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EN1550ICESELCHEDET .

This operating manual has been compiled
with due consideration being given to EN 1550.

BAREGATIERDKLSICEEIEDODNTVET,
Following abreviation is used in this manual.

@517 IS5 LFvwvZ Diaphragm Chuck ««««« -+ »DC
@I 7HHA%E Air Supply Apparatus «««««« -« » ASA
OTHYTAEE Seats for Jaw =« cceeeveeeeeeene » SFJ
@IITH) WOrkpiece ««eeeeeeeecerennneeeeens » WP
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PIONEER

E DCE&IZ AT s b Operation System

® |- =
§ e o |
A i Spindle ! -

BEIZXTLERDEE
when using intensifying system



# BB &

@ | T—JEHELES,

@ | DC SAT IS LXBREIT Fvv7

@ | FrvITETH FrhREF v v EER BEH.

@ | 4T IT7. 7= M @)ET,

® | ASATE T2 EHBIRECASADER BT,

® | SRIvrY ASAODCADETERRUHEEEFORABLEA,

@ | BEIv—FIb BREIT7 77 hDE—3F )L,

-5 N/ I 7 70— Fro0kBBL. I7 XTI M TR ERICHE S HNDE—,

@ | kL1 7,42 1B GESND T —FUMIELBHEETI+—FILERIC
Ro KBS D DT —F e T 2 BDFR—k,

FryvIRALFXaL—% ERI7E(NORAR) DEHRER,

@ | EHF ITDFEATERE G BODPE AT

@ | #wEZY 1BEH

® | EEF [

I7+tvb (N ITLxaL—2Q2)ITI1IVEDDHE B,

A | TRAT7 BIRES I ZIATEHIETTH VO,

B | MFHEAT7 WREIRLETEE T A -T2,

# Parts Name

® | Jaw Clamp workpiece

@ | bC Diaphragm Chuck

® | Chuck Adapter To go in between the spindle nose & DC

@ | Pipe To feed the air & coolant to DC

® | ASA Adapter To fix the ASA with the rear end of spindle

® | S.R. Bushing To be used to install ASA with DC & for safety when jamming take place

@ | Rotary Journal Connection terminal for air & coolant

Coolant/Air Blow Port to feed air or coolant for chips removal
Counter-pressure is supposed to be caused when feeding coolant

® | Drain through 7,4,2,&1. This is to release the coolant coming back to
journal area.

Regulator with Check valve | To control pressure for jaw open & close

@) | Solenoid Valve Change valve to control On/Off of air

@@ | Intensifying Tank To get additional pressure over std. factory air pressure.

@ | Intensifying Valve ditto

Air Set Consists of Air Regulator & Air Filter

A | Air for Jaw Close Connection for air to close jaw

B | Air for Jaw Open Connection for air to open jaw
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PIONEER

@ DC@*%E&VEE’ Structure & Operation of DC

€ 5 : SMR4EHE Example: OD Clamping

EXR> BATTZ s
Piston Diaphragm

1) 4—B
Cylinder B

A —A
Cylinder A

ASAERFO
Connection for ASA

TR &5 B
SFJ
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ZOBIE, A BREEITEEICR
Fah UL E—ATDIT R
MTELS. MORVETIRE
INBIRIRICHDEDIEENNIT
o 1) DIHEELDDERE
I WPDRRBERED T Z X
TARD A BT IfEREN -
EL)REVESDE,
(21P&HR)

s

This example is the operation
example when WP is clamped
by the pressure to be caused
when the jaw returns to the
original position after released
the air from cylinder A.

The air pressure to open the
jaw, in the procedure 1), need
to be bigger than the one used
when form-machining the jaw
to get the clearance for
loading/unloading of WP.
(Refer to page 21)

B MHBRICEFELTHDESDIEEF — SHRIEE
ID

1) JULH—AICENIT7%3%3

= EXRCHHENE

= MWESEDHE

= AL

2) T—U%kEA

3) JULE—ALWEHITERL

=> EXrHEBER

= HWEIEE

= J»EAL3

4) T—UNEEIN D%

*% BICIMENZSDVIGEIL
JYLH—BIZEHIT%3%3
= EXRHEICHEHE
= WEHFBICF|ZAZN

——— = ZhOPEEELVBEDHEN

l Operation Example when the jaw is form-machined; - OD clamp

1) Feed air to cylinder A
= Piston moves forward
= Diaphragm moves forward

=Jaw open
2) Load jaw with workpiece
3) Release air from cylinder A
= Piston moves backward
= Diaphragm moves backward
=Jaw close
4) Workpiece is clamped. **
**Feed air to cylinder B when more clamping
power is required.
= Piston moves backward further
= Diaphragm moves backward further

- =Clamping power is increased by the
additional clamping power obtained from
above operation.
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PIONEER

© 5] : ARIEHE Example: ID Clamping

)L 5—B J

Cylinder B L

SULH—A

Cylinder A

ASAEfTO
Connection for ASA

AT T
Diaphragm

Bk
Piston

TR & EE
SFJ




B MHERICEFELTH BSOS — ARIEE

1) UL HE—BIZEHIT%%3
= EAMHEE
= MWESEE
—— = T EURNCEK

ZDFE TABACAI TR
WEh S H—BTOITD
B TELBMORIETHE
EINBKRICHBEFDIEED
f5ITd,

2) T-U%EA

3) JULE-BIWEHAIT7ERL
= EXbRE
= WHESEDE
= Y REEANCEK

4) T—UnBEIN Bk

*% BICBENESDWVIHEI,
YIE-ACENTI T %%S
=> EXRHPEICHE
> WEHIEICHLESH

> INSABEREELVIBENHEMN

l Operation Example when the jaw is form-machined; - ID clamp

1) Feed air to cylinder B

= Piston moves backward

= Diaphragm moves backward
=Jaw moves toward close side.

