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CEV—%2JIcD\\T About CE marking
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This product has been implemented “Declaration of Incorporation” as “partly completed
machinery” prescribed in 2006/42/EC of European Machinery Directive after confirming all the
necessary safety issues.

Being an “Incorporated Product”, there is no CE marking on this product itself according to the
regulation of this directive.
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EN1550ICESELCHDET .

This operating manual has been compiled
with due consideration being given to EN 1550.
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P FrvIEEIV A5 I

Air Chuck Operation System

O VAT LOEIEEE System lllustration

O VAT LDERESHAE Explanation of Each Component

R A ZECRIV
| Spindle

JAW OPEN

N R S————— :
JAW CLOSE /-

® E ez |
A TBAI7 .W <D H; i
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O HEEERDOINOEHIENET,

This is used to machined the jaw for OD clamping.

AT ELTEIAZIDF vy VAN Y ARWICHZIBEDSZEDERBICFHELET, T
HOWMRICEDE T HEERICY A XEIBBIEMERD TOFENPIEETT,
This is available as option on each size of chuck. This is basically used to form machine the jaw for
OD clamping. There is no standard. Size and shape can be arranged in any way according to how
the jaw is form-machined.

@ AREEROMOERI(ENET,

This is used to machine the jaw for ID clamping.

K2A T e LTE YA XDF vy 7 AN Y EARNICARBEDHZEDRFICFIALET, K
HOBRICEDE T HMECHBICYIXLIBREMERD TOFENEEETT,
This is available as option on each size of chuck. This Is basically used to form machine the jaw for
ID clamping. There is no standard. Size and shape can be arranged in any way according to how
the jaw is form-machined.

®| MITOBEICT—7%BELES,
ZHEL OB T EICDWTEHZATE AR AEICDWTIRRINR—DESERZR,

This is to clamp WP for machining, Refer to the catalog for the Code No. and Dimensions
of each std. jaw. Also refer to separate pages for how to form machine the jaw.

@| EBE@MELAT.S—IWREZLT N AE—R2AT BBLXAT DAY HV)ET, BIK.
RIS DWTIIHEZOTESRBLZE0,

There are 4 types. 1-Standard Type,2-Sealed Type,3-High Speed Type,4-Statoinary Type.
For the details of those types, refer to the catalog.

# - IR # o= IR 1 # PART NAME ' PART NAME
O a-7F1r9Er @ Jv—FI | Loading Pin ® | Journal
@|a=F4>02 % J—FhR—=2Z @ | Loading Ring Coolant Hose
®| &N @ TF7R—X ® | Work Jaw @ | Air Hose
@ FryIEE @| FL12kh—2X @ | Air Chuck @ | Drain Hose
®| FrvITETH FEINH/NILT XIS | ® | Chuck Adapter Manual Valve or
®| 117 ® SRF ® | Pipe ® Solenoid Valve
@| ASATZT % XIT7 Vb @ | ASA Adapter Air Set
S.R.Iyir¥ S.R.Bushing
RIT QT IVE—@DNTVr—8—@LF 2L —E—D3RNEHEIET,
¥ Air Set: (DFilter 4+ @Lubricator + (®Regulator
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I7Fry7eX®MICEUT T BERICEVET,

BL. E@FEEF vy VR E O/ SOy MBOR KT & BT RIVMTE LRSS
W ZDOFEMF SN BEHRICE>TVBIEE, Fry I d T T2ELTEALIME
BfFF5hET,

This is used to install the chuck onto the machine's spindle.
If the machine's spindle is designed to accept the air chuck directly, in terms of the
dimension of pilot, bolt hole pattern (PCD), this adapter is not necessary.

O7574(&%EH) Q747 a1 ER(SEH)
Dimensions of Adapter (Example) Dimensions table of Adapter (Example)
Size 0.5
(mm) OA3%1| ©B |©C*0.1| D+q E

83 60 83 70 2.5 15

100 |82.55|100 | 88.9 2.5 20

150 125 | 150 | 135.8 2.5 20

m
-

200 |167.60| 200 | 183.0 7.5 25

250 |215.80| 250 | 233.7 7.5 25

105/125/101.60| 125 | 114.3 2.5 20

A
]

6-F 3 VB
(Bommiz3E4n)

Fry7BAE. N AyMBOERNSUMEIANDZ &
Runout at the surface and pilot of adapter need to be within
3 microns respectively.

E) Frv I T AT REBHHERICEBEF v VBRFEEL EFBESICL TEZEW EE 3um
IR HUEBBEOLET BEICF vy VRG RINEDOX M EE B UIETESEITIE
FEICIT TS,

The surface of chuck adapter, on which the chuck will be mounted, will have to be

finished after installed with the machine, to 3 um or below.
At the same time, the threads position for the chuck mounting bolts will have to be
indexed as correctly as possible.

M OYROAD M EIFAZEISIE RELL TS,
After installation, finish-turn the surface to within 3 microns, and the pilot to within 10
microns, respectively.

Frv 7 DRADIODITOHIE. 7—F U EAIT7TO-DBEEELNET,
I7HEEBEORT. AR ICDOVWTE BINR—V SRR,

Air to open/close the jaws, air for blow, and coolant is fed through the pipes.
Refer to the separate page for installation.

1 3

I7HIEEREEAECRIVRERICEMT (T BBRICERALET,

This is to be supplied at the rear end of spindle when the ASA is installed with the machine.
In case the rear end of spindle is not designed to accept S.R. Bushing directly, this is required.

A N e
Journal ARV

S.R.7v> 2% TB-004 Spindle

S.R.Bushing

ASATHET &
ASA Adapter

Spindle

ASATHTH
ASA Adapter

S.R.7v>% TB-001
Journal S.R.Bushing

1 4




ASADRIFERLMD/ZDONDS.RT v T TT X ASADF vy I NOBATFD
BRid. CONBAEFRFLTF vy INBLIAAZET,

This is to retain ASA and for safety. This is also utilized when the ASA need to be screwed
into the chuck through the spindle bore.

HWJHP2
TB-002 TB-003
B B
g g
~ X =
i e /‘ —\\
B8 ﬁ[ RIS N
=1 =
= _?olt
3-MSAENFR
2| 18 Pees
BWJHP331)—X (Series). 4L331)—X (Series)
TB-004 TB-001
TAP
3-Masy 7
i
el |
Hyle ey
EE bolt
1 3-M5H AR 6
= PCD59

1 5

©@| O 3BT KR JHP3 S—X (Series)
3 Layer ASA JHP2 1)— X (Series)
.
I
J—S hErIET IO ‘ ] I@ %
Coolant / Air blow | JRES
INVZ S A Jaw open
Drain Jaw close
O 4BIT7HERE 432X - BEHZH
4 Layer ASA 4L3 series - For confirming workpiece seating
L
3
y—sirghiIrIO- | % i
Coolant / Air blow i JTEE
N2 g Jawopen
Drain Jaw close
& EERERR
For CWS
BERICTTEMROZEET,
% Must be arranged by the customer
I7HR=X RLA2R—X J—Z2hR—=2X
Air Hose Drain Hose Coolant Hose
60X40 (ODXID) 60Xx40 8OX50
@ FENITEBRNIVT D2BH HNET B/ IV T SRR DS DESEZI T BE

BICT7—DON-OFF£fTW\E T,

There are two types.
1=Solenoid Valve 2=Manual Valve

Solenoid valve makes it possible to On/Off air automatically by receiving the signal from

machine's control.

(f51)SY7220 (SMCHY) sv7220 7S] T
Al /7P




ROIEPERIET

Consists of the followings;

1=T40% IT7DHDOMLALERRELET,

2—=WTVr—%  FERITORNHEEASEET,
I7DHRNREASEDHEIFAH TEET,

3—L¥al—% IT7OEHEREGLET,

1- Air filter to filtrate dust, chips etc.

2- Lubricator to put oil into the air to create oil mist air
3- Air regulator to regulate the air pressure

Fry I DEEECEE

Structure & Function

O il Example : 100-3-2.5

O I7FryIiEEMBSR
Standard Accessories

1. BEEEER (1K)

2. Fry VBRIV (67)

3. &4 (318)

1. Lubrication oil x 1
2. Mounting Bolt x 6
3. Soft Jaws x 3

XTSI DEHA Plug

EREEICEDE. Fry7 LFEFROECANIDIAATIERLLZEL,
HEFICIMEET ST TSN TVET,

Insert through the center bore of chuck.

