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ING items in this maunal before operationg
the Chuck.

Please keep this manual by your side for
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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

AL2 Fol| Zot=AoF B 7, X|7{oF & U2 &  Please read this book before using th chuck, — ASFMER TIERRTL TRNET, &F
2|5l SUELICE HEEA] H{FAAIL, and follow directions given herein, We can 2RI
b= o] FZAEHEMo| mEX| 22 H<20] not assume any responsibility for any dam-
E % HHMISH= 22 Aldof 2tst ele X|X| o age or accidents caused through things that
- Sct is not specified in this manual,

1, GAIETIBAETR --cenmomeememmmememeamesnamemenean s nenesenes 7

A DANGER

2' *Eﬁg -------------------------------------------------------------------- 12 Ho| Mx|, HAFZ 238 42| Aloj=
> S/ e | I 22X, ZTEG, T, T =
- éﬁ”’?fg " 12 >« e P =
g BEURAE - ooomorromoo e 12 Power switch off before setting, W 1/ ,
inspecting, lubricating or changing the chuck, g —OFF -
=<3 13 WE, i, Bk, ME KN, FXABRIR. l: \jF RS
- N :I EE
L 13 (=<
B2 RIBIR B AN - oo 14 I I
e e 15 It
Qo] L o|=0| HRHASO FaLshE fI&0] ASLH T
YR = D = o 7 S Danger by catching operator in a machine,
4'41? ;’iiﬁé E %;,k 455 1198 EBRARBRAS LR HBR.
- g =l ~ [{i28 g N TTT TS TS ST ST TS T T T T T T e m s m s
HEENZEIXRTTHREESRFHFNIR KRBXR
R 118 ) - 24 _
FRHR X 517 S0l eSS TIAl 0HIALL. joumes
} Never operate selector valve and solenoid valve FAEER
B G —m e e 28 during spindle rotation,
B T 28 S Sk HERERIEE I IRAE A1
5-2 GRRNRF ~--------mmmsmmmsmssssoosssossssosooseooooooooooos 28
5-3 TF N RSB MIET - mmmmmmmmmm oo e moommmoe oo 29

R 33

3|1 S0l Z==tetH mpotEl S0 0E(H|L) & fI& o] AUSLH T S0l W
Danger by discharge of clamped workpiece during spindle rotation, Solenoid valve

7 RARBE - remmemmm e 35 FIHIRME, S RMIERASRANE (W MR, i

L 39

° HO| 3| ME = 2 518XIE &olstA| D S|MEE
> A3 S EX OHIAL2.
Do not exceed recommended speed of chuck
related with Max, permissible input force,

SKHYEEERA MBI R A RIFHEIE.

SZHE 0|2 (]2 o /&0l AUBLHICE
Danger by discharge of chuck or workpiece,
MIFRBHAE £ CLED BIRK.

S €1 AESS 3TA7|H QHElLC)

° =
} Never start the machine with door open,
R T R AL —

oo
8
EEI oc—3
O o
ZRS L= B2 plshys A
K=Ne}

S = AESS BIEA|

Fx A% 22 20 WSEIAL] |
After spindle should be stopped, please open the door and
change it. Danger by discharge of chuck or workpiece.

B EERMN T AT,
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o,
}? Do not forget to grease chuck. (3 Nipples)

EERE. GHK)

SR (18]2) HZA| mjetio] Ms}slof

SAE 0" (H]Ah fIRdo] s

Danger by discharge of workpiece related with lowering
gripping force caused by unsufficint lubrication,
BHRETER, KEHXER,
MIFRARERAL £ CLHED R

MEld] F24e 3183 02 ZHst0] FHAIR,

[ )
}? Do not exceed Max, permissible input force related

with plunger input force,

BEAVHEEE NIRRT AR

jotst £ o2 MIC|7t okEg 4 g
Excessive force may cause damage to the cylinder,
RO KRS SBURIFSE.

X} AlRicis 2, 2| THE YIS ALSA| 22

) , K 7
> 22 r0[= HEE AT miotels 522 sHIAIR.
In cases of power failure Samchully Cylinders are fitted with
check valves and pressure release valves, When power is

restored the solenoid valve resumes its normal function,
BESEREFERTHET. MRIFRRERE
B B 8 A 15 FL B SR B .

S|, YAl ohotEl SEZ9| o (HIAH fIE0] AUBLICH
et QIX|E S| AFEHAI2,

Gripped workpiece may discharge by lighting or interruption,
Set work to correct gripping position,

1. (SRR A= @E AT AR A & (R D B Mo
HREQERFNE.

ZEE MY EI2 HZsl0] FUAIL (Pagel6 EX)

)
} Secure clamp bolts with specified torque (See page16)
ELUE & M AE RS IR, (JL167T)

SE= 0 (HIL) o fI&lo] ASLICE
Danger by discharge of chuck or workpiece,

mMIFRARAYH &) MER.

8 | Power Chuck
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HHAZE
Chuck mounting bolt
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ZHEEE
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AWARNING WARNING
SIE 9| £0|= o3 HEEo e o=

o, . A = 54 & 20|
> 72, (Pagel &) Sphcial jw heigt
The height of the jaw should be within the maximum | = HEHRENSE
gripping force limits, (See page19)

TBEERFR N IRBIRASEE LU AEERTMSE. (1950

35E
1 Workpiece

- It

Ho| oh=lof 23T SEE0|

0|t (H] &)  fI&lof ABLICE

Danger by discharge of chuck or workpiece

in case of damaging of chuck, Stand d_‘_ﬂ' o

ERIIR, WHRIBHML =2 e T &

AARERAE £ CERD M. = =

EFEAZE Z =0

LAt 2 RS 1/2 0/5t2 HHsl0] FHAIR.

()
}? When chucking components internally reduce the

hydraulic pressure by more than 50%.
SETHRAEN, FEREREA/2UT.

Pressure
Guage

0| oh=lof 22T SEE0| 0|2 (H|M) E /IFo| AUFH T
Danger by discharge of chuck or workpiece in case of damaging of chuck,

ERKIBIR, HRFFRMTARE AR H & CCED M.

s 71 2328 7128 s wrl T % Mot 2 ME S X|X|
> to] Z=AAI2.
When machining a long workpiece, support it with a center,

tailstock or steady rest, o e ae
IR, ERRBRETASREER O j H RE
EBALAN A .
— —] } N
, ) M|
2 SASE 713 W SE29| o[E (H|LH) 2I-0] ASHICH Center
Danger by discharge of workpiece, if it is too long. s

MITEAKRI @A, @A A N & CLED M.

HE YOI2 £F = WZEHK| oHAI2.

o,
}? Do not attempt to modity chuck,

EREMEEERL

H oieA| 2542 ol (1M E 2E0| UBHCH,
Danger by discharge of chuck or

workpiece in case of damaging of chuck.
R, THYEERBH AR
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WARNING AWARMNG

=

g FR EE of2S 0T RS A2 EdasklAl L.
L2

'," Never attempt to operate a machine while under
the influence of alcohol or drugs,

AR E B AR B RS RR AR IR

BERAIS} e Q70| 2I80] Y,
Danger by operation fault and lowering judgement.
WIS BT 5 T RERHRIEI A IRMIERR IR

A HEl0| 58 HE5tm Helohal DHIAIL.
X4 Gloves and ties should not be worn when operating
a machine,

TiER, BREHFEMGG.

LA EEE oj=0| 2RI} UAS fI-0| ASLICE
Danger by catching in a machine,

EFEMGHESENM S, BRRERN.

X F{HE Zol(H|H)5t] ALESHA| OMHAI=.

)
}? Do not remove cover, when operating.

FEREFEIREER.

X L2 O|SHO| ZprtobA| Fel=lof HE4, otX|3 X5},

2= ojgsom s

In case that dust or chip is flown into inner chuck, It s dangerous to
cause damage of chuck , reducing gripping force, discharge of chuck:

MRERABHENDES RN, BERIRF, NETE, THRENRR

Power Chuck

WARNING

= 1

@ xg o2

Alcohol, Drugs
B, A

b= ]
0%

7{e
Cover
HT

When lifting chuck, use eyebolt or wire rope,

\ B 2 SHRAA| 00| 2E 3 20|02 LS ALSSH0] FHAIL,
PN R ke, EER R

SFstAl MA[Q| 2RIt E4E flEo] ASHCH
Danger by dropping.
HTRIRER.

SEES moAIZ off £712t0] 7|X| HEE FolSHAIL.
g‘/ When gripping workpiece, make sure your hand is

out of gripping area,

EXRFMI=RE, FEIEFERRIERRME.

&712to] #2AX| ALt ZEte| fIRo| UEH T
Danger or finger broken or cut,

FRPARVIBSBIHRR.

H, &, =0 A2 Jt6iX| oAl

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

BAREEESR, KNI~

A OEAl S22 0l ML) 2 fI-0] USHICH
Danger by discharge of chuck or workpiece in case of damaging of chuck
BRI, MIFFRAE AR L & (R sz,

SAMCIHUL LY
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2. Summary 3. Mounting

* &R

B3% R, Hs RUS0| ¥4 El= ofe
2z

Manufacture of
8-1 drawpipe 3-1

3-1 EEZ mjo|= ¥ fir I & HIAE

FRE R ORIEFR, HSRABEEIT.

