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





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.
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Too much input force by the draw tube will
damage the chuck, causing the workpiece
to fly out of the chuck.

Insufficient grease will reduce the grip force,
increasing the danger of the workpiece flying 
from the chuck.
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Loose clothing can be caught in the moving parts
of the chuck, causing injury or death.

When gripping the ID of a part, reduce they hydraulic pressure by 50%

When machining a long workpiece, a tailstock and damper should be used.

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

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

Do not modify the chuck.
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Dropping the chuck can cause damage.

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

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.

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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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.

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.

1.  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.
2.  The input force of the 2-jaw should be lower than 2/3 of the input force of a 3-jaw chuck.
3.  The input force should be reduced to less than 50% when clamping the ID of a workpiece.
4.  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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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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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.

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.)
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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
during this process.
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
nut with the screws.

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.
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