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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 BIRBARIZ (I AAS S 2B
Bfels, EHRERBERELT.

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

ERMKBULTTIREE T HIREAZRIR (RIS 5 BT
Bk, BREXGENTLT.

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

ERKERIFTIRIE T A9RPASRIR (NS S 2B
BfekR, SHPEENSE.,

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

RIBIL AT SRR TRISREASE & 7 R ma TR, ATt
R IEFEAYHR(FIREE,

Indicates for chuck performance and
avoiding errors of mistake.
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1.1 AF XA (CP type) &

1.1Specjations of Synchronous
cIaR'lp(CPtypés y
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Master hole E#7|,
N Adjusting hole
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Pressure port
BRI ER
Subject to technical changes
By | EEEWEM Pistonarea) (LI | BAKSIEN | BAKRS | RARAES | B8
Eaviil Jaw Clamping | Max. clamping .
Model FflExtend| potract stroke(Dia.) | capacity force e et
cm? cm? mm mm kN (kgf) MPa(kgf/cm?) kg
CP-20 28.27 25.13 20 150 14.4(1465) 3.5(35) 9.5
CP-30A | 2827 25.13 30 180 14.4(1465) 3.5(35) I
CP-30 2827 2513 30 210 14.4(1465) 3.5(35) 12
cP-40 | 2827 2513 40 200 14.4(1465) 3.5(35) 12
CP-50 | 3848 3357 50 215 17.71812) 3.5(35) 185
CP-70 50.26 45.35 70 235 23.9(2434) 3.5(35) 30
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1.2 $H2XEHH A (CW type) ##& 1.2 Speciations of WEDGE-DRIVEN
synchronous clamp(CW type)
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Pressure port

REBRRIELAER
Subject to technical changes

gk [JEZEME7E Eff. Piston area (mégi) RAREFRES RATSFN RAERES g8
Rl Jaw Clamping | Max. clamping .
i
Model ##{ Extend Retract | stroke(Dia.) | capacity force MCRSTRCERIN | AR
cm? cm? mm mm kN (kgf) MPa (kgf/cm2) kg
CcW-30 3110 2410 30 150 34.3(3500) 7.0(70) 32
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2.1 §#EsREP * A (CP type) 2. Parts list of WEDGE-DRIVEN
FHR synchronous clamp(CW type)
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ER Parts list
No. EHEE Name of parts Q'ty
[E:N - Body 1
2 |EM Master jaw 2
3 | BatR Crank 2
4 | BhiREH Crank Pin 2
5 |H{Z Wedge plunger 1
6 |FHEE Dust Cover 1
7 |EIEE Cylinder Body 1
8 | /EE Piston 1
9 |fI& Cylinder Cover 1
10 | BEEEIMR Dust Wiper 2
N | BIREE R Plate 2
12 | &0hE Grease nipple 2
13| REFEE Plug Screw 1
14 | FAFLEE B4 Hex. socket set screw 1
15 | Efi$H Lock Pin 1
16 | C FAANiR Snap Ring 4
17 | B R E E E 144 Hex. socket cap bolt 4
18 | RAEFLFERE4 Hex. socket button screw 8
19 | BIEE/ S AFLIRE Hex. socket cap bolt 4
CP-20
O-ring 8;’:38 CP-30A CP-50 CP-70 Q'ty
20| U B1g USH-20(NOK) USH-25(NOK) 1
21| 0 BIR P7 P7 P7 P7 1
22| 0 BlIR P50A P50A P60 P60 1
23| 0 BUIR G55 G55 G65 G75 1
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2. Parts list o{ Synchronous
CW type

Clamp

2.2 @S KA (CW type) TR
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E13K Parts list
No. SHRE Name of parts Qty

[E:N: Body 1
2 |EM Master jaw 2
3 |H= Wedge plunger 1
4 |FhEEE Dust Cover 1
5 GRS Cylinder Body 1
6 |EE Piston 1
7 | SHERE Lock Screw 1
8 |fI& Cylinder Cover 1
9 |PrEEIREE Dust Wiper 2
10 | B EEIR PR E EEMR Plate 2
| LB Face Plate 2
12 | EhE Grease nipple 2
1B | NEFEE Plug Screw 2
14 | NAFLEE B4 Hex. Socket set screw 2
15 | RAFLF¥EEEE Hex. socket button screw 8
16 | /R AFLF¥EEREE Hex. socket button screw 4
17 | A FLEIERE Hex. socket cap bolt 6
18 | R FFLEIEEE Hex. socket cap bolt 6
19 |0 BlIR O-ring 1
20|0 BIR O-ring 1
21 |0 BUIR O-ring 1
22 |U BB U-ring 1
23 | dEt Oil Seall 1




AGIOGD

3. WIS ENREIER
3.1 RERASRARIIFRE L

- SBIRTYIIER (FIE 1) 8 844 1-2-3-4-5-6-7-
8, B NEA TRl Re S E M AREEH, EEETM

RRBER.