A and B Type types are available as option besides the std. plug.

IAMER DG E
IZARITHEINUCEDY, BBEDREZLET, — P2,
In case of mist air is used; <7fg i (A)%

tion
(Mist air will be delivered to al three jaws inside P
the chuck and perform auto lubrication.)

I MEHDIZE =) <{BHTSY 1
In case the coolant is fed through the chuck; <*z§;£n7jajr'c;7 >

) <A7T32> (B) —%
Option

T—F b EFERLEVEE

In case of no coolant/no mist air application;

EXb>

D)LE—A
Cylinder A

ASAfEAL

AZIVFINS—— )b
fbOMET~NTOY>T

Metal Rubber Seal

Y AR—Y3—
Master Jaw
=3
Tt &
L—" Wedge
739
~ Pl
— ] ua
e ————
ZAUbhAIN—

o Front Cover

(Other M are all O Ring) —
S r E #’ _______ _li_ o e
/ i L
M/ \ BN (V—-F b ITT770-HR)
Cylinder B Through Hole (For Coolant/Air Blow)
ITESE—AICHED Bk R JIyVEE || B
Air to Cylinder A Piston move forward Wedge move forward Jaw Open

IT7%V)H—BIZED

e

Air to Cylinder B

EXREIR
Piston move backward

ey BN

Wedge move backward Jaw Close

1 8 1




53

Specification

@ ME[T7IVI=J L] Jaw material=Aluminium

T HAZ JKZhE—7 T RAEEN | ZERHERE | selERERONEE | saAEREROLEN | SAI7E
Mog_e;I No Size Stroke Nbr.of Jaw Max.Gripping Force | Max.Rotation | Jaw weight at Max.speed |Gripping Force at Max.speed| Max.Air Pressure
’ (mm) (mm) ’ (KN) 31 (min-") (g9/1 @) %3 (kN) (MPa)
83-3-2.5 083X69.5 2.5 3 4.2 6,000 59 1.39
100-3-1.2 ©100X69.5 1.2 3
100-3-2.5 ©100X69.5 2.5 3 7.4 4,500 70 2.44
3o MEET TS o 100-3-2.5-Q2 ©100X57 25 3
nL ) vy
3 Jaw Rotary Air Chuck |_125-325 0125X69.5 25 3 4,300 87
150-3-2.5 0150X69.5 2.5 3 10.3 3.40
4,000 156
150-3-2.5-Q2 0150X57 25 3
200-3-2.5 ©203X87 2.5 3 3.0 3,000 451 10.56
250-3-2.5 0254X86 25 3 2,500 567
2D AT 7 F vy 100-2-2.5 ©100X69.5 2.5 2 7.4 4,500 70 2.44
2 Jaw Rotary Air Chuck | 150-2-2.5 ®150X69.5 25 2 10.3 4,000 156 3.40 0.7
P —— 100-4-2.5 ®100X69.5 2.5 4 6.6 4,500 65 2.18
R LT Fry
4 Jaw Rotary Air Chuck | 2o45 D125X86 > 4 9.7 4,000 84 3.20
150-4-5 ©150X86 4 103
87-3-2.5G D87X69 2.5 3 4.2 6,000 63 1.39
S T 107-3-2.5G 0©107X67.5 2.5 3 7.4 4,500 76 2.44
v L) Ty
Sealed Rotary Air Chuck 157-3-2.5GT 0157X66.5 25 3 10.3 4,000 175 3.40
214-3-2.5G 0214X87 2.5 3 3,000 477
32.0 10.56
265-3-2.5G 0265X87 25 3 2,500 598
N AE—REIEIT7 Fvy7T
High Speed Rotary Air Chuck 105/125-3-2.5 0125X74 2.5 3 9.7 5,500 74 3.20
1 BEHIEIT7EO.7MPallHFBTEEST. 1 Gripping force is the total of 2/3/4 jaws when in force under 0.7MPa air pressure.
2 QI IFITEA(T, %2 Q signifies quick change type.
%3 BF vy /DR BERREICTOAEGZILIHE. e BEmRERONES (T7 %3 When each chuck is operated at max.speed,jaw weight should not exceed
EEO0.7MPak¥) & _EE > TIELMTELY, the weight described here at the 0.7MPa air pressure.
EMRH BSUMNTETOMRE SReREH(T7RERE) ISEBL TS, Close attention must be paid to above mentioned max.speed when doing the
B BLUMITOER(ZNIHEIERE) ICBL TR E—VIDEFEEEVE R A, form-machining of jaw and the machining of component. We (the manufacturer

should not be held responsible for the outcome of from-machining and
accident during the machining (damage or lose resulted from the accident)

1 O 1101



@/ ME[XF—IV] Jaw material=Steel

At HAX MXkE—% s RAEEHN | REL&EERE | FEEEXERONER | RSEEEEROREN | RAIT7E
Mog_e;I No Size Stroke Nbr.of Jaw Max.Gripping Force | Max.Rotation | Jaw weight at Max.speed |Gripping Force at Max.speed| Max.Air Pressure
’ (mm) (mm) ’ (KN) 31 (min-") (g/1 @) %3 (kN) (MPa)
83-3-2.5 83X69.5 2.5 3 4.2 4,000 155 1.39
100-3-1.2 ®100X69.5 1.2 3
100-3-2.5 ©100X69.5 2.5 3 7.4 4,000 195 2.44
B 100-3-2.5-Q2 ®100X57 2.5 3
nL ) vy
3 Jaw Rotary Air Chuck 125325 D125X69.5 2.5 3 4,000 244
150-3-2.5 ©150X69.5 2.5 3 10.3 3.40
3,500 287
150-3-2.5-Q2 ®150X57 2.5 3
200-3-2.5 203X87 2.5 3 390 2,000 1,665 10.56
250-3-2.5 0254X86 2.5 3 1,500 2,002
2O MEEI 7 F vy 100-2-2.5 ®100X69.5 2.5 2 7.4 4,000 195 2.44
2 Jaw Rotary Air Chuck | 150-2-2.5 ®150X69.5 25 2 10.3 3,500 287 3.40 0.7
U 100-4-2.5 ®100X69.5 2.5 4 6.6 3,500 183 2.18
Z LT F 4y
4 Jaw Rotary Air Chuck | 2o45 0125X86 > 4 9.7 3,000 236 3.20
150-4-5 ®150X86 4 289
87-3-2.5G D87X69 2.5 3 4.2 3,500 176 1.39
R ERE T T F 17 107-3-2.5G ©107X67.5 2.5 3 7.4 3,500 214 2.44
v L) Ty
Sealed Rotary Air Chuck |_157-32:5GT 0157X66.5 2.5 3 10.3 3,000 491 3.40
214-3-2.5G 214X87 2.5 3 2,000 1,761
32.0 10.56
265-3-2.5G 0265X87 2.5 3 1,500 2,207
N AE—RE&EIT Fvy7T
High Speed Rotary Air Chuck 105/125-3-2.5 0125X74 2.5 3 9.7 4,500 207 3.20
1 EEAHIEIT7EO.7MPall BB TERET, %1  Gripping force is the total of 2/3/4 jaws when in force under 0.7MPa air pressure.
2 QI IFITEA(T, %2 Q signifies quick change type.
%3 BF vy /D BERREICTOAEZILIHE. e BERRERONES (T7 %3 When each chuck is operated at max.speed,jaw weight should not exceed
EEO0.7MPak¥) & _EE > TIELMTELY, the weight described here at the 0.7MPa air pressure.
EMRT BSUMTETOMRE SReREH (T 7RERE) ISEBL TS, Close attention must be paid to above mentioned max.speed when doing the
B BLUMITOER(ZNISHEIERE) ICBL TR IE—VIDEFEEEVE R A, form-machining of jaw and the machining of component. We (the manufacturer

should not be held responsible for the outcome of from-machining and
accident during the machining (damage or lose resulted from the accident)
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Q@IEELXITIT7Fvy7ND—EZK Specification of Stationary Type Air Chuck

7 F vy BT A

PAX

JKZ~A—7

A5 . T
Model No. Sl siffele Nbr.of Jaw
(mm) (mm)
6432S 064X42 2 3
3328 O83X52 2 3
BELITITF+vv7 | 433S ®100X62 3 3
Stationery Air Chuck 633S ®150X63 3 3
433S/TH12 »100X62 3 3
633S/TH30 O150X63 3 3
g B AIIES g BAITE
Mog_eIl No Max.Gripping Force Wagt. Max.Air Pressure
’ (kN) %1 (kg) (MPa)
6432S 1.5 0.9
332S 2.8 1.8
BERXRITITFvyY | 433S 7.4 2.9
R ; 0.7
Stationery Air Chuck | ga3g 10.4 7
433S/TH12 7.4 2.9
633S/TH30 6.6 71

1 BEAHIIITT7EO.7MPall 15 THEET.

%1 Gripping force is the total of 3 jaws when in force under 0.7MPa air

pressure.