The open-center hydraulic chuck, HS is

o Zt&L|CtH model coded as below, _ ) ) - . .
== =22 jo|Zo| Zo|= ofal Tl wat F The following Figs, 2, 2-1 and table indicate ~ $i | &€ B B &40 T M45.
AA|2. how to determine the length of the draw-
pipe.
HS — 06 A0S
- FRELEE
Cylinder adaptor c2o go|T
ShERE I o
FEClO| E2 Spindle nose No. Ex o uEES I ihgk
& SEIA(QIR]) Chuck nominal dia,(inch) 33k Eoi@1#E (&) L Cﬁ';}'g -
HS :EZ3zmA  Standard 3awchuck ARSIk g b c o e
HSL : EAEZ23 3%  Long-stroke type RITIEHER PR
HST : 27 & 2jaw chuck 2Kk T
HSF : 4% 4jaw chuck 4Nk %K ‘ ‘
© At
| 1 NG Lathe
- i AR
£ /
12,0 . @ E‘ Hhlex = A sofgel
Construction and it g 4o i Cru o
22 IPxEE 22 O tion 2-2 HEEHIRIE
P Fig.2 XIx|cH
=22 1j0|Z A E / Detailed Drawpipe / 45 & &4 ;Ugm
oA HS = 712X o2 Mul|, YX|Z21x The power chuck HS basically consists of a MAFBHSER EH-FRIK, #RHETF ’ Fig.2-1

H OIAE 2 FY=0f GH T & HiE(9|
BMEN T-2R2 PZ5| 2l ARISHA
o OfAE ZF ZEI=(0f ST XIS HAN
7t RHOR 0|S5HH DtAE BV S o2 g
AX|1, BEs SA=0| Z2HE mlefgict
(@B ute}), AR EBXIL YU 0|F5HH
OIAE|ZDL RO R 22|11, BEE S4=
9| otZS mpofgh|Ct (LHF koY)

chuck body, a wedge plunger and master
jaws, The wedge plunger and master jaws
protrude so as to engage the T-slot
arranged so as to be at an angle in relation
to the rotational center of the chuck body.
When the wedge plunger is drawn to the
rear, the master jaws are pulled toward the
center and the outside of the work piece is
gripped by the top jaws, (O.D. chucking)

When the wedge plunger is pressed forward,

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

A i) OAE|
ChuckBody ~ faterJaw
FEAE

E2RUE
Draw Nut
#3928

Power Chuck

[
EEl
- FRSNT

Al
.

x| 28K
Zaix LE Wedge Plunger
Plunger Nut HEE

£

Fig.1

MR ZEAEFHEEFNE TS H LUE
BATE EHEMEREERBEERE SO
B SR ERRSIEIET,
AL ) O B 5 O SR T ARG SMI.
OMERED

HRMEEERE, EMENEY, &E
HORFTHBAM. (RERR)

EIE(AZE/E D)
Top Jaw(Soft/Hard)
TR (/58

H“ 74
Cover
T

=22 10| T Mx|& / Mounting of Drawpipe / 3 &% %

Mz a f Max. L
_ . o ABICLALE B I TE O
&: 7
Y/ Type/ B C/ylr;jIer Cylinder thread ¢ il BINm Chuck thread | (Include tolerance)
N SHTIBE £RIBY | (BFEAD)
-0.025
HS-05 SYHI0%  MA2X1SP 25 25 3 35  WA2XLSP A+28.0 3
M55 X 2.0P -0.025
, SYH-13046 M55 x 2.0P A+4L1.0 4
HS06/xHSLOG/HSTOS (VLY  Me2x20p 30 25 48 40 RNEOR  , e
HS-08 / 5KHSL-08 | HST08/ HSF-08 SHIS052  Meox20p 30 25 55 U0 4o  MBOX20P At39.0 4
-08 / xHSL - 08 (SyH-1552) X2 oog0 ‘O MSSX20P  xAA20 %4
HS-10/ 5¢HSL10HSTA0/ HSF-10 SHH80TT  Mgsxao0p 35 30 80 LU0 45  ME5x20P A+395 4
: (SYH-1877) : 0060 0 xMBSX20P  xcAH55 %4
HS-12/ HSL12 | HSTA2/HSF-12 SYH2001  MI00x20P 35 35 95 00 45 MI00X20P A37.0 4
wLe [ RRSL: : - g Xe. 0071 Y ®M7EX20P  xAH40 x4

F) EROO0|Z HEA| 2SS Z Qlolf & Zolol of 72 3~4mmE T M| ZFEh|Ct
Note) Total draw bar is designed to 3-4mm longer length as considering tolerance,

B HIERHENERIREERE, BRKELRSE KR

IOl LX|ZE A2 OFEtE| 2t & OfEtE
2ol 72| AFig.2-1)2 Yol Z2he == 9l
s ch

0f) HS-06, SYH-1246 2 Z§tsli| A A=800L
A EZ2 Tlo|Z(Draw Pipe)o| ME L2
L=A+41=800+41=841 Q|L|C},
as LAl 732 A2l mR| LAKE R}
5301 Ys| 7t3stol FHUAIL (Fig.2)
LiAtS| M Z0| &5t ZIS2|
#elo| gy,

S
S

The ‘L’ dimension can be found by the above ~ FTHLR T AI#EMEL Adapter 5F&
table when the distance A between the Adapter Z[BJHIEEESA (Fig. 2-1).
cylinder adaptor and the back plate is given

see Fig.2-1. f5i]) BITEHS-06, SYH-1246 ¢H& FiA=800,

W HE B2 KLEL=A+41=800+41=841.

aZBM RN T, RIxHEMEL Pitch
WL ERSEMAINT. (Fig. 2) tniRigss
ERA, SEERE

ex) When the distance A is 800mm with
chuck HS-06 combined with cylinder
SYH-1246 the total length of the
draw pipe is L=A+41=800+41=841
Thread the part ‘a’ to JIS standard 6H,
6h, 6g,corresponding to the thread of
cylinder piston rod.,

Instruction Manual
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S22 5jo|Tt S5 Y= U HF

=~
A2, LAt HZo| Z0X|H XS EE &S
A= H[ ko] Jelo] EULh ¢, e SMEE

eQ|
0.05mmo|[&t2 sHFAIAIL (Fig.2)

IMPORTANT
TlArEt

LIAtS] H[Z0| Z20{X|H ZIE = SES vl &t
of glelo] gLt E22 mo|Zo| FH|:= &
25t eX|FE XF|1 R LA IIBAIE SE
2| LA S R|7|MA|2, 5 mro|Zo &
C= QIR E 3 .8Mpa (38kgf/mm)o|atel x|
Zg Atslof fLiCt a2t do| fof CHEt ST
= 0.050|5t2 & 4 (Fig.2)

3-2 EEFHE IS

$2 x|z B2in LE Y S22 UES &
shetlALL. SEH LIE 2T o] 9l HE &

2t
HE EH EER HEE 223 FHAI2.
oluf Z7(Steel ball) X T AZ2IS 210{H{
2|X| L= Fols FHAI2,
EZ22 00| Zof| 30| EZR HE
71Z3AIL (AL A Z0| =£5tH 25
gelo] et

S22 L{E9} Z3H LIES Zetstol 23 ¢
o @1 IHSIMAIL,

F2 x| SER Z¥N LHEE ZgstiAl

2 HZEEE YA 7EAZ EIZ A Zs|
HA|2, Page16 &X)

AWARNING

Secure strength of drawpipe. The gripping
force is lost if the chuck is broken because
of insufficient strength, As a result, the work
piece discharges, there by causing danger,
Insecure threads will cause the drawbar to
vibrate, Thread ¢, e should be concentric
within 0,06mm T I R, (Fig.2)

RHENAERDHERE. BLRRS
BURMBTHHIKH. o eRLERA
0.05mmIA . (Fig. 2)

IMPORTANT
EE

BN S SRR T EH. fHlE
BEEMZEDMRiTe, fER5RYIRLLR N T
BRARFIBLER. BINERNFERRERE
£3. 8Mpa (38kgf/mm) KL EBYFHR. aFndAy
FRYRILER A0.05A . (Fig. 2)

IMPORTANT

Insecure threads will cause the drawpipe to
vibrate, With the thickness of drawtube
minimized, thread part ‘e’ to the aximum per-
missible thread dia, For tube strength, use
the material of tensile strength of 3.8Mpa
(88kg/mm) or more, Concentricity of a and d
to f should be reduced by 0.05mm(Fig.2)

Threading of
32 Grawnut

3-2 uflEREMT

Remove 6 bolts with a hexagon wrench to
remove the plunger nut with the drawnut,
Next, loosen the hexagon socket set screw
to remove the drawnut, At this time, save the
steel ball(¢ 5) and coil spring.