This example is the operation
example when WP is clamped
by the pressure to be caused
when the jaw returns to the
original position after released
the air from cylinder B.

2) Load jaw with workpiece
3) Release air from cylinder B
= Piston moves forward
= Diaphragm moves forward
=Jaw moves toward open side.
4) Workpiece is clamped. **

**Feed air to cylinder A when more clamping
power is required.
= Piston moves forward further
= Diaphragm moves forward further

- =Clamping power is increased by the
additional clamping power obtained from
above operation.
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PIONEER

—~)
3 THR Specification

—

© ;%1 1ER Dimensions & Specification

£ 50 HAX ReERE (BR) B8
Model No. Dimension mm Max.min' (Normal) Wgt. Kg
3HNB8-3(-QTN) $82x72(47) 12,000 1.7(2.2)
3HNG-3(-QTN) $82x72(47) 12,000 1.7(2.2)
4HN8-3(-Q) ¢100x72(57) 12,000 2.6
4HNG-3(-Q) ¢100x72(57) 12,000 2.6
4HNS8-3-QT ¢100x60 12,000 2.8
4HN8/14-3-Q ¢»100x57 12,000 25
4/5HN8-3(-Q) ¢100x72(57) 10,000 2.6
4/5WZ6-2-2B(Q) ¢100x70 8,000 2.3
5WZ8-3(-Q) »126x75 8,000 3.8
6HNB8-3(-Q) $150x85(70) 8,000 71
6/8HNS8-3(-Q) ¢150x85(70) 8,000 71
6/8HN8/30-3-Q ¢150x70 8,000 6.8
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Correlation Diaphragm between AP and GF
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PIONEER

@ DCZE1$&OASA®1§EWI$E’\GDEI1T_TID‘ Installation of DC and

MOEBBICKNT AT 2ENSTEEF vy 70 T8I ICIUT I FTREGIZE HY)o
*Note: Some machines are designed to accept DC directly without adapter.

ASATZ TR Fry I TETE
ASA Adapter Chuck Adapter
AERIV
Spindle T m

Il.'l.rlf"' FEENENET Ir":,"‘
. HITT --
:)_\_,_j_)l/ H .",’
Journal I L ::l 'D
| | (77 it ]
gL I
= ITHAGKE
ASA
DC

S.RIviy
S.R. Bushing ZETRIVERZ Spindle length
LS

IT7HEREBED/ 1T RS ASA length
LR

p 5~10mm

A
5 ]
&
Spindle DCAfE
DC
]
|
TETH
Adapter
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DCOEHT |

N —

~N O

. TEAT 2T EICREDOLET,

TETEONETEHEHL BE2umEIA,

. RN CEHEEEICL>PIEEL. D TR,

HEAICINE>TWEWZEIERILNERD TRO TEHLETT I,

. DCOWSHIEA. R /N1 OyBDIRNE 548,

BT EADIRNDOIFREIE2umEL T . BIZ10umEL T,

. DCEREETH T 226 ARDRIVNTCERLFDL . A RO,

BIEME - FEDEE T TIREL)5~10mDOALE T 1 umL T,

U T . 6ARDFIVNDAREEDEITV TH T RLo0 ) EETE
CBERNWVERE AEOHFICNE>TWERVERIGHULEREBHT.
- Fov T DB RV DFED M FIZERL T MLIL L FDOEREEIHE T,

MLUH#EEE : 3".4".5'DC = M5 12N-m
6’ = M6 15N-m

LB EVWRIDHIREEMRG2.5 1 1ISO 1940-1

Installation of DC

. Mount adapter onto the spindle nose/temporarily & not fully, leaving a little

allowance for final firm tightening.

. Center the adapter at its OD within 2um.
. Tighten the bolts firmly to secure the adapter with the spindle nose. Make sure the

runout at OD is still within 2um. If not, and out of 2um, loosen the bolts a little and
repeat procedure 2 until within 2um of runout is obtained.

. Check the runout of surface A and B. Runout of surface A have to be within 2um,

and the same of B.

. Mount DC onto the adapter by tightening 6 bolts temporarily & not fully, leaving a

little allowance for final firm tightening, and do the centering at its OD. Runout at 5-
10mm away from the chuck surface is required to be within 1pm.

. After centering, tighten 6 bolts to secure DC with adapter firmly.
. If DC is not centered within 1um, loosen 6 bolts a little and try centering again from

procedure 5 mentioned above.

. Torque wrench is recommended to be used for tightening bolts.

Recommended torque : 3,4,5" DC = M5 12N-m
6" = M6 15N-m

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

12
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PIONEER

¥GE RN EDHBLICIE . WBAIEDT o vEERTIIEEBTIHLET,
* It is recommended to use spring washer for screws and bolts.

