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To ensure correct and safe operation,
read all operating instructions
carefuly before attempting to use

the chuck.
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Please Read And Keep This Manual.
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Please read and keep this manual for future reference.
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To ensure safe and correct use of this product, please read and pay close attention to the instructions.
Keep this manual with care so that it can be easily retrieved when needed.

B 5 AR A

Safety alert symbols and signal words

DANGER

E &

RIKERULAZRTBVEREA - SEEYBINNGEEREAEXRREEZENIET -

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

RIKIBUCERTBVEREA - 1G5 EBENERFAEXNESZNIET -

Indicates a potentially hazardous situation of which, if not avoided, will result in death or moderate injury.

CAUTION
xE B
SRIRBRLLBRAVERSS - 155 BB EN BB ENEE;NET -

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

BB RsERA

Important symbols and signal words

IMPORTANT
BEESEIR

IKIRUEARBVERER » Fe0 3 B A EoaERE - TR EREREFMAELEFEEREVIRIE -

Instructions for chuck performance and avoiding errors or mistakes.
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Operating Precaution ltems X ’ ¢ A\ DANGER & &

LK ~ BEWEBE - Z7FRBER @ BRIEFELT=E -

Always disconnect the machine from power source before installation, inspection or lubrication of chuck.

EIRAREE
SRENESRESE
R ABIGCE -

Danger of being caught
inside a machine.

>

THINRIEED - ZIR(EF- LD IRRANERR -

Do not operate the manual switch valve or electronic valve when the spindle rotating.

SFENLDIRE
SR Manual operated

RFEFIIFELK »
TFIRAER RENBV B -

Grip force will be lost and the workpiece
will fly out of the chuck.

>

KBRS EEERERT —ELIRG - (2REN~+=8H)
The maximum RPM of the chuck is restricted. (ref. to page 8 ~ 13)

=5J2455]

Solenoid valve

SO E S E A BB D
Z{FIFF IR »
BT (FREHIEHES -

2
The centrifugal force induced by too much speed //\\\"('Z:y \ / ‘

o
will reduce gripping force, causing the workpiece to \ /”\’

fly out of the chuck. ' ‘\\/»/
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Operating Precaution ltems

NN RXKHEDBE —ERRT - (2BENA~+=H)

The maximum pull force of draw bar is restricted. (ref. to page 8 ~ 13)

RITRHET B K

1S B 2REEE 18I
BT HREEIEHKE -

Too much input force by the draw tube will

damage the chuck, causing the workpiece
to fly out of the chuck.

>

PEMPIFIRENT - N EERX S -

Do not activate the rotation of spindle when door opened.

.....

PRESSURE _—~
GAGE

ZIERK
TFEEs
REHIEER -

The workpieces and
metal pieces will scatter.

>

SHEREESEI FY AN LR - TS ICIEEEEE FeKENTT -

The built-in lock/relief valve in the cylinder can prevent losing hydraulic pressure when power is interrupted.

EEEHE NLOERULL R E
FEERNELILER
BRISEZ SR TIHFREEIGEES }

The lock/relief valve should be installed If
there is no such device in the cylinder,
otherwise, the danger of scattering workpieces
can be caused when power is interrupted.
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Operating Precaution ltems

EFGIRA AR K IBIREIHAREHER - (2RET+=8)
Screw all the mounting bolts with specified torque ( see page 23 )

BERSN KRR Z S RRIRMENTE
BVBRIE R RRAR - T RRENEIGEES -

Improper tightening will cause

workpiece to fly out due to
broken or loosen bolts.

ENTESIGHIVESE o (e REE a5 ma it 8885 Ha)
Be sure to lubricate the chuck. (use the chuck grease or molysulfide grease properly)

Taplas g AUN]

TIFNEFE

SR T REBVERE -

Insufficient grease will reduce the grip force,

increasing the danger of the workpiece flying
from the chuck.

2>

FERNISEVETCHERE DB —ERRS - (2BsE"+8)

The hydraulic pressure is restricted for using the height-increased jaw. ( see page 20 )

}E_ijj J@_l%—_ _._ #H%e%rfgp Eé%al top jaw
=I5 ANIREETEEE s
SEE T RIS - Height gD oot

Too much pressure will damage the chuck,

increasing the danger of the workpiece
flying from the chuck.

‘

Workpieces



TEREIRFFIFEAS HERE IR ZEIEERY 50% ©
When gripping the ID of a part, reduce they hydraulic pressure by 50%

BRI U0 Tek

T g R ID0EE M D Workpieces
HEH{ERBTIESE -

If the pressure is not reduced, the components
will be damaged due to the effects of gripping
force and centrifugal force.

NI
Gripping Qutside

AL

Gripping_i
RGBT B RMAKRFRER LIRSS REESZ S -
When machining a long workpiece, a tailstock and damper should be used.
QORAE -

Tailstock

EESZE
THBEREBVEE -

If the workpiece is not properly suppported,
it can fly out of the chuck.

AEBEEIREIRTATIRERR B -

Un-authorized modification of the chuck could cause it to fail and will void the warranty.

N FEEHICEIREE
ZEMERE -

Do not modify the chuck.




IREHEER ) I B S AR FA B 224

Do not operate the machine under the influence of alcohol or drugs.

SRR ENEL
SENABHEE -
Reckless or negligent

operation will cause accident
or injury.

RIFSBS2ZFRHETHTE -

Do not wear loose clothing, neckties, gloves.

EFEHAFE

BRI EA

BERABBE -

Loose clothing can be caught in the moving parts
of the chuck, causing injury or death.
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Operating Precaution ltems v A CAUTION x =

PP XA EE A RIREN MW ©
A hanger or lifting belt should be used to lift the chuck.

REA
MRV
OEESR 1B HVERE -

Dropping the chuck can cause damage.

[

RFF THISEREE F ISR RE -

Always keep your hand out of the clamping area.

— PV R
SIEBHIREIER -

If your fingers are caught in the chuck, they
can be severed.

>

HIREREN LA - IIANTEITNEEE -

Do not hammer chuck or clamped workpiece.

ERREIZRERSN T4
1S SEFEE B EIREAIIAE -

Hammering will cause poor
accuracy or poor chucking functions.