Thread the drawnut, corresponding to the
drawpipe (Thread the drawnut so as not
exceed f-Max of the dimension table on
page.16)

REERFHIEEFESIEZE. 0
FEEIRFINE R ATLIS IR L LU T 4L
FRE. XMEFETERRWIKLE.
BAEIE M TRAE AR, (BLRNS
SIEIER) BHHIREEERRESHE
—RENFAFTEE. @< A7
RECEERE. (BLRENSREBERE
#171%E) (B16TT)

S22 Tl0| X LpALol| SEF=0] LIALS IS o}

Thread this screw in accordance with that of a draw pipe.
HNE 237 07 T g
Set Sorew R RERLIRL. :
EEIRET
ES=1]
Spring T
a7
Steel Ball
—ur —
| ——t = i —
2| K2 A 2E E3N HE E2RHE AR Z2A = wir]|
Wrench Hex. socket head bolt Plunger Nut Draw Nut Wedge Plunger Chuck Body
wF PI7N B AT ka6 HEZE #3128 A FRHK
Fig.3

Power Chuck

EUN HE NZEEE 5| 78 AZEIZ
HZSHA 2, HZ EI7 BESIIL HR 3
W ZE7} nizE| 3 HO| o|2(H[ 2| /0|
UELICH(Page16 EX) 0| 2E= S| 2=
7t E257| j2o 2% 0[2]e] 2E= ALESt
A Zop FUA2 EE2 HES s &5
& ZEE 2 SHAIR,

3-3 Zo| Mx|&N

(1) ARIC{o| E22 Tjo| X2 24510 T4
A2, A2IHo| T AE 2Eo| E22 Tjo|
IZE LA HZE mols T AE 22T}
SUT/ISUE MefollM HA|sto] T4
A2 (E2 /R|oIA HZ5HH T A0

LHE 7to|=Elo| mEl == UELH L)

(2) MRICIS AEIS (Meic ofglel)of A}
of FHAI2, Helcio| £5212 solstn
B[R FUHS HAISt0f FUAIR,
&2t (0.4~0 5Mpa, 4~5kgf/cm) 22 2~33]
S50 IAE 22 MIAR £ 8
EPESNEY

- e

Hg J|A o &, ZEA| Ol0|EE E= ol
EE AI2510{ T2 2 0|SA|IF|MAIL.
(8" 0|5t M2 oto|EET} giEUHCt)
AIEZ0|= HHEA| OlO|ZEEE M7{sto] &
HAIL,

(3) & EE2 mfo|Zof 7S Ct
HO| AZE ot AHHE Hoj L & BHE
= Aol S Yol Helstod E2R HE
£ 3HAIZ|IHM E22 oo|ZE 01Z5}0]
FHAI2 (Fig.4)
EER {EQER? mjo|ZE oiZE i,
AL AZE|X| QIOH LIALER{ S &
2I5to] FHAIL, 2|5 AZSHH 2%
9| glolo| =[of BFo| mEELCt

AWARNING

Tighten the mounting bolt according to
the specified torque, If tightening torque is
insuficient or too strong, bolts are broken,
Also, the workpiece scatters, thus resulting
in danger (See page 16) Use only attached
bolt, Increase the thickness of drawnut to
increase strength,

3.3 Chuck mounting
steps

(1) Connect the draw pipe to the cylinder,
Screw the drawpipe into the cylinder
piston rod with the rod retracted as far as
it will go. (If it is tightened at the intermedi
ate position, the locking pin of the piston
may be damaged)

(2) Mount the cylinder to the spindle (cylinder
adaptor) Check that the run-out of
cylinder is minimized before routing the
hydrauilc piping, Move the piston at
low pressure(0,4Mpa~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 the 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 eyebolt from the chuck after mounting
or removing.

(8) Connect the chuck to the drawpipe.
Remove the soft jaw and cover of the
chuck to insert the connecting handle
in to the central hole of the chuck
Connect the chuck onto the drawpipe,
turning the drawnut (Fig.4)

If the connecting of the chuck and
drawpipe is difficult check the thread. If
connected by force, the plunger will be
damaged, thus resulting in seizing.

SAMCIHUL LY

MACHINERY CO, LTO.

THEIRE R E IR 2L 0 SUBTE L E R F15E.

RENET R KSIEMIRIFRITAF
BELE (Ce) . (1670 XMBLEFRIF
R-EHGRE, BUAEERMELINY
SEAT. FIHIRE AR E R RIEFE A RTRE.

(M FRFINERBMET £, 7EMELEE
R E R, MAEEEFL
FRE/MRFRZSTHAT. GNRIET 8]
BEREEE, SENEERNSHER
*.)

(2) 1515HEIZER) F 4 (Cy | inder Adapter)
L. WEBRINER, WRER, RE
WIEE. LUREE (0.470. 5Mpa, 4 5kgf/
;T) H]AE273R, EEERIHR XA

.

IFENR KA £ RIS KR, FfE
A RERREBAS KR HHITEN.
(80 AT B 3 K 0% 8 31 e )
ERRTRE, HEGIRNREIRG.

@B FREFNRHE L. BT FRMNK
WEIN (soft jaw) REZE, BEERTF
BAEEPOTL, HIRFNEE, EE
HHIE. (Fig 4) HiEBERHIZEMA
FIER, MBREEBRMIERE, BRE
—TI2LIS. MRASIRHIEERE,
LIE R KRLE T SEUER IR IR
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22 HE
Draw Nut
E=E]L 3=

zas Aogr Pt

Pt aptor Plate

Spindle iy

Ea ]

s

s
Joint Handle
Fie

=y
Advance end
B

T

c22 njo|Z
Draw Pipe
BHE

S22 L{E0| tisto S2 T0|Z0| 42 Y
0l7} 2Z513 LiAP} TS| of Tfot2o] o
Z=2h0f Hoim B2 o[l Aol 2Agol

= 7S5 MZstol FHAIR.
Fig.5) 1—2—3—4—5-6

(
(ETLE AMZ2 =S8l Jelo| guct)

Fig.5

|

=
f ————Tl|
& ]
\

HEEE —\_
Mounting Bolt
HEZHE

AR Z2in LA

Wedge Plunger

If the drawpipe is insufficiently screwed into
the drawnut, the thread will be damaged,
thus eliminating the gripping force momen-
tarily, It will result danger due to discharge of
workpiece,

(4) Mount the chuck to the spindle (back
plate) Turn the joint handles so that the
chuck is prorerly attached to the spindle
mounting face of lathe. Uniformly
tighten chuck mounting bolts in the
order of 1,2,3,4,5 and 6 as shown in
Fig.5
(Uneven tightening will cause run-out.)

| ZE3 / Tightening Torque / X E$H4E

=E37| HAEF
Bolt Size Tightening Torque
1242 R~F FENE

7.8N-m(0.8kgf-m)

M6 12.7N-m(1.3kgf-m)
M8 38.2N-m(3.9kgf-m)
M10 72.6N-m(7.4kgf-m)
M12 106.8N-m(1.3kgf-m)

MRMAHIZFEHHERETE, &
BB, NEBERKSE, SHITHR
B e,

(4) TEIBR KL F I (T KERR) L.
WEAREIE IO, ERATE5EKM
F 4TS T AR S
WaH, ERKIZHE (Fig. 5)
1—>2—>3—+4—5—6
(BFEARYE, £3EE

=E37| HZES
Bolt Size Tightening Torque
1242 R~ TRNE

170.6N-m(17.4kgf-m

)
M16 250.0N-m(25.5kgf-m)
M20 402.1N-m(41.0kgf-m)
M22 539.4N-m(55.0kgf-m)

SEF|Z 24 / Bolt Tightening Steps / iR 422 B IERF

M AHH2SEE FHHZ EIZ A Asto] T4
AAZ ETV} BE5P|L R 3H 2E
b o, M s ZES0| H|AE 3= 9
BLCH £ AEE FI|HoR 2E9| R e
EIE stolstol FUAIR. ANz 250| A2
EE 0[2Jol= A2 S Foll FUAIL. Bt ot
EEEENEE ZR ZEFE 129M22 0|
410,9) ojate 5tm Zolol| S8 Folel F
HAl2,

16 | Power Chuck

AWARNING

Tighten chuck mounting bolts at the
specified tightening. If the tightening 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 only attached SAMCHULLY
brand bolts, In an unavoidable case, use
bolt with strength code 12 9(M22 more
than:10.9)or more and sufficient length,

1B KRBT R IF R K124,
HEEABERERT K, 2HRSHRF, X
SR ATaEE TR B, &
A, EEHRTIREHERS.
REFAEFERRARUIMIETIZ®.
HERHTIZE, BELERBER

12. 9 (M22LL EBF, 10.9) LI ERY 1242, 3
HAERIZEAKE.

(6) DIAE ZO| 9IRS At Ct AzIH
TZITollA] OFAE{ZEO| HFY QIR = 7
SEHO|A RE{Q| X|5= AT} OFHE I} =l
IR LIt (Fig.4)
oluf, OIAE|ZO| AEZF OIF7 M A
23 013 2|F9| doj| 3x0f U= AE
el FHAIL. (Fig.6)

&£ =22 I{Eo|= Clip stopper (|HHE
TXN)7H 201K A0{A o] ZAF0| A= 2
R|ofM ZHE SHES sto] FHAIL.