131

Installation of Air Chuck

MOEHRBICLNT AT 2N ST EET v 7 T8 ICEUT I FIRE LR E HY,
*Note: Some machines are designed to accept Chuck directly without adapter.

1. Frwo PS5 TYETF Installation of Chuck Adapter

(1) RECRIVEF 4y 7 T E T 2O IRE S, 1> O—2EFRLET

C)WAEDBMIHEICKFZX ITREVEVDPERLET . HLXX ITREEPE-LBEICIE.
BESEERLTBEELEY. Z0% BI—ERfHiRE. 1>0—%ERLET,

(B) AELRINCF vy 7 T ETREBMATET, ZOB WHICX X FTREF L EVEIEE
L TEUFTLAE-R LY,

(A)F vy I T ETADFRINERFEDLET  KILEDFEF ML TG SHUBICT ST
N —TELMNWERBICEIKTEEELET,

B)Fry I T ZT2ONEORHNCHE IV =B ITE T,

(B) Fry I TETEAONRBRETSZAF 1IN —TENE R/RAD 2umBL T ICH 3L
AELET, AR RZIFTCRELRVEREGSE 1YL —Y D ORNAS —FE SV E
TIRT1v I NI —=TEMETVET =V DIRNDPEIELEVGEIERILNE D UER
O BUEEETVET,

(N IRND 2UML T IC B /= EEMRBL. Fry I T ETEOBF RILNE R FFHLET

(8)F vy I T ETADHNEDITRND 2UMLLTICESTWAH B EERLET BEISHNT
WBIHE I BT RILNERRDBE (6) ~ (7) DFIEE 4 EL . 2umBL T ICARLET,

(1) Clean the surface and pilot on both spindle nose and chuck adapter.

(2) Make sure the surface of both adapter and spindle nose is free from the damage like scratch
and dent. If found, correct them by grinding stone or anything suitable. After correcting work,
clean both surface again.

(3) Mount the chuck adapter onto the spindle nose. Make sure not to damage both during the
operation.

(4) Tighten the bolts to secure the chuck adapter to the spindle nose temporarily, not to full
extent, leaving a little allowance to make it movable by plastic hammer.

(5) Put the dial gauge on the front side of chuck adapter.

(6) Center the chuck adapter to within 2 microns by knocking It with plastic hammer, all around
where seem to be neccessary, like; Rotate the spindle by hand, hit the point where the runout
was measured highest by plastic hammer. Repeat this operation until below 2 microns of
runout is obtained. If the adapter is hardly movedm in other words, if the runout is hardly be
improved by this operation, loosen bolts a little further, and start the operation again.

(7) After centering is finished to within 2 microns, tighten the bolts now firmly with the spindle nose.

(8) Make sure again, if the runout is within 2 microns. If found not, repeat the procedure (6)-(7) until
2 microns or below is obtained.

14



2. FrwIEtlF Installation of Chuck

() Fry I T ET2EF w07 DRHIRESE. 1> O—B%ER/LET,

() MADBWAHREICE X FTRENSEVHIEBLET  BLXX FTREDV A-B AL ER
ExFEALFEREBELD—ERfiRE. 1> A—%ERLET,

B)F vy I T ETRF vy I EMAFIIET, OIS MAICFIRITEN FHhEVEITEL
WAHF TS,

(4) Fvy 7 DBFRINERBHFOLET o RILMDFFF ML B UBHI T Z X T 1y I N v—T
BEMNWRRICEIKIEEELE T,

B)Fry T DHEDRITBICEA VLT =V BFTET ARICMOINEDIIHE L. 22 a B
TEAE AN T,

B)F vy DNRETIZAT 197N —=TEME RN 2umL T ICEDLSTHAEBLET,
SREEHEEFTCRENINEREGRIE, FLYVIVT—S DEHDOIRNS —BESVFE T I T 107
NoR—TEMNELT, F—VDIRNDTAELEVIE S 3RV EDLUED BUMEEETL
%7,

(T IRND2uML TS/ EEFERBL. Fvo DB RILNERFFHLET

8)F vy DHERDIRNSF2umLL TICE->TWAHhHI—EHRBLET . BE,SHNTWVS
HEIE BT RIVNERROBE (6) ~ (7) DFIEE#)RL. 2uml FISAELE T,

(9) 9B VRIDHEIEZEMRG2.5:1SO 1940-1

(1) Clean both surface of pilot of chuck adapter and chuck.

(2) Make sure the surface and pilot are free from the damage such as scratch and dent. If found,
correct them by grinding stone or whatever suitable to get the good flat surface. Surface and
pilot have to be cleaned after correction work.

(8) Put the chuck onto the chuck adapter, Caution not to damage the mounting surface is required.

(4) Tighten the bolts to secure the chuck to the chuck adapter temporarily, not to full extent,
leaving a little allowance for the adjustment of runout to be accomplished later, to the extent
that It's movable when hitting lightly by plastic hammer.

(5) Put the dial gauge at the front side of chuck, as shown on the illustration below. As close to

the front surface as possible, but away from some unevenness if there is at the surface area.

(6) Center the chuck to 2 microns or below.
Procedure: Rotate the spindle (chuck) by hand and measure the runout around the chuck.
Find out the point reads highest. Hit there lightly by plastic hammer. Rotate the spindle again
to find out highest reading point again, and hit there lightly by plastic hammer. Repeat this
procedure until 2 microns or below runout is obtained.
If the runout is hard to be improved, in other word, if it seems that the chuck is hardly moved
by plastic hammer, then, loosen the bolts a little, and try above operation until within 2
microns of runout is obtained.

(7) After finished centering to within 2 microns, tighten the bolts firmly, to the end.

(8) Once again, make sure the runout is within 2 microns. If not, repeat the procedure (6)-(7)
until 2 microns or below is obtained.

(9) Recommended grade of balance quality: G2.5/ISO 1940-1

1151

Fy I T ETIDEEHAND
HEBRDOTHL

For centering of chuck adapter
after installed with the spindle

Fr T DF vy T T ETEZAND
EEZOLSHL

For centering of chuck after
installed with the chuck adapter

\ F oAtk
Chuck
N Fry I T ETH
ARV Chuck Adapter
Spindle

1161



7 e RIE DI 5E

Installation of ASA (Air Supply Apparatus)

1. ASA7 5 T5EUS T

(1) RECRIVEASAT A T2 OBt imE. 1> O—£ERLET,

(2) WA DEFHEEICF X ATEEFM BV EREBLET HDLEIX I TEEN BB AT,
BASEFEHALFBEEEL TV, Z0%. H>—ERMFE. 10— RLET,

(B) RELRIVICASAT E T 2% BfH % T, ZOB WA ICFIRITRERIFAEVEIFEL
AT TS,

(A)ASATZTZDORIVIEREDLET  RILEDFE TV 713 RBUBIC TSI Ty
N —=TEMNWERRICEKIEEELET,

(5) ASAT7ZTZDANEDEBEICEA VLT —IERFIET, (P.220RISER)

(6) ASATETEDHNEET AT 4y N —TELME IRND 2umBL FICE B LOIZRE
LETSAEAEIEFTCAENIEREGS S Z1VILT =D DEHDOIRY —BES VWA TIX
T4y TN —TELMNEET . S =Y DIRNDELLBVIS S RN D ULIRDET

(TN D2umL T (Z 572 EEFERBLASAT Z T 2 DB RIVNE R FFHLET o

(8) ASAT7Z T EADHEDIRNI 2UmMLL T ICHE>TWAH BERELET HEI>HI TS
BE I BRIV ERDOEE (5)~ (6) DFIELERIEL. 2umBl T ICHHELET,

1. Installation of ASA Adapter

(1) Clean the pilot and mounting surface of ASA adapter and at the rear end of spindle where
ASA adapter is installed.

(2) Make sure no damage, scratch, dent etc on both surface before installation.

(3) Mount the S.R. Bushing to the rear end of spindle.

