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Please read and understand DANGER/ WARN-
ING items in this maunal before operationg
the Chuck.

Please keep this manual by your side for
answers to any questions you may have and
to check.
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Precautions

Thank you so much for choosing Samchully,

Please read this manual carefully and fully
understand the procedures for installation,
operation, inspection and maintenance
before operating the product,

Keep this manual handy as it contains de-
tailed information on product functionality,

Warning symbol

To ensure safe operation, please read this
instruction manual and pay particular atten-
tion to theA symbol which emphasizes
important information,

Warning term

A DANGER

Indicates an imminently hazardous situation
which, if not avoided, will result in death

or serious injury, These warning messages
include the preventive actions that are indis-
pensable to avoiding danger,

AWARNING

Indicates a potentially hazardous situation
which, if not avoided, will result in death

or serious injury, These warning messages
include the preventive actions that are indis-
pensable to avoiding danger,

Indicates a potentially hazardous  situation
which, if not avoided, could result in minor
injury or machine damage.

IMPORTANT

Instructions for optimal performance and
avoiding errors or mistakes,
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1. Operation for

safety

2|3f %’-‘RAS'—I l EIH:/\I a1'01—’|<—’él*|°
SALE 0| FEHEYMo| MEX| §i2 B0
LS 2, Atol| 2ek M2 XX @
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DANGER

Na A DANGER DANG

"4°IM7<I 24X, 28, 2 Ad=
PR oo APl HEE DAL,
Power switch off before setting,

inspecting, lubricating or changing the chuck,

WE. . Eik. HERKN, RXHARIR

Qo] L o|=0| HRHASO FaLshE fI&0] ASLH T
Loose clothing or limbs may be caught in the machine,
EERIRBEEHEER AR

Py A 3|H S| MeEE TESA| kAL,
} Never operate selector valve and solenoid valve
during spindle rotation,

KK R B IR IR IE SRR

3| Foi| =xfslH nhetEl SAE0| ol HIM) 2 2R ASHIEL
The workpiece may be thrown from the chuck.
HHERERTIRIE, RIFMMI~RAEBRAL X CCH) MK,

S 2ol 3 AL A0 5|BIE Holoih 1 HHEE
P Aigtx| & X oRiAle.
Do not exceed the RPM rating of the chuck,
SKBUEEE A B I J K AL IFEEIR.

Ee=LECIOEEENEER
The workpiece may be thrown from the part,
MIFRAHRAL & CE) MRk

S €1 AESS 3|TA7|H QHElLC

° =5 :
} Never start the machine with door open,
N

Fr& TR

SAE L= T WsiEl= AESS BIEA|
XW A2l 22 G WskshAIL,

When replacing the workpiece or jaws, stop the spindle before
opening the machine door,

EFIIEE RN T AET

Please read this manual before operating the
chuck and follow the directions, Samchully e
does not assume responsibility for accidents

resulting from a failure to follow the guide-

&L}, lines in this manual,

AFUIERT ERAFIN T RSB, 15(F

ER

'’

[ \j
DHE n

SsHgus

Manual selector valve

FEhEEIRIR
y's
X
OFF
\, salzoc e
Solenoid valve
AR
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=
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AWARNING WARNING

= =

S U3 Yalol FUAIL. (FUT: 5 IR

o, o, LIZE F9| =0|= w3 HIStEO| He| O|LH= 4% 20|
} Do not forget to grease chuck. (3 Nipples) } siF4IA|2, (P00~00 &) Special jaw height
MR NH.  (3FLk) The height of the jaw should be within the maximum l:::%* HHFNEE

gripping force limits, (See page 00~00)
FHERFF N IR REEEURIAERNNSE
(1,00, 0057)

J2|A Fe| 332
- Workpi
Grease gun 0| misio] 2247 BxZo| e

O[Et (H]&h) & <IBfo] &L [T

Danger by discharge of chuck or workpiece

BUF (122) 224 Tol0| Hats|of it
SEE O (H|A) fI&0] USHICE.
Grease deficiency may result in loss of grip force during operation,

aglALE

| in case of damaging of chuck, EFEAZE F =0
BAREREE, 2 EE, Qrefse nipple 2S8R, WIS Standard soft jaw h?_ight —
MIFRARERAL £ fER ol AARERALE R i R
Alzlc] $22 8124 02 ZHsto] FUAIL, ge UiTiele RerRiE 172 of3tE Malstol FHAIS,

BEAIFETEE NSRS, hydraulic pressure by more than 50% .
FETHRAZN, HILREREA/2LLT0

o, s I Cylinder o, . X
}? Do not exceed Max, permissible input force, =51 }? When chucking components internally reduce the

o
Input force
AN Péej;gere
jotst £ o2 MIC|7t okEg 4 g Ao| mpE=|of 2247 3EZ20| 0|2 (H]AH 2 2IE0| UFLICH
Excessive force may cause damage to the cylinder, ?huck Danger by discharge of chuck or workpiece in case of damaging of chuck,
AAE XIS SFBIRIFSE. o FHIRIIIE, WRIFHIT=RE 7T R & (k) MR
Py TR ARG 2w 2a|ZuH YA ALRA| 2 "Saym — ojzaym | ° 2 3EAES 138w Wl T Y AU ME E XX
P 3 Zol| 0= BWHE SHAE TIoHSHE 5|22 SHIAIS, Greemp | > sio] FAI 2.
In cases of power failure Samchully Cylinders are fitted with T When machining a long workpiece, support it with a center, e etk
check valves and pressure release valves, When power is Azl I tailstock or steady rest, Workpiece Tailstock
restored the solenoid valve resumes its normal function, Cylinder I MIKp SR, FRBEIERERES O j TH# REE
BESEREERSHET. MDA LR =a BRI 34

8 FLR 2 F T2 R B SRR A LB

Si2], YTAlof notEl SE29| 0 (H] &) fIE0] AELICE M >< A J <®\

et /RIS S HFSHAIR.

in MIE]

Gripped workpiece may be thrown from the chuck if not well-seated el N 2 SEES 7S SEE2| 0|F (H|M) /IEo] AUFHICH Center
during a power outage, Set workpiece to correct gripping position, =), HH EC EXI=-T1=} Danger by discharge of workpiece, if it is too long il
0. BREXONISATHER L () etk Lot memer oo valve ITHEKHIP= AT, 7= o AR FR % (X0 PO

BERERERFHIE. &, 178

BEC NI 32 HZ5H0 FUAIR (Page 16) 42 o +8 i xS DRIAIL,

@ ; o HNEESE ®, §
} Torque bolts using correct specifications (Page.16) Chuck mounting bolt } Do not attempt to modity chuck,
FLUE S RERER IR, (167D = RS EREMREEERL,

EHEES X gjA| 332 0l (1) B HEol ULt
;ﬁgﬁ;&lg © Danger by discharge of chuck or
HRE workpiece in case of damaging of chuck.
FEBRE, THMEERAHENRR.

B2 o[ (4] o] 2I8l0] ghaLict
If incorrect torque specifications are used, workpiece may be thrown from the chuck,

mMIFRARALH &) MER.
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WARNING AWARMNG WARNING

2l & &

g FF Es YES 01 ZEsts A2 HoYSsHAIL. . & EHRXA| Ol0| 2 E U 210|0{2ZE AFR3SI0] FAAIL. ool
A Never attempt to operate a machine while under When lifting chuck, use eyebolt or wire rope, slojoizZ Eyebolt
the influence of alcohol or drugs. ‘ IREDFNZRLERT, BB RS Wire rope i BaEi

AL B AR B R RR AR IR

ally
Lathe

== g';:n B ) ER

EER XS e @0l 2IF0| ST ;\Em %rugs SFstAl MAC| %‘%‘— b &&E 2130 UASHICH
Being under the influence lowers judgment and increases likelihood of accident, S, 'ﬁ% Dangerlby dropping.
WIS BT 5 T RERHRIEIS B IRIER R HTIRRER.

&, Et0| S =8t HYsiA| okiAIL. SEES moAIZ off £712t0] 7|X| HEE FolSHAIL.

X4 Gloves and ties should not be worn when operating I'l' When gripping workpiece, make sure your hand is
a machine, out of gripping area,
TERY, BEARESFFEMET. EXRFMI=RE, FEIEFEPRIERRM.
CHE—
D 1 )
ir NQ!

LA EEE oj=0| 2RI} UAS fI-0| ASLICE &712to] #2AX| ALt ZEte| fIRo| UEH T
Loose clothing may be caught in the machine, Danger or finger broken or cut,
EFEMRHEEENMS, BREGERE. FiERBHMSRIRNER.

H, &, =0 A2 Jt6iX| oAl

o,
}? Never hammer chuck, jaws or gripped workpiece,

EREEERS. RNFT R, e
iER

A OEAl S22 0l ML) 2 fI-0] USHICH
Danger by discharge of chuck or workpiece in case of damaging of chuck
FHRKIUER, MIFERAE AR AL & (R sfER.
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3. Mounting

#RFAA

PLBEFR | HOREVRESNT.

Manufacture of 3.1
drawbar

FIAT R4

3-1 EE2 HI MF 3-1

The closed-center hydraulic chuck, HC is

model coded as below. KRR T ERETR T RAOET, HF

A7)

S22 8jo| Yol of2f F2 ufzt FHA
2 (Fig.2, 2-1)

Figures 2, 2-1 and the table below will help
in determining necessary drawbar length,

2347} 22| =5 7tS(2H 7+S)

This location is to be accessed with a wrench,
XEBS R H ERFREM, AIAEXRIGE.
c
Z&Clo| Z2  Spindle nose No, FhumpoFhZE /ﬁ
X 7
% SEZA(QIX|) Chuck nominal dia(inch) RkBERE (&) o l > O

O< J\ E—

HC :EZX3zxH Standard 3jaw chuck  FRAE3MNFK K

HCT : 2%x 2Jaw chuck 2JT 3R 3k f L

HCF :4zH 4Jaw chuck 4R K

HCL :2AEZ23 % Long-stroke type RiITIEER A

HCLT : 2AE23 % 2%  Long-stroke 2jaw type Ejﬁiiﬁﬂﬂ Fig.2

HCLF : EAEE3 & 4%  Long-stroke 4jaw type  RITIEF4N =22 u} AE / Detail of Drawbar / Kin T SaERiRE -6 (FEMD)

H
Azl ofgie Chuck
Construction and Jugns =2 u o
2-2 FEES 2-2 : 2-2 ftAIEEIRME geey Draw Bar
Operatlon Cylinder ¥
Bt
o9& HC = 7|2 oz HuiC|, X=X The power chuck HC basically consists of MAFB/HCEAR EH-FRK, #RHETF >~
ol OjAE T2 TAE0f QS CH & HiC|of a chuck body, a wedge plunger and master ERERA . ERFHEMEMRHIL I =
S|M=D T-228 51| S5l YXIERIN jaws. The wedge plunger and master jaws EIEETE Eh ERERE T IRRERE S — 0 I e
9} OfAE| I} E&50f IELICt YRIZ2XN  protrude so as to engage the T-slot to be at DHIRE. SEEHEERERSIZEER, ZaN| | e
7t EHOR 0|55l OlAEEI ZAMCZ 5F anangle in relation to the rotational center of = JIN# hiL 8] fh 0 B fE 5H O e 335 THERYSMI — L [ 1 M
AR, EtxE SAHE0| ZHE mlelstct, the chuck body. (IMERED ———
(Q|ATeh YX|IZAXN7} HHoZ o|Ss}MH 0} When the wedge plunger is drawn to the SR EEE, ENEES, RE =
AE{ZV} U2 OR Wa |1, Elx s 2AHZ29| rear, the master jaws are pulled toward the SHOXFTHMAM (RIERE)
ot mpoksiL|Ch (i mbeh center and the outside of the work piece is L
gripped by the top jaws.(O.D. chucking) S —— =4
When the wedge plunger is pressed forward, A B ;‘efi]’ance

the master jaws will move outward and the
inside of the work piece is gripped by the .
top jaws,(1.D, chucking) Fig.2-1