Jor |

/ Type / B

(5) Adjust the master jaw to the correct
position, The adequate master jaw
position at the cylinder advance end is
where dinension A from cover mounting
face is shown in the following table. (see
Fig.4)

At this time, Check the master jaw
standard mark is aligned to the outer line
of total stroke mark (Fig.6)

Since the clip stop (locking system) is
provide to the draw nut, adjust the nut
where it is effectual.

(6) 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.

20.5
225, %24
22, %225
32.0, %33

SAMCIHUL LY

MACHINERY CO, LTO.

(5) WFEMEMME. MHEIRIEAYF
MEMEENMER, NAEMRER
FHARIRTAR A TRMAE. (Fig. 4)
X EHE# A F BRI TIZARIR B XD RTT
ZHRiR. Fig. 6) WIMAFIIFIIZEE
Clip stopper (#ahfEILEE), 1Fif
BEGX—BRAINE.

(6) ELEFR, BEWMIARLRIEDNIZE.
FLINE IR SN2 EFIE LR BhIZE
[F40. 02mmiL .

HS-05 155

HS-06 / HSL-06 / HST-06
HS-08 / 3 HSL-08 / HST-08 / HSF-08
HS-10/ 3HSL-10 / HST-10 / HSF-10
HS-12/ 3%HSL-12 / HST-12 / HSF-12

(7) 14 O}AE| & 0ol AEZ23 097}
2EZ23 He|Lfol| A=7t Efelsl
FHA2,

HY AE23 e
Suitable Stroke
HimiTiE

AEZ3 of:
Base Line Mark

X2

o=E

o

E25 siolol Zo 9 HE AE23 w9l L
oA AFR3tE Zi0] 2oz, AL OkNsl D
MEAOZ TALICH AEZT B BEEo|A{Q]
mjete 2R o|ZHH|Ah2l giglo] Yooz
"stE 240] E&HCH(Fig.6)

2ol thar= H2inie| FS LYol o
2t FHA2,

(7) Check the base line mark of master jaw
is within the range of the whole stroke,

OFAE|
Master Jaw
EIIIN

HAEZT g
Whole Stroke
TR

It is the most desirable that the workpiece is
gripped at mid stroke of the master jaw,

To grip the workpiece correctly, avoid grip-

ping at stroke end because it is danger due
to discharges of workpiece. (Fig.6)

ACAUTION

For the cylinder, refer to the instruction
manual,

(1) BEHRHIAETMEM TSR EETE

gz

Top Jaw
Tam

ERFEMAY, ENMITRRFEITIEE
BlHIRR, SEEHHITIERA, X
tigR e, BEEHF. TR KRR

B, BT NTaelRed A & CEED

EIETEEAXMAE. Fig. 6)

KFSE, FRHESEMERERAS.
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Power Chuck

4 Precautions

(1) When changing the top jaw, carefully lean
the serration of master jaw,

(2) Set the hydraulic pressure according to
the shape of workpiece and cutting
conditions, If, for example, a pipe shaoed
workpiece os gripping with high pressure,
it may cause distortion,

(3) When gripping inclined or taper parts
such as casting, etc., use special jaws
with spikes so that the workpiece will not
discharge.

(4) When gripping an unbalanced workpiece,
it is necessary to set the balance weight
on the chuck so as not vibrate or not to
discharge the workpiece at adequate
speed.

(5) If the chuck or workpiece is misused by
interfering with the tool or tool rest due to
malfunction or tape error, immediately
stop the machine and check the top jaws,
jaw mounting bolts and etc., and gripping
accuracy,

AWARNING

Machine the unbalanced workpiece at a low
speed because the centrifugal force by the
eccentricity mass of work is applied onto
the jaw,

If top jaws other than SAMCHULLY brand
are used, the master jaws may be distorted,
resulting in gripping failure. As a result,

the workpiece discharges therby causing
danger. Do not use the top jaw in which
serration pitch differs from the master jaw.

If the workpiece is gripping with serration
insufficient engaged, the serration is broken,
At this time, the jaw or workpiece discharges
thus resulting in danger Before machining,
run with low speed to check that the top
jaws, locator or workpiece does not interfere
with the tool or tool holder.

When gripping a long workpiece, use the
tailstock or steady rest. If extruded length

of workpiece is too long, it discharges thus
resulting in danger.

When it doesn’t work the machine for a long
period of time, remove the workpiece from
the chuck,

4 {ERABBEEEm

(1) BHRTUNES, R23E & £ AR SRR ALFA
MO RETRY SRR, BT, FIkE
TE, NMSEEIRE.

(2) IR T =R R AKFN ) B R A E
WE EUSERFERNI R, =
HABIRERK.

(3) TERFHE B IX AL B AR B B 4ERL 7=
f, ERIMIER &I L@ AR
FEERRT.

(4) BERFAERIMI =G, BEEEHH
HRETERAHEAY, NERMMT
FEERAE R B I AR Ak

(6) HERIBIEHIRBMAR, FKFmMT
FRETASTAGZE~ERR, 1§
SBMFIERESE, WIABUR. £ N, [
METFR M RBHMERTARE,
FRERTERES.

HMIAHER R R, BT 0L~
REHIR LTS RIEL I SFMRT,
B 1t 15 55 0 UR IR B35 RN T
HEA=FENWMLRLUMITUR, BT
PECRBAHYE, FFERENER, Ek
FHREEE T, BEILATREE hTE
ERE, mIFEREFEEECHNER.
EIRE = m) A IR 5 8 B E
B9TBUT.

ERFFMIF=RE, MRSHEHEER
F, WESEIR, RMMMNI~RE F4E
HCHRE. IR TIEZR, BT,
EffE. MIFR5TIR,. TEA%ENA
TiEmn, JHEMRIMERIREMT. IR
KHIF=mef, ERABRIASREMUZ
# EmIRKMER FEE CINE
K. BICET A Z AL AR, eI~
BmERKNE.

=

40

33 P42 EEE A SIHAI) EHEO| HAl
of olaf mofaio] 27 Y4 |ch
B Z712 0l2] MHBIAID ABHIAIR

SIERV} ZQ6HA|H AFE|of 22I5HAIRL. Hard top jaws may be ordered through
0| MZ2 AME|HAM Z2I=l SIERDH ALZS} SAMCHULLY, Only hard top jaws authorized
HAI2, by SAMCHULLY may be used with this
LZERO Hls £H =07t =2 HHEE AFE equipment,
S A = EHEO| MEoM TietE A0l= When using the top jaw higher than the
EIXO| 0 =0|of gid|2{|5t0 ZaIx FS standard soft jaw or gripping workpiece in
S0 ALZTHUAIL. the nose of top jaw, reduce the plunger input
ZM FHES LISX| 24T AIRE 42 RHo| force in inverse proportion to the height of
oiEE T SRZO| H|M 2[Fo| AEHCH 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,
G
= 2
CHUCK CHUCK
& ]— &
MM : Etzxo| HATHE Top jaw mass moment
G :Ex:o| ZEEA Mass center of top jaw
m : EREo| Azk17Y) Mass of top jaw (One jaw)
r o EEo| 2 A0 A Z4lnio| 72| Distance up to chuck center
H B ojetEA =0 Grip center height
h :S% Etxol pisigol
¢ metE ol Grip length

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

SAMCIHUL LY
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BUMEXRITTUNE R KRESERS, BT TUR
MELS, REFASKBRED. ERAFIE
IEEIEI M

BREEN, FA=ZTENWNEN XE
A H = F BRI
HEERALRMEESESMIRNSEEE
FATRUTR B RT3 R 5T, 1BIRAE A S PR
BRI SN EER S E R L E
ERRRAAEMENMERN, XISH
o, MIFEBE AR