KIVRF vy T DB (A) D ARIVTIN—S— IR E Y B ECHDIAAET,
Lo THOBISHEEICHOIAA T IV MO TEREETE,

* Insert ASA until the shoulder(A) of end cap hit the metal rubber seal
supplied at the rear side of DC. Screw ASA just a little further to create
firm contact with MRS(metal rubber seal), but not too excessively
not to damage MRS.

F#hin
Spindle
Fry I TETR
Chuck Adapter

ASAT R TR DC
ASA Adapter ZELRIL
q Q Spinile I
T
&.‘{L‘l' ” Jaw
So—FIb ] |' : e !
INA{T Pipe  f/ [ ] o
E[ Journal H W;"“’I” ‘,-'}"rl }\::
Il J"a.l it L Ny
8 6 B ' \'\
I7HGRE
ASA
S.RIvy -
S.R. Bushing ZERIVEZ Spindle length
LS
I7HAREBED/ 1T RE ASA length
LR

E&B(A)
Shoulder(A)

ASAREAIE
Shoulder(A) meets MRS.



| ASADQETIT |

1. ASA7 5 T 2% EE B IR SR ICEV) T IHEE T 2,

2. SRIVILIDFTv—F DI+ TREBICEBINTODEEERZEL,
DCOIFA FREDr —XTTB-001 #H#3E,
ICTB-0047F 723> 2y TrGEIM I CRIHSN B —ZHh),

Installation of ASA

1. Install ASA adapter at the rear end of spindle.

2. Make sure the S.R. Bushing is supplied with the shaft of rotary journal.
TB-001 is popularly used for DC. TB-004 with additional tap holes is occasionally
used.

@S.R.7v> 2 DIEFE Kinds of S.R. Bushing

TB-001 TB-004

3-M4

PCD59
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E ASA(:E&?%EE%%IE Caution for ASA

AT ERPRICBIBARFEPRATAN I T IV ELBIEN HNET,
ROBISERLTOMEE . CHAEBEVLET,

1. WA OREBEROSHUFAR
ABERICA>TEBDHEAINR—SDTr—FIL (D . @) BB HITBIRNIEE
A1 0um (& EEEE6,000min LI EDIB A 1F5umBLT) LIKIZSAEEL /=
BV IRND AZVEI THEADEEL T TadBEREOREALLEUET,

2. FryI~DERE
BEBBETLo>PWEBLRA TSV RSP BV ETITRAOERED
BN Fry 7 DEERRPELET

3. [BSUEER
MTICAZEIDIESLEERE&IE104 L1 £2,000. 3,000, 4,000 EHEEEEIC
BIEBEEV HF8,000min U EDBEEM T AENBE, —FICZIET
Bz L E 3 R EORMBEELBB AN HIET,

4. AR =S (Tr—FI- N1 T-FrvIBEI—SVH)
MEY— S MEERE T EENEVEER TEELETE BES v—FEBT
DREAPKEBVRAEEELZBEN BUET ABI—FMeEDEVS
BTHIT IO PP BELTRAERINABLIICL TR,

5. ASAI7E

ASADEREFEAI7EIR0.8MPaTY . ChUESVWIT7EDER G EED
REREBVET,



Wrong handling and/or set up during the operation may cause the trouble.
Enough attention have to be paid to the followings.

1. Centering when installing to the machine
After the installation according to this manual, make sure the runout at (A),(B) of journal
shown in page 13 have to be below 10pm (Below 5pm in case of 6,000min™' or over).
Runout over these values will affect the accuracy and cause the jamming inside journal
housing.

2. Engagement with chuck

Make sure the ASA is screwed into the chuck to the full end. If the ASA is not tightened
with chuck firmly and properly, air leakage might be caused and the malfunction of
chuck may have to be caused.

3. Warming up
Warming up operation is recommended before going into the production machining. It is
suggested to start at low speed, and then to higher speed gradually, step by step, like
2,000, 3,000, 4,000 for about 10min. Sudden increase of speed up to, for example,
8,000min™" or over may cause the jamming of journal of ASA.

4. Coolant through Journal, pipe & chuck

If the ASA is run at relatively high speed without feeding coolant thorough, the journal
will have to be heated and might cause jamming eventually. It is recommended to air
blow through the ASA when a coolant is not used and fed, to keep the journal cool.

5. Air pressure to go through ASA

Max. air pressure to be used with ASA is 0.8MPa. Any higher pressure may cause the
trouble.
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— .
Q ma)ﬁ‘j,ﬁﬁ Form-machining of Jaw

FILNEAFT DR IE TUSATBINTWB Ty vEFIHLZE W,
When tightening bolts, use washers supplied with jaw.

OCDO TR &
| Seats for Jaw

FDFF RIS
Bolt

Ty

MIEh37—7DIBBERISEYLIZENDORM TERELLZSV, (AXIEB)
Select the type of Jaw to meet the dia of workpiece to be turned.(A or B)

TUEERBCAZA TIENZIEE . B2 TIERRIEERICFALET X AZA T IS LEE
HEDKENT =72 B TINESWT =T DIFEICEDONET EARWIC, KB ik%E
BBDICELLDAA T REDEE CHEMICH BRI EVDIZEEREEICEELET,

Basically, Type A for OD clamping, and B for ID clamping. In other words, A is basically for
big dia. of workpiece, and B for small dia. Type A or B should be determined on the basis
that which one make it more efficient and faster to form-machine the jaw to the shape and
configuration desired.