£
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3-JAW HIGH SPEED HOLLOW POWER CHUCKS

o 2 e e [
.
BPC-204,205 U BPC-206,208,210,212 BY BPC-215,218,221,224 %Y
#71& 3% (Specifications) :
B % 204 205 206 208 210 212 215 218
Model (—) A24 A25 A26 A28 A28 Az11 Az11
EETIE
Blicer S F 10 10 12 16 19 23 23 23
T (BR)
5950 (A e 5.4 5.4 5.5 7.4 8.8 10.6 10.6 10.6
B[EFRAHIS] KN 14 17 21 33 42 54 70 70
Max. pull force (kgf) (1428) (1730)  (2140)  (3360) (4280) (5500) (7140) (7140)
ERABRREF] KN 28 35 56 82 108 141 179 179
Max. gripping force (kgf) (2850) (8570) (5710) (8360) (11010) (14380) (18250)  (18250)
BIFRAHERT Mpa 2.3 2.8 2.7 25 2.6 2.6 2.4 2.4
Max. hydr. pressure (kgf/cm?) (23.5) (29) (28) (26) (27) (27) (24.5) (24.5)
BT R TR
Msaapeeal(pimgminy 8000 7000 6000 5000 4200 3300 2500 2000
BILER
T () i 26 33 45 52 75 91 117.5 120
BERNSE
Standard soft jaw height mm 23 30 36 38 42 50 62 62
RIFEE 0|7 @1| 0 z1| S 01| & 0(|30 z:|35 Q:|35 aéllo
Gripping range  mm 2110 2135 2169 2210 2254 2304 2381 2450
BE (SEEHT) Weight
G STt e et e ) b 3.8 6.1 12.5 21.9 33.7 55.3 106.8 152
S i HEEL BC1246 BC1552 BC1875
Matching cylinder BCO928 BC1036 15,65 Fiss2s Fia7ss DC2091  BC2511 BC2511
O 221 224 206L 208L 210L 210BH 212BH
Model A215 A220 A25 A26 A28 A28 A28
HEETIE
Plunger stroke mm 23 26 15 22 25 19.5 21
T (BR)
Jaw stroke (diameter) mm 10.6 12 10.8 16 18 9 10
BEFRAHIZD KN 89 89 21 33 42 42 54
Max. pull force (kgf) (9080) (9080) (2140) (3360) (4280) (4280) (5500)
RARRREF] KN 233 233 40 58 74 108 141
Max. gripping force (kgf) (23760)  (23760) (4080) (5910) (7540) (11010) (14380)
BIFRAHERTD Mpa 3.0 3.0 2.7 25 2.6 2.6 2.7
Max. hydr. pressure (kgf/cm?) (31.5) (31.5) (28) (26) (27) (27) (28)
BifmeOEE
Max. speed (r.p.m.)min-" 1700 1400 4300 3500 3000 4200 3300
BILER
Thru-hole (diameter) mm 180 205 45 52 75 78 93
EEHNSE
Standard soft jaw height mm 70 70 36 38 42 42 50
RiGEIE o115 140 020 025 040 230 035
Gripping range  mm 0530 2610 2173 0215 2256 0254 2304
BE (SEEHT) Weight
(with Standard soft jaws ) kg 195.2 269.4 27 36.7 57.4
Y& e SHEREL BC1246 BC1552 BC1875
Matching cylinder BC2816 BC2816  ‘rijaes  Fiss2s  Fig7ss ~ BC1878  BC2093

1KN = 101.97kgf

1Mpa = 10.197kgf/cm?
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2-JAW HIGH SPEED HOLLOW POWER CHUCKS
OPT-Type OPT-Type
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OPT-204,205 7 OPT-206,208,210,212,215 #Y
#R1&3€ (Specifications) :

7 OPT-204 OPT-205 OPT-206 OPT-208 OPT-210
Model (—) A24 A25 A2 6 A28
HEEITIE
Plunger stroke mm e e iz 16 19
438 (BfE)
Jaw stroke (diameter) mm 2t 2 22 7.4 8.8
BFFFRANLD KN 9 11 14 22 28
Max. pull force (kgf) (920) (1120) (1420) (2240) (2850)
ERARFREF/] KN 19 23 37 56 73
Max. gripping force (kgf) (1930) (2340) (38770) (5710) (7440)
BIFRAHERT Mpa 1.5 1.9 1.8 1.7 1.8
Max. hydr. pressure (kgf/cm?) (15.5) (19) (18.5) 17) (18)
B =iOiER
Max. speed (r.p.m.)min-" 8000 7000 6000 5000 4200
BILEE
Thru-hole (diameter) mm 26 33 45 52 75
BEANSE
S_Jiandard soft jaw height mm 23 S0 36 38 42
ARIFEEE 0|7 01|0 z1|3 o1|3 @C?O
Gripping range  mm 2110 2135 2169 2210 0254
B8 (S1EEDUN) Weight
(with standard soft jaws ) kg 3.6 6.5 131 23.0 35.9
fEHCHEREL 1246 1552 1875
Matching cylinder 0928 1036 F1246S F1552S F1875S
i OPT-212 OPT-215 OPT-206L OPT-208L OPT-210L
Model A28 A211 A25 A26 A28
HETIE
Plunger stroke mm 23 23 U 22 25
4T (BfE)
Jaw stroke (diameter) mm e Loks 10.8 16 18
BFFRAALD KN 36 47 14 22 28
Max. pull force (kgf) (3670) (4790) (1420) (2240) (2850)
ERARFFREF ] KN 95 119 26 38 49
Max. gripping force (kgf) (9690) (12130) (2650) (3870) (4990)
BFFRAHERET] Mpa 1.8 1.7 1.8 1.7 1.8
Max. hydr. pressure (kgf/cm?) (18) (17) (18.5) (17) (18)
BFfe iR
v Coeee i 3300 2500 4300 3500 3000
BILERE
Thru-hole (diameter) mm 91 Ll 45 52 75
RERNSE
Standard soft jaw height mm 50 62 36 38 42
RiFEIE z§5 z:l’,s zgo z?s zAIfO
Gripping range mm 2304 2381 2173 2215 2256
BE (SIEEHT ) Weight
(with standard soft jaws ) kg ses 103.2 26.4
YE T HEREL 2091 2511 1246 1552 1875
Matching cylinder F1246S F1552S F1875S

1KN = 101.97kgf  1Mpa = 10.197kgf/cm?
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4-JAW HIGH SPEED HOLLOW POWER CHUCKS

OPF-Type
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#71& 3% (Specifications) :
B OPF-206 OPF-208 OPF-210 OPF-212 OPF-215
Model A25 A26 A28 A28 A211
HETE 12 16 19 23 23
Plunger stroke  mm
MiTH (B ) 55 7.4 8.8 10.6 10.6
Jaw stroke (diameter) mm
BEEAAI KN 16 24 31 40 53
Max. pull force  (kgf) (1630) (2440) (3160) (4080) (5400)
BREBRIE KN 41 59 79 102 134
Max. gripping force (kgf) (4180) (6010) (8050) (10400) (13600)
NFEAHEEND Mpa 21 1.9 2.0 2.0 1.9
el I T
S REEE
Max. speed (r.p.m.)min-!
. . 45 52 75 91 117.5
BILERE
Thru-hole (diameter) mm
3 . 36 38 42 50 62
BERNSE
Standard soft jaw height mm 520 595 e . e
RIFEE
————— . 14.2 24.5 38.1 60.5 111.5
BE (SIREHRT) Weight
(with standard soft jaws ) kg
1246 1552 1875 2091 2511