CZ 2 d} 2AL / Drawbar installing / fi#F 2B E

A uic|
Chuck Body
£EAE Sof Al
&4| / Type | BIZ Hydraulic Cylinder © min d f L
g | o | o o] ]
HC-04 / HCT-04 Y-0715R(RE) 30 M20 30 M10 25 A54.0
/ HC-05 / HCT-05 Y-0715R(RE) 30 M20 30 M12 35 A-45.0
- HC-06 / HCT-06 Y-1020R(RE) 30 M20 30 M16 40 A-1315
1 Top Jaw HC-08 / HCT-08 / HCF-08 Y-1225R(RE) 40 M24 35 M20 40 A-162.0
EH A HC-10 / HCT-10 Y-1225R(RE) 40 M24 35 M20 40 A-189.0
o HC-12 / HCT-12 / HCF-12 Y-1530R(RE) 40 M30 45 M20 40 A-194.0
HC-15 / HCF-15 / HC-15SE Y-2035R(RE) 55 M36 55 M30 60 A-143.0
= A y p HC-18 / HCF-18 / HC-18SE Y-2035R(RE) 55 M36 55 M30 60 A-131.0
REAR ff I @ { FRONT HC-21/ HCF-21/ HC-21SE Y-2035R(RE) 55 M36 55 M30 60 A-136.0
= A HC-24 | HCF-24 | HC-24SE Y-2035R(RE) 55 M36 55 M30 60 A-136.0
HCL-04 Y-0715R(RE) 30 M20 30 M10 25 A4
= =1 HCL-06 Y-1020R(RE) 30 M20 30 M16 40 A1315
s HCL-08 Y-1225R(RE) 40 M24 35 M20 40 A-162
S = Sover HCL-10 Y-1530R(RE) 40 M24 35 M20 40 A-189
Draw Tube HCL-12 Y-1530R(RE) 40 M30 45 M20 40 A-194
e oIx| B2i HCLT-06 Y-1020R 30 M20 30 M16 2 A1315
\%/i;gg? Plunger HCLT-08 / HCLF-08 Y-1225R 40 M24 35 M20 40 A-162
HCLT-10 Y-1530R 40 M24 35 M20 40 A-189
HCLT-12/ HCLF-12 Y-1530R 40 M30 45 M20 40 A-194

Fig.1

12 | Power Chuck Instruction Manual | 13
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(mm)
3 Azl
SHL
HC-04 AY-1315R 20 M12 20 M10 25 A-43.0
HC-05 AY-1315R 20 M12 20 M12 35 A-34.0
HC-06 AY-1720R 25 M16 25 M16 40 A-151.5
HC-08 AY-2225R 30 M20 30 M20 40 A-182.0
HC-10 AY-2225R 20 M20 30 M20 40 A-209.0
HC-12 AY-2730R 20 M24 35 M20 40 A-214.0
HC-06A05 AY-1720R 25 M16 25 M16 40 A-136.5
HC-08A06 AY-2225R 30 M20 30 M20 40 A-165.0
HC-10A06 AY-2225R 20 M20 30 M20 40 A-184.0
HC-10A08 AY-2225R 20 M20 30 M20 40 A-191.0
HC-12A06 AY-2730R 20 M24 35 M20 40 A-189.0
HC-12A08 AY-2730R 20 M24 35 M20 40 A-196.0

Tl Laj4s Alelc] ofeteiet & ofgte] 2t

of H2| AfFig.2-1)7} Haix| ZEEL|ct,
ofl) HC-06, Y-1020 € Z=&lsl|Ao A=800L
2 EZ2 H(Draw Bar)9| Tzt
L2 L=A-1315=800-131,5=668.5 7}
ElLct,
CE LIS 7I3e e AN ZAER

9| LIALO| == JISBH EE= 6h, 6g &

L2 siFAAI2 (Fig.00, Fig.00 &X)

S22 Ul 528 TS YT HFUAIR.
x| % c= 7 E_!?i__’_|59|

LiAtS] H|Z0| Z0iX|H T

[

Helo] Eu L. C, ES] S# =& 0.05mmo|st

2 FUAIL.

(1) B2iro| S22 55 eisjol T4

A2 Ho| E22 o Wre Tasof

UL BiH LiALS] BEIS ATjLS
ArZstof HZstD Bl o m HE
ASRE of2f JRIMR Sesp Zof
FUAN2.Fig3)

=
oW,
Ll
AT a®|d

Power Chuck

The ‘L’ dimension can be found when the

distance A between the cylinder adaptor and

the chuck mounting face is given see Fig.2
and 2-1,

ex) When distance A is 800mm, and chuck

HC-06 is used with cylinder YS-1020,
the total drawbar length is
L=A-1315=800-1315 = 6685
Thread the part ‘c  to JIS standard
6H, 6h, 69, to the thread of cylinder
piston rod (See Fig.0)

AWARNING

Make sure that the drawbar is secure and
strong. If not, the chuck may unthread,

causing vibrations and damage. Thread C,E

should be concentric within 0.05mm T R,

3.0 Chuck mounting

steps

(1) Connect the drawtube to the plunger,
Install the tube using the set screw and
Pb ball (see Fig.3)

Fig.3

ERigS, SELHEEEMNKKEREZZ
ERIEEBARELUE, BASMELR
<f. Fig. 2, 2-1)
{51) L %EHC-06, YS1020RF, A=800mmAt
ALK
L=A-131. 5=800~131. 5=668. 5
T cEBorigesrt, SFAJIS6HEL
6h, 6giEE LUE S HELERETIRE.
(BHE)

RTRARRBHEE. HRETE,
MREENTR, FEAAREEBHE
CYHED BB

HIRLINT, SEERNTULRE T

CHAERY[F] > B [z /)N F0. 05mm.

3-2 FTBRRXIFF

(1) IFBRIEFE R
FTEMNERERAE ERIEK

RRFHE EERT, FHMEMNE

ERMAfA FLUBLRTEFRTHE
HFFLE. (Fig. )

S2US A

/ Hexagon Socket Screw Key

~AEHRT

ME 23T
Set Screw
& ERET

L
=

Pb Ball
$ATK

2Ix| E21M
Wedge Plunger
[l

EEZ2 RE
Draw Tube
HE

(2) MRICIo) E22 BB 2ES0] FUAIR
Meltjo] A% 2oof S22 Bl
AZE ol= TAE 27t S55
oA AAI30] RN (F2F 2|0
25|81 T 20| sjo|=Ho| TfE &
LIt

(3) MRIHE AEIS(ARIH OftE)ol| 24tst
of FHUAL, MRIHe| =252 gelst
021N RS HR|5t0] FHUAIL,
X 240.4~0.5MPa, 4~bkgf/cm?) 22
2~33| A=51 LAE ZEE MTIAZI

x|
S RN,

&

M

ok

HE J|Aoll &, ZE[A| Ol0|ZE EE 0|5
EE AEst0] FQleR 0|SAIF|MAI2.(8
2Ix| oste| &2 olo|EET} glEH L)) ALE
Z0fE EI=A| Ol0|ZEES HM|7{5to] FHAIL,

(4) 22 =22 v} of GiZehc
Ho| ATE IO} IS HofLD X
#S2 xo| Z4 72| Melslol S22
SEE S|MAF|UN S22 HIS el 5ol
ZLAI2 (Fig4)
29 gE0 c22 Ul olF, Kol
2247 oigelx] QLo LIAIRIS Hels)
of FAN2, Bal5| oI A%
o] glglo] =jo{ HZo| mAEct,

=
o

T
Advance end

(2) Connect the drawbar to the cylinder,
Screw the drawbar into the cylinder
piston rod as far as it will go, (If it is not
threaded all the way through, the locking
pin of the piston may be damaged.)

(8) Mount the cylinder to the spindle,
(via cylinder adaptor) Check that the
run-out of cylinder is minimized before
routing the hydraulic piping. Move the
piston at low pressure(0.4~0.5MPa,
4~5kgf/cm?) two or three times and set
the piston at the forward end before
switching power off,

When mounting or removing the chuck, lift it
with a crane using an eyebolt or lifting belt,
(For a chuck of 8 inches or less, the eyebolt
is not attached) Be sure to remove the eye-
bolt from the chuck after mounting.

(4) Connect the chuck to the drawbar,
Remove the soft jaw and cover of the
chuck to insert the connecting handle
into the central hole of the chuck
If threading the drawbar is difficult, check
the threads, Using excessive force to
thread the drawbar may cause damage,
(see Fig.4)

2EE 2R 2E
Spindle Draw Bolt
EL Z5|1242

SAMCIHUL LY

MACHINERY CO, LTO.

Q) BFAESH ERERT.

TESELR R ETALE AR BT
B, IBEEEFREMBERTITE. (
HEPEMNERFR, EETHERE &
1E S SHRER)

(3) BT (RELER ) ERESRE.
EWINSERTED, BEE,
BRERERE. FLUEE .4
~0.5MPa, 47 5kgf/cm2) BEh2" 3%, 3
fEiE EfaiEBEYIMEIR.

IRENR KA LRI KR, FHfE
R B ERINE RS R TR,
(80 LU B 3 3K 0% 6 F1 e R4
ERAER, BSYIFNAEIEGE

(4) BN I KIEIRTEHAT.
BT R LN ETF, BiEER
IEAEIREI KR PO AL, (ERESZR
FZz5HiTiEE. Fig 4) 7iE
EdranlZ LI, BELEHIERE,
IERIMBL I BE—IERE, BA4E
IR AN B

SIx| Seixy x
Wedge Plunger Chuck
iEAEE &

SHE

\Toin& Handle
Fig

O

il

= OfetE HZEE

Chuck Adaptor Mounting

FERER R HEIBE
Fig.4
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S2e 20 =22 ulo| HZ Yo7t 255
B LiAR} S5 0f Tfol2io] ez2io] Eojr
272 o[l ahel SIBlo] YLic

(6) M2 AES(X OfEH) £2tHo| 22tst
0 FHAI2 X HES 3|T™AIF 0|
Meto] AEIS Sxiplofl 2hxs| LxtshA
il FUAIR. B HZEES FS3| AZst
of =HAIL (Fig.5)

12583456

Fig.5

AWARNING

If the drawbolt is insufficiently screwed in to

the drawbar, the thread will be damaged and

result in loss of grip force, Consequently,
the part may be thrown out of the chuck,

(5) Mount the chuck to the spindle (via
adaptor plate) Turn the joint so that the
chuck is properly attached to the spindle
mounting face of the lathe,

Uniformly tighten chuck mounting bolts
in order to 123456 as shown
in Fig.5(Uneven tightening will cause run-
out)

HET|PE SHITHERKETRE, B
LI, REFNMSRATE, mI~
mAMRERALE R MR

(5) TEIBR KT 4h (K KiER ) L.
TEEEE R, ERATE5EKRM
E4hME EHRIER.

WaHh, EHRKIEH (Fig. 5)
1—>2—>3—4—5—6
(EXR9F, S3lEED

HZEZ / Tightening Torque / #5 % h14E

2E37| HHES 2E37| _ HZEA
Bolt Size Tightening Torque Bolt Size Tightening Torque
P B | miRe SR
12.7N-m(1.3kgf-m) 170.6N-m(17.4kgf-m)
M8 38.2N-m(3.9kgf-m) M16 250.0N-m(25.5kgf-m)
M10 72.6N-m(7.4kgf-m) M20 402.1N-m(41.0kgf-m)
M12 106.9N-m(10.9kgf-m) M22 539.4N-m(55.0kgf-m)

=EX|Z &= / Bolt Tightening Steps / i 4212 KA

7} akesln], & EE 3R20| HIME F IS
LIch I ALSS Hy|H o= 2Eo| NS
sjolstof FUAIL, MH2| £40| Y BE
olelof= ALS S S8 FHAIL.

Slel CI2 2ES AISE 3P YETE 129
(M220]A+ 10.9) 0|AteZ 3111 Zo|ofl E3] T
ols FHAIL.

(6) ZB1M 9| |IX|E ZHSIHAI2,
EBMQ| 9Ix| =H2 dzin] TT Cofl
A E2M| TIEHH F{H BAIHO|| 2UX|A|
71 0(4"~12"9| A ) == 1mm(15"~24"9]
AR) FENF /RIS HFHUAIL,
) = e T ey ot

Power Chuck

Tighten chuck mounting bolts at the speci-
fied torque. If the torque is insufficient or too

strong, bolts will be damaged and the chuck
or workpiece may fall, Periodically check that

bolts are not loosened, Use bolt grade 12 9
(10.9 for M22 and above)

(6) Adjust the plunger to the correct position,

With the drawbar in forward position,
adjust the plunger the until it is retracted
1mm from the cover face, The jaws
should be in the unclamped.