a | bl a=b
14
352
Work piece
I
H
TBNRESE

TRTURE Fois

THETSRE (—/0
BMMEEhORFEFORIES
BN RFHOHEE

Height of special top jaw from chuck face 4¥ZTENA ELSE

Fig.7

m

RIFEIRE

Z=EtZ S X / Special Top Jaw / 4555 R E
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g
¥ z
p <
= R
4 EN
] #
= I
L EE HA|2 (Page 20~24) See figures (Page 20~24) N#F. (Page 20724) K &
HS-05 EF AZEX(ZZ THE When the standard soft jaw HS-05(mass EﬁiHS O5FRAEFRN (FREE 21. 5kg -mm) ¢
21.5kg- mm)°| 24 7000min”'(r.p.m) O|A} moment of 21 5Kg - mm) is used, it is unde- BF, ARRZ#8id7000miir1 (r. p. m) BIEEEY, S
olM2l A2 ot & E7I510 0] S|l sirable to use it at 7000min(rp.m). The grip ~ 7ETZEEH, R¥F HBHRKA 24kN (Y oomin” S
o| mpotad A2 24kN(2F 2400kgh A £ QL force under this rotation loses 24kN(about 2400kef) £ 4. ILRY, shiSFkIFH GEEx 10 30 omin™ B
Ct, o|mio| SXmotad (M Mmtatad-morad & 2400kgf). In this case, the dynamic grip force  #41 - REFHIRK) FEIXBEHERIFH ‘ %ggomm,l =
Ale XA metzdo| 1/38 I ZesieE N is 1/3 the static grip force (3% 36kN) By 1/3 £/, FEIEESEIZFNA 36kN w &
Km}mEJ.E 36KkN(%ZF)0|, o] Tt 2 Ly Also, the plunger input force required for this CX3iE), ATiEBZFEIEH, FE17.5kN 1 LD00min i
7| 95t AQ Zaix X242 17 5kN HE QL grip force is 17 5kN, The grip center height LEAMMEERED. WA, BTURERE 0 10 20 30 T“O 50 60 70 - 80 %0 ™ 0 10 TZO 30 m;ogg;o%g‘s
Ct, ofumy &t 35 mpers %gi— (& H7Ex| 2] should be 14mm (H=14) or less, If the B RO B E GEEIRKHERIEER) B ExAmEZR mxrx8 (kg - mm) Bxamex Grpcente hlght
7{2|) H=14mm M EajH T Eo| mjotad st height is higher, reduce the static grip force, H=14mm, B2, HEBIERKF IR Standard soft top jaw Standard soft top jaw R
NS K| 2= Q0|22 AFR0| JHS B If the jaw mass moment is high, lower the PR, EELEATLUER. IR FRAERIERIT
ChEt® u}O_.F-‘?‘- ZAM=0|7} HEC =2 42 rotation speed, Loss of grip force rises with ETRNERHBLMPOSEL H 5, 15
= YN mote g Aasto] ARZSHMAIR, B increase of rotation speed, KRB RBFNEBER.
T P DHUET IO SMEEE WE0] A EMMHRBERK, BRREERBE =
2N, S|MEET} =oH mlotad &4 (Note)Expression . BRERR, ZHFEHOBMESEM. I
o] AZL ®
Static grip force GB)HER ]
(ZH)A LA =3 x Grip force loss + 2 =
=3 x 24 + 2 = 36kN BASEEN 3
sz =3 X XFFHEK - 2

=3 X 24 + 2 = 36kN

500min*

[t
_1000min™

|
0 20 40 60 80 100 120 140?160 180 200 220 240 260

mhorad A Al | omin™*
_3xmolsEad  8x24 o 2500min”
2 2 10—_/W

XA mpotad / Static Grip Force / B#7SE#H1 kN

i
0 10 20 30 40 50 60 70
MM Tj} B0l
Tx ADZESx mxrx3(kg-mm) Tx ATZER Cirip center height
IE SHER e rr— R OBE (Mm)

Standard soft top jaw Standard soft top jaw
FRAE YRR FRAERYER T

120y
10 =

41/ Loss / #%k [kN]
N
8

E} 7 Zl2F DHIEQ} mjotad AAlpio| T Relation between top mass moment and MM REES KB ARK AR
grip force loss
ot 20|, A mpofdnt ZK EFPLOBE. BERFHN. HEHS
Za{njo| 24| Relation of grip center height, static grip ZEHIXER
force and plunger input force

ES

2000min™*

10 | 1500min*
] 1000min™
ENELT —— e

|
/Plun er mputforce 0 40 80 120 160 200 240?280 320 360 400 440 480 520 0O 10 20 30 40 50 60 70 80 90

A a}ote] / Static Grip Force / B 75k [kN]

40 MM ot =0
mxrx3(kg-mm) EXATZER Grip center height

8 175(/( Tx ATZEZR s T
Y r——— FFFR OB (Mm)

gg ajorad sk gfan&;a;o#ﬁ top jaw Standard soft top jaw
Grip force limit FROERIEUT R
30 KR

25

% kNI

5

20

/Loss / ¥

HS-12

U115

20 160 55(kl\9

144

% N
5

#

10 | 3500min”

i 3000min”
5 2500min™
; 2000min™

4/ Loss /
[
o N
o o

mjotad / Static Grip Force / 87545 kN]
A

0 10 20, 30 40 50 60 Eo 0 10 20 30 40 50
3 kg -mm) * ot a0l 60
HZEATER mxrx3(kg-mm EXATZER rip center height
Standard soft top jaw Standard soft top jaw OB (mm) ©
RN FREREUT ‘

N
=}

T

|
! 1000min™ !
10 / |
| 750min :
|

H™ulote] / Static Grip Force / 8753 [kN]
o]
3

0 200 400 600 800 1000 1200 0 10 20 30 40 50 60 70 80 90
MM PETE
EEATEZR mxrx3 (kg -mm) BEZEAZER Grip center height
Standard soft top jaw Standard soft top jaw ~ ZH#FUBE (M)
R HTERT FRAERIERT

20 | Power Chuck Instruction Manual | 21



SAMCIHUL LY

MACHINERY CO, LTO.

Z
K z
= <
~ R
o} va
3 b IMPORTANT IMPORTANT IMPORTANT
@ 3 So|Afs EE
5
o 27 sAlo| X2 37 & of H|sl Z21M0| 52 Reduce the plunger input force of the 2jaw ER2MA X LA, BFREENRIFENTE
so0min’ 2 232 2/3 0|52 AIESIMAIL. chuck by two third(2/3) in comparison with TE3N B LB H92/3 AT,

. w s LZATotoR A28 AR= Z2K 382 E  the 3jaw chuck. When chucking compo- HITRERS, FEEENENEER
w T Z AK2EO| 1/2 0|31R SH3=0] AFRBIAAIL. nents internally reduce the plunger input TR /2L T,
—————— 0mn* T exHo| ARE1/2) force by more than 50%, When using a 3aw ~ {E 14 EE24 2 A FiEMAR, &

0 10 20 A 30 40 50 60 70 80 B 0 1020 30 40 50 60 chuck and gripped on only 1 or 2 jaws the JRHE BN 2R E H2/38K1/3.

T MM - ) T g%’ :’;aj‘%%;lm plunger input force must be reduced accord- (2N EKFF1/2)
= i mxrx -mm, = i rp center heis . N .
e top jaw ¢ gz omfn 1op jaw F LB ) ingly, i.e. by 1/3 or 2/3 respectively. In the
FRAERIERT FRAEBIEUT case of a 2jaw chuck reduce the plunger

input force by 1/2,

HST-08

5k [KN]

Al / Loss / #

“

xmjotad / Static Grip Force / 8753 kN

‘ omin™
10 250! _
1 2000min*
" 1500min*
1000min™
0 20 40 60 80 1‘00 120 140 160 180 ® 0 10 Zb 30 40 50 60 70
MM ot SHE=0|
EXAZER mxrx 2 (kg-mm) EXEATEZR Gripceptirheight
Standard soft top jaw Standard soft top jaw e LERE (M)
FRERERT FROERIERT

% [kN]

70

5

60

&4 /Loss / #

50

40

30

omin™
200 20

xmjotad / Static Grip Force / 87535 kN

10 s
| 1500min™
. 10
! 1000min
A
0 40 80 120 160 200 240 280 320 360 % O 10 20 30 40 50 60 70 80 90
MM et Sas=0|
gz zscs b sreacs R
Standard soft top jaw Standard soft top jaw TROEE

FRAERIEUT FRAERIEUT

< 100
¥ 96
E%\
P 80
]
2
—
=

AA
=2

B o

S =}

N
=}

| 1500min™
10 /%/

' 750min*

Aujetad / Static Grip Force / 57535 [kN]

i
10 20 30 40 50 60 70 80

0 100 200 300 400 500 600 700 0
MM ot EaEo0|
EZAEER mxrx2 (kg-mm) BEXRATER Gripcepterheigh\
Standard soft top jaw Standard soft top jaw RIS LB (Mm)
[ 3:0E0) N RO BRI
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Forming of

soft jaws

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,

SEx
Hard Jaw
@

A dio]
Chuck Body
&K
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Power Chuck

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

EERINAERMNE

{ERAR, RLAMMETARREFEM.
(Fig. 8[E)
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Fig.9

IMPORTANT

9|7 meto| 2 / External gripping / ZEHETAME SREFRT

The following table describes the procedures
to form soft jaws for external gripping, in
ternal gripping and high accuracy gripping.

0~1mm

IMPORTANT
EE

THIRBIM T A EH TR B TE. ()
ZHENER Rk FESRIFEEENGS
BT 753%)

LjZmteto| 2 / Internal gripping / FE#ET P12 5 R

@d

488 Z21(PLUG)E =4 et

22179| QIR HYKO| x50l w2t ct27|
ol 0j2| 2FX|TH CHE of2iIiA| E21OE &
dla o™ Ha|ghct,

22179| g Z=(EMHANET|)= 25S0[5tE A2
Sfl FHAI2, FISE0| ol Yats Y=ol FAE
7K EBOE AR FHAIR.

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
258S or less, Make sure the plug is not warped
and has adequate wall thickness,

EERBERAET (plug). ATEFMN ER
R RBAR ) RTIE, Eit BRAEEF
ZHIMERTFIEMET TIERRSRAE.

ERMEREEE A 25SUTHET. BEATE
RAREED WET.