(4) Secure the S.R. Bushing with the spindle by tightening bolts temporarily, not to full extent,
to the, extent that it could be movable when hitting by plastic hammer lightly. This is to leave
an allowance for fine adjustment for centering.

(5) Set the dial gauge at rear side (journal side) of ASA Adapter. (Refer to page 22)

(6) Center the ASA Adapter to below 2um. Plastic hammer is recommended to use for fine
adjustment.

*How to center: Rotate the spindle by hand, and check the runout. Hit where showing highest
point of measure lightly, and repeat this procedure until getting below 2um.

(7) Secure the ASA adapter firmly with the spindle by tightening the bolts to the full extent.

(8) Make sure again if below 2um is still there. If not, repeat procedures (5) and (6) until getting
below 2pm.
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Journal
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2. ASA ASSYEUTIF
Installation of ASA Assembly (*Consists of rotary journal, fittings and pipe)

(1) Fry7P ERBICBMFVWTWAZEE#EELET,

(2)Sv—F I DO20HEEBICS.R.T v I NTWBZ £ ERBLET . S.RTvI Y
ICRREFSBIETDOTEELTLEEL, (TB-001 k<)
SRIVILTOMMMLEIEL. Vv—F I DEEEN1~3mmIERI %% G AR BCTEEL T
LY,

(B)ASATHTHZDO20NREFEASA ASSYS v—FILD G204 R EEZIBLET,

(4) ASA ASSYZCERERF v 7 ADIEARE, O MRSICEMTZEMACDBDA IV T
TJUREZEHRLET,

(5)ASA ASSYZASAT A TANDNREBICE, ICHEALET,

ASA ASSYDSEIEN F vy RETA I T A TRETCREL 2% HRL. SR TV T%
FTERVAREGZ TRUAAE T, ZOBS.RIT VI ITWASATZTZRT v—FIVICHERL T
WEWZEEERLET  HUEML TWBIEE . S.R IV TR BETSLBERL
RAHET,

(6) REBETHLRATNAZEEEALAE. SR IVIITEmMETEIL- DY ERLAHET,
COBIESHERET LTFOADAKTHEHMT T,

(7)Jv—FILDORHELIEP21 ~238 18,

(1) Make sure the chuck is supplied with the spindle properly.

(2) Make sure the shaft of rotary journal is supplied with S.R. Bushing. Except TB-001, there's a
front side and backside on the S.R. Bushing. Make sure it point the right direction.

There are counter-sunk bores with the Bushing, except TB-001.
These holes should point to the rotary journal when installed with the shaft.
Position the S.R. Bushing firmly on the shaft leaving 1-3mm to the journal surface.

(3) Clean the inner bore of ASA adapter and the shaft of ASA Journal.

(4) Apply grease to the end cap, to the area where it meets O Ring and MRS(metal rubber seal)
inside the pilot of chuck.

(5) Insert ASA Assembly through the ASA Adapter, and thence to the chuck or to the chuck
adapter, until the contact between the end cap of pipe and the threads inside of pilot of
chuck is made.

(6) Screw ASA further into the chuck until contacts with MRS (metal rubber seal) by rotating the
S.R. Bushing by hand, clockwise. A little further press just by a little more rotation of S.R. Bushing
would be enough. Do not use any tool for this operation. Too much tightening might cause
the short life of MRS.

(7) For centering of ASA (Journal), refer to page 21-23.
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TISL GBS =S I,
ASAT ST 2R T
VBN EERBL TR,

Jy=FN

Journal ™,

@I_._._

S.RIy> Y /

S.R. Bushing
ASATZE T4

There should be no contact
on both sides.

ASA Adapter

VEOFINIZTUXELEIC

A little amount of oil or grease need
to be appliedall around the area

'L\‘l

ASA ASSY5EimEs
Endcap of ASA assembly

P

:
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Clean both surface




3. Yv—FJUIRNHL Centering of Rotary Journal

JS.R.Jvy4HTB-004

(1)S.R. IV THBICHBRIVNERBHS.R. TV T EASAT AT ZICLHop)ELTET,
ZDOES.R.IT VI TIBEICHDRIVMNREASAT R T ANy TRUBEEHEET,

(2)S.RT VI THBICHBRINEREFF. SR T VLTI v—F DI vTMIBEELET,

(3)S.R.T v JIREICHDIARDET RIVNEARSFOLE T o RILEOFFFHIL 71 IR B USRS
SR.IVILTETIAT 4T N —TELMNMWERICEKIEEELET,

(4) v —FIDOARBEICEAVIVT DR ITET,

(5) RZELRIVEFTEIL, F1VILT - D OIRNDY —F SV CS.R. TV TETIIT 197
N —TEMEREDIRNICEDSIOISAEBLET . S =V DIRMDP EELEWE AL
RILNEDUBDHET

6,000min'Ki# — 10umEF
6,000min' LIt — 5umBTF

(6) IRND RRIBMEIC 5722 5 EFBL.S.R.T VI TICHAIRDEUT RIVNERFFDOLE S,

(7)o v—FIVONEOIRND IR EBICES>TVWACEEBERRBLET . HEEHISHANTVDS
HAEIL BRI EROBE (3) ~(6) DFIEZ#RV)RL. REEICEDLOICHELET,

Q When S.R. Bushing TB-004 is used;

(1) Loosen set screw holding the shaft of rotary journal. Match the holes location between the
S.R. Bushing and ASA Adapter, and put them together tightly.

(2) Tighten the bolt which is to shrink the slit to fix the S.R. Bushing with the shaft of rotary journal.

(3) Tighten 3 bolts which are to secure S.R. Bushing with ASA adapter, temporarily to the extent
that makes a little further move possible by plastic hammer when centering.

(4) Set the dial gauge at the rear side of rotary journal.

(5) Rotate the spindle by hand. If the runout measured is out of the value specified below, check
where at the journal show highest measure, and hit there by plastic hammer for fine adjustment.
Repeat this until the permissible runout is obtained.

For less than 6000min' = Below 10pum
For over 6000min-" = Below 5pym

(6) Tighten 3 bolts firimly.

(7) Again, make sure if the runout is still within 2pum. If not, loosen the bolts and repeat procedures
(3) to (6).
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S.R.Fvi 4 TB-004 / _____
S.R.Bushing

ZECRIL
Spindle

Journal

ASAT R T 4%
ASA Adapter

JS.R.IvyVHTB-001

(1)ASATETEDOHARNCHZIETDEYMRT ) 1 -G BHFHFHET

(2) v —FILDOHNEDRIEBICE AV INT =D EBFITET,

(B) AELRIEFTRIL. 1V ILT S DHOIRNS —F S VI TLED. ASAT LT 2D 5 1E
BE(Cv—F AN ICHZEY PRI 2—E#FD IRNESUMBL T ICHEBLET, ZDH%. Zh
LA DL THEyhZT) 1—%HEDET,

(4) v —FIVDOAEDEIICEZIY IV =BT TET,

(5) RELRIVEFETEL, 1V I =S D OIRND —F S FT T, ZORIEBED180° REHAID
ASAT7 S T RHEETER (ZEEI) DB yh X7 1 —%FED, ITRNESuUmIL T ICSARRLE T,
ZD#H. FhLUNDETDEIRZR T 1 —%EEDET,

(6) BURMANCE A YLy -V BT RN EFEBLET . SumEN KEWVIB A IRBE (2) ~
(5) DFEIEEHRR)ELSumBL FICRELET,

(7) S v—FILDRTHEDIRND SUMEL T -7 6 HEERE. ASAT A T2DLTD YRR ) 21—
LoD ERFE>TWBZEHEFERLE T DY T ) 1 —%5FOBEZERNITILTS
ZEDPBNETDTIEEL LESWVA I TH RN 2—DFFE-> TV EWEEIZREAIC

—FIVDIREDREEL. AEEVRETIEND HIET,
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@ When S.R. Bushing TB-001 is used;

(1) Tighten all set screws lightly.

(2) Set the dial gauge at the front side of rotary journal.

(3) Rotate the spindle by hand, and stop the journal where showing the highest measurement.
Loosen set screw of rear side of adapter (at near side to journal), and adjust the runout to
below 5 pm, After this, tighten all the other set screws firmly.

(4) Set the dial gauge at the rear side of rotary journal.

(5) Rotate the spindle by hand, and stop the journal where showing highest measurement.
Tighten the set screw at 180 deg., opposite side of ASA adapter, at the front side (spindle side),
and adjust the runout to within 5pm. After this, tighten all the other set screws firmly.