S BCIHEREL
Matching cylinder

1KN =101.97kgf  1Mpa = 10.197kgf/cm?
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HOLLOW POWER CHUCK DETAILED DRAWING
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ZEHERAREEZ 3R (Hollow Power Chuck Parts list)

BPC Type 3 Jaw

Name of parts

Body

Wedge plunger

Master jaw

Soft jaw

T-nut

Plunger nut

Draw nut

Cover

Joint handle (accessory)

Grease nipple

Hexagon socket head cap screw
Mounting Plate

Hexagon socket head cap screw
Steel ball

Spring

Hexagon socket headless set screw

Sling bolt (accessory)

Chuck mounting bolt (accessory)
O-ring (accessory)

Water proof cover (accessory)
Hexagon pin spanner (accessory)
Jaw mounting bolt

Hexagon pin spanner (accessory)
Hexagon socket head cap screw
Hexagon pin spanner (accessory)
Hexagon socket head cap screw

Name of parts

Body

Wedge plunger

Master jaw

Soft jaw

T-nut

Plunger nut

Draw nut

Cover

Joint handle (accessory)

Grease nipple

Hexagon socket head cap screw
Mounting Plate

Hexagon socket head cap screw
Steel ball

Spring

Hexagon socket headless set screw

Sling bolt (accessory)

Chuck mounting bolt (accessory)
O-ring (accessory)

Water proof cover (accessory)
Hexagon pin spanner (accessory)
Jaw mounting bolt

Hexagon pin spanner (accessory)
Hexagon socket head cap screw
Hexagon pin spanner (accessory)

204
205

1
1
3
3
3
1
1
1
1
3
6
1
3
1
1
1

- Il = [0 - BN = I

OPT-204
OPT-205

1
1
2
2
2
1
1
1
1
2
6
1
3
1
1
1

4
1
1
1
4
1
4
1

206,208
206L,208L

A A a2 O W A om0 WW = -

= Il = @) - BN - &)

Q
OPT-206,208,210

OPT-212,215

Q’ty
210,212 215
210L 218

OPT-206L,208L,210L

1

— BrN . BN . S Gl B SO ES o S BN - BN D R

Note: Sling bolt is standard supplied for 10" or more.

—_

_ W 20 = A A A 2 a a2 O W aa W W W =

ty

—_

TSNS ) T Sl o ) RS QU G G, ) (R G G G Gy 6, RN G (o JR o RS R Gy G Gy g, I % TN 0% Q'Y

221
224

—

W = 0O = O = =4 a4 O = = a4 a4 W= O W2 24 4 a2 WwwWww =

OPF-206, 208, 210 OP-210BH

OPF-212, 215

B N o I e e T e T T SN S o o B S S S N N O O SO S

OP-212BH

- W 20 = A a0 A2 a2 OW R aa W -
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LARGE THROUGH HOLE 3-JAW HIGH SPEED HOLLOW POWER CHUCKS

,ﬁi‘H
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}R1&3€ (Specifications) :
B OPB-206
Model A25
HETR -
Plunger stroke  mm
i (BE) 55
Jaw stroke (diameter) mm
BEFRAHIZ KN 21.5
Max. pull force  (kgf) (2200)
RAEBREF KN 58
Max. gripping force  (kgf) (5900)
B AHEERE Mpa 2.0
Max. hydr. pressure  (kgf/cm2) (21)
B =iEEE
Max. speed (r.p.m.)min-! e
BILEE 50
Thru-hole (diameter) mm
BT 36
Standard soft jaw height mm
SEF5H0E 013
Gripping range mm 2170
BE (SIZEHN) Weight 12.3
(with standard soft jaws ) kg ’
S C R P14528

Matching cylinder
1KN = 101.97kgf  1Mpa = 10.197kgf/cm?

OPB-208
A26

16

7.4

33
(3400)

86
(8800)

2.5
(26)

5000

66

38
047
02|15
21.7

P1666S

OPB-210
A28

19

8.8

42
(4300)

109
(11100)

2.8
(29)

4200

81

42
234

252|54
33.6

P1881S

OPB-212
A28

23.7

10.6

55
(5600)

143
(14580)

1.8
(18)

3400

106

50
250
z3|1 5
54.7

P2511

OPB-218
A211

245

11.3

71
(7240)

179
(18250)

2.3
(23)

2000

166.5

62
280
ﬂ4|55
165

P2816
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LARGE THROUGH HOLE POWER CHUCK DETAILED DRAWING
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ZEHERSREESE R
(Large Through Hole Power Chuck Parts list)

NO.

=8

M7

hIgg

M

£m (&)

T ZURIE (TEUR)
rREEE
HITSIRE
PEE
EERTF (1)
B
REEZIRM
EHEER
EFGERIRAN
HAER

o

B

PIEELES
IR (BT
PGERE

O ZUR (M)
BOKZE (BdHF)
TNERTF ()
EIt=
TEiRT ()
BPoEEEIR M
TNERTF ()

Name of parts

Body

Wedge plunger

Master jaw

Soft jaw

T-nut

Plunger nut

Draw nut

Cover

Joint handle (accessory)

Grease nipple

Hexagon socket head cap screw
Mounting Plate

Hexagon socket head cap screw
Steel ball

Spring

Hexagon socket headless set screw

Sling bolt (accessory)

Chuck mounting bolt (accessory)
O-ring (accessory)

Water proof cover (accessory)
Hexagon pin spanner (accessory)
Jaw mounting bolt

Hexagon pin spanner (accessory)
Hexagon socket head cap screw
Hexagon pin spanner (accessory)

OPB-206
OPB-208

—_  d a0 = O W = = a g WWwWW s .

—_ W = O = = a O

Note: Sling bolt is standard supplied for 10" or more.