(7) Remount the cover and check run-out of
the chuck, Make peripheral run-out and
face run-out of the chuck to 0.02mm
or less,

BE L IRBIE N SHEARIZR.
EEHETRSTK, BRSRF, X
SEmIFERthaaERE TR, B, E
MAH, IFEHRTZENFERES.
BRFAEFERRARUIMIETIZE.
HERETIER, BELERBER
12.9(M22LX LR, 10.9) LA ERY 24, F
BREERGRKE.

(6) 1B IRBHENME,
AR EMER, 1§ E X HECYLNDERE]
HER FRAEERIE, FIROWMRE
47127 )X 1mm (BNRZ15” "247 ) 3¢t
VERLE. It A JAWAL T3k FFATIR 7S,

(7) ZLEFRE, BWIARLBENEE.
FLSMNE IR BN EANE L RIESNIZE
RZ430. 02mmLA .

XS E2Q 2ES XA H AERS

QIEMo||M OtAE O] AEEF OtF(7|M)of|
Yas| SI=E of FHAIL (HRIHE TTIAI2]

22) o ZHo| S2|B & Hu{7} uds| 2y
B3| FOBHAI7| BiRILICH(Fig.6)

cee ge 323 ASEN YXFx)0| 4
x|=|0f QloS= X eiEAll H2t 2o}
Li= RR(lA| 20| 202 2ol Jh5)o
SEIE VAL

(8) O}AE| I ZHO| AEZ T 0T} AER

5 RILHol U=t Shels FHAIS,

Tighten the drawbolt using the handle and

have the master jaws set on the outer line,

The cylinder should be in its forward posi-
tion, If not set to the outer witness line, the

cover may be damaged., (Fig.6) Make sure

to turn the drawbolt until you hear a click

sound.,

(8) Check to see that the stroke is within the
witness lines,

THE
T-Nut
AE23 019 TEURE
Base Line Mark
BALIFE OpAE| 7
Master Jaw
E-I1IN

SAE S mietsty OjAE O AERT= A
EZ2T Helo| S U MY AEZF Hel

oM ALESHE 0| AH o2, Fx4 otXstn

HEAloZ Z4L|CHAEZS B HEo|A9|
Tote ZaH2 o[ H|ML] 28| etz
1|sh= 710 24U Ct(Fig.6)

CAUTION

E

Aol chahr= H2iTie| FS LYol o
2t FHA2,

My AER3 g
Witness line
AilfTiE

M AERT 99|
Whole Stroke
BAMTE

Fig.6

AWARNING

It is the most desirable to grip the workpiece
at the center of the chuck’s stroke,

Do not grip at the end of the stroke as it may

cause the workpiece to be thrown (Fig.6)

Refer to the cylinder manual for any details
regarding the cylinder,

SAMCIHUL LY
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L{EARIEAF AR RATIZAR, N
EITIZB9IMM L e th X3 /EMASTER JAW (B
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“BYEE. Fig6)
RATIB4 R E IR ES, HE i
EEN FEMETAIAEREE” E
M7 EERALE (AL, TEAF R
KHIN)

(8) IEMINE MM E R ITIRR SR EEITIE

Eix
Top Jaw
TER

ERFEERAE, EMATRRFETIEE
BRIk, SEESRITIRSEEMN, X
ttiRE, HEERTF. ETERRREE
B, BTN rleEs Bt & (eED ,
HILEREERXMAE. (BFig. 6)

ETFSE, BRIESEMRERASE.

Instruction Manual

17



18

024 O gm
3
i
2 g
e
o>
Jalm]
4 B
- x
> o
oo
>
ok &
in :Jg
n
sl
Mo

E
10
o
>

A} lelo] Euict,

©
H

ME kI B o
0= I2 02

x| gal, HAZTZI0) w2}
s FHIAI2, T0|Z Rofol| BHESS
5oz 23S A9 AN HHSO|
=

+ AU

ok jy

U

)
4
140
on
i

2 Tl FEYOl ol AHaS
g o= SE=2| daof 5t
S HAslo] AlSs FHUAIR
o) 205, AME S

_t':_l
10

o
rir
n
+

i
]
[~

mo £ &
i
o O

ojn <o nio
gy Im
02

Gl
to
B
bl
0
B

d

(U]
Hr
Rl

ol
=

kA
rir
OH

M

Hu
c=2
T |0

e
[> 0z

il
ot
0
_c'lk
]
I
_t':_l
[}
&

B

of O
T i
0 o
B
Ey O

a2
Prre
' o

52
il
;

r0 0 02

27
ol
So
=x~1
==

Jor o 1o

ol O
>
o

gRY0| 2 3x20| Yo
Haztof of3) #iyzio] Fof et
S HNSEE 71Z510 FAAIL.
42| ololo| BES ALSSHE Teldes} 1
27| 23122 oj2e| 70 HH0| 4 mioky
T 22 9l glofe] HESOR 3B bl
SIE0] YELICHRALE o)

Of~E{ZE0f 20| TIx|7} 2 EES A
So] FAAI2. M0l o] S2lo| HEt0d
222 jotshujo] H2old o]

= = ZR20| 8|4 213j0] UBH]
HoPAIM, Bl 2A(0jef £ 2HZ0] 3
7 EE IPOST 2HSIR| YES ok K%
&|7o= Seldt £ h3si0l FHAIL.

71 3522 sjolet Z 2o HIEA| Aot
WAIT S3 ALSSAIT RREIS Z4ls AA|
sto] FAIAI2. 71 BABS 7128 1 B Ao
Slglo| Qlstict

IS FAZ FRINY B 3xES Moz
S| HAAA TR,

Power Chuck

4 Precautions

(1) When changing the top jaw, carefully
clean the serrations on both jaws,

(2) Set the hydraulic pressure according to
your application and workpiece shape,
Excessive pressure may distort the
workpiece,

(3) Use custom top tooling when gripping on
castings and inclined/tapered parts,

(4) It is necessary to counter-balance
the chuck when gripping on unbalanced
workpieces,

(5) During a system crash, immediately stop
the machine and check all internal parts
and accuracy of the chuck,

AWARNING

Machine unbalanced workpieces at low
speeds, Use Samchully jaws or risk distor-
tion of the master jaws and loss of grip
force, Always match serrations of the
master jaw, Before machining, run at low
speeds to check that the top jaws, locator
and workpiece do not have interfere with the
tool or tool holder, When gripping a long
workpiece, use a tailstock to avoid vibration,
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Relation of grip
center height, grip
force and plunger
input force,
Relation of top
jaw mass moment
and grip force loss

In a large and heavy top jaw, the grip force
is greatly lost by the centrifugal force which
acts on the top jaw.

Determine cutting conditions before using
the top jaw.

AWARNING

Hard top jaws may be ordered through
SAMCHULLY  Only hard top jaws authorized
by SAMCHULLY may be used with this
equipment,

When using the top jaw higher than the
standard soft jaw or gripping workpiece in
the nose of top jaw, reduce the plunger input
force in inverse proportion to the height of
top jaw. If used without reducing the input
force of plunger, the chuck is broken, thus
resulting in danger due to scatter of chuck
or workpiece,

SAMCIHUL LY
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BUTEXRITTUNIE R KHESERS, BFTUR
MELS, REFASKIBRED. ERAFIE
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Top jaw mass moment

Mass center of top jaw

Mass of top jaw (One jaw)

Distance up to chuck center

Grip center height

Height of special top jaw from chuck face
Grip length

Fig.7
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LCHE EAI2 (P.20~27) See figures (P .20~27) REEF. (P.20727)
HC-04 EF AZEXR(ZZ ZHE When the standard soft jaw HC-04(mass 1 FAHC-044 RS (FRESE 13. 2kg - mm)
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oMol AFZ 2 eIXY 271510 0] 3T 0 sirable to use it at 6000min(rp.m). The grip  ZEIZEEH. KFF HEIRKA 15. 3kN (4] n :
Ao| morzd 2=Ale 15 3kN(2F 1530kgh A = force under this rotation loses 15 3kN(about 1530kgf) /0 WEET, BNASRIFH FRSE bt £
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2 ANS MX moredo| 138t HRsiE is 1/3 the static grip force.(23kN) B9 1/3 £h, BEMERSEITFNA 28kN(* 3 =
2 Mool e 23kN(xZ)0| 1, 0| mHerad Also, the plunger input force required for this %), & TikZB)iZFEiFH, FES. 2kN £FH B g
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HC-15,18 / HC-15SE,18SE

SAMCHUL LY

= 166 = 249 = =
£ 160 = 510 £ =3
® 140 & 210 ® o
] bl 2 K2
S 120 # 180 s &
2 = 2 =
3 8 < 8
100 5 150 4 S
£ £
Q =3
80 5 120 5}
2 - )
60 ! g 2 ! 2500Min 8
in* =~ | e
2 : 1200m T 60 2000min’ T
‘ 1000min™ %[ // %r
w— T 3 ! 1500min™t &
R0 : %0
| | |
0 500 1000 1500 2000 2500 3000 0 10 20 30 40 50 60 70 80 90 100 15 30 45 60 75 2 105 120 0 10 20 30 40 50 60
MM oot ZAE=0| MM ot EAIEEQ)
=
Examex mxrx3fkg-mm) gz smex | %?; ;@ﬁ?g?@fingnhq; Examex mxrx2 g -mm) ExAmeEx Grip ;eqt_gg(en‘ﬂgr%
Standard soft top jaw Standard soft top jaw FHLEE Standard soft top jaw Standard soft top jaw FRLEE

FRAERIEUT

HC-21,24 /| HC-21SE,24SE

R R ERT

FREREUT

HCT-08 / HCF-08

FRERERT

= 182 Z 273 > Z
= E = E
160 E 240 E
2 £ 210 7 £
o ~ o ~
= 2 180 N B
g S 2 s
<4 5 150 A e
[0} O
o 120 2
3 kot
2 90 o
| - r i
/__;_700’“_‘“1/ g% ‘ 1500min* g
| 500min° ' // =
0 ———oomn® R 30 ! 1000min* R0
|
0 1000 2000 3000 4000 5000 6000 7000 0 10 20 30 40 50 60 70 80 90 100 40 80 120 160 200 240 280 0 10 20 30 40 50 60 70
MM ot EMRE0| MM ot Zal2=o|
ExADER mxrx3 (kg-mm) EX ADER Grip center height EZADER m x rx 2(4) (kg - mm) EZF ATER Grip center height
Standard soft top jaw Standard soft top jaw 2 EEEMM) Standard soft top jaw Standard soft top jaw LB
FRAERIERT FRAERET FRAERIFRT 7 3:0E9) 1N
HCT-10
= g152 = Z
® R w® R
2 K3 2 J
3 E o 3 &
B 8 u 8
4 S 4 S
2 2
15} 1]
in® 2 3
m
‘ 3000 - @ 5 §
: 2500mfn r ar
2000min* or ‘ ¥
! 1500min™ X ! 1000min* "
R0 T R0
| I
0 10 20 30 40 0 10 20 30 35 50 100 1504 200 250 300 350 400 450 0 10 20430 40 50 60 7075
T MM T ot SN0 T MM T Tjot SARzo|
o mxrx 2 (kg-mm) o= o Grip center height 2 (kg - - = Grip center height
gzxsmex | ERamEx | Rl em) gxzszex | X2 bgemm EFLEeEx S B E(mm)
Standard soft top jaw Standard soft top jaw Standard soft top jaw Standard soft top ja
RO BER T FRAEBER T FRAERIERT FRERERT
HCT-05 \\5&5(1(,\\,) HCT-12 / HCF-12
g 143 = g 104
K m
® =
Py 2
¢ g ®
3 3

E
ES

@
=}

30

! 2500min™*
|
! 2000min*

A=ujetad / Static Grip Force / 8375 &#F 5 kN]

= njoted / Static Grip Force / 875X #HH kN

| |
0 10 20 30 40 50 0 10 20 30 40 0 100 200 300 400 500 600 700 800 900 1000 0 10 20 30 40 50 60 70 80 85
MM mot Z48E0| MM mot SAsE0]
. - Grip center height 2(4) (kg - = Grip center height
EELEER mxrx2kg: mm) EE2EZER | gggaosgmm EFAZEZR mxrx2) (kg - mm) Expmex | et LB AE(mm)
Standard soft top ja Standard soft top jaw Standard soft top jaw Standard soft top jaw
FRAEEERT FRAERIERT FRAERIERIT FRERIERUT

22 | Power Chuck Instruction Manual | 23



IMPORTANT

SN

°F #A9| 2 37 Hof
£212 2/3 0[312 ALZBHIAIL.
Ugreion Nag 8 Eei o
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IMPORTANT

On a two jaw chuck, use only 2/3 of the
force used on a 3 jaw chuck, When ID
chucking, reduce the plunger force by 50%.
On two jaw chucks, reduce the input force
by 50%. When using a 3jaw chuck and
gripped on only 1 or 2 jaws the plunger input
force must be reduced accordingly, i.e. by
1/3 or 2/3 respectively, In the case of a 2jaw
chuck reduce the plunger input force by 1/2.