(6) Set the dial gauge at the front side of rotary journal to make sure the runout is still within S5pm. If
found not, repeat the procedures (2) through (5)until 5um is obtained.

(7) Make sure, after the runout of rotaiv journal is within 5um at both front and rear side, make sure
all the set screws are tightened firmly. Attention not to tighten the set screws too firmly is required
to avoid deviation of runout.

All set screws need to be tightened firmly, but not too excessively.

Yy X)) 21—
Set Screw
ASAT R T 2%&Tv—F I
v IMIEE

Fix ASA adapter with the
shaft of rotary journal

AECRIV
Spindle

ASAT7RT4&
ASA Adapter

Journal S.R.7v>% TB-001
S.R.Bushing
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Machining of Jaw

OL T V3 FrvIREDTREZ—T3—D
ZhZhOBMAER. YIMEDFhEEh LI
HEM-TEEN,

O~ T a—DEMIERTIITEIR EED
IICERTAI7ELN0.05~0.1MPatz
BVWETITHTLEE VY,

O~y T Ua—(lIk. T DIEF-~TEEHILT,
FryTDS/No. EHEICEEBLTHEET L
—EMTTa—%Fro SN L TEERTS
HBE.TCCEDF v THOEDI A MET,
T RAZ—Ta—EF vy IRMBICEITEDE
BUL ¥ RXE—2 3= BT 3hy TV a—%h
1 2.3.LBSEHIL (HEETE. —EH
LTHEHEAMTDBE BEDFZFIICZhEThE
TEADTSICH)ETDOTHESHLET,

@Clean the mounting surface of both the top Jaws
and Master Jaws.

@Set the air pressure to be used to machine the
Jaw higher than that to be used for practical
machining for production by 0.05~0.1 MPa.

@It is recommended to mark the S/No. of Chuck
and/or the type of workpiece on the Work Jaws
when they are removed from Chuck.

That will ease the Work Jaws to be put back to
the right Chuck when they have to be used for
the same machining again.

As done between the Master Jaws and Chuck
Body, it is recommended to put the same Ref No.
on the Work Jaws as the No. marked on the
Master Jaws.

When once the Work Jaws have to be removed
from Chuck, and when they have to be put back
to Chuck again, this marking will help fitting both
Jaws to the original setting.
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O SE4E42 (0.D.Clamping)
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gifseitti);ning | 4_ | $
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N7V a—kvZ82—a— B3
Install top jaw onto the MJ.

by 73—
/ Top Jaw

1/

Master Jaw

BRAES (A XFERB)EAND
BAEMIH RTEEEAL
KETTa—zMHEEHE,
Open the jaw and machine where
the pin for form-machining is to be
placed. Put the pin

to the pin as shown on the photo,
and clamp it by closing the jaws.




M T Ta—DFEh BENLEEIXE
BT H. Fryv/eE&ESE
7. M2AFTHAEHETT.

In order to make sure the seating
and smooth movement of top jaw,

repeat open and close of jaw a few
times not by rotating the chuck.

[
=

fyTVa—%2MD . ECEIBELE
KETHRFEMIETI.

Close the top jaw with the pin, and
form machine the jaw.

AT

Form-machine

MI#E EmERYELT. N ATVE
FrET 3,

After machining, chamfer the
corners to remove burr.

______3____
=T

M T Ua—%2BE REZAEEB
LA

FryIARE by T a—ICf[FEL
7=EN M EZROICEY RS
Open the top jaw and remove pin.
Clean the surface of chuck and top

i
iy | 2
N

O RZEEE(.D. Clamping)

T 7
‘
[TV
] [
R BRD ' T ' T
e L | | | ]
Igca)fs?:i)(,)ning | -\_ |
Pin I I,

N T T a—kv 82— a— B3
Install the Top Jaw onto the MJ.

1
YAZ—I3— 4

Master Jaw

Ny 7o a—%BACRE TR A
YOI (HAXEB)RIEDDED
NEMITEITD,

Close the top jaw and machine

the OD of top jaw as much as
needed to put the ring for form-
machining over the top jaw.
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My T Ta—DFEDY, BONEEIEE
B3R FryvE@EILT.
MORRAZHETTY.
MERAHIIRETHRRAI) T
PIRETIEDHB,

In order to make sure the seating
and smooth movement of top jaw,
repeat open and close of jaw a few
times not by rotating the chuck.
Put the ring for form-machining
over the OD of jaw, and properly
up to the end.

JIN3i;: D

Ring for form-machine

—>

]

|
|
|




AT AR TRIINIUE Y,

Open the top jaw to clamp the ring,
and form-machine the jaw.

n b7 oa—eRZ RAYTE

Fry IR ST a—ICFEL
BN AT EENWVICEERS

Clean the chuck surface and top
jaw.

LFELENNT

Additional Machining on Chuck Surface

DHFEICHVT Fry 7 LEICAMNIN—EILTREFEDZY T ROBIN I RIEETY, (Fioid4"
DF vy DIGFE) EIEICEYIN T RGeS EN» BAVET O T #MEIFERIZE,

T
Form-machine Additional machining is possible on Chuck surface on all models. (See below as an example for 4"
Chuck) Possible area and depth is different depending on Chuck model. Ask for this information when

neccessary.

—

Q #l Example

i | Jr | % 100-3-2.5

B H0 T RTREEE (RE20mmET)
Possible Machining Area
(Max. Depth 20mm)

I . @mRYELTNI. ATVE 3 25005
BRELET . ZDHR. R T% 1 -
LT, ]
254 -*—E—
After machining, remove burr by 127 3
chamfering, and remove the ring EERT
afterwards. s L I y
00 W PR S O S & 3
il T (e i I
o | &
& 7114
B[_ ri} (
AT
'\ 1) us
| 15.5
55 2
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Q@ENTIRDER (V—ILRY1TDIEE)

Caution when machining additional holes (Sealed Type)

BN T CRIREEEE A CRUIL/ Sy TIN T &R T35S AT A ST EB LS04, LI Eh”
REBICASBVERICS —ILEL TIT o TS LY,

MIHT % EEHN—EREDPS—EHU T INTEPREY DT FEEZNVICERELT
{FEBWV ZWERNETE ZDYID F vy 7 DFERICHV. HR2ICHENIRALBEIEBIC
HOVEDEBIELBEN HNET,

BILA2y TREFERTBHE DT RIVMIS—IVEL TRET I TLIZE W D=V EL D o 7
HBE. Fry VNI YIELREDPIRAL. Fro 7 ISR B EV RE T BN HIET,

When machining additional holes, seal the area where the top Jaws are mounted to avoid the
cutting chips and oil from getting inside of Chuck.

After machining, remove the outernal Chuck Cover from the Chuck Body, and remove the cutting
chips and sludge from the area where the machining was carried out. Otherwise, they will
penetrate into Chuck Body eventually while operating Chuck, and might cause the problem such
as jamming.

When putting the bolts to the holes additionally machined, apply the seal to the bolts to avoid the
penetration of cutting chips and oil into the Chuck.

Otherwise, the malfunction of Chuck may have to be caused after a certain period of use.
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Overhaul Procedure

O #l Example : 87-3-2.5G (¥—)URF+w4 Sealed Chuck)

1. AI\—=(P.310) DESHL

EMBALE. Fry7mEICHBI, LG AERST RO F o/ AIEICH DA IV =y T I3 %
BALHN—ZIREE T, OV T L EFERL TV A REEI5WEE I3 BIBEETF vy
BEDEL2—DR (ASAR IOt 2—7—F MRBR) &4 L EEERL. oK) ERLT
P&V AT A RENTIBESTWB0YU I i AL—XICHRITE T,

1. Reomoval of Cover (1) on Drawg.)

After dis-mounting Jaws, remove round (or, flat) screw (3 pcs) and 3 pcs of oil nipples, then. the cover
can be dis-mounted. When it's hard to be dis-mounted because of the use of O Ring, insert a round
rod through the center of Chuck, and push the cover moderately. If once O Ring located along outside
of Chuck come off, the cover can be removed smoothly.