Q’ty
OPB-210
OPB-212

—_ W = 0O = = a0 == A a0 2O WA R A e, 0w

15

OPB-218

- ) = 0O = = a0 = = A a0 =0 WA e WL0WwWWwW -



4-1 ZRFFDEEEZRHIRA R
The relation between the gripping force and RPM

— - RAREFRFF]

. | 16

RFFIEZEESERHEVES - EMIVSEAMNEMERBMANE - HMIERBSRDAIIEEEEZSEIRT

SIHYIEST
(1) fEFH
(288 Fig-1 >

1ZEAERVERT\ - TR 2455 TS A 2R VD RIE ST E B S E B PRI & -

¥ (2) {ERREERBH i LiBEEEH -

(8) =& /MBS » IRMZEHERIAE - IVEKIZIEAEIHAEIHER -
(4) RIROAS BRI AIBIVRANESTHIT] »

(ZIBE 23 5H)

(5) ERERFFHEREEZEDES 20L/min - SHEEEETIZI=HILEBEE BT SsDURE R o Rzl -

— - Maximum static

gripping force

The gripping force will vary with the condition of lubrication, the type of the grease, the height of the top jaw and the

other factors. The standard values listed in our specification are based on following conditions:

(1) The gripping force measuring device is placed at the mid position of the soft jaw height. (ref. to fig-1)
3% (2) The chuck grease or molysulfide grease should be used for chuck lubrication.
(3) The torque value of screws should follow the specification to install the top jaw. (ref. to page 23)

(4) The allowable pull force listed in the above table is the maximum allowable pull force of the wedge plunger.
(5) When pump is operating, the flow rate of the hydraulic oil should be no less than 20 L/min, the pressure of the
hydraulic oil should be controlled by the controlled of the pump or a reduction valve separately.

Fig. 1

RABEFHRS

Maximum allowable

pull force —
—

.

(T

R

standard soft jaw

fEA=BHF;At A=B

|
\
i

B
Chuck B
—
%
g o~
B
HBEM

Lubricate on the master jaw

o0 oo

REF A S

Gripping force measuring device

KETRERVIHMEIHE (2£0855238)
Tighten with the specified torque value ( ref. to page 23 )
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=71 S, THBITIEEY— -

EMBYAIE . ... MEYERIGE S REERY N4 -

— - Maximum RPM

The maximum rpm of the chuck is measured under the following condition: when the measured dynamic gripping
force (the gripping force during rotation) is reduced to 1/3 of static gripping force.

Gripping force:-------- maximum static gripping force.
Top jaw:::+--:------ o standard soft jaw.
Master jaw::-------------mid position of stroke.

Position of top jaw:----- the rear end of the jaw align to the profile of the chuck.

iij CAUTION
FE

* BABIREFS]

1. fERELDEHRFZRT » 55552556 16 BHEISE 20EHIER

2. REFFDIVREHVFIRANE R ~ BERN - ERIEAESHNERE BRI - I AELVHE O
G EDHEREE V@ KET - EEEEHEVEGn - EREAERMREEZESEaIET] -

* Reference of the gripping force

1. Refer to the information from pages 13 to 18 before determining the cutting condition.

2. The grippping force will vary based on the condition of the hydraulic pump, the reduction valves, the
piping, and the type and quality of the grease used. If the hydraulic pressure is too high, the service
life of the parts will be reduced, therefore it is recommended to use a regulator to control the
surge pressure.
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s ERAEREEEEEE

1. ERLETHEET » REFIEE - BERERDLDERFDEE » THBEREREBIEE -
2. TEUHIINES » THSSISEESRIER -

3. @EFHYERE A E REESHEREL B 5 i = @A -

* Precautions for operating at high RPM

1. Under some working conditions, the gripping force is so low that there is a danger of the workpiece
flying out of the chuck. Centrifugal force should be taken into consideration when operating at various
RPMs and you should not exceed the recommended max RPM.

2. Under heavy cutting conditions, be careful of the workpiece flying out of the chuck.

3. The RPM should be no greater than the maximum specified for the chuck or cylinder.



EFEERAVIBI0 » ASEIRTEEHLIDE K » 5EAREFIBLD » TYIBRZOaVEIRE FREERVERTIAT
AIE - BSEANEEN EMBIRY s AMEREZEIINE » WRISERBBR NIRRT LUEBE
FRAZ$F 7 AIEET ARG -

The higher the RPM, the higher the centrifugal force. This creates a reduction in grip force. The curves
shown in the following diagrams are measured using a standard soft jaw that comes with the chuck.

The gripping force will vary based on the size, shape, and position of the soft jaw. If the operation exceeds
the maximum RPM for the chuck, the gripping force should be measured with a grip force measuring device.
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4-2 ETVSE » &RARFFREFDEATIRIEI R
The relation among the height of top jaw, the maximum static gripping force and
the input force.

E_ EMeySE AEERR TS 2B MEARTiR A& 55 T 485 U\ /E R HEREL #E 7D 82 = MBYSE RN EE
WSR2 BRFEHERET HE /I T RE S EN AR BRI T (FREHI Bk

When the height of the top jaw is higher than that of the supplied soft jaw or the workpiece being clamped
in the nose of the top jaw, the input force of the cylinder should be inverse in ration to the height of the top
jaw. If the input force is not reduced, the workpiece could fly out of the chuck, or the chuck could be
damaged.

REUSK B ERY EMTEhesS s L BRARYBE WD EUERIFOEIRE | Rt fERLLE D MAlEESEL)
HIRIFRBEICRRE -

Larger or heavier top jaws will induce a higher centrifugal force during rotation. This condition can dramatically reduce
the gripping force. Be sure to determine the cutting condition before using this type of top jaw.
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HGE HXEH Workpiece

G:EmE=stlh

r - MEE S\ ZE35a00)1) BEEE (mm)
m: EMEE (kg)

H: EMRFHNSE

G:Center of gravity of the top jaw

r:The distance between C.g. of the top jaw and
the chuck center (mm)

m:Mass of the top jaw
H:Height of the gripping force center
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. The selection of the RPM and input force of the cylinder should be determined by referring to the above
diagrams. A trial cut shouuld be performed to confirm.
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The input force of the 2-jaw should be lower than 2/3 of the input force of a 3-jaw chuck.
The input force should be reduced to less than 50% when clamping the ID of a workpiece.
The input force should be reduced to 1/3 or 2/3 respectively when using only 1 or 2 jaws on the 3-jaw chuck.
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Manufacture of the draw bar
FITRHIREESEIK TSIUSTE The length of the draw bar should be determined by following calculation.