0 4 & 2(Ring)S FHIELL

20| LjZA TE& 255 0[512 ALl FAIAIL.
FIS2o| gl Mt o FAHE Il g
ALBal FHAIR.

Prepare for the ring for forming, For |.D. accuracy
Tl of the ring, use 258 or less, Use the ring with no
warping and having wall thickness of a certain
extent,

AERERR (ring).
FRARNEEZEEABSUTHIR FERAT B
BEEERHIR.

e WES TN OAE| BS Aoz @
=

CI20) 0 DR(MYS B2 18 sjole 228 4
BLIC} 0 DS X4 M¥E 2217 5 =t
TlopA| & AE23 old 2 BLch,

I 0T
oo

ZO| 2|t AEZF(X|H)
2

oD=dd+

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 = ¢ d+Max, Jaw Stroke+2

A7 EEERE, HEMGKBIREXE £
ARME oDEMICEERFHERET M
i) o DEMUMIR T EFRELM EFHER
F AT B R TATIE.

9D= o d+FME XTI (BT +2

WEHE WHE AN OlAE| £ 202 B

oDH M¥S 2US motE H2S HHELT oD

2 R4E M B OjoA| & AERT 40
ZpH| gt
XO| | AE XA
¢D= o d- M

2

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: ¢D = @ d-Max, Jaw Stroke+2

EM7 mekiE, SEMAER R

FHINT 0 DER A 5 P BLIRADAL.

o DERMIAIR~T R Z T AR IR-RFFRTAgR
AT

oD = od- BAF/MITE -2
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ol 21715 LAAIA melsh FHAIL. ek i e o Dormed art b DEfobN | T RE Aol mekie (0f:2/4  Method for forming soft jaws when higher FESRHBEEMMETE B 5
_ uck the ring at the @ D-formed part by ol ofgf 12 MZUC| M2 X2 Al accuracy is required: (e.g.External gripping) 17X
iﬁ”ﬁ ;Zev apl':g Ztt Tt';fs ‘Zriforfiﬂevdwﬁ]a; bryess:(;a" Ofﬁ:af?g the valve. Notice not to incline the ring 5l 2t g J1Est ot Ze ’C\}EHZ A~z With jigs used as showhgih the follogwing ’ FEASTEOERMMEARE, ATHRE
against o font o of cgui’k st thz o atthattime. E &mE MEsH 5|1 (2R22 it 1 & figure, soft jaws can be formed under the 50 7= m i —EHRZS BT (GR$Fin T
o e (S SR, 7o DT, IC xo| X|FH0| 2E|7iC)), DHjet MES ¢ same conditions as the machining of the PR, BUNRYAIER B, MmArk
- ma A T ' S 4= 9lct workpiece, When doing so, higher accuracy BRRFEEE.
REREIRARRL. is achieved '

AL EFEHIE, 720 DEMIRIFE F.
IR, FHBRAMEEMEEF, UEETF
ENCESS

HHE 2|78 Fw|BLCL

(1) ool So= motol Z2| Jof 256H2 E(PIN)eY 1) 2E LE(02)0] Rasict,

2
B i e SIS0l 9T HEH HEO| SHE T US ALZs) FAUAIR,

sau M ‘ Use forming jigs. (Also, available on the market.) Install pins(Example 1) or bolt and nut (Example 2)to the

BOSS ! ring shaped plate divided in three equal parts,

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

S2{71E piorst dejolN Sa= ntR(0 D)E 2 mlefst MEHoM SEE TR (e DIE Y
2

(4] MEgUC oD 2= A2l Tjote K3} 2 (4 HBLICH oD’ 2= B0 Dok XD 2 @ e e EEALARA.
2 z : 5 o 8 S (o ST -
= 2|H7 BE)0IM ERAES 6S ojsi= 712 = 2|7 HEIM EREEL 68 oslz 12 B B /U ERUETEI= 57 —HERZEHT Gin) (B ) ARZERIE. B8 BI2). EATE 28
o FUAL, o FUALL, i i/ 89 RIEE R,
HAlol ofzte ANl 92} 2L &2l 3 HiAlol ofzie ApiA|o| g2l 2 &2l 3
FHAL, FHAL, o BlETEIE S TRA OIAEEE H0i2 PRl

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

While gripping the ring, the jaws are formed,
Machine ¢ D' part as large as gripping dia, of a
workpiece (H7 approximately) and the surface

Operate the change valve and open the master jaw to max opening.

L%
sap
5\1-“;1

z

EAA EERIE, EENKERKIZE.

finish less than 6S. finish less than 6S. T

While forming the jaws set the pressure the same While forming the jaws set the pressure the same v

as designated pressure for workpiece operation as designated pressure for workpiece operation

or higher. or higher, HEITHEIS S atsl0) £LE 0| BETU| MHE |70 S5 91 molgirt olu) HEE A
e TO| Z2{0|E HHE AZE FOo| MHo|| YEA7] ESE0| gls MEHoA THots FHAIL.

RIBFETFE, BEMIFREEFFEML oD’ RIFEFLUT, FFIARELIN T 7= @Ay sREs

EIMARNEETFIMIE REFBLHER
(Z9H7), mMIA, REHEERA

65 L. F{EMBMMENSTHMS T IHE
B B9 JE 7.

(9 D) EFBAL.

o D' ERALAG R T I L= kAR E R
(Z9H7), IR, REHEER A6SILT.
RIERELRT RO N E T m T TIERBE S

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,

ERAEERE, BAEARENREACEISUTRIRATLA, ARBHTRE It B, FIEM
BAREMRMEEMERNAETE, UEETENGER THTRSE

H3o| BL ¥ JIZ2S mete) 5 A2 A9 I}
AYES Selsh FUAL,
AIBTAS S 7IBHES Sels :
Tlelio| HAS AW(9IZ) X BHER)S| 25 M5
o= HFUAI2.

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,

STRRBLLG, ERFMI~R HBIL RTT
IRMRFETE.

RI#tATIRIEIE], WA TS,
SRAFE A AW E AR, BDAT OME) 1B | (8
) #OR 5 RFFE M.

40| BL ¥ JIZ2S metey 5 A2 A9 I}
AYES Selsh FUAL,

AIBEAS S JIBHES Sels) FUAL,
gofpio] HES AU(9IZ) X BHEIR)S| 25 S
o= HFHAI2,

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,

STRRBRBLLLGE, ERFMI~R Bk RTT
IEMRFEEE.

FEATRIGTIE, MAMTHEEE. RFEN
AME AL, BIAE (SME)FIB T (B #BL
5RFFmEm.

oD'

HHZ XS Tjols Mejold BHES TR0 D) HYELICH 0D =3NS
(H7HE), BERZEE 650[31014 7128 AL,
SIS RS BHES J1BAILC Ch S HFHAIR,

10

Thop MH o 2

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,

ERHRFEREARAR, FIAREN T RERFFERAL (0 D).
o D' ERALAY; KN EF i L= mRFFERMIM E LR (AH7), IR, REMEENMAGSUIT. RfEME
B B U R T = G A R

X

ol BL ZHSE mjofsio] £2| AERT0| Doty =S Hels) FUAL.
: 2 ATI(2/20) 3 BR(EHH)2| 201 AR Tt TR,

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,

STERMRBLLLG, ERFMI=R, BIARTITERMEHERE.
SRFFE R AW E R, BIAT (SMT) FBME (EIE) 405 5 KI5 m iR
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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,

ERMEAE, EZLASIE@ir gun) %
TEER KRR BN E FERAL
ETEREBHERRMKIRIETE

W, RIEMEMIFERENR, EX

x BHATHE, FiEx—.

&= E / Section to be lubricated / BB &R % AH2 J2|A / Using grease / {& Fi;Hi8 22514 / Lubrication cycle / B

OlAE] & o)l s J2l2 L E 29/of O2| | 22|2 = EPCHRIAGAN (FUe 22 =8 F | stRof &t T, Je2{Lt Z(JH =2 RPM2

202 FASHHAIL, LE 2|25 AESIHUAIR) 2 S|t LE TS Al C2ke] "ARTL ALZE|
S, Ect B2 ReR7 Z e} BAZH

Apply grease from the grease nipple at the Moly Kote EP Grease(DOW CORNING of 15|F¢l, E235| X2

periphery end of each master jaw with a
grease gun,

B i 18] 2 TSR 555 B S T8 3

CO.LTD)

#5{FfMoly Kote EP Grease (DOW CORNING
CO. LTDHI 2 &)

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 Rhnimt k. BEESEEERE SER
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Power Chuck

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,

5.0 Disassembling

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,

(3) 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,
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EEE e
Max. permissible input force
BRALFHEAN S

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.Maximum static grip force

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
following conditions,

FNRED
BVEHEGE S2ARAEDEAIN, B
IFRFHITER. RHELE ERAREN
B, BEREY. RELERUE, 1§
TS IR I A L.
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HHRAFBSRFNRENTHR T
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(1) T $R B9 R AE A = F B R

(1) With SAMCHULLY standard soft top jaw
used, the values of grip force are
measured with jaw force tester at mid
point of soft jaw height(from chuck
surface to upper soft jaw face) as shown
in Fig.10,

TRES, FERNE ESE AR KREE
BN LA SE) #1206 8, ARHEF
i E RN ERMEIE.