IMPORTANT
£l
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Forming of

soft jaws
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THE
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Since the soft jaw can be easily seperated
from the master jaw by loosening haxagon
socket head screws, it can be freely ad-
justed by changing the engaged position on
the serration,
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Position of Set Jaws

The T-Nut must not be protrude from the
master jaw(see Fig.8 right) Incorrect usage
will cause damage to the master jaw and
T-nut as well as inaccuracy. If T-nut is used
with it extruded(see Fig.8 left), it will cause
inaccuracy, Also the master jaw or T-nut will
be broken, The jaw or workpiece discharge
thus resulting in danger,

Fit a suitable soft jaw according to the
shape, size, material, surface roughness and
cutting conditons of the workpiece,

AWARNING

If the screwing depth for T-nut of the top jaw
mounting bolt is shallow, T-nut may be dam-
aged, Also, the jaw or workpiece discharges
thus resulting in danger. If the bolt protrudes
from the T-nut bottom, the top jaw is not
fixed even if the mounting bolt is tightened.
Also, the jaw or workpiece discharges thus
resulting in danger, consequently, the overall
length of the op jaw mounting bolts should
be 0~1mm from the T-nut bottom (Fig.9)

Be sure to use the attached T-nut and
mounting bolt.In an unavoidable case, use
the bolt and nut of strength 12 9(M22 or
more 10.9) or more and sufficient length,
Never start the spindle with T-nut still loose.
The top jaw will discharge.

XA / Correct / IEFE

WARNING
B

EERINAERME

{EFAR, RLAMMETAMREEFEM.
(Fig. 8[E)
HEMTETREMERTER, WE/MTF
MTETS R, FmI=SETaE#HALH
= k80 wEK.

fERBUNE, HESEMI~=REME. R
SH R REAERTRRGE, EER
fERERIR.

WARNING
=

ETUR L2 F0 I T ROIT R E R
%, MMSTSHE, BMmIFEREES
BHEARER. B, HEMMETHKREHIZ
WEHK, BTTEEERM, MIFER
B B R, i, M{ETUTE
IR0 A9 PR TETRY R %20 1mmAS
H. (Fig.9)
RIFAERERARARALUMIE EirER
. (EERTRRATESNETR
o, BENERBER 12.9M22LL ERY
J110.9) LLERYIRAG, FHAFRERIZNA
KE.
HOMETETE, £HBEHN, TUNEH
BHE, TUREGREENER.
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Bz HZEE

Top Jaw Mounting Bolt

TB/H igi

~

1%

Ex
Top Jaw
TEN

T-HE
T-Nut
TEIZ £}

O~1mm

Fig.9

IMPORTANT

oto| AL LHZ met The following table describes the procedures
3t AR)2 ofzlel to form soft jaws for external gripping, in

ternal gripping and high accuracy gripping.

Q|zmeto| AL / External gripping / FE#E1TIMNME Fe RS

IMPORTANT
EE

BRBTAER TR ELTIE. (51
ZHNER Kk FESREEENGS
BLUTH 5

LA mpero| 42 / Internal gripping / ZERET RI1Z kAT

SAMCIHUL LY

MACHINERY CO, LTO.

e WEE TASHL o DRO)| Z2{08 ntet
S| ol E2{17F ZAIAR| =S & T
ol 22105 ZEAIA mefel FHAIL.

Grip the plug at the @ D-forned part by operat-
ing the valve, At this time grip with it pressed
against the front face of chuck lest the plug
should decline.

HEERT EFeHRIE, 160 DAMUIRIFE F.
IR, MIBRAMEEMEET, UWEETF
T

H¥& Z2{(PLUC)S FHIHC

£21719| FA|FE HYRO| x50l w2t thET|
2ol 0j2] XTI THE of2{7HX| 2218 &
dl3 o Ha| gt

22119 212 ZE(EUAET ()= 25S0[5t5 At
ol FHA2, FISE0| gl Hetst Y=o| FHE

7K E3OE A FHAR.

Prepare for the plug for forming as outer dia of
plug is different in accordance to the size and
shape of forming parts. It would be convenient
to prepare for the different sizes of outer dia of
plugs in advance, For accuracy of the plug, use
258 or less, Make sure the plug is not warped
and has adequate wall thickness,

HEEBERET (plug). ATEFHN R
BEE A BAM R R TR, Bt ARAEETF
ZMIMERTTEMETFT TIERRIRAE.

ERMEREEES 25SUUTHETF. BEATE
RAREED HEF.

@d

Y8 Y(Ring)2 FH|FCH
2lo| L§Z ZE = 255 0[512 ALZ3l FAAIL
SS2o| oln Mt Yol TS T Fs

AREs FHAIZ.

Prepare for the ring for forming. For |.D. accuracy
of the ring, use 25S or less, Use the ring with no
warping and having wall thickness of a certain
extent,

HEERELAR (ring).
ERREEEE H25SUTHIR. HEAT B
BEEEPHIR.

22118 sjolst MefolM BHB TR(0DIS
MBIt oD R XS0 Tt XYY 2
2 37|(H7 ME)olM EHZE= 6S 0|12 7t3
o FHAI2,
S| =i SeiAle] eiEa 2oLt S o
ZAAR

==

While gripping the plug, the jaws are formed.
Machine @ D' part as large as gripping dia, of a
workpiece (H7 approximately) and the surface
finish less than 6S,

While forming the jaws set the pressure the same
as designated pressure for workpiece operation
or higher,

RFBETRE, REMIFRMORFEHL. oD
BRI AN ETFITAE RRFFERAIAIE R
4H7), MRS, FREMEERA

65 UT. MEMBEMNENSETIM™STT
YERTROIE 7.

WEHRIE WHE TN5HT 0 DR 22 FotEi]
C}. ol} Zo| ZA} IR BHES Folsh FAIL,

Chuck the ring at the @ D-formed part by
operating the valve, Notice not to incline the ring
at that time,

EA7 E5ERIE, 1o DERAIRIFIR. LAY,
B EBIR AR

oD’

212 Tiolst MefolAf S5HS miet=(o D)2 4
LTt oD’ S 3ol sjol KA Y
2 37|(H7 E)olM EHZEE= 6S 0|12 7t&
o FUAIR,

SEAIS) o2 meialol efint 2oLt £ o

iz =
= =)
FHA2,

While gripping the ring, the jaws are formed.,
Machine @ D' part as large as gripping dia, of a
workpiece (H7 approximately) and the surface
finish less than 6S,

While forming the jaws set the pressure the same
as designated pressure for workpiece operation
or higher,

RIFEFURE, FrIARMELIN T RA R
(9D ) &R

oD’ ERRIARIZE T hn T REIFEBLIAEIE (
4HT), IRIEY, REAEERA6SLUT.
RERRERRE NS Fie T TERBER

YIS St MiHE TRGIM DJAE T2 A2 9
LSS

ChSol o DR(MYE 22105 Tole #2)2 8Y
Lot o DR ASE 4¥E 2210 Y =t
OioIA| T AER Ev o=

]
02
ra
o

0| 2|c AEEF(XH)
2

oD=od+

Open the master jaw fully by operating the valve,
Next, set @ D dimension to grip around the mid-
dle of the maximum jaw stroke,

plug dia: ¢D = o d+Max, Jaw Stroke+2

fERA mEERE BEIGKEIRRE £
ARAE o DEBML I ERFFMBIMET M8
fi). o DEMIMIR TS FREMR EFHER
KRS RIRTATEE.

0D= o d+F B AT (ED) +2

QIS E WEE FAIGIM OIAE T2 H2 &
g,

oDE 4¥E s ojoid BES 4ot oD
B R|$E M 2 Oioi T AERT goiE
| oot

0| 2|cf AEEF(XH)
2

oD=od-

Close the master jaw as far as it will go by
operating the valve,

Next, set @ D dimension to grip around the mid-
dle of the maximum jaw stroke,

Ring dia: oD = ¢ d-Max, Jaw Stroke+2

fERA EEHRE, HEMERR.

FHh0 T o DER AR FE 5 AL BLIRERAL.

o DERMIBIR TR S F B IR-KEFRT By R
4T#2.

oD = od- RRKFMITE 2

H30| Bt 2 LB2S Tjols) & AE2 9 I}
SHES Sols| FUAL,

AIBIEAS B4 JHBHES ghols) F4UA|
Thetio] T2 ARi(9lZ) 3 BH(ERC| 2
O HFUAIL.

to

FSE
=

I

ofy

After forming, chuck a workpiece and check the
jaw stroke and the gripping accuracy. Perform
trial cutting and confirm machining accuracy.
As for the contact of the chucking surface,make
chucking contact both surface A and B.

FERMELUG, ERFEMI~H, BN RTUT
BIMREEEE.

FLEEATIRIE IR, A TSR E .
RIFE N AR EERM, BIAE GME)FB B (&
) #BR 5 REFE M .

H30| Bt 2 )B2S Tjos) & AE2T0 }
SIHES Sols FUAS,

AIBEAS #iA JIBHES Sols FUAS,
Thetio] 7= ARI9IZ) 3 BH(ER)) 25
O HFLAIL.

I

After forming, chuck a workpiece and check the
jaw stroke and the gripping accuracy. Perform
trial cutting and confirm machining accuracy.

As for the contact of the chucking surface,make
chucking contact both surface A and B.

TERMELUG, ERFEMI~R, BN RTUT
BIMREEEE.

REEATRBEIE, #AMTAEEE. RIFEN
AT R, BIAE (5MZ)FB E (B L
5RiFmEM.

Power Chuck

Instruction Manual




28

IMPORTANT

FelAtet

oty e} Eest 220l oot (092
o) ol 18 DR Lol JHE X|TE AL
siel SR2S Jt2E nje} 22 Aejol 2%
T2 NS =1 (ZA2S jetst o &

IMPORTANT

Method for forming soft jaws when higher

accuracy is required: (e.g.External gripping)

With jigs used as shown in the following
figure, soft jaws can be formed under the
same conditions as the machining of the

workpiece, When doing so, higher accuracy

is achieved,

IMPORTANT
EE

FESRIEEEEMNBARSE B 4
(EE3E))

EASTEOMRRMREBERXE, AIME
H 50 T =i — AR S B3RO (e$Fm T
i, SMBGER EF), WWRTER
BERFREE.

bl

s 2doll= & SH2 £S5

o=
AR GUN)S 22 BHEA| Fas) FAA
B TI0| £2M BARE AES
B & L=0] X 7{2J0| Lasio] T
ShEls Z 27} UL T2 SHIAIR,

ot

5. Maintenance

and inspection

5-1 Lubrication

After machining, clean the chuck body and
slideway with air gun, etc,

Use rust prevention coolant oil so that rust
does not reduce gripping force,

SREWE, ESLAS@ir gun)F
TEER LR FR BN E FERAL
ETEREBHERRMKIREDE

M, RIEMEMIFERENR, EX
FATHR, BEEx—ms.

S5l / Section to be lubricated / SEiBER S

AMZ 2|2 / Using grease / £ FiEiE

=20
ofl1 o2 5
a EX1  EX2 PLATE

B 2 iR
BOSS ,
EE ENP
7
z 2E /4E
PIN BOLT /NUT
e gie / @E

dYE XFE FH[EHCh

2| Z2{70] 232 E(PIN)OI1), 2E HE(0ll2)0 FAFgh| Tt

22 FIS20| gl Hetst Y=o FAHE 71T A ALBal FHAIR.

Use forming jigs. (Also, available on the market.) Install pins(Example 1) or bolt and nut (Example 2)to the
ring shaped plate divided in three equal parts.