2. \wIh)\—(P.31@)DESHL

Ny THN—E EDEMEDE. GDAHICEY—VEMFITET, (MAECTEBELEEELH
BISMI I ET ) b e OMERY TEAR. /Ny I AN—2EDTVBIMAIIIE AP FryT
FIVNERALET o BE . FTHREMDFLHL TFEELTE ASAER S F, 55V E(0.1MPa)
DIT7EESTIEGUE Ny IHN—FIRF L VET (I TENBVEF R ICEREDTER
LTS, )Iﬂ&;_ofwszcmm B IT7ORPAEYIEZ TBINE EE50 THRITTRET,
INTHEDRIBE IR EBLANSBRLICITE LTSN,

2. Removal of Back Cover (@ on Drawg.)

Back Cover is ground together with Chuck body. So, before removing, put the check mark at any other place
than the mounting surface or at any critical part of precision so that the Back Cover can be put back to the
original position after finished overhaul. Remove the bolts to release Back Cover from Chuck Body. Normally,
it's hard to separate Back Cover from Chuck Body by hands. The easy way to do this is to install ASA with
Chuck, and send air of approx. 0.1MPa. then, Back Cover will come off. If not, repeat once or twice Chuck
open/close by change valve. then, Back Cover and Chuck Body is separated. If still not, increase air pressure
a little by little. (Do not use too high air pressure which might cause accident.)
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3. VA —I3—(@)DESHLA

FryT EEAI Ty EERREETEL TOBHRIVS (B) XSEEMILE T BiRAE (T TXT 1y
TR IHEBNEEDVEVEBERWO) Yy EF vy TEBABICH T I TEXNERILET,
R IzyoeF o7 ERABICIR EFTITy o EBALET,

RRICY A=Y 3—%F vy VN B AEICET TEIEHELET,

FDEERFICIE. BEBRICEE ATED DO LWL +HIERL TZE,

3. Removal of Master Jaw

Remove Bolts (®)securing Wedge and Piston, Push Wedge backward (toward the bottom end of
chuck) to remove the Piston by using a plastic or Brass or any soft material. After that, remove Wedge
by pushing it upward (toward the front side of chuck). Lastly, remove Master Jaw out of the chuck
toward outside of chuck body.

*Be careful not to give the damage to components during the operation.

D A—/\—Kk—)LICDWLWTDOBEE Overhaul illustration

DHIN—
Cover @~ 28—Y3-

/ Master Jaw

@INy T HIN—
Back Cover
®ERL
Piston ®x3
o a i
®F7T1  /
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4. DR

1) Y 22— a—TEORBEEZ BV AV UN HDIGE R AV UNITDER S I FEEICIEIE
ELTLEEV ZUTTHESR RUKSU T TERBVWT BRI BOSE IE. AROBELEDHW
EHIBTL TN,

2 )Ty ERT 1 DIBENE A ZHERR SV AV UN HBIHE R HVUL DI D ISHEEITEIEL
TSV BN BV AR IEL TLE 5 B B ERRTRETT . HPUDBIEIS YR
AN—/N—#1000L_E XIS ABB D Z 1Y RV I EBEVESVABIEICEY), 7T T2 B
KELEBHETT & LRI EETY B EEVET,

3)ZFh0OU T DIBENERE ZHERRL 23V REAISE > TERIN2E. TLTHZ VD EFENS £ LUE
T X MPVWEIDPHNELASHERIBIEL TSIV I7RAR  XPS5OITINFRAO
KOOV T DIBIBIDEhETS,

4)AEBEI)EL-h ) THEER ALY,
EARICEHAMESDTHOULTDEIPEXIRI )T DOEBHELEGBEITONER A,
NP HIEE-THBEEICLNITREEICK AN BELET, giflNS. HBEICRRE
D7 fHlbHNET 5 BEDP LVDEIDTHERRLIZE N,

4. After Dis-assembly

1) Check sliding surface with T-slot of Master Jaws. If there is any mark of jamming or scratches,repair
it. If T-slotted part and Wedge shaped T-slot are heavily worn out. then, Chuck will not be repaired
and adjusted to the original accuracy.

2) Check the sliding surface of Body and Wedge. If there is any mark of jamming or scratches, repair it.
if damaged or heavily worn out, correction will be impossible.
(If these need to be repaired, them these parts have to be newly made.)

In order to correct the mark of jamming or scratches, it is generally recommended to use a sand
paper of higher grade than #1000, or a ultra-fine diamond file. If the mark of jamming or scratches is
very deep, the clearance between the Wedge and Body would be bigger after correction. In this
case, the original accuracy will be very hard to be obtained after correction.

3) Check inside all around.
In the long run of use, O Ring and Seal will be inevitable from de-terioration or scratch. Even though
the inside is filmed with oil, because of the fluctuation of temparature, and from the air, there is
always a chance to get inside moistened.
There once was a problem with oil itself. Make sure if there is no rust or corrosion.
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5. %%
RNESEOEIE. S5 6 EREL /1R SRR H ETRSHAR. Lobn)EieL TEE LY,
AEBICFRBL TV T - e EOMEE IS MBRRRE 4 C0 XL TERD A BBEVELET,
RUMTEREIEPE AL B LER ENKVD T TTHEEFESTENNIL TSV,

5. Cleaning

Clean every component properly.

Chips, grease and oil have to be cleaned out. Clean carefully even narrow part and gap. T-slot sliding
part, air port and oil port are all not easy to be cleaned.

Use air to clean these parts.

6. BifL
HROBDFIETT>TLA,

6. Re-Assembly
Re-assembly the Chuck by the reverse procedure to the dis-assembly.

T AXITFIR

OV I—IVERIS, & R EICITHAL T3 SRR ISR R G RSN 2B HEOLE T,
B EEHZOEATTHF  BRINARTIHICRINTVI0ULTIEZIHSBERT 5.
UV BBIEE RO /)LET BOTHRL TSV T =B EE LoD ) BIAA T EE L,
EhOTHEDSWODESHEIHLET LI E BIE EE, DT BICHAT T TEE,

7. Maintenance

Change all O Rings and Seal for new ones. No matter how long Chuck has been in operation, 3 months
or 1 year, it is recommended to change. Besides wear or hardening, if once O Ring is taken out of the
place where filled with oil, the expansion and self-hardening will be caused to the O Ring.

Apply grease properly.

It is recommended to use clean and pure grease.

Re-assemble all components carefully.

A) BBERICTITON A —N—FR—ILDEERICDOVWTE A—H—AITHOEFRIEV P RET
DTTT ALFZEN,

Note : Manufacturer will not be responsible about the result of overhaul done by customer.

1331

E=>I7ZRTHEFIR

Change Over from Hydraulic System to Air Chuck System

(SERIHEERSSIA)

Q@HEF v 7ITFROET ZEN HEINEIN?

HBHE PIASEE ) A — HEBRACELTRTEICIEDLEVDDIE, ZDEFEL. D
bOEIRREET,

OO — 5 —EKBNEHONTVBIHE. ZDANA—TEICRMD HEHEIDTHERRLEEN (TT F vy
TOEEFHEF vy I LNNEW) BVEE  Fry I T L TIDEHERELIDDE/FEN E
WDSF vy TIREE COTED  EOSEVRICFE T3 en TEEY,

@A —H—EHERE L) T BHRANDEEAAREHEEL GBS I 7 ERAEFERALET,
RN DOLEZHIE, (BB L D) MEBEARDDLEEN TN TVWBEZAERLEHFAN (FSE
HE8) DHWTIEEET,

(Attention To Be Paid Beforehand)

@If there is a possibility to change the system back to Hydraulic, it is recommended not to take rear
hydraulic cylinder. and hydraulic solenoid valve etc away, and remove others.

@Usually, the thickness of Air Chucks is much smaller than that of Hydraulic Chuck. So, if Chuck is
changed from hydraulic to air, then, a loader arm has to move more than it used to do. So, in case
automatic loading system is used, make sure if the loader arm has enough stroke capability to com-
pensate the difference. If not, it is recommended to arrange the Chuck Adapter for compensation.

@Contact machine tool maker, and check the voltage spec of switch board for Air Solenoid Valve, and
arrange the suitable air Solenoid Valve. Connect each cable to the same terminals where the cables
for Hydraulic Solenoid Valve are connected.

ITHHAREE
Air Supply Apparatus

o
|

I7EHT
Air Solenoid
Valve
= JHEE#A
:,/, Hydraulic
popd Solenoid Valve
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Fig)

1. B DS AEHERROBRCEEF +o 7 E)ERIMLET,

2. Fry I T ET R ASATET2OBMAED BN AZH BN EXFEZBL . BT T,

3. Fry I T ETEDF vy 7 BAEDRNEEEL. 2umBlRICE > TOHIE, Fro 72T T
AW (B TOEITHIE, 2umBIAIC A B SIS TL TSN,

4. Fry7EBAHITORHLEL TR,

5. I7HHREEEAM I TSR LET- TR,

6. T7HEERE T T IPECEEL TEALY,

LE2~BDFIE, FEC OV FNRDZIEEESREAVET,

(Procedure)

1. Remove un-neccessary hydraulic parts and equipment from the machine.

2. Make sure no dust, chips and scar on the surfaces where the Chuck Adapter and ASA Adapter are
mounted., and carry out mounting of both.