© TMOEAFIF Mounting of Jaw

1) DCHOBEICNZH LS, BELE. MOEBEIETIILERMEENVICIZM-THLS
Ty ERWTRIVNTIRT T 5, (NSE/LECKEEICHD) COIEEIIBERFICITI,

2) U RIVNERFO TMEBREICL-D)EBTELET . SOMEEIGMVILFERWT,
M4-6N-m / M5-12N-m / M6-15N-mD & #REICFREL TIT> TS,
NVTLF TREDMTIIBEEICIE. DCICEZAAEI T 7E0.15~0.2MPa% il 2 TJINE
HEERAICHAN T O—8&77TLET, 2hid JIUF R > O—a8 & VB AT
BERAIEDREEI7EEMABIEICL)ELLLRETTEROHIBRETZZET
KoM ESH FBELKEETZ0TT,

3) TR TR FIAAA T T EEFRML. BEMS ML EHBLET,

4 &T—007>TDEDIIRICEBLET  TUCBEIN &V DREWRTHEIELZDT
PIAHE . KN ELBNRNRICLTOIMN T2 HEIHLET

1) Mount the jaw onto the SFJ. Remove the chips and dust from the surface of SFJ, and
from the seating surface of Jaw. Tighten the bolts not to full extent, leaving a little
allowance for further final tightening. This operation should be done under no air
pressure to the chuck.

2) Tighten the bolts to secure the jaw to the chuck. It is recommended to use the torque
wrench by setting it to 6N-m for M4, or, 12N-m for M5 and 15N-m for M6. When
tightening the bolts by torque wrench, apply 0.15 to 0.2MPa of closing air pressure to
clamp the pilot of jaw. This operation is to remove the clearance between the pilot of jaw
and the internal surface of SFJ, and thence to make it possible to clamp the workpiece
accurately with good concentricity.

3) After tightening bolts. release the air pressure and make sure again the tightening torque.
Make sure, in other words, if the jaw is tightened with the chuck with the right torque.

4) Machine the jaw to the shape and dimensions required to clamp the workpiece. There
are slits with the Jaw, and therefore, the machining will have to be intermittent. It is
suggested, therefore, to set the feed rate, removal rate etc. as small as possible.

Enough attention need to be paid for this operation.

18



19

PIONEER

© TR AZESE Form-machining of Jaw

(1) NEREEDIBE DITH

MIKFCEIRFEASEDVET, HIZA1$0.2~0.3MPafe NI 7 EH TMERE, 7—Y
DI|BBETEICEDETMERTLET DB A HIZE0.4~0.5MPaDIT7ENT. &5
WCIMERKZEICEN D=V BBRDBEDIUT Z2 AN EShET,

) THRzAIESEAI7E 0.8MPa

(1) Form-Machining of Jaw for OD Clamping

The pressure to be set at regulator A means the clamping power. In case 0.2~0.3MPa air
pressure is considered enough to hold the workpiece, machine the jaw by opening it by 0.2
~ 0.3MPa.

If the loading accuracy or auto loading/unloading equipment is good, or, if the
loading/unloading is done manually, usually 0.4 ~ 0.5MPa air pressure to be set at regulator
A is enough to get the clearance for loading/unloading.

Note: Max. air pressure can be used to open the jaw; 0.8MPa

MOEEMSE
Position under no air pressure -7
Workpiece

B%F0.2~0.3MPa , l
Jaw open by 0.2~0.3MPa \ \ [/
\. \‘.l !\ O—F12 T D=HDIIT F2 X

Clearance for loading

FZE0.4~0.5MPa
(O—F12FIUT 52 2%1857-8)
Jaw open by 0.4~0.5MPa

(to get clearance for loading) e !

RSN TER
hig Spot to be form-machined




(2) AREEDBEDMAZK

MIEHFICLURTENIEDYET HIZIE0.1~0.2MPaf2 DT 7 EH TMERL, 7—7
DILETEICEDETMERTLET DB E HIZIE0.3~0.4MPaD T 7ENT. &5
MEFACAZ &SN, T—IBRDBRDTIT 72 AN ESNET,

) TFACAIRESEHAI7E 0.5MPa

(2) Form-Machining of Jaw for ID Clamping

The pressure to be set at regulator B means the clamping power. In case 0.1~0.2MPa of
air pressure is enough to hold the workpiece, machine the jaw by closing it by 0.3~
0.4MPa when loading the workpiece. If the loading accuracy of auto loader/unloader is
good, and/or, if the loading/unloading is done manually, usually 0.3~0.4MPa of air
pressure is enough to get the clearance for loading/unloading.

Note: Max. air pressure can be used to close the jaw; 0.5MPa

MOEEME
Position under no air pressure

! R
Machining of Jaw

Ead 77
Workpiece T—UERDHDE | ZARUATTE
Back up(Close side) pressure for loading/
unloading of workpiece
IBIED=HD !
FULHUAIZ7E
Open Side Air pressure - - =
topclamp workgiece T—IBRDDDII)TZ 28
‘.’ )f‘ Clearance for loading/unloading workpiece

20
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© SMRIBIEERED Operation for OD Clamping

1.