Open Center Type

L

- , Ej—ﬂ% =
1f T
© jHL ’’’’’’’ T | \
1/ =
— ) =
12 \@ Lle Min f Max / A %
ik SHEREL A48 .
Model Hydraulic cylinder b G clig Olilll i s
BPC204,0PT-204 BC 0928 M38 x 1.5P 25 25 3456 3 M32 x 1.5P A+28
BPC205,0PT205 BC1036 M42 x 1.5P 25 25 PG 85 M40 x 1.5P  A+28
BPC206,0PT206,0PF206 BC 1246/F1246S M55 x 2P 30 25 5005 5 M55 x 2P A+41
BPC208,0PT208,0PF208 BC1552/F1552S M60 x 2P 30 25 5500 4 M60 x 2P A+39
BPC210,0PT210,0PF210 BC1875/F1875S M85 x 2P 35 30 803%% 5 M85 x 2P A+38.5
BPC212,0PT212,0PF212 BC 2091 M100 x 2P 35 35 953%; 4.5 M100 x 2P A+36
BPC215,0PT215,0PF215 BC 2511 M130 x 2P 45 50 12536 6.5 M130 x 2P A+59.5
BPC218 BC 2511 M130 x 2P 45 50 1253%: 6.5 M130 x 2P A+59.5
BPC221 BC 2816 M180 x 3P 45 50 1715306 7.5 M195 x 2P A+62.5
BPC 224 BC 2816 M180 x 3P 45 50 17153 7.5 M220 x 3P A+65.5
OP-206L,0PT-206L BC1246/F1246S M55 x 2P 30 25 503585 5 M55 x 2P A+41
OP-208L,0PT-208L BC1552/F1552S M60 x 2P 30 25 55500 4 M60 x 2P A+39
OP-210L,0PT-210L BC1875/F1875S M85 x 2P 35 30 803558 5 M85 x 2P A+38.5
OP-210BH BC 1878 M87 x 2P 35 30 8356 4.5 M87 x 2P A+38.5
OP-212BH BC 2093 M103 x 2P 35 35 100356% 5 M103 x 2P A+34.5
OPB-Type —1
L - - %
b c . t%—ﬁég &
T [ Y =11 f
1 | — ] —7— -
L | 7/
el N\a le Min  f Max,/
B3 JHEREL RS ;
Model Hydraulic cylinder b ¢ d(f7) e Min f Max L
OPB-206 P1452S M60 x 2P 30 25 55 %% 4 M60 x 2P A+34
OPB-208 P1666S M75 x 2P 85 30 70 30% 4.5 M75 x 2P A+42
OPB-210 P1881S M87 x 2P 35 30 85 1550 4.5 M90 x 2P A+37.5
OPB-212 BC 2511 M130 x 2P 45 85 125 306 45 M115 x 2P A+46.5
OPB-218 BC2816 M180 x 3P 45 50 171.5 5% 4 M180 x 3P A+58.5

4

c NIREEIEIITSEEBESZEE - SHRZRENESEHEIRMEELNITI] - B TFRE -
ELEEE -

The drawpipe must be thick enough to hold up to the speed and weight of the chuck and the workpiece. If the pipe is not strong
enough, the chuck could be damaged, causing the loss of grip force and danger of the workpiece flying from the machine.
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IMPORTANT
BESEH

IR A SREN S SNIRENBI EERE
c FIIREE e BR/IVERIE » JITIRS f SMAFRIZERAARNER - fF e [BETBEZEK -
° DAFIHISEZ 380Mpa(38kg/mm?) A =2 A SR BUERIFR
° 1FHY a,d,f EIMNETETE 0.05mm T. 1. R LA -
Be sure to tighten screws to the proper torque so that the vibration of the chuck does not loosen them.
° The thickness of the drawpipe “e” is the minimum limit value. The larger diameter value shouldl be
used to manufacture the thread in order to get the “e” value as high as possible.
* Use material with a tensile strength of 380mpa(38kg/mm) or highter to manufacture the draw pipe.
* The concentricity of thread “a”, “b” and “f” should be within 0.05mm T.I.R.

5-2 BHFRLZEIEFGER
The manufacture and installation of the mounting plate

s IRIFEEEHEVAIEE - 2RI TEGBRNVESEX -

* EBFSEFS IRV RIS B RS 22 2ERVBE FTLUEAS B8 IR B R NMERVREELZETE 0.005mm BAA °
* WRFHEGEROAER PSS RBRII T RSEESHIRERNMENEMD AL S S IZIIEEE -

* EIGERE AREBE S IMERVER DA N RATREY A (BEZRDI T EAZ2EEA-0.01mmELA -

e Reference the actual measurement of the spindle in order to machine the mating diameter of the mounting plate.
* The run-out for the end face and the outer diameter of the mounting plate should be within 0.005mm
so as not to affect the accuracy of the chuck.
* Machining the mating face and the outer diameter after the mounting plate is installed will improve accuracy.
* The mating outer diameter of the mounting plate should be machined to A-0.01mm (refer to the A value in
the following table.)

AT BPC-204 BPC-205 Bpc-206 BPC-208 BPC-210 BPC-212 BPC-215 BPC-218 BPC-221 BPC-224
IEE\ModeI) OPT-204 OPT-205 OPT-206 OPT-208 OPT-210 OPT-212 OPT-215
(ltem) OPF-206 OPF-208 OPF-210 OPF-212 OPF-215
A(H6) 85 110 140 170 220 220 300 300 380 520
B 70.6 82.6 104.8 133.4 171.4 171.4 235 235  300.2 463.6
(o} 55 56 76 86 95 104 127 127 140 149
D (min) 15 15 15 17 18 18 22 22 27 27
ROEEIEIR AR M10 M10 M10 M12 M16 M16 M20 M20 M24 M24

Chuck mounting bolt

OP-Type
it Ea Y OP-210BH OP-212BH OP-206L OP-208L OP-210L P
IEE\ModeI) OPT-206L OPT-208L OPT-210L
[710.005 TIR
(Item) [
A(H6) 220 220 140 170 220
B 1714 1714 1048 1334 1714 =t B
c 95 102 82 98 107 ) I
D (min) 18 18 15 17 18 / Qg
QEE;E RS IR M16 M16 M10 M12 M16 ' ‘ =
Chuck mounting bolt N Eg
1% . ‘ ]
== P 5 Draw bar 1 1 —d
FERCARITTSDINGEREE — . _ —_—
Note: "A" Dimension mounting recess diameter is according to DIN standard Mounting plate [ SN Chilei ﬁﬁéﬁn i
- D C mounting bolt
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OPB-Type
[710.005 TIR
‘
=r=
S
pindle
| =— 1|
m| <
Q Q
i 12 =
Draw bar ‘ ﬁ
I [ N
i TR ——
Mounting plate D c Chuck mounting bolt
BT
I5E . (Model) OPB-206 OPB-208 OPB-210 OPB-212 OPB-218
(Iltem)
A(H6) 140 170 220 300 380
B 122 150 180 235 330.2
(o 76 86 95 103 128
D (min) 20 22 28 33 27
JROEEAEIR SR M10 M12 M16 M20 M24

Chuck mounting bolt

FERECARTITRTESDINAZSE  Note: "A" Dimension mounting recess diameter is according to DIN standard