3. Check the runout of surface of Chuck Adapter, where Chuck is mounted on, and make sure it is
within 2um. If not, carry out fine machining to less than 2um runout.

4. Mount Chuck onto the Adapter, and carry out centering.

5. Fix ASA assembly with Chuck, and carry out centering.

6. Install air equipment, and carry out neccessary piping.

As to the item 2-6, refer to the separate pages for more detailed information.
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Operation & Maintenance

O I7EAHICDWVT Air Pressure

Fy 713, $0.08MPaDE N T1EEN % EUD. IR EAEH130.7MPa. (EHI 7 E& SN TH D
ME AR BEKREE. QG UVIAHE FKEZEDEHICIIEEINET . ThZThDEH
(&), —BIICHEEFEREERETIDIHL TREOERIE H<ETHRFNDER-EELT.C
SHIZEN,

Air Chuck will start to get moved approx. by 0.08MPa air pressure. and max. air pressure allowed to be
used is 0.7MPa. Suitable air pressure to be used will depend on the material of workpiece, thickness,

accuracy required as the result of machinig, spindle RPM, removal rate. feed rate etc. The following
graph can only be refered as a guide to select suitable airpressure.

O MIICRUIoEEZ

ZZRE MPa

—_
X
0
|

[EBEZ Suitable Air Pressure Guideline

0i1 0i2 OiS Oi4 O|.5 0i6 Oi7 Air pressure  MPa

PIE0.8mmEL T DEADHD, i

To achieve 0.012 to 0.05mm
finishing on the easy-to-distorted

iﬁ‘*}%" \EBE%TO'O12mmEb‘BO'05mm - parts and/or on the thin-walled
DEEE EINTZT 356 parts of below 0.8mm thickness
HNEIMMEEOL @ADL R T To achieve 0.025 to 0.125mm
< finishing on the parts which has

0.025mm#A*50.1 25mm0)1iJ:1JlJI _ the wall thickness of approx.
(A K 3mm or so.
By FDONEY—X0 i eL—a For finishing when chucking over
N ’ o BN ] the fine pitch teeth, knurl
SEEF oL T BT T 588 and sormations.
LREDBVWINITHTO.12mmA» S For finishing to 0.12 to 0.25mm
0.25mmMO 1t EINT#$ 354 | on the parts of regular hardness.
EyvFORENEY—X fHEL—a For finishing when chucking over
N ‘ . I th iich gear testh,
ST v L TH T T 5488 e soase i g e

o ¢ S For medium turning or semi-
FIEEDOHEMNTI. X20.25mm» 5 r—— fishing 16 0.25 1 0.7 8mm

0.75mmMD¥At LT %29 3355

accuracy.

EYHEI M/ XZ T RKULINT
XII=)TMI %S 356

I o rather heavy turning.
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O BH(BEEME) Lubrication (For Slide Way)

Fryv T DIEE -Hne RFRH B DI IGHDBITY RO EER A Y — IR F vy T ERRL
T ERTDF vy 7 3ERFRERET—F b I8 ZhEDRU /=R Tv I D F vy I DREE DS
AR AT BRIBEMED HYE T - T ZNSETE I EBANFEE UL EZ B DM
L HBFEOHBICHIATIVLENHNET ULTOER TCHREBADHBHITESBHLET,

Observation of periodical lubrication is imperative to maintain the accuracy and life. For all the air
chucks, except sealed type, there is always the chance for chips, coolant and sludge penetrate
inside of chuck. It is, therefore, necessary to keep ejecting those out of chuck by injecting new

lubricating oil periodically, to maintain the smooth lubrication, and naturally for long life.
It is recommended to observe the followings;

UEES A TDBE (—IVRY A T%ZERL))

1 38BN EA B DIHFROFEBEOLSITOET,

2IMORVTSIEINDFBENET 7 7O-IIEHE . SHFRD TS5 (Tod v 1) # WAL T
FERETVET  REOFE ) A EISFREL TEERBOEY, RARLFEHORRIE F+y 74l
DARBAREEDHHEVWLIICTEEBENET,

SEHHLATHNITED I KA. OB EE B EIT> TV (ZORRICHAH
ANSF PRI T ZEN HBD T VIR EETHRMOANHN—5T B EEHBHLET,)
A OV OxhSRhaEnEd JEBRRERD LR EGEROICIHRLE TTTVEY,

4.3 ZAZ2—3—EREOHE DR, ZU TiaHL TV SiaaaS 02 00 aa»5mh Rh
HAETHRMETOET SRICTENY HBIB A ZDFND ELEVIEBDMERLIZEICEh WA
SEPH TCB I BE TR MER T TR,

S5A8MODMIEF vy 7B DO T ERDMmE BEVLEE,

o725 515 BUHLUIERESREFIH S,
BRIV ASH (Bk) 815 L S3M68 (|B %% S68)

6.4 HEERE 1 RICRIE1 | (FIRECHNIE. 1B EDIAEEBBOLET,)

KF vy 7 ER A TERINBISAIL DARETEBRY, SSERLIGHEBBHLET,

1371

[In case of Regular Rotary Type (Not sealed)]

1. Do lubrication at three oil ports supplied with chuck.

2. Remove the plug from ports, and clean all three ports by air blow or cloth. In case of using hex
wrench, pay attention not to damage the hex port of chuck side.

3. Do open/close of jaws 5-6 cycles while doing injection so that the lubrication oil can be delivered to
all slide ways. (During this operation, there will be a chance for the oil splash out of the port. So, it is
recommended to waste cloth at the port area to avoid that.) Not to have oil leak at the port area,
before it goes into the chuck, Put the injector nozzle firmly to the port.

4. Injection of lubrication oil to the ports should be continued until the oil will came out of the clearance
between the master jaws and chuck body, and to other ports other than the one being used for in
jection, and eventually up until the clean lubrication oil can be seen after the initial old dirty oil.
(Open/close operation of jaws mentioned above 3. Will actually have to be repeated until the clear
oil will come out of the chuck.)

5. Recommended lubrication oil: Shell Tona S3M68, or equivalent to either of them

6. Frequency of lubrication: Min. once a day (More than once a day lubrication is recommended for
long life.) * In case of dry cutting, as frequent as possible, more than once a day, lubrication is re
quested.

(—=ILRSA TDIHFE)
ABEBEI AR TN TDI—ILREZL T DF 4y
B#:107-3-2.5GT. RU'157-3-25GT/GTWS/GTY
RUF. EEEDERHICEDWTOERBAE LT,

1. ABEFSBOERT~—U1UCRIC,
BEEA A6 FRDIEHEON HNET  BRE. NEMDOFEICAIE T 244HO%E->TIEX. ACA
WO ESRREEDRR THEALVEEIE. ZThZhAE23.5F DB ICH54mO%FI AIE
%9, TS5 EBHERDABAL THEMETVET

2. fIR—2.0Z[REU,

. BINR—=T BRI,

4. ABERIN—U4UCRIC, (BL, v X2—Y 3—ERRREIDBRREIES — LR A T ITIF L, )
BELARMOBR IS AR MEIT O MON CERIRBICAIB T 2 D2DFRDT T DHEHNL T,

ZZHOBPIRNTALINILET  SAFIEEDTZ7V N TREILH)E Ao

5. {EDBIEF o ZICF B O T RB0ME HFEVZE,
15515 RUHMHULIERIFEREF HEI,
RBANS TIVAH(E) 84S 1)L FS3M68 (B & %E:S68)

w
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6. #a/msER:1H1H
KO—IWRELT DB E Fro 7 32ERICHN-Sh (EBHNERFDEHL —ILENTSHY
HEASDYR B XZ7v I DRAICHLTOT 7SN TVET  RLEH S Fru T
REBDIFIREVEI DRI B T E LA S REFRVICIEAEBADRADFRIREMA V) X AED
TRERHBRBE COERBYHEBLNSETIIRAY HNET DT ARELI T EE
IC1B1EO#EHEE1BOREB 7OV LDOF TOEREZESEDOLET,

[In case of Sealed Type]

Category A: All Sealed Types except the chucks of Category B
Category B: 107-3-2.5GT, 157-3-2.5GT/GTWS/GTY

1. Category A: Oil supply ports are same as 1 of page 38.
Category B: There are 6 oil ports.
Normally, it is recommended to use three ports, each one of which are located in between the jaws.
If not available for some reason, use the adjacent ports located right by 23.5 deg.
Remove plugs only from 3 ports, and leave other 3 ports blinded.

