23| 4 9 18 | 42 | 55 | 95 S29(NOK)
SU-306 BB T{EMRE 32 35 | 23 5 9 20 | 49 | 55 | 95 S32(NOK)

Determined,depending
SU-308 on workpiece 50 55 4 6.5 12 30 71 6.6 11 G50(NOK)
SU-310 60 | 65 4 65 12 37 | 8 | 9 | 15 GB0(NOK)
7.2 IIBERERIIEEE 7.2 Stationary pull back chuck

ERERMNE K AKBIHRERMIK When the soft jaw are installed, they must be

Fo, ERF THE, TR REELAS, machine formed to align flush with the workpiece.

BMERENESH FTHHMTREY When the workpiece is gripped, the jaw stroke

s . Py i should be such that there is one-fourth of the jaw

I, = @1‘,”_'\ 5 {%/I F B9 5 1€ (2D 1) B9 stroke remaining, as measured from the stroke

i NEREITRR LA R T 142 E Fig.14), end.

TR, BRI AR S R T B R £ 1%

EL=T [ 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.14).

The cylinder pressure when the soft jaw are
formed should be the same as when the
workpiece is actually cut.

GOOD NO GOOD

L=Jaw stroke
3/4 L

J\1/4L

Fig.14
o FRRBURAVIRIE (2F Fig.15) * Specification of plug(refer to Fig.15)
< RERT
—/ Chljgk si\ze 4 5 8 20
L/ <é A (mm) 155 26.4 32.4 406
N B (mm) 13 16 16 20
E c M6 M8 M8 M10
Fig.15
o FEMMLAANALIE AR T MNIESAE, * The swing angle of master jaw is controlled by
I IBS R BN R BT AR, RS e steel ball and steel ball thimble.
%’f{f&ﬁ@?i - a Set steel ball thimble in the position which
s AR R loosens the quantity which is shown in table from
RERIRAABIHE A, SR E R M. 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.
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§ EBRIR 4

Low head screw

fiiibz JIEFay
Steel ball thimble

A HBER TR 52 BB (BRI AAHR %
Mo dgl loosens quantity of Low head screw fasten torque
steel ball thimble (N-m)
SD-304 1/2~3/4 turn( ) 2.0
SD-306 3/4~1 turn( B ) 4.1
SD-308 3/4~1 turn( B ) 4.1
SD-310 3/4~1 turn( ) 4.1

CAUTION
X B

ERRMIKIA 2R, ERARMRAS PHB .
SR, MK HER IR TR I B AT REHRIR ©

8. HEEMIGE

WARNING

g =

. RERIEHNIET RIS KBRS, HROHRE
BHIHEHHBSEET R, ERR R, RNE
AR,

Master Jaw
Fig.16

Use after loosening steel ball thimble in
specification's turn. Otherwise, the steel ball
pushes up steel ball thimble and may damage it.

. 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 hydraulic pressure, reduces gripping force
and affects gripping accuracy, and causes wear
and seizure.Consequently, securely lubricate the
chuck.

TR HIBRFR EHEE 8B 8
EBWBRRIGY HENRE SB_7, IRk
BHIANS—BE P e
A I . KRR A L oo

ERE, EEESHE
B, IR RO
RRE o

MISERBNARBSBRMH TR B RRERE
KiBiEH,
R R E MRS, B

A CAUTION
x B
BNER (T 10 BX) WTFREBE#H—XBERZ

ER(VHSEE_EAEL—R))EEEHE
HIBImE R, AR E R BN Mo

HHERIZRF B

ERMFEZE .
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Section to be

lubricated Grease useds

Lubrication cycle

Apply grease from | Moly Kote EP | Once a day. However,
the grease nipple at | Grease when the chuck is
the periphery end | (DOW CORNING | operated at high speed
of each master jaw | CO.,LTD) rotation or a large
with a grease gun. amount of water soluble
cutting oil is used, more
of 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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9. EFEHERR

o UNZRERHIE, R TRIGE, K N IIBRREE.,

FERBER 8 R E y %
SETBH BB, SERFFER BB,
KEREBE | BHBORELE SRR AR EREM Y, LU B,
ST LTI, AR S, SRR, SRR
NEBTTE T A S 03T, SIREE,
ML
2
HIRERER. B UTIL,
M TR R, B TS MR B R TA2H0ehES,
BN R MR N R B EE,
TEw LMETEREERTHNES | omrremmm prsm—R,
BEONER | TF "
PN B AR, B E— RN N BTRREE & T BN,
T TUBERE TR, (IR BB RS BRI T TR EFENR.
IMELMEENEEET -
?E’ yumgo HY-F%mjﬁHTDé/ﬁIEc
EME RS, BB G,
SEHE B, T T PRSI N BB AR, (B 2 AT LU TR B R
BERE
EIEEAE REMAER | o mamesE. (2E—EEEHRT)
e oo | RERMBRSHE, AT TEAE LS.
ERRLMIBERTERTT | oo Mo SRS b AT ST
o 5N, BB 1 PR IR R R % EARE
k.

O BMHIEBBITRIE, B TRESHRA LS, LB SR EHEBE N TR A QB RE,
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9.Troubleshooting

¢ |f 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.

Workpiece
slippage

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
not match workpiece dia.

Reform top jaw according to correct method.

Cutting force is too high.

Calculate cutting force and confirm whether the
force matches chuck specifications.

Insufficient lubrication on master
jaws and each slideway.

Lubricate from the grease nipple and chucking operation
of jaws several times without workpiece in the chuck.

Poor accuracy

Foreign mater is caught in
serrations between master
and top jaws, dust...ect.

Remove top jaw and clean serrations thoroughly.

Top jaw mounting bolts are
inadequately tightened.

Tighten bolts to correct torque.

Workpiece is deformed by
too much gripping force.

Reduce gripping force to prevent deformation.

Top jaw is deformed and
top jaw bolts are extended
because top jaw is too high.

Reduce the height of the top jaw by replacing with
standard size jaw.

Forming of top jaw is inadequate.

Check that formin? plug is parallel to chuck end face
and plug is not deformed due to gripping force.
Also, check hydraulic pressure while forming, and face roughness.

Remark:

Please contact your local distributor or agent.

If no distributor or agent locally, then contact Autogrip

Machinery Co., Ltd. On receipt of the product, we will inform you immediately of repair chedule.
Please call us if you find any problems.
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