Make sure the ring is not warped and has adequate thickness,

HEEHBAXA.
ERREFEHUUZNZ—HERREHET pin) B ) URREZSE. 25 (2) . EATE &0
BEERHIR.

S EIES Al A OIAHEES Z|CHZ ERILICH
Operate the change valve and open the master jaw to max opening.,

ERAA EEERE, EETGKEIRKREE

£ 7oz FosiAIR.
Apply grease from the grease nipple at the
periphery end of each master jaw with a
grease gun,

FRE A 18] 3 TTCR i B S AL 0 3

ORE| & BEH 9/ J21X LS 2900 12|

22T E EPCISREA) (RUfel 22 FH 2
o2 TB|AE AIRSHIAIR)

Moly Kote EP Grease(DOW CORNING
CO.LTD)

#5{FfMoly Kote EP Grease (DOW CORNING
CO. LTD#I| & S

|TSIALL TtS Al EH2e] "ALRTL AL
USM, ECt B2 2atw7t 2LE ot (8AIZ
135139, 5235 ¥2Y)

Once a day, However, when the machine is
operated at high speed rotation or a large
amount of water soluble cutting oil is used,
more of lubrication is needed according to
service conditions (Once in 8hours)

1 Xt k. BIFEEEEEE, SUER
RENREIERE, URBAELEN
FERS Ansh. (—E7E8/NY)

WHEMEE T ATE Fo| HEPH0| 4HE X7 SHPS 91 BB oln) 4HE A
T0| Z20|E HiBS ATE Fo| MRlo| YA ZSEO| ghs MefolM Tt FUAIS

Operate the change valve and insert the boss portion of the forming jig into the bolt holes of the soft jaw
and perform chucking.

In that instant, compress the plate end face potion of the forming of the soft jaw front and thus make
chucking in such a manner that no vibrations will occur,

ERAERE, BAEARENREACETUTRIRATLA, ARBHTRE. It B, FIEK
BIRRERMBEMGEZRTAEE, MEETENRER THETRSE.

HHS X 7S Tjols MejolM SIS TielR(o DIB HYBLCL o D' B 38O Tjoke MAT 2
(H7AIE), EUREE 6S0[5101M 712 ol FAAIS.
HAlS RS BHE JIBAIEC Ch S HFHAIR,

While the jig is clamped, form the soft jaws(@ D'), As for @ D', perform machining in such a manner that
the portion will have the same dia. (about H7) as the chucking portion dia, of workpiece and that surface
roughness will be 6S or below,

Set hydraulic pressure during forming more or less below the pressure used during workpiece operation,

ETHRFEREARAR, FRRENM T RERFFERAL (0D’ ).
oD’ ML K/NEFETFIMTA=RRFMAMER (BH), MIR, REEEFA6SUT. MEMRE
R B i R T I 7= S A B R

AEo| BLH S22 njetsto 22| AEZ 0| mjotH =S Bolsl FAAIR,
g 2

X
shelpio] ZZ2 AR(9IZ) U BRIEIRC| 28 HEOR sielsh FAUA

Upon forming the jaws, clamp a workpiece and confirm stroke.
Perform trial cutting and confirm machining accurcy, etc,
Make sure the jaws are contact surface A and B,

STERRBRBLLG, ERFMI=GR, WIARTITRMRHERE.
SREFE R A WE RS, BDAT (SMZ) FNBTE (L) #85 5 SRHsmiEm..
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AWARNING

To maintain the chuck for a long period of
time, it is necessary to lubricate the chuck
on a regular basis, Inadequate lubrication
causes malfunction at low hydraulic pres-
sure, reduces gripping force and affects
gripping accuracy, and causes wear and
seizure, Consequently, securely lubricate
the chuck,

Disassembling
5-2 steps

For safety, use the lifting belt or eyebolt and
fix the chuck,

(1) Loosen jaw mounting bolts to remove the
soft jaws and T nut,

(2) Remove the cover,

() loosening chuck mounting bolts, turn the
drawscrew with the joint handle to remove
the chuck,

(4) Remove the wedge plunger toward rear
chuck,

(5) Move the master jaws to center and
remove it then toward rear chuck, Coat
recommended grease before assembling
chuck, At this time, do not mistake the
numbers marked on the body, master jaw
and wedge plunger,

B [BR$F S Sk R 4780 TARIRZS RO KB
FiRmigiga. JlaElrEs =
ERBREFERTRERS TR, X¥FhH
TR, RIEBETH, BHRTE BE
EWR. RN, EXEFHER, WI~R
HFEE HHRE BItETERNE

iy

ATRE, BRAKEER, BHiE#ETRIUL
REETIE.

(1) #AFFRITIEHE, S RRENFIMITET.
@ TH=ETF-

(O) HFF R, PRI ESIRE
T EEN

(4) I B kT

6) BEMBBEFRPORE BERA
LR, BRI, BEIFS

SRR . B, IEEBAUE.
N, RIEFEB SR HER
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ACAUTION

Disassemble and clean the chuck at least
once per 6 months or every 100,000th
used (once every two months for the cast-
ing). See if parts are worn or cracked and
replace it if required, Lubricate the chuck

before reassembling.

Relation of total

5-3 grip force and
speed

1 %0y M= oot 1. Maximum static grip force

Z|of Yol 2 FYR|AlQ| metH o= 57
of Mej AHZ TB| 2,70 £0|S0f 2fah Xto]
7t AELICE W2t AltEO| o] M ujora
2 OfZf&eollA Z T ghuch,

The static grip force will vary depending
on the condition of lubrication, the brand
of grease, the height of top jaw and other
factors, Our standard values written in the

above specification table are based on the

M) ER-TE MNE| B ATE T2 AES following conditions,
M, ATE ¥ HASO|(XM THEE AZE
7 AT kR O] =0)0] 1/2 R|oflAM mperzy (1) With SAMCHULLY standard soft top jaw
Alo|X|2 £X3F x|4=2lL|C}, used, the values of grip force are

measured with Kitagawa jaw force tester

in Fig 0,

O B-= AZEES A2 E3E= MY EF0|

at mid point of soft jaw height(from chuck
surface to upper soft jaw face) as shown

E;'?Hl SHAUAI2 (P.O0ZET) (2) SAMCHULLY chuck grease is lubrication
for obtaining the maximum efficiency of

(4) BRI F2i2 5820} £ of 2luict the chuck.

(5) gerle 20i/min o|AlS| EZ 2atS (3) Mounting bolts of top jaw are tightened
JIR iRk HIE ALRSIA| D with specified torque, (ref, Page 00)
My HE xjxo] 2 T Ax|2 sh , o
AlQ. L5t HCo| ZholHH = M| 504 (4) The maximum permissible input force for
FAINR the wedge plunger is shown in the above

table,

(5) For hydraulic oil supply, the variable
capacity type pump which has discharge
capacity of 20 liters or more is used., Oil
pressure is set with pump’ s own control
devise or a reduction valve which is
provided separately from the system,
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2. Max, permissible speed,

Maximum chuck permissible speed is
measured under the following conditions,
Thus, it is actual value when dynamic grip
force during rotation is reduced by about
one third(1/3) of max, static grip force,

Grip force---------------- Max, static grip force
Top jaw--- ----Standard soft jaw
Master jaw-- ---------Stroke center
Setting position--------, Jaw end corresponds
to chuck peripheral face

Reference for grip force

The max, permissible speed for the specific
machining shall be determined by the user
on the basis of the grip forces required. This
speed shall not exceed the max, rotational
speed of the chuck, Refer to pages from
00~00 when determining cutting conditions.
However, grip force varies according to the
perfermance of pump and reducing valve,
piping conditions, grease, etc, Especially,
excessive surge pressure will be raised, thus
incresing the grip force, As a result, parts will
be damaged and chuck durability recom-
mended to provise a throttle valve to lower
the surge pressure,

AWARNING

Since high speed machining with heavy
cutting can cause slippage or discharge the
workpiece, extreme care must be taken,
Periodically check that gripping force is
adequate,

Maximum speed will always be the lower
speed on either the cylinder or chuck,

Centrifugal force which acts on jaws occurs
by increasing chuck rotation, thus reducing
grip force,

The diagram shows data using the standard
soft jaw. The grip force is varied by the size,
shape and position of top jaw, Consequent-
ly, if chuck speed is high, it is necessary to
measure with SAMCHULLY jaw force tester,

HC-05
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0 500 1000 1500 2000 2500 3000 3500 0 500 1000 1500 2000 2500 3000 o fﬁﬁ%ﬁ m o 1: %Fﬁ?(}ﬁf’] m
3|F< & / Rotation Speed / #3% [min-1 (r.p.m.)] $|M&K L / Rotation Speed / ¥ [min-1 (r.p.m.)] 0 1000 2000 3000 3600 0 500 1000 1500 2000 2500 3100
3|4 & / Rotation Speed / %3 [min-1 (r.p.m,)] 3|M< = / Rotation Speed / 3%3& [min-1 (rp.m))]
HC-15/ HC-15SE HC-18 / HC18-SE
249 249
Zayx x4 Zaix xa HCLT-12 HCLF-08
@ P\unger Input Force @ Plunger Input Force 74 =, 40
S 200 + O 200 N =N £ ECNEL
3; HRAND *g BERHND ° 7 P|L""‘er‘7"'Dm Force > P{ung!er Input Force
5 150 5 150 R HEHANS S HEBASD
o= o5 S S
g =100 g =100 % ” E_>
=R SHAE A5 =5 S|RaE Hst sZ 4 2= 2
Er%ﬁ Limited Rotation Speed Er%ﬁ Limited Rotation Speed ) o
:—)a[,jg 50 RBREEIR ‘%‘[;jg 50 RPREER R S|MEE HE R s SNAE Ko
N [min-1 (r.p.m.)] N [min-1 (r.p.m.)] il a’; 20 Limited Rotation Speed ﬂﬁg 10 Limited Rotation Speed
o) RIRGEE o RIREEE
0 500 1000 1500 2000 2500 2800 0 500 1000 1500 2000 2400 = 10 X [min-1 ¢.p.m)] HH s [min-1 (p.m)]
3|7% = / Rotation Speed / 53 [min-1 (rp.m.)] 3|M& & / Rotation Speed / i [min-1 (rp.m.)] o 500 1000 1500 2000 2500 o 1000 2000 3000 3600
3|M& & / Rotation Speed / §i% [min-1 (rp.m.)] 3|F& = / Rotation Speed / #%3& [min-1 (rp.m.)]
HC-21/HC-21SE HC-24 | HC-24SE
300 300
273 Zajx x2 213 Zaix| £ HCLF-12
Q250 Plunger Input Force Q250 Plunger Input Force 74
<] HEE S HEHRAD 70 Zaix =2
o 200 o 200 8w PlungerTlnput Force
S_. S5 8
s T Zs0 2 %
i >
SR 100 SIMEE MEh = EIE 100 3| MAE M s 40
3% Limited Rotation Speed ar K Limited Rotation Speed [
il ) RIRGEE Cioges RIRGER = s|miae Kt
R [min-1 (rp.m.)] N [min-1 (rp.m.)] il 20 Limited Rotation Speed
o
0 500 1000 1500 1800 0 500 1000 1500 1600 w10 S [ﬁiﬂf—%()r?p,m,)]
3|H&E / Rotation Speed / #i [min-1 (r.p.m.)] 3|T4 & / Rotation Speed / #§5 [min-1 (rp.m.)] 0 500 1000 1500 2000 2500
2|M& = / Rotation Speed / §§3% [min-1 (rp.m.)]
HCT-04 HCT-05
15.2 16.8
Z4XN Y 15 FE
Plunger Input Force Flunger Input Force

HEHAS

.
1)

S|TSE H3
Limited Rotation Speed
RPREEE

[min-1 (r.p.m.)]

ety / Total grip force

BEEN KN

0 1000 2000 3000 4000 5000 6000
3|T%& / Rotation Speed / #3% [min-1 (rp.m))]

HCT-08 / HCF-08

@
3

ECRES
3 P\unger Input Force
s " HEWAT
o
S5_ 3
g2
2
~ B S|FSE mjst
EF;K‘ Limited Rotation Speed
S 10 mIRsEE

[min-1 (rp.m.)]