* RCEEGIRS - [BEENNCEE (BE « 38 - M8) BEFRBEESZRAETIHE -

* ANFHEIAREN BN AN EBURFHETR MS N REEREZ B -

* The mounting screws of the chuck should have sufficient strength (diameter, quantity and material) and tighten
with specified torque.

e |If tightening torque is insufficient or screw broken by too much torque, the danger of the chuck scattering will

be caused.
BREEE FRIR AT 1SRG PREEEFTIR AR 1R
Chuck mounting bolt Tightening torque Chuck mounting bolt Tightening torque
M6 12.7N-m(1.3kgf-m) M16 250.0N-m(25.5kgf-m)
M8 38.2N-m(3.9kgf-m) M20 402.1N-m(41.0kgf-m)
M10 72.6N-m(7.4kgf-m) M22 539.4N-m(55.0kgf-m)
M12 106.8N-m(10.9kgf-m) M24 637.4N-m(65.0kgf-m)

M14 170.6N-m(17.4kgf-m)
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Machining of the draw nut of the hollow chuck

during this process.

nut with the screws.

PREELEZ

Hexagon socket headless set screw 4]
HE
Sprin

Steel ball ﬁ

BEEERM

Hexagon socket head cap screw

BEEE

Hexagon pin spanner

* IHERREEZRIRMET - SHIKBIREDEHEER - WREEHAETNEHEAK » iHERIRMETR - T1F

YIREE LR -
* SREFIMIERZIRA

]

=1

Plunger nut

NIRRT

BECSHIT
The thread of the draw

nut should be mated with
the draw bar.

|

!

HIARIRIE

Draw nut

* FRANHIEFSZEEREREMED - EEEERAMFIRIE—ENE - SEEREEEEAED
STUBBIRARERRE » ASHMARIRIEENDE - EEED » NWER R BEAREEKR S °

* ASHIRIRIEES S » IWVFREIRARAVIR ST —E (FIRIRIE < FERTEE fvax 552 EEE 21 HEEZR) -

o ISHIRIRIESR AR EIESE » Bk EEROZETEEN - BAREEERMISREEEHEE -

* Remove the screws on the plunger nut with a hexagon pin spanner. Loosen the hexagon headless
socket set screws on the plunchger nut and remove the draw nut. Do not lose the steel balls and coil springs

* Thread the draw nut to mate with the draw pipe (the thread diameter of the draw nut cannot exceed
fmax referred to in the table on page 21.

¢ Install the draw nuts with the steel balls and coil springs into the plunger nut, then tighten the plunger

PREBHVHIIAR S

BB RN

The steel balls and the
springs of chuck are intalled
in the wedge plunger.

HRER
Chuck

¢ Use the torque values specified below to tighten the screws of the plunger nut. If the torque is
insufficient or too tight, the screw could break and the workpiece could fly from the chuck.

® Only use the inlcuded screws.

FEERZ TN

Chuck model
BPC-204
BPC-205, 206, OPB-206, OP-206L
BPC-208, OPB-208, OPB-208L

BPC-210, 212, 215, 218
OPB-210, 212, 218
OP-210L, OP-210BH, OP-212BH

BPC-221, 224

BEEZRM
Hexagon socket head cap screw

M5
M6
M8

M10

M12

1R
Tightening torque
8.5N.m(0.87kgf.m)
12.7N.m(1.3kgf.m)
38.2N.m(3.9kgf.m)

72.6N.m(7.4kgf.m)

106.8N.m(10.9kgf.m)
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5-4 (PZEFRGERYZZ2E5S 5 B8
The installation procedure of the hollow chuck

(1) SRR L2 EE P TERE -
s IEARMIEEBETE L EEIFFN - BEEEERLL - (WFRERNIBHSEEDEEIRELCIEH ) -
(2) 18 TEFET S HL 80 COEREERER)
s mEDEI ERRRERERESSIER - 82 HEBIMKEEAREE (0.4MPa~0.5MPa, 4~5kgf/lcm?)
HEFEE) 2-3 WZIEBIRFIHK - MEERIEER -

(1) To install the draw bar to the cylinder
e Screw the draw bar into the piston thread of the cylinder to reach the end of the piston. (if the right position
not reached, it will cause the piston locking pin damaged)
(2) To install the cylinder to the spindle (cylinder adapter)
e Check the run-out of the cylinder and the hydraulic pipes, and set the hydraulic pressure at low pressure
condition (0.4MPa~0.5MPa, 4~5kgf/cm?), move the piston 2 or 3 times and stop the piston at the forward
end, then shut down the power.

iii CAUTION
FE

o (EZZESNIT NREERS - FHBFEARTHMIREE (8" A TN ZZREERNHIMRIR) ©

* FRAREEISMIRHMPBUEREE AT

* Using the hanger or lifting belt to install or remove the chuck (for the chuck of 8" or less, the hanger not
attached).

* Be sure to remove the hanger or lifting belt after the chuck is installed or removed.

BETE m%
Open Center Type Plunger nut Wedge plunger

EFRTF
Joint handle
HItZ —
Draw bar ]
I
Y]]
BHE ( - Advance end - -
; HIA2IT1E
Draw nut
IR [ [ | |
Spindle [ r_—— %
A B EEIRA
Chchk_m%unting bolt

o WRMFHEHNAEZEIRBIRT N E - iSIBIERI MEEREF BRI T S TIHREVZ B -
¢ If the draw bar is not screwed into the draw nut fully, the gripping force will lose instantly due to the damaged
thread, and the danger of the workpieces scattering will be caused.



(3) ZEREEEHIIF =
* EXNTEREEZERTURZBGEESS » LA 1.2.3. SRIRABE A BT IS ESIRFERARENILSLE
» HITRIRIEIHARMR - 1R HEREEEE4-5kg flcm? 218 » {FHIR AT ES)2~32X
WNEFIFHALRIE (2556 24 H)
o NIARIRIEIH A LSRR - AANERFIRFIEA - BlEENMEE=RI PN SIER- -5 -
UOSEFIFHA RIS EAEE CHERZE IR 18R -

(8) To install the chuck on the draw bar
* Remove the soft jaw and cover of the chuck, screw the mounting screws 1.2.3. for several pitches into the
central holes of the chuck with the joint handle, and attach the draw nut to the draw bar. Move the draw bar
back and forth for 2 ~3 times to check if the hydraulic pressure is at 4-5kg f/cm? position, then tighten the
screws (refer to page 24).
¢ [f the draw nut cannot be attached to the draw bar smoothly, the inclination of the thread centerline should be
checked, to attach by force will cause the accuracy mismatched and thread damaged.