L¥2L—42BIEA) DI7EE FIZIETEFI7EL»0.3MPa%ks, Zh &V S MEICERTE

LTI SNUICEWWPERR IS B LT I X8 N BSNET,

5 . FADDIHE = 0.35MPa
BEO0—4/70-21#0%B4E = 0.4~0.5MPa

TRORIPSITEGRTEIETET,

. In case the air pressure used for form-machining of jaw is 0.3MPa, as an example,

set the air pressure at regulator B (this regulator is to control the air to open the jaw.)
higher than 0.3MPa.
Example: For manual loading/unloading = 0.35MPa

For auto loading/unloading = 0.4~0.5MPa
Above pressure can be determined from the comparison chart of air pressure and
stroke.

4’DCTMEE28mMMDiHE. T7E0.1MPai/=V) DX O — 7 B E IFETHO0.1mm
TY, TEOA—4—=7U7Z>Zp0.1mmUT TEWIEE &, 0.2mmELT/0.1mmEl ED
HBEDRHE. O—T1> T D=HDNMEEEEDEENERRTT,

In case of 4" DC fitted with 23mm(h) of jaw, the displacement of stroke per 0.1MPa
of change of air pressure is approx. 0.1mm. The following is the guide to select air

pressure in case of both 0.1mm or lower loading clearance and between 0.2mm and
0.1mm loader clearance.

A—4—JV)7 5> A—4—=JU75> X
0. 1ML T TLWEE 0.1mm2L_£0.2mmEL T
In case Loading Accuracy is In case Loading Accuracy is
below 0.1mm between 0.2 and 0.1mm
RRE
Air Pressure to (MPa)|0.7|0.6/05|04|03|0.2|0.1/06|05|0.4|0.3|0.2|0.1

machine the Jaw

A-F1 T D-HDFREE
Air Pressure for (MPa) |0.80.7|06|05/04/03|0.2|0.8|0.7|06|05|0.4|0.3
loading Workpiece




2. L¥2L—2A(NHA) CEETHII7ERG HNERIBEBEEHCSVT.MORYEICELS

BTBAICMATOEBINDITE(FBEH) ELVET HELIBEBEAICISL CEYEEIS
EREL TLAEEL,

The air pressure to be set at regulator A (this regulator is to control the air to close
the jaw.) will be the additional pressure for clamping WP in addition to the power to

be obtained at the point where WP is clamped, where the jaw was form-machined,
when releasing the air from cylinder B.

HRIBEEFDLE LR TER. 7—ITEER—TELS5+0.01mfLEL TSV,
In case of O.D. Clamping, finish-machine the clamping part of jaw to approx.
+0.01mm above the dimension of workpiece.

© AEIEIEEEEN Operation for ID Clamping

1.

LX¥2L—2A(MBA)DI7EE FIAE. MEFEITENF0.2MPaks, Zhd&l)Eu
FEDCEREL TSV ZhICK) WPEBDERICLELIVT XN EONET,
Bl - FADHDIHZE = 0.25MPa

BEN—4/7>0-40O%KEa = 0.3~0.4MPa

. In case the air pressure used to form-machine the jaw is 0.2MPa, set the pressure at

regulator A (this regulator is to control the air pressure to close the jaw.) higher than
0.2MPa to get the clearance for loading/unloading WP.
Example: Manual loading/unloading = 0.25MPa

Auto loading/unloading = 0.3~0.4MPa

. L¥aL—42B(EA) TRET I 7ER ARIEEREIC SV T MORIEICSSIEE

DA TOEBIMDIT7E BEH) EAVET . M BLHBEB AU TEYEEICFRELTL
72300,

. Set the pressure at regulator B (this regulator is to control the air pressure to open

the jaw.) in ID clamp operation, will be the additional pressure for clamping WP in
addition to the power to be obtained at the point where WP is clamped, where the
jaw was form-machined, when releasing the air from cylinder A.

ARIBEFORFTEG. T—7TEER—TENPS5—0.01mALEL TS LY,
In case of I.D. clamping, finish-machine the clamping part of jaw to approx.
—0.01mm below the dimension of workpiece.
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€ ;5518 Caution

1. MOEbFLVEFREIA
< Ut BB E. —BDCAGE,SIITL. LB EICRTEVDIBA BE3~10umiZE
DEFHF TLALERILETDTC. BREPLETY,

+ UE. 8D (I D) ICEIN Ao THNETH XD T EBDTENEZ AT T DA DA 2T
T IRV, TEICITWV. EFRORISHEVWIIIIEEREVET,

EEORETIIHBEVETOTRERS L. BHEELEN LETT,

< EMAEVFICEAED £ AREL TS,

2. &7
- DCORERF L. BB mEZML. mREF 1OV RAFICATREL T,
ASAEAONL, FAOL TV LFEED ST TEPHY ASLENEITL TR,

3. XTFVAR
a. g
RN TMORA, £ IBESICEE/FBELEVWES AT —F > 27 70—
DAEMBEZHEL THEIWL,
A=Y ERBLETEMOFEICHEEZRIETIENEZSNETD T NIARET
MO EIE P SREFEL TLEELY,
- D THE B ER IS E L AWVWEIIC T B/=0121E, / XIVEERL TSV,
b. 4D #a
BEBVBASETEMETIRT 2L, BT OEFEICHEVEREL TEEL,
C.DCAEIE, B EEL LW TLZEL Y,
d.2EEETDCEARITUCEHE NN DD /B R XL SN RRETWBRIEEMD HET
DT BFIHEFRDXRNELEIIFEENIVEVDDIE BENP LETT,
e. NDEFERF DB AH RT3 AR EREAE DIEBINDEMREICHE > TITo T,



1.