2. Same as 2 of page 38.

. Same as 3 of page 38.

4. Category A: Same as 4 of page 38.
(Note: There is no clearance between master jaw and body in case of sealed type,)
Category B: Injection of lubrication oil is done through one (1) port. No need to do through other four
(4) ports. Naturally no need to remove the plug from those four (4) ports. Plugs have to be removed
are at two (2) ports which are located equally and adjacently from the port through which the
injection is done. Plugs at other two (2) ports should remain unremoved.

5. Same as 5 of page 38.

6. Frequency of lubrication: Once a day
* In case of Sealed type, the chuck is entirely covered, and the clearance between the master jaw
and body is also sealed. Sealed Type chuck is thus designed to avoid the chips, coolants and sludge
from penetrating inside of chuck. However, there is a possibility for any small fine foreign substance
eventually penetrate inside of chuck, just a little by little, while being used, because of the breathe to
be created by the open/close movement of jaws. Though not much, but, there will also be an
abrasion among the moving parts, and the abrasion powder is accumulated inside a little by little.
One a day lubrication will be the assurance of long life of accuracy and performance even on a
Sealed Type.

w
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O =&E#x Test Running

@I7 Fry I ZEAGHEBLET, CHIEIHIAMNDIBSIRNE)
Z2—E m15E 1ISO VG2 (HIRERM) 2L T —2— L0 LEICH25AmOLN 45 RERD
ERRETANTL W FEIFICTINBALEVEIITIEFRL LAY,

OL X 1L—2%AL TENEFRZICLEAZIEET EHETDIEEH0.15~0.2MPall 5572 AT
TaREA > F2 07 @< EON-OFF$ 3) 1T\ \ FEEICENMET 2 HEER /28,

@ILTJ ) r—2— EEBD=—RIVEEEIL TH A MR —LDE FRBETVWET EEHANE T 1.
Fy B2~ 3EIC1ERZEI» EYHTT,

@ L /7R RIVERLTCI7ESO0.6MPag T LERIE FHDIT7 RN EEEF v/ LET,
O0—&2U— 31 b 25l VDI 7R HIETHERICIERESEE Ao

@EiE 8@ E %% 100~200min ' CRIEIE . JEXREEEHE EIF£d, O—2U—Y 31 MBIC
REGIREID HB0F 3. O—2)—T 31 bDIRN (21 ~23 =V DI 7 HIREBE DR D
18) B sl TR,

@Be sure that the Chuck is lubricated. (Refer to above article.)

Supply Turbine oil first grade ISO VG32 (Recommended oil) to lubricator through oil port located
above lubricator, to the upper limit indicated on the pot. Pay attention not to have chips or dust get
into the pot when filling.

@Turn the knob of lubricator to increase the pressure. Carry out inching (Repeat ON,~OFF a few times
quickly) when the needle of pressure gage reached 0.15 to 0.2MPa, and then , make sure the Jaws
open & close OK.

@Turn the needle of Lubricator to adjust the drip rate of oil. In general, suitable dripping rate of
lubrication oil is one (1) drip per 2 to 3 times of Chuck open & close.

@Turn the pressure adjustment handle to increase the pressure up to 0.6MPa, and check air leak or
any malfunction. There will be some air leak with Journal of ASA, but it will not be a problem usually.

@Start rotating spindle at 100-200 min', and increase the min-1 gradually, and see there is no
vibration with Chuck or ASA Journal. If there is a vibration with the journal, check the runout of
journal by refering to pages 21-23. If not centered within the designated value, retry centering, or call
us or local representative.
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A LOEE

Caution for Operation

J EFE Power

J RJUk Bolt

Fro7 IT7HERBEOMMT . SR, Tk
IS MO EBREE > TS,

Turn off power while changing Chuck or ASA,
or while doing inspection.

OFF

Fry 7 DBMAFRIS MOBMFIE. £THE
ISU oD ERFRT I TAEE LN,

Tighten all bolts and evenly.

W iR Change Valve

W F Hand

PBARDIREIIIEC R HEEICEIELAEIC
T TKEZEW @ERHIFRL TITHhHWTLZE L,
Do not operate Valve (Manual or Solenoid) while

Spindle is rotating. Operate it only after Spindle
is stopped.

FTCI-VDOBERETI>HE
E.FREEEIFLNEI +

FTEBL TS, ~ e
Be careful with finger not to

be caught by Jaws.

W Z7—5>/K Coolant

W) &% Shock

W #&3H Lubrication

) &% Shock

TE RSB EEF vy Y RN BEOIRAO A S
fRmLTLEEWL, (PB37~398 )

Supply lubrication oil through oil port periodically.
Refer to page 37-39.

FroIARE TUMIPANDNI—F(ICLD
BEEIIMALENWTLZEN,

Refrain from hitting Chuck, Jaw and workpiece
by hammer etc.

X
2

J—I M BEHEDLEODOFERAEERK
0.4MPa%TTTY, (BE L4 I21.0MPa)
ChUEDEDFEREIv—FILOEEEEED
ZEVHNET,

Max. pressure to be used to feed the coolant is

0.4MPa. Any higher pressure may harm Journal
of ASA.

HBEULEOREGHTERALETE. T—I0EIKE
W led DB BHAIEENBD D/=HRI DI
HYET AHEEE I TH N TEREFICI AT
BEICDVWTH BN LSRR HYET
DT, EEEFERDHE I X —H—ICBVEhE
TLIEE LN,

Use of higher RPM than that specified in the
catalog may have workpiece fly from Jaws
because of the depression of clamping force.
Depending on the cutting conditions etc., even
the RPM specified in the catalog may
occasionally not be used. When high RPM is
required to be used. Contact manufacturer or
local representative.

O LU —%4— Lubricator

W S.R.Jwv¥4 SR. Bushing

) FEh#EE) Spindle Start

W I7E Air Pressure

WINr—2—DFEDF IV EIC1 /2 ED
BICHRTKIEZEV AP ELEBZE FERE
LTF vy DEGREROET

Keep paying attention
to the volume of
lubrication oil in the
lubricator so that it will
always be over half of
pot.

RhHELOBEDORNLNDEDEL->HYIT-T
{FAn.fFoThrdEde I7HEEE
DAT) FBOREELDET,

After centering is finished, tighten bolts evenly

and firmly. Neglecting this will eventually cuase
jamming and damage to ASA assembly.

HEWORT7HARWTWSEIE AECRILD EE)
LEWEI YL TLIZE L,

For the safety, set System so that the spindle
can not be started when the door is open.

RAFERAFI7E0.7MPa
Max.air pressure:0.7MPa

BREITEDERIE FryoD
Hwmem,r<LET,

Use of any higher pressure than 0.7MPa will
shorten the life of Air Chuck.
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W EE  Work

W) EBE Install the Product

TEERFISREAAXEBRALTTEL,
Wear safety glasses during the work.

LFHN-DH5 TIRERMICEREL TFE,

Install the product to the machine
which is totally covered.

W B Circuit

W) BWFR Solenoid Valve

BERIT7ENE—FEICRERDOEEREE
fisL TAZE U,
Prepare the circuit which stabilize the

air pressure constantly to a certain
level while at clamp.

BHAIEBRERFIEETIEEICLT
G/ 1A

Prepare the circuit of solenoid valve
which enable the workpiece to be

clamped even in case the power is
shut-off.

W B

Transportation- Installation

WM Jaw

X - MR ORMETICEDTHICE
BLTLEZ N,

Be careful not to get hurt when the
product will fall off at the installation
and/or transportation. For models
250-3-2.5 and 265-3-2.5G, the eye
bolts which is packed together with the
product is recommended to use for
handling. Do not forget to take off the
eye bolts eventually.

BMHEREAOMERMT FERAUREEL
WA BEIEWMEAIFEBEICOVNT. B
HE—tIDEFEEDEVDDELE
ER

We (the manufacturer) should not be
held responsible for any accident or
damage which are caused by the jaw
made not by us.

1431

44