- SHEMBARE, SHIKIRIGENEHE, MREEH5E
FRHEBAK, i IEMIBMHETR, N TRELRRE,
% MI0 1R4AH 1154 72.6N.m (7.4kgf.m) o

© SRIEFMIE Z B4k,

3. Bolt tightening steps
3.1 Mount the synchronous clamp on

the machine.

* Tighten the installation bolt of procedure(Fig.1)

: 1-2-3-4-5-6-7-8, the tightening strength

unequally may cause the body to deformed, as
well caused seize phenomenon for the master
jaw.

* Tighten bolts at the specified tightening

torque , if the tightening torque is insufficient
or too strong, it may cause an accident ,
propose the tightening torque of M10 bolts is
72.6N.m ( 7.4kgf.m )

* Use only attached bolt.
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Fig.1
4, FHEMEEERIE 4. Precautions

4.1 EPRAEE TG R RITIZHER

© BREBRERNHBIIN BT, BFEHIRERS
RENR. G, BRETRAFHLREEN &

© RERKS TIFYE, FoRFRT RANR. &
Ry rlER AT FIT12.

CAUTION
x B

4.2 HBERFRE

- REBEEHMEB I RISRY RANF®, #iR
SPENEEEE BSOS VAN EEN NN S) S 7
RE, M AIEENEE,

4.1 The move direction and stroke

confirm of the synchronous clamp

* The hydraulic oil pipe to insert the cylinder enter

oil hole, open, shut off for manual operation of
the synchronous clamp to confirm whether the
synchronous clamp does to accord with the
moving direction.

* Check the worker when it’s not clamp, open,

shut for manual operation of the synchronous
clamp to can reach max working stroke.

4.2 Lubrication and maintenance

* To maintain the synchronous clamp for a

longer life of time, it is necessary to lubricate
the synchronous clamp 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.
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EENRA THBHYERFR B E
BB MBS | —HkREEm SH—R, BNREFE
B HE NS — | BLACK LINE $8E BAREMKMETIERMN
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Section to be
lubricated

Grease useds

Lubrication cycle

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

Moly Kote EP
Grease (DOW
C ORNING
CO.LTD)
BLACK LINE
molybdenum

Once a day. However,
when the chuck is
operated a large
amount of water
soluble cutting oil
is used, more of
lubricated

is needed according
to service conditions.

PT1/8 Lubricate
gush oil hole

ISO VG638

Use automatic
lubrication
machine,lubricate
every 2 hours.(60
seconds each time)
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* After machining, clean the chuck body and
slideway with air gun, etc. While cleaning,
remove the cover set screw, and disassemble
cover, and max. position of the master jaw at the
same time, it can clean inside bits of the clamp
easily. (Fig2,Fig3)

* Use rust-proof oil to avoid reduce gripping force
by rust.
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5. BPEHIR

* MRS RAMKE, 5 E T RIRE, MK THIERREE,
FERER T 4 R % %

RIS RAB AR SRFSFAREREREH,

g BB SRAS AR -F NI, SUEEEZRBR,
SEEAEBE BRRERG, WA, R . %,
PYEITRTE T A S0 SRAS A AIE.
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REHEBES SRABILE R, LHBRENE, ERRORE,
E MBS R B TR L T B TR,
EMESINTR BRI R B,

TR
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= ELEN BT R BMALIBY, LE0E TNER TR RS R AR,
ML A, -
EMEERHTEHT REEDIERE,
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SEBA. ELIFWET IR, BORIRAT
ENEEAR B LB R,

© MAREE BITRIBSSHRAANE, BB EREHE N F R A AR EE,
DIDERIFRERE 2 Z

11




AUTOC»

5. Troubleshooting

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

clamp will not work

The sliding part is stuck.

Problem Possible Reasons Countermeasures
Synchronous clamp part .
. Disassemble synchronous clamp and replace part.
is damaged.
Synchronous Disassemble and repair synchronous clamp damaged part with oil

stone or make change.

Hydraulic cylinder 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 synchronous clamp.

Too much miscellaneous bits
of hydraulic oil.

Disassemble hydraulic cylinder and clean hydraulic tank, replace
new hydraulic oil.

Insufficient master jaw
clamping stroke.

Make arrangement such that when workpiece is chucked the master
jaw will jaw will be in the stroke center.

Insufficient master jaw force.

Check that air pressure adequately set.

Workpiece is deformed by
too much gripping force.

Workpiece
slippage . )

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

Cutting force is too high. e
synchronous clamp specifications.
Insufficient lubrication on Lubricate from the grease nipple and chucking operation of jaws
master jaws and each slidway. several times without workpiece in the chuck.
Foreign mater is caught
in serrations between master and |Remove top jaw and clean serrations thoroughly.
top jaws, dust.... ect.
Top jaw mounting bolts )
are inadequately tightened. Tighten bolts to correct torgue.
Poor accuracy

Reduce gripping force to prevent deformation.

Top jaw is too high.

Reduce height of the top jaw to the standard.

* 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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