Handling

- If once the jaw is dismounted, after finishing, from the SFJ of DC, and when it's put back

onto the SFJ, usually approx. 3~10um of off-centering is caused. So, if once the jaw is
dismounted, carry out re-machining of jaw. As to the air pressure to be set for
re-machining, refer to aforementioned instruction.

- Jaw is split into 8 (or 6) pieces, and all 8 pcs are linked together only at the bottom of jaw.

This linkage is relatively small and thin. So, it is recommended to pay enough attention to
the handling of jaw to avoid deformation or damage.

- Jaw can get rusted. When it's not in use, carry out the anti-corrosion treatment.
- It is also recommended to be kept with Ring which was originally supplied with the jaw.

2. Storage

When DC is not in use, apply anti-corrosion oil to it, and wrap it up by clean nylon cover
etc. to avoid dust, chips etc.

. Maintenance
. Cutting Chips

On Auto operation, stop the machine periodically and check if there are any cutting
chips with the clamping area of jaw. If there are, they have to be removed and cleaned.
To avoid cutting chips cumulated at the bottom area of jaw, set-up the angle and
position of nozzle for coolant and/or air blow right.

If the cutting chips piled up, that may affect the jaw’s movement, and eventually to the
cutting accuracy.

It cutting chips are found piled up, remove them by using a wire or whatever through the
slits of jaw.

If is recommended to install coolant nozzle to avoid the cutting chips stay on the
clamping surface of jaw. Coolant nozzle should be arranged according to the shape of
workpiece, taking efficiency into consideration.

. Exchange of Jaw

When the jaw need to be changed, follow the aforementioned instruction about the
installation and machining.

. It is requested not to dis-assemble DC anytime.

The manufacturer and supplier is completely free from any responsibility on the trouble
or problem resulted from dis-assembly.

. Because of erroneous operation or whatever, when some shock is given to the jaw.

And naturally to the SFJ of DC, off-centering may have to be caused on both jaw and
SFJ. If off-centering take place, the machining accuracy will have to be lost. It the
accuracy is found went wrong after collision, and/or the deformation of jaw is found,
the chuck will have to be repaired, and the jaw will also have to be newly made.

. Jaw can wear. When it's worn, and when it’s necessary to be re-machined, follow

afore-mentioned instruction in Article 9.
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Ve 94vOF12TDC  Quick Change DC

TAyITETL DC

Quick Adapter ™ i

T L
A

1058
Straight Pilot

4HN8-3-Q

DCR#EASAEN ST ICITABRMBAERAL—XICLET,

Chuck can be changed without dismounting the ASA, and thus the changeover time is
drastically decreased.



)
& I7HEEMARO—Z AirpPressure & Jaw Stroke

ZhO—2 (@mm(g)) 097 [LET .
Stroke(Dia) T Jaw Open Side 500
08+ e
07 47DC(T)
06
0‘5“ 300
04+
03
02
01
05 04 03 02 0l
""""" 0 01 02 03 04 05 06 07 O o
01: 01 02 03 04 05 08 o.; jjo(.i/l - BT
T Air Pressure | TNBZ{E:0.8MPa
30 02T JIEALCI:0.5MPa
03t Max. Air Pressure
4°0C(T) 0al Jaw Open : 0.8MPa
ol Jaw Close : 0.5MPa
5°DC
6°0C 05
CITEREL 06
Jaw Close Side g

¥ ZAMO—7 2. DCICENBETDERENHNET . X, —DDIT7EICHTBFEA. BARID
ANA—TE(CIERICLEAILZETII LSBT OREY» HIET,
ARODIANO—TEIFBRELTZE0,

% Stroke amount is not exactly like the graph shown above. There is always a little variation
with it depending on the chuck, Stroke amount of Jaw opening side and closing side under
the same air pressure is not exactly and directly proportional to each other. It is always with
a little variation and difference. Take the stroke amount shown above in left graph, therefore,
as the guide value.

LFERUEDEVEDNEAEELWRAEDELEBW ) ZBEDZE RIADIEICHIR
(BAT7 75 L) DEBEEUSEIREMEN HYET,

LEOZANO—T7 2. NEZ23mmO AL E TCHHDTY,

(It may affect the durability and life of diaphragm to use any higher pressure described

above, breakage of diaphragm after relatively a short period of use in worst case.)
(Stroke, described above, was measured at 23mm H of Jaw.)
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& mwiﬁb\ﬁafﬁiﬁé Re-machining of Jaw

MITICEKRSNBEEFRAICINETH — RSB EBIREVREEENEC ST (51HE
BEOCHZE)RHELTHZETE DI TEIFBRELIBE . 2~3EDBVIAH KT
FIREICHVET,

B EPBESENIESEZIEERBAIGEDLETOT LEICISCTEEEMNAS. HWVIEED
BIENWDEICEBZELHIET,

Generally speaking, it is recommended to machine the jaw at as high jaw opening air
pressure as possible. In that way, 2-3 times of re-machining will be possible when the jaw
clamp surface get wear or dull. The lesser the air pressure for machining jaw, the lesser
the gripping force will be. Therefore, the additional pressure will have to be considered to
be used depending on the case.