(4) LHREAFREH
s EHEENRFERELOREMIKE
o (K TIEREE ik
1—+2—>3—>4—>5—+6
(WRBSTNENTITEEREE)
(PBHEXTIFEZE5E 23 H)

e’ @ y
(4) To install the chuck to the spindle o

e Turn the joint handle to attach the chuck on the mating face of the spindle entirely.
¢ Tighten the screws in following sequence 1 —+2—+3 —4—5—6
(Uneven tightening force will induce the run-out) (The tightening torque refer to page 23)

° REEEREIRS - FBIZERELIHAEIHER -

ANFHERIBRE N EENASEASEEEE RN -
* DIBC IR ARIERIRE » BRFIRIEREEIRA12.9 U (M222412 109 ) IFBEHCFKE -
e Tighten the mounting screws of the chuck with specified torque.

If tightening torque is insufficient or too much, the accident will be caused.

* Use the attached screws only. Use 12.9 and more for special condition (10.9 for M22 and more) with
sufficient length.

(5) FEEREBENRTFRAENIBENIE -
o FAEENIAREAARRSRIT —EIERHEARIMIER) - LAEERRMITIZ(288P8~10, 13) ©
SRIFPHE/ARFFERIENE -
o HEEINMRIRIEREITE - BIEIREMEILBR L > R IRERNCIERFIRIEFAMR -

(5) Use joint handle to adjust the position of the plunger.

* Adjust the wedge plunger to an adequate distance as dimension A (refer the following table)from the chuck
body to insure the jaw stroke(refer page 8~ 10&page 13) : in the meantime, the hydraulic cylinder should
keep at the pushing position.

e Turn the draw nut to a position where the clip stop(locking device)is effectual in case it looses when the chuck
rotates.

508 BPC204 BPC-205 BPC-206 BPC208 BPC-210 BPC-212 BPC-215BPC-218  -221 OPB-206 OPB-208 OPB-210 OPB-212 OPB-218

%18 OPT-204 OPT-205 OPT206 OPT:208 OPT-210 OpT-212 OPT-215 BPC 24

Chuck N N N H H

o OP-206L OP-208L Op-210L OPF-212 OPF-215
OPT-206L OPT-208L OPT-210L

A 155 155 20.5 23 22.5 27 275 275 335 205 23 22.5 27 27.5
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5-5 SEECHIEERE Assembly drawing

Open Center Type

ESIRFOFESE

Rear cover of the lathe

SRS FEEE ISR
Cylinder adapter Mounting plate Tl
JHIEREL Soft jaw
Cylinder -
HI 12
) \\ Draw bar -
I ol
=L | |
-——H E%*ifEfff 77777777777777777 -
:ﬁ@ Yez77z;
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BHE
Drain hose
2l
— Valve C
A
Pump
4
o 78 2 ) N
Tank b b — ::/:::: 7§7E?¥DM\5E§%B&\/TQELE
——————————————1 The discharge port of drain should be located

upper the oil level in the tank
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Precautions

©®NO O AN =

©

EEEEME - UWEBSEENIVSERE D RTEURIEHESEND . BRI SAHEE CHIRE -
IKEB T AN R LDHIIB ST ARG EHEEEE /] - QISR EAREY TR S BRI E N -
FAFRIESRIEE ISR TR - (ERVSRNEREREIRZKRTFH - TIFMT ~EREN -
REFRILV TR - RILVEEEEIVREINIEREE—MLE » IITRHEREKER -
ANEEREEMBIEAEGZ LM » [EEETE - BEERFNERE - BRESEE/TIEE -
EXRIaZA] » EREERGM—XR » E TN TEUEESER - DREEEETS -
UNRSFREOVTAIEET - EREEESKINZESZIES I -
REFEIFEMasET - B8 EAOIREF TAEYD -
SIREAEXNEMOEITER AN ) B EEEIREE » 1T AlEMimE BT~ /T ~ TEERE
EFGIRM R REEESFREEIES

FREE _ ENMUERZ BB IR TR -

The serration of the master jaw and the mating part of T-nut should be cleaned when changing the top jaw,

if not can cause poor accuracy.

According to the shape of the workpieces and the cutting condition to set the hydraulic pressure, the pipe-shaped
workpieces will be deformed by high pressure gripping.

When gripping the inclined or tapered casting workpieces, the special jaw with spikes should be used to prevent
workpieces scattering.

When gripping the eccentric workpieces, the centrifugal force will be induced to act on single jaw, so the low speed
should be used to machined such workpieces.

Do not use the top jaw with the serration pitch differ from the master jaw, if the engaging force is insufficient, the
gripping force and the accuracy will be affected, and the master jaw will be damaged in the worst case.

Trial run once with low speed before operation, and check if the position of the top jaw and workpiece interfere with
the tool or the tool holder.

Use the tailstock or steady rest at the other end, when clamping the long workpieces.

Do not clamp the workpiece on the chuck when stop the machine for a long period.

When the tool or tool holder interfere with the chuck due to improper operation or malfunction, stop the machine
immediately to check if the top jaw, master jaw, T-nut, mounting screw and the gripping accuracy are normal.

10. The hydraulic pressure for using the top jaw of special height should lower than that for standard jaw.



o TRDILEREFIRITIZBVRFANIE - SRAEPFLANERIVEE R RIBEEAG T LLER -
EERIEATIENSImARASEF T -
SREMRMBRIUEER T BURIE - [EEERTTA T BURIERTLIZSEEEM - (GIETE)
T ZURIEZEEE/N - NEEERTSASSAREMER T BURIERVIBIRRAEE CAVRE - (ZER1IEE)

The workpiece should be gripped at the mid stroke of the master jaw, it is the way to achieve the best accuracy,

gripping at the end of the stroke should be avoided.
To set the position of the jaw should be sure the T-nut can not protrude from the master jaw. (right side is correct)
The T-nut protrude from the master jaw will cause the master jaw or T-nut damaged and poor accuracy.

(left side is incorrect)

] fEEm
Soft jaw Hard jaw

TEURIE TEURIE
T-nut T-nut

(RIEE) Incorrect
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e |f the screwing depth for the top jaw mounting screws screwed into the T-nut is too shallow, the T-nut will be
damaged. If the screws protrude from the T-nut bottom, the top jaw can not be fixed even the screws are
tightened. thus, the over-all length of the top jaw mounting screws should be 0-1mm from the T-nut bottom.

e The attached T-nut and mounting screws should be used (under some unavoidable condition, use the high
tension nuts and screws of the strength more than 12.9 (10.9 for M22 or more) and sufficient length.

e Do not start the spindle when T-nut is loose, otherwise, the top jaw and the T-nut scattering can be caused.