0 1000 2000 3000 4000
3|T4& / Rotation Speed / #3% [min-1 (rp.m))]

Power Chuck

HEHAD

B|TSE HF
Limited Rotation Speed
HRBREE R

[min-1 (rp.m,)]

m}etad / Total grip force

RBEEN KN

0 1000 2000 3000 4000 5000 5500
3|Z% & / Rotation Speed / 3% [min-1 (r.p.m))]

HCT-10

80

72 Z2x 2
3 70 Plunger lnpul Force
S 60 HEHAA
2
S5_ 50
% _i 40
TR 3 3|Fa 51
~R S|IMEE M5
Er%{g 2 Limited Rotation Speed
ol ™ i
TE 10 R BREER

[min-1(r.p.m.)]
0 1000 2000 3000 3500
3|M&E / Rotation Speed / #3& [min-1 (r.p.m.)]
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SAMCIHUL LY

MACHINERY CO, LTO.

6. BIPEFNRT SR

6. Troubleshooting

A2 = 0|AMIAIA| o2l Ze M2 xyst If the chuck malfunctions, stop the lather and ~ {EF LA, BEXEWTHE, HFEM
OISIA| T ShAtof| piEte =AM XIMS| MWL try the following countermeasures . THERESHARBR, KARIGETH

34

0f =2|Z&H

AR,

EHM|A / Trouble / 8]

2ol / Cause / [RE

CH=H / Action / X35

2X|A / Trouble / (8188

el / Cause / [RE

CHEH / Action / 3F 3R

Ho| 2s5ix| 2
Chuck does not operate

RKT R

X SZ0| ZhE=of Aot
The inside of the chuck is broken,

S SKEL AT

s ¢ mersict,
Disassemble and replace part,

T REIR

&57t 5020 Ut
Slide way seizes,

seized. BHNEPMEE .

£ 3 sol2e RS M +1 L masich
Disassemble and repair damaged part with oilstone or
replace it,

I, BREFFEHME BIARL.

3752 MRl HSsix| eert,
Hydraulic cylinder is not operating,
TR RIE SRR

RUASS ZAFEC,

Check that pressure reduction valve, change over valve
and horse system are correct,

BERE RGO

OIAE{ZO| AEZT BE
Insufficient master jaw stroke

EITIRTS

Zl(Chip)o| L 0l| B0| 5047} UL,
Too much sward in chuck,

EmAdEHEh.

=l o5 sict
Disassemble and clean,
wFEA.

=22 dlDraw bar)7} Z2{Uct,

E=22 dH{Draw bar)E M= Zgstct

3x29| o[t

Workpiece slippage

ENHITRETRE.

BHES TlotE 1 DAE(RT} AER T Sot 230

workpiece is gripped,
EMBITIERR. RFMI~RA, FETMIFITE
BI RERSY.

ME AR ER ST =R EERH

S|M4T =L,
Speed is too high,
BHEE

st ol2S U8 4+ Y= AFFIIR| HHSFS WAL
Reduce speed up to necessary gripping force,
Secure alignment to eliminate whirling.

THIRA PR B REB RIS T 35 R H RS EL

% 9|77} £52|2 ict.
Periphery of chuck is run out,

KKHISNEIES .

oIF 2 Ciof E52i2 Slolsn M2 FAkic

Tighten chuck bolts correctly,
WmENEFEBEE BREXXL.

OFAE] 28t 20| F20f o|2Z0| /U
ot BIZo| HZSEJt 2HddstA Az=

0f UX| gttt

Foreign matter is caught in serrations
between master and top jaws. Top

jaw mounting bolts are inadequately
tightened.

ENFREERAIA 24, TUT AR
BAREE.

EIZES HjolH = M O|MEE o5t B NHEEES
A E3=2 AT

Remove top jaw and clean serrations thoroughly.
Tighten bolts to correct torque,

FRFATUNG, ITHREEIM, REBAEHETEEMN
L4l

EfZmo| M3diHo| AT SHR| 2Ct,
Forming of top jaw is inadequate,

HEE2 A o WET} ntete njZof MR

= olot=7| 5}o|5]
Drawbar is loose, Remove and retighten it. =¥ s '7\{1%"5' 'il:;ia HxC=o slo|s
HATE R TEEENAT Poor accuracy LB YAl Rt HEESE gelsict
2 = P N4 Check that forming plug is parallel to chuck end face and

plug is not deformed due to gripping force,
Also, check hydraulic pressure while forming and face

OJAE| 70| AEZ 7} BES|C} EE sict MBI R B AR e roughness, B 4 .
=l == A TR O Position master jaw so that it is in stroke center when WMERBETFREEFTTRIEBE BERBEFRE
Insufficient master jaw stroke. HFRFHMEAETH.

Fo, WEMBERBRENREEES

TR Ta|x el R)o| ehelof 2E8140| B 00 BT HEsh = of
A4 g ofrt, F2IAZ F9l6T 51087 HE ASAF SBAFEC] L AZEEI SO UCL. El7O| 0|2 WL} (EX 37|12 masict)
Seizure occured, Because of Grease chuck and operate it for 5 to 10 minutes, Top jaw is deformed and tqp jaw bolts Reduce height of top' jaw by replacing With.standard size
doing not to grease, FENEEH, REEAST100HEREE. ﬁirgehEXtended because top jaw is too jaw.
SEAEEH, SR . - hes s g n
ATRANRA EHRRE AMEEES, EEN S, wx | FETURHEE. (ERA REXNTR)
92 HEARTF.
ntetzdo| £Esict, HYRUSEZ =[0f JUEX| 2elFHot,
Insufficient clamping force, Check that hydraulic pressure adequately set,
E3tVIEN HMERERESTER.
tetzdo| Lslf 7I3ES HEAIZICH 7tSE 5 Uz HLAHOIM Tt S XSHA|7 HEHS B
Workpiece is deformed by too much X|stct,
EIZO| M= X|E0| SEE X2} 25 gripping force. Reduce gripping force to prevent deformation.
e x| gttt ‘ Yekot yyduof 7| =M Rigsict KEFHIIR, EMIEmER. EMIEERMERRSFN, FFLETR.
cTE=S Formed dia, of top jaw does not match Reform top jaw according to correct method,
Poor accuracy workpiece dia, R ERM AR B
BEERE

EAMZ0| X|LEX|A =Lt
Cutting force is too high,
mEhIEH

TARS A (IohT Al Ateloll FERIS Belic
Calculate cutting force and reduce it up to chuck speci-
fications.

HEIEN, WIANEINREFERIMEARSH

Power Chuck
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HC-04, 05

T AEZF XA
Jaw-Stroke Dia.
TR (AfR)

[mm]

6.4

6.4

8.5

8.8

7. Specification

7. KRS

SERRATION PITCH 1.5

ZE3H AEZET Grip Di
Plunger Stroke
EEITIE

It is recommanded to grease chuck at least twice a

day in order to maximize longevity.

ety
Y

[mm]

14.0 110 8

14.0 135 16
18.5 165 19
19.0 210 23
25.0 254 24
30.0 304 26

5| 82|0H 2l
Max. Permissible

Input Force

RVFHIN T

(kN(kgf)]

8.2(836)

8.2(836)
18.0(1835)
25.0(2549)
29.0(2957)

41.0(4181)

SERRATION PITCH 1.5 w
U~ s P
#_7 (P)
(HC-04)
0= =
P L
S| mh . =
P =t
(L)
r / | . o & Sﬁ‘iéiﬁé,L
- g
/d
— K I
K 5 B
HC-06~12

| mjote
Max. Static

Grip Force
RAESRIFAN
[kN(kgf)]

22.8(2325)
25.2(2570)
52.5(5353)
75.0(7648)
108.0(11013)

156.0(15907)

I

=
‘-l-
Grease

ATEEERSG, BESX— R

5500

5270

4760

4010

3380

HC-04 41
HC-05 6.2
HC-06 13.0
HC-08 25.0
HC-10 37.0
HC-12 57.3

0.290(0.03)
0.590(0.06)
1.777(0.18)
5.390(0.55)
11.770(1.20)

28.440(2.90)

ZOjHN o
Max. Hydraulic
Pressure

BRABEEN
2.4(24.5) Y-0715R(RE)
2.4(24.5) Y-0715R(RE)
2.6(26.5) Y-1020R(RE)
2.5(25.5) Y-1225R(RE)
2.8(28.6) Y-1225R(RE)
2.7(27.5) Y-1530R(RE)

Mg el

Operating Cylinder
I1gEﬁI

AY-1315R

AY-1315R

AY-1720R

AY-2225R

AY-2225R

AY-2730R

N2EF

O;e%ting
Hard Jaw

HBO4N1

HBO4N1

HBO6A1

HBOBAL

HB10A1

HB12B1

Sstad
KITAGAWA®
Model
de)E S

N-04

N-04

N-06

N-08

N-10

N-12

36 | Power Chuck

HC

o O

VAN
P\

X [

HC-15,18

At / Specification / $i K& %4

T AEEF XY
Jaw-Stroke Dia.

4712 (EfR)
[mm]

HC-15 16
HC-18 16
HC-21 16
HC-24 16

Z8H AEZ3

SAMCIHUL LY

MACHINERY CO, LTO.

SERRATION PITCH 1.5

(HC 21-24, 32, 40 SERRATION PITCH 3.0) w0
S P U
|
(P)

HC-21, 24

It is recommanded to grease chuck at least twice a ABTHRERASG BESX— KA.

day in order to maximize longevity,

alorA
oh sigaiiels | achEE mol
Plunger Stroke BINAIESEE et semled Wi, SIEITE
iy e i Input Force _, Grip Force
mm] REFHAN BABSEEH _
: [kN(kgf)] [kN(kgf)] [min-r.p.m.)]
35 381 7 82(8362) 249(25391) 3040
35 450 133 82(8362) 249(25391) 2710
35 530 62 82(8362) 273(27838) 1940
35 610 152 82(8362) 273(27838) 1760

BoUE

[N- mz(kgf- m?)]

HC-15 9% 7061
HC-18 124 92.20(9.4)

HC-21 180 188.30(19.2)
HC-24 23 271.60(27.7)

x| 1x{ Solay a4zl o
}\/ﬂ%&(’ d&%} CEL‘ OperatinECyIinder SEza SatEd
o 119551 Operating KITAGAWA®
= JSHEE N Hard Jaw Model
BRI, TiE@M | RS
[Mpa(kgflcm?)] ot | Pneumatic /
3.2(32.6) Y-2035R(RE) HB15N1 N-15
3.2(32.6) Y-2035R(RE) HB15N1 N-18
3.2(32.6) Y-2035R(RE) HB18B2 N-21
3.2(32.6) Y-2035R(RE) HB18B2 N-24
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&

SU

30°

HC-06 HC-10, 12

o=
ALS X

It is recommanded to grease chuck at least twice a
day in order to maximize longevity.