0.3MPa 0.25MPa

ZZEBMITAICIE. TP EEFIAILET
L e —— 0.25MPallE & SHBERME DD

0 — -~ NVTIZIIS HNFKBDTZORININ TES,

Jaw position when it’s

Opened by 0.3MPa air pressure ~ Re-machining here can be done by reducing
the air pressure, for example, to 0.25MPa if
originally the jaw was machined by 0.3MPa
of jaw open air pressure. By reducing the
pressure, the clamp surface position will
move toward center of chuck, and thus,
additional machining will be possible.

BRELISIEE f

Get wear or dull

108:3;7
L'“ Rz EED Example of form-machining/Operation

0 g I7[E0.3MPaTRVEED
WERED TURIEE B EE A E

/ Clamp surface position of ClampiSurface|positioniof

N . jaw when it's opened by
jaw under no air pressure 0.3MPa air pressure

I




&7 — 7B TEICEUR I T
Machine the jaw according to the
dimension of workpiece

M /
Machined Section

o

I7E0.5MPaT/MER&7—vA—T 17

Open the jaw by 0.5MPa of air pressure
for loading workpiece

mER o E e e
mEmammsmsasama=

S0 BT REE KR
After machining, air is released and the
jaw return to the original position.

— —

Q TP ESA T I LMD P TIEIC

R55E¢ %,
SoTB)DRBTT—INI7TENB,

When the air is released, the jaw try to return
to the original position by tensile strength of
diaphragm, and thus, the workpiece is
clamped at the position of (3).

I7FE0.3MPaffLE

Clamp surface position of (3).

IT#I7EOC.5MPaT/MARE
T=&ET7A-T12T

After machining, open the jaw by 0.5MPa of
air pressure to unload the workpiece.

7

(6) DIKEET. T7E0.3MPafiDALE H S TAH
ESIC(1) DIRBEICHEAIET B NP IBIENICE
0. HLIN L EICIBENY LELIZEIEEA
HEEPTNEL AR EIIEZNE T AHIC
BTU. TERBICE P> TEBINZIET ST,

In the situation of (6), the jaw will always try to move
back to the original position by the tensile strength
of diaphragm.

That represent the clamping power.

If this clamping power is not enough, the additional
Clamping power can be applied by feeding air
pressure to the chamber for additional air pressure.
By doing this, a piston can be moved downward,
and thus, the jaw try to move toward inside, and
that’s going to the additional clamping power.
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i BB I 7 EEE3B0OT AN

How fo test cut to find most feasible air pressure for form-machining

B ZIE. 0. 1MPaTRMICEATL TLESE, RICO2MPalC T 7 E% L TORFIE TEEE A
o ETIIFREE —BSVWITELSK LIRS, 7 AN T ETW I THEEERIEL.
ZOWEETRELETATHEINIEREICI7ZEET T T ARSI I RAIEER)RL TLKE
VORFENBDOSNET,

1EICHEEDVKERPHENEZNTLIODTTY 25 ThITNIE. LERDIRICEWETS
POIBICI7EE T TOWE FZDBIE T NERBIEDHZE 5 ALE ARIEEDHE
IHRHUEDEAZHETITHON B LEHEIOHLET,

If, for example, once the jaw is machined by 0.1MPa of air pressure for opening, then, it
can not be re-machined by any higher air pressure than 0.1MPa.

Therefore, it is suggested to use highest possible air pressure to machine the jaw at the
beginning. After machining of jaw, test cut is done and the machining accuracy is
measured. If the accuracy to be obtained by that air pressure is not good enough, and if
lower pressure considered to be better, reduce the air pressure perhaps by 0.5MPa, and
then, try a test cut and measure again. If still not good enough, try further lower air
pressure.

Note; Lower the air pressure is, Lower the gripping force will be. So, in case the air
pressure is lowered, the use of additional air pressure to move the jaw to closing side
have to be considered to compensate the loss of clamping force.
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Maintenance & Caution

—_

L ITDTVE—ITERRICHEEL T EDEN, RSN BV EEHERRZEV, T DOHICEY D

RALETE DCOEIMERE S ASADREEDERERIZENET,

. DCOE2—REBELTI—F RO TO-IERTIHBE. ZO7—-F A DFERPEIL-

TEIAGEIRFLVEDICZHT BEIL THEBIRENNE T —F UM ERENBHRICL T
SV HFHICMOAEB T/ XV EERSN IR EIHE  EEN S8 FERASAY v—FILEAD
T=FUNDREWIEA FND T —FIWNRT TR B EN LT S v—F IV DB fFE
DERAELBIZEN HIET,

. ASADRSFICDEEL Tid. ASAE FHBUREHEAZE £ S RB 3,

. DCEEARD M B E TR DB EIE. DCICFATWTWBTUIFAEDIZ A IFIEUEA L H)ET,

%/ DCOMBEEECHA1T I LBBLEN TENEBEEZ I TWRIEEYP HIET,
RO A MEBEDIND—7 ., A EREOIRN. A EREOIRN FE (1775 L4)
DUOVEN-TEIBERRNZDEDI HN)ET DT A—D— R KFEIND LA BE DR T,

. Check the Air Filter periodically to see if there is any damage with it, or if it stuffed heavily

with chips, sludge etc. If the chips or sludge etc get into the air, malfunction of air chuck
and/or ASA assembly is caused.

. When the coolant is used through the center hole of DC supplied with the nozzle to flow

the chips away while cutting, make sure the coolant is relatively clean, and not dirty.
Especially when the nozzle is inside the jaw, and it the coolant is not clean, back pressure
against the coolant flow is increased, and much coolant will flow back to the journal. In
this case, occasionally, the coolant get into the bearing area, and wash grease away. If
this happen, Bearings will generate the heat, and eventually the jamming of journal may
have to be caused.