(2) EihIE MR BB RS MR RFIBT.

() T R a I R FIEEE S H)

(2) SAMCHULLY chuck grease is lubrication
for obtaining the maximum efficiency of
the chuck,

(8) Mounting bolts of top jaw are tightened
with specified torque. (See page16)

H%E. (W165)
(@) HEEMEN R AR KIESN.

(5) BIERAEB200/minkd LIt H BT A
BIEARERE, FEERENRNED

REERBREEN, FN, BERIINR

(4) The wedge plunger input force is
maximum permissible input force,

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

NHE| X SEE

_/

€——— SAMCHULLY #RAERIRET

SR .

SAMCHULLY standard hard jaw

P L1
{2
Jaw force tester
FEFF N ML
\e e sseanomaz
? Tighten with specified torque
AR EMAETE

OlAE =0 27
Lubrication master jaw
piz-9) Wabicohi:|

Fig.10
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30 | Power Chuck

2. Max, permissible speed

Maximum chuck permissible speed is meas-
ured 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
Standard soft 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
Page20~24, 30~33 when determining cut-
ting conditions, However, grip force varies
according to the perfermance of pump and
reducing valve, piping conditions, grease,
etc. Especially, excessive surge pressure wil
be raised, thus incresing the grip force, As
a result, parts will be damaged and chuck
durability recommended 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 grip force is ad-
equate, 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 jaw force tester,
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wir %6 SMEE HE
orik 10 Limited Rotation Speed
EE- HRPREEE
[min-1 (r.p.m.)]
0 1000 2000 3000 4000 4500
3|4 / Rotation Speed / #3% [min-1 (r.p.m.)]
HSL-10
63 e
8 60 Sa-gkN Plunger-'b—nput Force
8 FEMASD
o 50
5w
£z
FR 3
ar 2% S| H&LE HE
ok 20 Limited Rotation Speed
EE-IT RBREEE
[min-1(r.p.m.)]
0 1000 2000 3000
3| X< / Rotation Speed / $3% [min-1 (rp.m.)]
HST-06
40
38 4.5k SN 53
8 Plunger Input Force
S 3 FEEEASD
o
S_
£% 5
R
=
T B S|HSE H|Eh
T 10 Limited Rotation Speed
R RPREEIE
[min-1 (r.p.m.)]
0 1000 2000 3000 4000 5000 6000
2|H& = / Rotation Speed / #i [min-1 (rp.m.)]
HST-10
80
74 ERREL
3 70 Plunger Input Force
5 60 HEEFAT
g 50
g Z 40
SR SIHAE H3t
ET% 20 Limited Rotation Speed
or K
B 10 RIREEE
= [min-1 (r.p.m.)]
0 1000 2000 3000 4000 4200

3|M4 & / Rotation Speed / #i# [min-1 (r.p.m.)]

SAMCIHUL LY

MACHINERY CO, LTO.

HS-08

34, Sk, Zaix| £

] Plunger Input Force
s ° HERAD
a 60
S_ 50
sZ
:g = 40
~R 30 S|HMAE H|sH
Erﬁ 2 Limited Rotation Speed
am ARBREER
T 10 [min-1 (r.p.m.)]
0 1000 2000 3000 4000 5000
3|74 / Rotation Speed / #%3% [min-1 (r.p.m.)]
HS-12

150

140 SR =

gg Plunger Inpm Force

110 HEHAS

otal grip force
.
8

Z
= 70
60
SR ST Fs
ﬁl’%}é 40 Limited Rotation Speed
CBoE < RIRGEE
T 10 [min-1 (rp.m.)]

0 500 1000 1500 2000 2500 3000 3300
35|M< = / Rotation Speed / #i# [min-1 (rp.m.)]

HSL-08

Zeix| =2

8 Plunger Input Force
s HEHND
2
S_ 30
52
ZR 2 _ i
2 S|HSE H|E
T " Limited Rotation Speed
R RPREEEE
[min-1 (r.p.m.)]
0 1000 2000 3000 3300
3|M& & / Rotation Speed / #£3& [min-1 (rp.m.)]
HSL-12
80
Zajx| xa
8 70 Plunger Input Force
L e AH
a
S_ 50
2 £ w0
=R
e 0 SEAE H3
Srik 20 Limited Rotation Speed
I I RPREGIE
[min-1 (r.p.m.)]
0 500 1000 1500 2000 2200
3| X< / Rotation Speed / $3% [min-1 (rp.m))]
HST-08
10
57.3 22K £
2 50 Plunger Input Force
S HERASD
o 40
5’ =
g £ 30
’:T\: 20 S|NAE HEH
‘_,ﬂrﬁ Limited Rotation Speed
%[ mw RBREEIE
s [min-1 (rp.m.)]
0 1000 2000 3000 4000 5000
3|4 / Rotation Speed / #3% [min-1 (r.p.m.)]
HST-12
100
96 EIVS
8 :g Plunger Input Force
S HEHAS
S 7
S__ 60
:g g 50
SR SRS B3
ar ﬁ Limited Rotation Speed
w2 BIRSEE

10 [min-1 (r.p.m.)]
0 500 1000 1500 2000 2500 3000 3300

3| X< / Rotation Speed / $%3i% [min-1 (r.p.m.)]
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HSF-08
. e Zaix| x2f
8 50 Plunger Input Force
Jé HERMAN
= 40
52z
B =< 30
R
T2 20 S|IMEE HE
o Limited Rotation Speed
B 0 RBREER

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

o

1000 2000 3000 4000 5000
3|42 / Rotation Speed / #:3% [min-1 (r.p.m.)]

HSF-12

Zoin 2
Plunger Input Force

HEHANS

Z s0
40
a0 S|Ra A3
Erﬁ Limited Rotation Speed
&5 1RIRGEE

[min-1 (rp.m.)]
0 1000 2000 3000 3300
3|4 & / Rotation Speed / ¥5i& [min-1 (r.p.m.)]

Power Chuck

HSF-10

80 :

0 2218 £
2 Plunger Input Force
S 60 RGNS
% 50
2 z 40
TR0 [T
e 3|MEE Kt
Er%ﬁ 20 Limited Rotation Speed
I RIS

[min-1 (r.p.m.)]
1000 2000 3000 4000 4200
3| X< / Rotation Speed / #%i% [min-1 (r.p.m.)]

o

HAE T o|4LUA ofzlet 22 HE A2t
M| try the following countermeasures,

SISHA| L ShALof| oi2ts FAIH -G
Eg|2EH et

6. Troubleshooting

6. HFEFIT SR

If the chuck malfunctions, stop the lather and ~ {EFE KB, BXEWMTHE, HXBW

THRESHAAKER, RORAEFEIM
WAL

EH|A / Trouble / (8]

2ol / Cause / [RE

CHZH / Action / 335§

2o| AZoix| Y
Chuck does not operate

RKF

H 2Z0| IkE=of Qlct,
The inside of the chuck is broken,

FeSKELAHRIT.

25 S matsict,
Disassemble and replace part,

FTRER.

S5 5020 UCh
Slide way seizes,

seized. BFNEPHE.

Hsi £ Solge RIS M &1 Y matsict,
Disassemble and repair damaged part with oilstone or
replace it,

wF, BRETFE RS RIARRAL.

SRR Ml 2S5t elect,
Hydraulic cylinder is not operating.
TR RESE B

FUASS ZAkeiCE

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

AERERS.

OIAE RO AEEF BEX
Insufficient master jaw stroke

BT

Zl(Chip)o]| LH=0l| 0| 5047} ULt
Too much sward in chuck,

o puE2:ony

=8l HAE st
Disassemble and clean,
HAFA.

E22 o] Z(Draw pipe)7t Z2UCE.
Drawpipe is loose,
LHEEERA.

E22 1}o|Z(Draw pipe)S M2 ZAeHsict,
Remove and retighten it,
REERLHE.

OIAE{ZRO| AEZ T 7| BES|CE
Insufficient master jaw stroke,

BA2S mjotg of 0jae| VL AERF0| F 220 8
=2 8o

Position master jaw so that it is in stroke center when
workpiece is gripped.

Ex

% ‘/_n‘- /=10 =] T 4= 10
axz0| o2 TasTiRE RMETRTR. EHMTERH, ERTETE
Workpiece slippage B9 RERS.
MIFmEEALE
- F2|A FUFR)0| etslof 2atsial0]
2 £|9ct, F2|AS FU5D 51022} A HSAF SEAHZC,
Seizure occured, Because of Grease chuck and operate it for 5 to 10 minutes,
doing not to grease, SENBBH, BEFEST100MEEEE.
BTiRFEEH, ERRE
ntetdo| £E5iot, HERUSZ =[0f JUSK| ZelFtot,
Insufficient clamping force, Check that hydraulic pressure adequately set,
FIFHAE. MERERELSTER.
Elzol MeEl x|S0l SNE AU H Y
x| eect, 85 Al o s
o ' ‘ Hekst dadeof 7| =AM RS
F’o;é: i:ffr;acy S/C;rmsgiadizf top jaw does not match Reform top jaw according to correct method,
: = p BRI IRREL AR AL
AR MR EERSMIFGnER | L MR A RR

HAt{0| X|LEX|A| =Lt

===

Cutting force is too high,
EAEE.