SERRATION PITCH 1.5 X

¢H

et e

2|cyms gty

-t

Grease

ATEEERSG, BESX— R

4760

4010

4010

3380

3380

Spindle nose 3% aﬁ-%t%(_:el ;‘I‘Iag %%f eriS%oikei % ﬂ(\; gg SEI%E Max. Permissible Max. Static
CHE | e R | R ] RIS | i
WS o] o RIFBAT | BABSES
[mm] [kN(kgf)] [kN(kgf)]
HC-06A05 A2-5 8.5 185 165 19 18(1835) 52.5(5353)
HC-08A06 A2-6 8.8 19.0 210 23 25(2549) 75.0(7648)
HC-10A06 A2-6 8.8 25.0 254 24 29(2957) 108.0(11013)
HC-10A08 A2-8 8.8 25.0 254 224 29(2957) 108.0(11013)
HC-12A06 A2-6 105 30.0 304 26 41(4181) 156.0(15907)
HC-12A08 A2-8 105 30.0 304 26 41(4181) 156.0(15907)
= dxX| Solazq 751%“ En_l E'I
ll\/II: 2%%,(,237]5‘ OperatingEECyIinder HEZX
Pressure LR Qg
B AREE S et
[Mpa(kgficm?)] | .0+ / Hydraulic / &
HC-06A05 14 1.96(0.20) 2.6(26.5) Y-1020R(RE) AY-1720R HBO6AL
HC-08A06 27 5.79(0.59) 2.5(25.5) Y-1225R(RE) AY-2225R HBO8A1
HC-10A06 40 13.14(1.34) 2.8(28.6) Y-1225R(RE) AY-2225R HB10A1
HC-10A08 40 12.84(1.31) 2.8(28.6) Y-1225R(RE) AY-2225R HB10A1
HC-12A06 67 29.82(3.04) 2.7(27.5) Y-1530R(RE) AY-2730R HB12A1
HC-12A08 66 29.52(3.01) 2.7(27.5) Y-1530R(RE) AY-2730R HB12A1

Satzd
KITAGAWA®
Model
EhzE=

N-06A05

N-08A06

N-10A06

N-10A08

N-12A06

N-12A08

Power Chuck

At / Specification / $i K& %4

o=
AHE X

Spindle nose

{l‘iﬁﬂi;%

Uh RS
[mm]
HC-15A08 A2-8
HC-15A11 A2-11
HC-18A08 A2-8
HC-18A11 A2-11
HC-21A11 A2-11
HC-21A15 A2-15
HC-24A11 A2-11
HC-24A15 A2-15

T AEZ3 XA
Jaw-Stroke Dia.
T (B1R)

[mm]

16
16
16
16
16
16
16
16

It is recommanded to grease chuck at least twice a

day in order to maximize longevity,

[mm]

35

35
35
35
35
35
35
35

Z2Hq AEEF
PILanEr Stroke
EEITIE

381 71
381 71
450 133
450 133
530 62
530 62
610 152
610 152

SAMCIHUL LY

MACHINERY CO, LTO.

SERRATION PITCH 1.5

HTHRERS S, ZBHSR KA.

HC-15A08 105
HC-15A11 103
HC-18A08 134
HC-18A11 131
HC-21A11 198
HC-21A15 190
HC-24A11 241
HC-24A15 234

[N-m2(kgf-m3)]

76.49(7.8)
73.55(7.5)
97.08(9.9)
95.12(9.7)
201.03(20.5)
194.15(19.9)
289.28(29.5)
276.54(28.2)

2chd pole
Max. Hydraulic
Pressure
BRARIEEN
[Mpa(kgf/cm?)]

3.2(32.6)
3.2(32.6)
3.2(32.6)
3.2(32.6)
3.2(32.6)
3.2(32.6)
3.2(32.6)
3.2(32.6)

X2 Al2iry

Y-2035R(RE)
Y-2035R(RE)
Y-2035R(RE)
Y-2035R(RE)
Y-2035R(RE)
Y-2035R(RE)
Y-2035R(RE)

sl2Eciels | HoimA ool | 5231
Max. Permissible Max. Static 3| MEE
Input Force Grip Force Max. R.P.M.
RIS RAFRSRFFH BRAEEIR
(kN(kgf)] (kN(kgf)] [min-(r.p.m.)]
82(8362) 249(25391) 3040
82(8362) 249(25391) 3040
82(8362) 249(25391) 2710
82(8362) 249(25391) 2710
82(8362) 273(27838) 1940
82(8362) 273(27838) 1940
82(8362) 273(27838) 1760
82(8362) 273(27838) 1760
Operating Cylinder EEa SaEd
T{EfL Operating KITAGAWA®
Hard Jaw Model
T{EREN el S
HB15N1 N-15A08
HB15N1 N-15A08
HB15N1 N-18A11
HB15N1 N-18A11
HB18B2 N-21A11
HB18B2 N-21A15
HB18B2 N-24A11
HB18B2 N-24A15

Y-2035R(RE)
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HCT

T AERT XA
Jaw-Stroke Dia.
T (B1R)

[mm]

6.4
6.4
8.5

88

SERRATION PITCH 1.5
AN J: u

day in order to maximize longevity.

Z8H AEZ3
Plunger Stroke
HEITEE
(mm]

aery

Grip Di

laa \}\/\ el

S=d

BINHY LR

(mm]

165

210

254

310

14

17

22

22

SERRATION PITCH 1.5

HCT-06~12

5| o|at It is recommanded to grease chuck at least twice a

ATEEERSG, BESX— R

S| SA[CH el

2|0yms gty

Max. Permissible Max. Static
Input Force Grip Force
REBNT BRARBSREFN
(kN(kgf)] (kN(kgf)]
5.3(540) 15.2(1550)
5.3(540) 16.9(1713)
12.0(1224) 35.0(3569)
16.5(1683) 50.0(5099)
19.5(1988) 72.0(7342)
27.5(2804) 104.0(10605)

HCT-06

HCT-08

HCT-10

HCT-12

5000

4000

3500

3000

38 0.26(0.027)
58 0.59(0.060)
11.4 1.67(0.170)
220 5.20(0.530)
316 11.50(1.170)
55.0 27.80(2.830)

Z{Cj8Y ol
Max. Hydraulic
Pressure
BAREES
[Mpa(kgf/lcm?)]

1.68(17.1)
1.68(17.1)
1.70(17.3)
1.60(16.3)
1.90(19.4)

1.80(18.4)

72}/ Hydraulic / i&

Y-0715R

Y-0715R

Y-1020R

Y-1225R

Y-1225R

Y-1530R

Mgz
Operating Cylinder
TSI

2t/ Pneumatic

NT-04

NT-05

NT-06

NT-08

NT-10

NT-12

Sstdd
KITAGAWA®
Model
ENE=S

N-04

N-04

N-06

N-08

N-10

N-12

Power Chuck

HCF

&
©

7Y
A

HCF-08~18

At / Specification / $i K& %4

HCF-08

HCF-12

HCF-15

HCF-18

HCF-21

HCF-24

T AEZF XA
Jaw-Stroke Dia.
TR (AR

[mm]

HCF-21, 24

SERRATION PITCH 1.5

SAMCIHUL LY

w
(HCF-21,24:3.0P) \_[*7, |
Nofe-U

MACHINERY CO, LTO.

It is recommanded to grease chuck at least twice a
day in order to maximize longevity,

=iy AEZS

Plunger Stroke
HEEITIE
[mm]

19

30

35

35

35

35

381

450

530

610

ety

Grip Dia.

HINHYRSE R
[mm]

71

133

62

152

HTHRERS S, ZBHSR KA.

|2 2|cH ol
Max. Permissible
Input Force
REFHAN
[kN(kgf)]

16.5(1638)
27.5(2804)
54.6(5575)
54,6(5575)
54.6(5575)

54.6(5575)

2|Cyxy= mjotas
Max. Static

Grip Force
RABRSREFN
(kN(kgf)]

50.0(5099)
104.0(10605)
165.8(16927)
165.8(16927)
168.0(18550)

183.0(18550)

HCF-08

HCF-12

HCF-15

HCF-18

HCF-21

HCF-24

[min-Y(r.p.m.)]

4000

3000

3040

2710

1700

1500

22

55

98

124

180

223

BHDHE
GD?
HHIRE
[N-m¥(kgf-m32)]

5.20(0.53)
27.70(2.83)
72.60(7.40)
92.20(9.40)
188.30(19.20)

271.70(27.70)

2{CiE Fole
Max. Hydraulic
Pressure
BRAREEN
[Mpa(kgf/lcm?)]

1.60(16.3)
1.80(18.4)
2.13(21.7)
2.13(21.7)
2.13(21.7)

2.13(21.7)

xZ A2y

Operating Cylinder
Tt

Y-1225R(RE)
Y-1530R(RE)
Y-2035R(RE)
Y-2035R(RE)
Y-2035R(RE)

Y-2035R(RE)

Nax
Operating
Hard Jaw
TAERE/I

HBO8AL

HB12B1

HB15N1

HB15N1

HB18B2

HB18B2

41
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HC-SE

SERRATION PITCH 1.5

P

(P)

HC-15SE,18SE

‘-— -
Grease HC-21SE, 24SE
20| Q2 $HS SKX|57| 5H =4 L 15| oA It is recommanded to grease chuck at least twice a ATHRERASS BESX KA

day in order to maximize longevity.

[min-1(r.p.m.)]

SAMCIHUL LY

MACHINERY CO, LTO.

HCL

SERRATION PITCH 1.5 SERRATION PITCH 15

P up—

T

1=

s

Mﬁ—i¢ £
HCL-04 B | HCL-06~12 L B
..|—

Grease

It is recommanded to grease chuck at least twice a ATHRERASG BESX—KAMH.
day in order to maximize longevity,

HC-15SE

HC-18SE

HC-21SE

HC-24SE

mforA =|=2xcHolzd =|CHA & mlokad
x AE23 XA Zaixy AEE2] Grip Di S E2|0] Z|c A mjot
Jaw-Stroke Dia. EPIur)ger Stroke HINBIESEE Mafn Puetrggfcs;ble ’éﬁx ':Sé?élec
1T (AR HETIE ﬁ,]g}:ﬁﬁj)\j] %jc%???\};&ﬁj]
fmm] fmm] : [kN(kgf)] IkN(kgf)]
16 35 381 71 82(8362) 249(25391)
16 35 450 133 82(8362) 249(25391)
16 35 530 62 82(8362) 273(27838)
16 35 610 152 82(8362) 273(27838)

3040

2710

1940

1760

Sstdl
KITAGAWA®
Model
NE=S

= Sl 2=|CH 2| 2| A miot k==l
T 2E23 X ShiM 2E23 3 Max‘.DPermi's:éibIe Max. Static §|7?._1ﬁ_‘|—5
Jaw-Stroke Dia. Plunger Stroke &l Inout Fi Grio F Max_ R.PM
T2 (EfR) R il e N0Ics R
mm] mm] AN BABRSEFEN BRAEEIR
] T [kN(kgf)] [kN(kgf)] [min-Y(r.p.m.)]
HCL-04 121 15 110 12 10(1020) 14.4(1468) 5000
HCL-06 13.0 20 165 22 21(2141) 39.0(3977) 4300
HCL-08 16.2 25 210 23 30(3059) 60.0(6118) 3600
HCL-10 181 28 254 27 40(4079) 81.0(8260) 3100
HCL-12 19.4 30 304 33 54(5506) 111.0(11319) 2500

Hrjay for

HC-15SE

HC-18SE

HC-21SE

HC-24SE

96

124

180

223

_ AR
ZMDHE HEE 7o Ope?aﬁnecl_yliider NEX
aE = Max. Hydraulic QE Sk
Pressure LR Operating
gl BRREESN Hard Jaw
N-m(kgf-me)] | RAREE: o ) TR
[Mpa(kgflem?)] St/ Hydraulic / & /& ©t / Pneumatic /
70.61 3.2(32.6) Y-2035R(RE) . HB15N1
92.20(9.4) 32(32.6) Y-2035(RE) . HB15N1
188.30(19.2) 3.2(32.6) Y-2035(RE) ; HB18B2
271.60(27.7) 3.2(32.6) Y-2035(RE) - HB18B2

42 | Power Chuck

HEZHE Max. Hydraulic NaaziH HEx ii‘—E%A
k3 Pressure Operating Cylinder Qaiziing MIACENAR
RS B HERES P Iﬂiﬁ% Hard Jaw Mogﬂe]l
“m2 .m?’ [=1
[N-m?(kgf-m2)] [Mpa(kgficm?)] TR Bl 1IER=
HCL-04 4.1 0.29(0.03) 2.9(29.6) Y-0715R(RE) HBO4N1 NL-04
HCL-06 120 1.76(0.18) 3.0(29.6) Y-1020R(RE) HBOBAL NT-06
HCL-08 229 5.39(0.55) 2.9(29.6) Y-1225R(RE) HBOSAL NT-08
HCL-10 34.6 11.80(1.20) 2.8(28.6) Y-1530R(RE) HB10A1 NT-10
HCL-12 60.0 28.4(2.90) 3.6(36.7) Y-1530R(RE) HB12B1 NT-12

Instruction Manual | 43



44

HCLT / HCLF

— = |o
|

FZ2\Y72\Y
©oxe

HCLT (2-JAW)

A2k / Specification / 35 K 35

T AEZF XA
Jaw-Stroke Dia.