. For the maintenance of ASA, refer to the separate instruction manual of ASA.

. When the chuck supplied with the jaw accidentally had the collision with the Tool Post or

whatever, usually the jaw will be damaged 100% of the case, and will have to be replaced
with new one, Since, in this case, the chuck itself (Mainly the Diaphragm and SFJ) may
also have to be damaged, though difficult to be found visually. In case of collision by
operational mistake or whatever, it is recommended to send the chuck to the local
distributor / or to the manufacturer for precise inspection.
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o ER_LDFE caution for Operation

J EE Power

J FHE Shock

DC.ASADEUF I}, mAR. THBFICIE,
BIREV > TS,

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

OFF

DCAME. TUIMIPADN T =K EIC
FBREEIIMABNTLEZ Y,

Refrain from hitting DC, Jaw and WP
by hammer etc.

W
Sk

O MU Bolt

DCOEUFARILE, KOBUF RILMMENLIL - F % {E
L. PASERE DT DMLY TREDITTTEZ L,

Tighten the bolts, for both chuck and jaw, firmly
and evenly, by using the torque wrench at the

torque specified at page 18.

W IR Change Valve

PR DR EIIAERIDPEEICELEL
1= T TLFEd W AlERFILRLTITD
HWTLEZLY,

Do not operate Valve (Manual or Solenoid)
while Spindle is rotating. Operate it only
after Spindle is stopped.

) CE5EE  Rotation Speed

BEU LEORESZHTERLETE.T—7
PEIKEVS SO LEHPBENRD D
1-DRBEBZEN HNET (LR EIEETH.
NI RESICE) MATHEEICIDOWTS,
BIREP ELDAIEEMD HYET DT B EE
HERADBEEI A—H—ICBEVWEDhE
{FE&WY,

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.




J F Hand

W FHEhECE) Spindle Start

FTI-IDOEBRETIHEIR. FEIESE
WL HRITEBL TS,

Be careful with flnger not to be caught by
Jaws.

XYz
%\ﬁ

FFADRT7HFWTWBEFIE AERILD
EELEWED Y TEEV,
For the safety, set System so that the

spindle can not be started when the
door is open.

J 27—k~ Coolant

T—IUMBREEDHDEREIIRK
0.4MPa%TT9Y,

ChE EDEDFERIFY v—FILDOHEEE
EEOIZENHNET,

Max. pressure to be used to feed the

coolant ranges to 0.4MPa max. Any higher
pressure may harm Journal of ASA.

X Max. 7—FhE

Model Max. Coolant pressure
413 0.4MPa
JHP3HS 0.4MPa
JHP3 0.4MPa
JHP2 0.4MPa
JHP3AHPR 1.0MPa
4L.3AHPR 1.0MPa

W I7E Air Pressure

RAERI7E(MFZA):0.8MPa
RAEAI7E(TEACHA):0.5MPa

Max. Air Pressure to Open The Jaw : 0.8MPa
Max. Air Pressure to Close The Jaw : 0.5MPa

WALITEDERIZ.DCOFmERNLET,
Use of any higher pressure than above will shorten the life of DC.

ABTIHBATF vy 7 IERAINSI TR TR AV —2BHWBHEL THIR ST KA &

MA TRV BE DK EF vy 7 BRUASAD FH - HEEE

ICEREERIELEY,

Notice: Water contained in the air to be used for the chuck and ASA will affect their life
and performance. Dehumidification by supplying air dryer etc is recommended.
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W EE  Work & Install the product

TERBFISREXAXEBERLTT I, LEAN-DHBTIEEMICEREL TTE,

Wear safety glasses during the work. Install the product to the machine
which is totally covered.

QB Circuit

BERIT7ENE-EIHFEOEIBEEML TSV,

Prepare the circuit which stabilize the air pressure constantly to a certain level
while at clamp.

W B R Solenoid valve

BHRAIEBRERLETHEEEICL TIZE0,

Prepare the circuit of solenoid valve which enable the workpiece to be clamped
even in case the power is shut-off.

) Wx-BYt Transportation - Installation

WX - B0 BETICLDTAISERELTEZ N,
Be careful not to get hurt when the product will fall off at the installation and/or
transportation.

WM Jaw

BHAKENOMERFHERLEELZVWDPLEZIERFABBEICOVT. B
—tPInEFEEDEVDDELET,

We (the manufacturer) should not be neld responsible for any accident or damage
which are caused by the jaw made not by us.
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T500-8282 Ik Em#EAERAIII1T B88-2
TEL.058-274-1990(t) FAX.058-273-7291
E-mail : pmtsales @pmt-pioneer.com

PIONEER MACHINE TOOLS, INC.

1-88-2 Okawa, Akanabe, Gifu City, 500-8282 Japan
TEL.81-(0)58-274-1990 FAX.81-(0)58-273-7291

CEV—%2JIcD\\T About CE marking

AEIR(E. BN IES2006/42/ECICE DL B HIICTEm UTctéts (partly completed machinery) |
EUT HWERSEREIEDERZ{Tolc_E CMHBIASE (Declaration of Incorporation) 1Z3EEH C9 s
[HASGR | THDIe). AIBBDEDICHEVCEY —IDRRIFTSTVER Ao

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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