L MEHERIRHR
Top jaw mounting screw
£m
Top jaw
Tl v
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T-nut
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* The top jaw is mounted on the master jaw with the T-nut and the mounting screws, and the position of the top
jaw can be adjusted on the serration of the master jaw.

e If the top jaw is mounted with the master jaw opened and the distance between the T-nut and the cover is less
than the master jaw stroke, the cover will be damaged due to T-nut interferes with the cover.

EHMITREs E T EERARE
IN MASTER JAW OPENED IN MASTER JAW CLOSED
|
\ \
| *
a5 ‘ TEUZIEAT ey
E g— T-nut point
g - L |
. — EMPHEEEIE
N TS The reference position
‘ of master jaw serration
| £ RET e
! The T-nut interfere
with the cover

FNR T VRSB E/THREEENE - T RSN SIEERPHES - EENPHESIEE -
If the T-nut protrudes from the reference position of master jaw serration, the T-nut will interfere
with the cover, and cause the cover damaged.
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Precautions for manufacture of the soft jaws
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1. Prepare a forming ring (off-the-shelf).
2. Check if the master jaw is at the mid position of the stroke when gripping the forming plug.

3. The hydraulic pressure for forming process must be the same or less than the pressure for gripping a workpiece.

4. Grip the workpiece to check the stroke of the jaw and the gripping force after forming.
5. After the trial cutting is normal, then start to machine the workpiece.

(11.)
fig 1.

(38)
Pin
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fig 2.
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Prepare forming ring (off-the-shelf)

Make and mount studs on the trisection position of the ring (Refer to the figure 1,2).

IR(FLDIBRIIEEMFIREEIRK -

Fully open master jaws with the valve.
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Insert the studs into the bolt holes of top jaws, push the ring face to the surface
of soft jaws,then move the jaws by appropriate torque to lock the ring firmly.

ERIFERNEIEIARET » CIEIETIERIFERD (od) SXEE00 LA TIEYD
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With the ring gripped, machine the holding parts of the soft jaws with the (ad)
that is the same as the diameter of workpiece (H7 engagement), roughness
should be below 6s.

RRELE - SREFTAEYD - HESRRIMZ1TIE - BRTIENLIHI » iR
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After forming soft jaws, check the jaw stroke, start trial machining then measure
the accuracy of the workpiece. As the figure showed, A and B are contact faces
with workpiece.
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* To maintain the accuracy of the chuck for long time operation, regular lubrication is very important.
Improper lubrication will lead to malfunction at low hydraulic pressure such as: reduction of the gripping force
and the poor gripping accuracy, abnormal wear and seizure, so the chuck should be lubricated properly.

e The chuck grease or molysulfide grease should be used for chuck lubrication.

* VMR T ISEE L ARAE SR IIEY T A RER R AR B EH -
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At the end of the operation, an air gun or similar tool should be used to clean the chuck body and slideway.
o Apply the rust prevention cutting oil on the chuck to prevent rust, notice that the rust can reduce the gripping force.

‘gE%ﬁ < %
rease gun m

SHIE Grease nipple

o B/EF7E B IEASRREEE ME—EERYER >
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» Disassemble and clean the chuck entirely at least once per 6 months, but for casting parts cutting,
clean the chuck entirely at least once or more per 2 months.

. Inspect every part and replace the broken and worn parts.
After inspection, lubricate the parts fully before reassembling.
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The procedure to disassemble the hollow power chuck (ref. to page 11 and 14)

For safty reason, the hanger and lifting belt should be used to disassemble the chuck.

(1) Loosen the fixed screws on the top jaw to remove the top jaw and t-nuts.

(2) Remove the cover.

(3) Use the joint handle to remove the draw nut from the draw bar.

(4) Loosen the mounting screws on the chuck and remove the chuck.

(5) Remove the wedge plunger from the rear end of the chuck.

(6) Push the master jaw toward the centerline of the body, remove it from the rear end of the body.
(7) Remove the plunger nut from the wedge plunger and remove the draw nut at the same time.

* DERE > IS EEHRIEDASSHRBRZBIREZ - 1ISAERAVERE ~ #1YD - FEUEEVERR -
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e After disassembly, clean every part with diesel fuel entirely and dry them, then apply the grease of good
quality on the interior of the chuck, wedge plunger and master jaw. The grease of bad quality can cause
the reduction of gripping force or seizing.

* For reassembly, perform operation following the reverse order of the disassembly. Be sure that there is no
mistake on the part number and the position.

e It is correct assembly and noticed that the stamped No.1 wedge plunger should be aimed at the stamped
No.1 slipping runner of the chuck body.
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Troubleshooting

9 Troubleshooting

If the chuck malfunctions, please stop and check with following conditions.

Abnormal conditions

Chuck is not work

Chuck is not work
Chuck is not work
Insufficient master jaw stroke
Insufficient master jaw stroke

Sliding workpiece

Sliding workpiece

Sliding workpiece

Sliding workpiece

Sliding workpiece

Sliding workpiece

Poor accuracy

Poor accuracy

Poor accuracy

Poor accuracy

Poor accuracy

Reason
Damage of the chuck
Chuck was blocked

Hydraulic cylinder is not working

Too much debris inside the chuck
The draw bar is loose

Insufficient stroke of the jaw

Insufficient clamping force of the chuck

The forming diameter of the top jaw is

different from the diameter of the workpiece.

Too much cutting force

Insufficient grease of the master jaw slide.

Rpm is too high

Run-out of the outer diameter of

the chuck is too big

Dust on the serrations of the master
jaw or the top jaw.

The mounting screws of the master
jaw and the top jaw not tighten.

The process of the top jaw forming is

not proper or not finished.

The height of the top jaw exceed
the standard, and induce the
deformation of top jaw or the
mounting screws deformed due to
long extension.

Too much clamping forces to

deform the workpiece.

Solutions

Disassemble the chuck and replace the parts
Disassemble the chuck, deburr with the oilstone
and apply the grease.

Check the hydraulic system, such like if the

control valve or tubes is normal.

Disassemble and clean the chuck

Turn and tighten the draw bar

Rearrange the soft jaw in order to place the master
jaw at the stroke center.

Check the pressure setting is normal.

Reform the top jaw by the correct method.

Re-set the cutting depth and confirm the rom and
feeding speed.

Follow the lubrication process to lubricate every part
again, and then operate without wokpiece few times.
Lower the rpm to the specified value, and re-test it.
Correct the outer diameter or the run-out of the end
face, and tighten the screws.

Remove and clean the top jaw, tighten the screws

with proper torque.

Check if the forming plug location is proper,
and check the setting pressure and the
surface roughness of the top jaw.

Reduce the height of the top jaw or reduce the

pressure properly.

Reduce the clamping force to the proper level, in
order to clamp the workpiece tight but not to

deform it.
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