TR (AfR)
[mm]

HCLT-06 13.0
HCLT-08 16.2
HCLT-10 18.1
HCLT-12 194
HCLF-08 16.2
HCLF-12 194

It is recommanded to grease chuck at least twice a

SERRATION PITCH 1.5
R w
.S P u
30“
&
=
x|
By
=z
>
=
é |
I ] -
s
J‘lt’f 1
3% = |
’
e =
s ol
Grease

HCLF (4-JAW)

ATEEERSG, BESX— R

day in order to maximize longevity.

[mm]

20
25
28
30
25

30

E3q AEER3
Plunger Stroke
HEEITIE

®

254

304

210

304

ujotA _ _ _ _
Grio 0 sigaielz | Ay gt
)T\Bg %35 Max. Permissible Max. Static
Input Force Grip Force
RN T BRARSREFN
(kN(kgf)] [kN(kgf)]
22 14(1428) 26(2651) 4300
24 20(2039) 40(4079) 4300
27 27(2753) 54 3100
33 36(3671) TA(7546) 2500
24 20(2039) 40(4079) 3600
88 36(3671) TA(7546) 2500

HCLT-06 12.5
HCLT-08 125
HCLT-10 355
HCLT-12 60.5
HCLF-08 24.0
HCLF-12 60.5

HAMDHE
GD?

BiRE
[N-me(kgf-m?)]

1.67(0.17)

1.67(0.17)

11.47(1.17)

27.75(2.89)

5.20(0.53)

27.75(2.83)

Hojay sor

| [eci=1=|
Maé.ré-lsysir%ullc Opgﬁaﬁggfﬁj\der KI%J%AEWEA@
B AR ) T e
[Mpa(kgf/lcm?)]
2.06(21.0) Y-1020R NLT-06
2.03(20.7) Y-1225R NLT-08
1.93(19.7) Y-1530R NLT-10
2.50(25.5) Y-1530R NLT-12
2.03(20.7) Y-1225R NLT-08
2.50(25.5) Y-1530R NLT-12

Power Chuck

8. Parts list

HC(HCL)

HZ T/ Parts list / E#F%

8. 3=

= s =M 2

HZ0 [ Name / ELf4 & FR Qty No. == Name | ELfE 2 FR Qty

HE QFS HE
2|/ Body / Hl4f 1 15 SZ2IX|Z2E | Hex. Socket head bolt/ A< AEFE X124 6
2 QK| Z24% | Wedge plunger / £ 1 16 SZBX|ZE | Hex. Socket head bolt/ A7< A EIFE K184 3
3 O}AE] ZE / Master jaw / £ 3 17 ME A7/ Setscrew / E| EIE$T 1
4 AXE ZF /Soft jaw / # T 8 18 ME A3/ Setscrew / B EI2ET 1
5 T-L{E / T-Nut/ TRUSZ £} 3 19 2 T/ Steel ball / $REk 1
6 F{8{ / Cover | EF 1 20 J2|A L Z / Grease nipple / sHME 3
7 =22 S5/ Draw tube / R 1 21 =/ Pb Ball / 8 Bk 1
8 =22 {E /Draw nut/ 2342 £ 1 22 2742 Adfjiq/ Hex. Socket screw key / 7< I EERF 1
9 =22 2E /Draw bolt/ Z3|184& 1 23 Ol0|ZE / Eyebolt / TR E 4242 1
10 $1S HIC| / Handle body / 444 1 24 7{t{ Z2{71/ Cover plug / Z=F 2 1
11 #S 1/ Handle pin | FEISF 1 5 ARIEE20|1H A|D1%E§i§_l—¥\£§{$gst Head Cap Screw / 1
12 o= =/ Stop bolt / 1E #E4Z4E 3 26 2 2|/ 0-Ring / ORLER 1
13 AZ2l/Spring / SBE 1 27 2|8l / Rivet / 1T 3

14 S2RIR|ZE | Hex. Socket head bolt/ 7 fBl#E K484 6

Z) Olo|ZEE= 10" O|&0lA HE £E.
10" or more,

note) Eyebolt is standard supplied for

) 10" KL E IR E IR iR R

Instruction Manual
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SAMCIHUL LY

MACHINERY CO, LTO.

HCT(HCLT) HCF(HCLF)

Fig.12
BEI / Parts list / 3R HEX / Parts list / B3
= ol = e = =2 =AM 2
No. HZ0d | Name / Bo 4 2 FR Qty No. == Name | ELiE & FR Qty No. HZ0d4 | Name / Bo 2 FR Qty No. == Name | ELfE 2 FR Qty
Ealkel HE QRS HE Eaked H= B %S HE
1 =2/ Body / Hl4f 1 15 SZIX|2E | Hex. Socket head bolt/ 7< A EFE K124 4 1 =2/ Body / HliF 1 15 SZ2IX|Z2E | Hex. Socket head bolt/ A< AEFE X124 8
2 QK| Z24% | Wedge plunger / #4E% 1 16 SZBIX|ZE [ Hex. Socket head bolt/ < A EFE LB 4 2 SlIx| Z214 / Wedge plunger / #4138 1 16 SZ2IX|ZE [ Hex. Socket head bolt/ < A EIFE L84 4
3 OfAE{ 7= / Master jaw / £ JTC 2 17 MHE AT/ Set screw / B E 25T 1 3 OfAE]| 7 / Master jaw / £ JTC 4 17 ME A2/ Set screw | B E 25T 1
4 AXE F /Soft jaw / # T 2 18 ME A3F [ Set screw / B EI2ET 1 4 AXE ZF /Soft jaw / # T 4 18 ME A3/ Setscrew / B EI2ET 1
5 T-LE/ T-Nut/ TRUZ & 2 19 2 T/ Steel ball / Bk 1 5 T-LE/T-Nut/ TRU2 & 4 19 2 7/ Steel ball / Bk 1
6 {1 / Cover | Z=F 1 20 J2|A L Z | Grease nipple / B 2 6 {1 / Cover | =F 1 20 J2|A L|Z | Grease nipple / HHE 4
7 CE2Z22 5H [ Draw tube / F1 8 1 21 == / Pb Ball / $8 ¥k 1 7 CE22 5- [ Draw tube / F1 8 1 21 == / Pb Ball / $8 ¥k 1
8 =22 {E /Draw nut/ 2342 & 1 22 2742 Adfiid [ Hex. Socket screw key / 7< I EERF 1 8 EZ22 L{E /Draw nut/ Z 3|42 £ 1 22 2742 Adfjiq/ Hex. Socket screw key / 7< I EERF 1
9 E2Q 2E /Draw bolt/ 34242 1 23 Ol0|2E | Eyebolt / IR e 4244 1 9 E2Q 2E /Draw bolt/ 34242 1 23 Ol0|=E | Eyebolt / BB & i84% 1
10 1S HIC| / Handle body / #R{A& 1 24 {8 Z2{11/ Cover plug / =F3& 1 10 1S HIC| / Handle body / #R{A& 1 24 {8 Z2{ 11/ Cover plug / =F3& 1
11 S T / Handle pin /| FHEIEF 1 o5 AXEE20|H A|EI~|E\|,7§|F\%IT__7Lf\I- {gst Head Cap Screw / 1 11 S T/ Handle pin / FARISF 1 o5 AXE=20|H™ A||:|1a\|§*\%$\} {gst Head Cap Screw / 1
12 = = E / Stop bolt / 1E #E4Z 4 3 26 < 2!/ 0-Ring / ORUER 1 12 = = E / Stop bolt / 1E #E4Z 46 3 26 < 2!/ 0-Ring / OBUER 1
13 AT2|Spring | BE 1 27 2|81 / Rivet / 95T 3 13 AT Spiing | BE 1 27 2|81 / Rivet / §15T 3
14 SZt3X|ZE | Hex. Socket head bolt / R/~ faEIAE S84 6 14 SZl3X|ZE | Hex. Socket head bolt / R~ faEAE S84 4
Z) olo|Z2EL= 10" oAl EXE 2Eel. note) Eyebolt is standard supplied for ) 10" U EBIR e IR AR ) olo|Z2EE 10" oMol EE 2E. note) Eyebolt is standard supplied for ) 10" LRI E R4 R
10" or more, 10" or more.
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9. Accessories

E2e su e

A/ Type / BIFK Drz;vngbe Ti%hitgg%g*golt #X|Z / Wrench/#RF | &
A= g2z

HC / HC-A / HCT / HCF /
HC-SE / HCL / HCLT / HCLF

HC-04 / HCT-04 / HCL-04 M10X53 M8X55L 2 E7| 4,68mm 2 7|
HC-05 / HCT-05 M12X65 M8X60 M4,M5,M6,M10
12748
HC-06 / HCT-06 / HCL-06 / HCLT-06 M34X114 M10X90 M2.5,M4,M8,M10 14X170L 2 37|

HC-08/HCT-08 [HCE 08 | HCL-0B /HCLT-08/ M38X145 M12X100 M2.5,M4,M10 17X250
=2 ME2 st 2 e|e A5 AT S XA TSR ME QL
H|Zof o|ato| LM=|S moll= CHE|F O[Lt AH| R} AEHAMO| QNS HIOfA|IL,
HC-10 / HCT-10 / HCL-10 / HCLT-10 M45X171 M16X105 M2.5,M4,M10,M14 17X250 22 577|754 (Atk20i|nglo] HAE = ASHCH)
HC-12 / HCT-12 / HCF-12 / HCL-12  HCLT-12/ 17X300(5 A4 /
chEh M50X176 M16X120 M2.5,M4,M12,M14 19%250(2ih
SAME| A oLl
HC-15 / HCF-15 / HC-15SE MB0X105 M20X150 M3, M4 M17 22X250 — i )
ZEZ7|2h o|LHol| AR O 2 AlZst AEHO||A] RfQIetAiSE TEIO| A R0|=
| 2ZAM 7|3 Li&o|| w2t FAe = F2|5t0] EIL(C
HC-18 / HCF-18 / HC-18SE M60X105 M20X115 M3, M4 M17 22X250

TFAPAMH| A QLY
HC-21/ HCF-21 / HC-21SE M60X105 M22X120 M3,M4,M17 22X250

1. Z2EZ7|2Ho| Bst B=
2. ZZEZI|Zt ol B
HC-24 | HCF-24 | HC-24SE M60X105 M22X120 M3,M4,M17 22X250 - AHEA BFO|Z oI5t nEoe| A
- QIoJo| JHZR QIS nFo| A2
- MAHX|Hof| olst DA A

AH| X} AFERAL OMLY
[405-820] QI BOIA| ST L2 55
A/S Y TR AN}

TEL. 032) 822-4811

FAX_ 032) 822-4377

nuznel 1544-3122

SAMOCIHUL L=

MACHINERY CO, LTD
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Quality warranty

We guarantee our quality as stated below,

HC / HC-A/ HCT / HCF /

EEE: HC-SE / HOL / HCLT / HCLF

Size

Serial No,

Warranty period Twelve months

Purchased date

This product has been manufactured under rigid inspection and quality management,
In case of quality problem, Should be guided from our distributors or service center,
The retention period of parts of model for 5 year, (Specifications are subject to change
without notice.)

Free service guide

If quality problem occurs naturally under warranty, We will provide free service as stated
term of warranty

Paid service guide

1, Out of warranty period

2. Under warranty period
- Malfunctions caused by careless usage
- Malfunctions caused by unprescribed reform
- Malfunctions caused by force majeure

Service center

[405-820] 55, Namdong-daero, Namdong-gu, Incheon, Korea
TEL. +82-32-899-8965
FAX. +82-32-721-7607

SAMOCIHUL L=

MACHINERY CO, LTD

RERIEH

R T RERIE.

HC /HC-A /HCT / HCF /
HC-SE / HCL / HCLT / HCLF

129°R

T35 B #A

hFEREEEFEERORNIREEE. EREGABERT, HiZ51SHINE
ZHEBRE F L
HMOBSHREHRRSE. HRNALE, BALHTEM. )

eBRRSERE

MRAREHALIREEE, FRONERMEERIOMEIERS, EMFRRSA
BIRIEHARR -

BE- L &5

1. HRIZE]

2, TERIEHA
- FALBEIE A SR AR
- WRESER AL T E
- BRI E AR PR

B 55 Ay

[405-820] 55, Namdong-daero, Namdong-gu, Incheon, Korea
TEL. +82-32-899-8965
FAX. +82-32-721-7607

SAMOCIHUL L=

MACHINERY CO, LTD
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