TARIS A\ M1 20| Ao SRS Solgict

= — =2 |
Calculate cutting force and reduce it up to chuck
specifications,

HEIE N, WIAIRHREHERINEARSH.
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Z/|A / Trouble / (8188

2ol / Cause / [RE

CH=H / Action / X5

e
Poor accuracy

BEETE

S|¥Th =L,
Speed is too high,
BREE.

Lo mjollS 98 4 U SWSIIX| SHSFE SE,
Reduce speed up to necessary gripping force,
Secure alignment to eliminate whirling.

BB ERAR B REMB RIS T 35 K5 1 BOAE &L

9%} 252|2 Art.
Periphery of chuck is run out,

FKHSNEIE .

9I% 9l £iot 5212 Solsin M2 FAkic

Tighten chuck bolts correctly,
WMENEMEERE, BRRL

ORAE] 2291 Mj2i|ofM Sz 0] 0|2 ZO| U
Cf. B &0l HIZEET} 2tasiA A 2=

o 2AR| gict.

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

jaw mounting bolts are inadequately
tightened.

ENFIRERR AL A 4. TUTRIFF R
BAREE.

EIZE ot = Mao|MSE oot T HEESES
e EECEET =)

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

RHTUNE, ITHREEEML, RBHRERETEXRM
124

EfZTo| Mol 2TsHR| 2t
Forming of top jaw is inadequate.
TR B B 7 A RS2

AYE2TI A tHHo HEYt oot tiEo| HE = x|
U=} EolBiTt

CESE MEAIQ| Rt HZESS Foliot

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
roughness,

KERREFREFITTRIBE, MEHEETRE
RFREFEAMEETH.

B4, MEMREMNREMREEES.

EIZO| 0|7} =0t BIET} HEHS| = 5f
2 HZZSETL s0{ut UCH

Top jaw is deformed and top jaw bolts
are extended because top jaw is too
high.

MMSEES, BEWTURER, HE
12 AR

EtZO| =0|2 WAL (EZE 3|2 maksict)
Reduce height of top jaw by replacing with standard size
jaw.

FEARTRUT B S . (BHAL FRAEK/NEITRUTO)

ntotzio| 2ol 7S =2 HEAIZIC
Workpiece is deformed by too much
gripping force.

KEENIR, EMIEmER.

7tEe = UAE YRl Tl S XotAA BHE Y
R|gtet,

Reduce gripping force to prevent deformation,
EMTEENMEIRREEN, BHIETR.

Power Chuck

HS-05

HS-06

HS-08

sz
Thru Hole Dia.
BALER
[mm]

33

46

52

S

mjolz

7. Specification

i3

HS-06~12

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

T AEZT XA
Jaw-Stroke Dia. Plunger Stroke
712 (BR) HETE

[mm] [mm]

Z3q AEZ3T

5.4 10
515 12
74 16
8.8 19
10.6 23

7. BARSH

SERRATION PITCH 1.5

BTHRERS S, ZHESR KA.

5| =[] 212
Max. Permissible
Input Force
RN T
(kN(kgf)]

17.5(1784)

22(2243)

34.8(3549)

43(4385)

55(5608)

/Oy A mjolay

Max. Static

Grip Force
RARSREF
(kN(kgf)]

36(3671)

57(5812)

86(8769)

111(11319)

144(14686)

HS-06

HS-08

HS-10

HS-12

6000

5000

4200

3300

11.9

22.3

34.5

55.3

s pol

Maazin Max. Hydraulic Oﬁ‘e%%
OperatingECyIinder Pressure ngd 3 av%/]
Il | BAREEH | A

[Mpa(kgflcm?)]
0.69(0.07) SYH-1036 3.43(35.0) HBO4N1
2.26(0.23) AT 2.80(28.6) HBOBAL
6.67(0.69) (gvﬂggg) 2.65(27.0) HBOSAL
12.36(1.26) AT 2.70(275) HB10AL
28.93(2.95) SYH-2001 2.70(27.5) HB12N1

Sstadl
KITAGAWA®
Model
ENE=S

B-205

B-206

B-208

B-210

B-212
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HS-A

SERRATION PITCH 1.5

AES X
Spindle nose

HS-05A05

HS-06A05

HS-08A06

HS-10A06

HS-10A08

HS-12A06

HS-12A08

LS
RS
[mm]

A2-5

A2-5

A2-6

A2-6

A2-8

A2-6

A2-8

BEy

Thru Hole Dia.

BLER
[mm]

33

46

52

7

7

It is recommanded to grease chuck at least twice a

— .
el i+ it
81 K
= [ - IN/ING] i J7 i
) ot ‘ NI ==
A Eisrmas
Jolo| z| w1 Tl
] | |
i~ 4 A
— B [ s
Fig-2
k /| Bler
~Ele
HS-06~12 Fig-1

day in order to maximize longevity.

Tor

Grip Dia.

B SSE

210

254

254

304

304

[mm]

13
31
34
)

50

T AEZF A
Ja\fv;Stroke I;)ia.
JNiTHE (1R

[mm]

54
515}
74
8.8
8.8
10.6

10.6

=@y AERT

Plunger Stroke

HETE

[mm]

10
12
16
19
19
23

23

5|22/l
Max. Permissible

Input Force

(kN(kgf)]
17.5(1784)
22.0(2243)
34.8(3549)
43,0(4385)
43.0(4385)
55.0(5608)

55.0(5608)

RITHIN T

HTHRERSS, BHESX XA

Z{CyE A mjolas

Max. Static
Grip Force

RAFAISRIFN

(kN(kgf)]

36(3671)

57(5812)

86(8769)
111(11319)
111(11319)
144(14684)

144(14684)

HS-05A05

HS-06A05

HS-08A06

HS-10A06

HS-10A08

HS-12A06

HS-12A08

Z|

sH2E
Max. R.P.M.

BRAEEIR
[min-X(r.p.m.)]

7000

6000

5000

4200

4200

3300

3300

137

23.6

415

67.0

64.0

R =

2.45(0.25)
6.90(0.71)
12.75(1.30)
12.65(1.29)
30.60(3.12)

30.00(3.06)

[N-me(kgf-m?)]

X2 iy

Operating Cylinder
I1gEﬁI

SH-1036

SH-13046
(SYH-1246)

SH-15052
(SYS-1552)

SH-18077
(SYH-1877)

SYH-18077
(SYH-1877)

SYH-2091

SYH-2091

HOheT oz

Max. Hydraulic

Pressure

BABREEN

[Mpa(kgf/lcm?)]

3.43(35.0)
2.80(28.6)
2.65(27.0)
2.70(27.5)
2.70(27.5)
2.70(27.5)

2.70(27.5)

N2Ex

O;e%ﬁ;g
Hard Jaw
TIERE

HBO4N1
HBO6A1
HBO8A1
HB10A1
HB10A1
HB12N1

HB12N1

Setad
KITAGAWA®
Model
e)ES

B-205

B-206A5

B-208A6

B-210A6

B-210A8

B-212A6

B-212A8

Power Chuck

HSL

Abek / Specification / #1#&

HSL-06

HSL-08

HSL-10

HSL-12

25

Thru Hole Dia.

BILERE
[mm]

33

46

53

63

SAMCIHUL LY

MACHINERY CO, LTO.

SERRATION PITCH 1.5

A
5

215

254

304

32

42

43

¢H

T
K F—] .._|
B Grease

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

522yl

BTHRERS S, ZHESR KA.

Z|chYA mpor

T AEZF XA Z8H AEZ2F il

Jaw-Stroke Dia. Plunger Stroke Mafr'] Puetr'r:n[;fcs';ble '\éﬁx Fsgfé'ec

1732 (AR HETIE ﬁ1%5ﬁAﬁ %k%ﬁg)?&;&ﬁh
fmm] fmm] [kN(kgf)] [kN(kgf)]
20.2 15 27.9(2845) 31.2(3182)
25.4 22 41.1(4191) 49.0(4997)
30.0 25 53.8(5486) 63.0(6427)
36.0 30 69.3(7067) 80.4(8199)

HSL-06

HSL-08

HSL-10

HSL-12

3300

3000

2200

14

25

45

78

HYZHE

GD?

Ll
[N-m2(kgf-m?)]

7.75(0.79)

12.00(1.20)

36.00(3.67)

HCa Soe

Opﬁaﬁg%ﬁder Maé}g‘s);%rri:u'ic aﬁ{%ﬁg Kﬁﬁ%ﬁ%\'\:’%@
T | iRy | e |l
(Sc‘;ﬁ%ﬁ%) 3.40(34.7) HBOBAL BL-206
V%%, 2.99(30.5) HBOBAL BL-208
éﬁﬂg% 3.20(32.6) HB10A1 BL-210
SYH-2001 322(32.8) HB12NL BL-212
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8. Parts list 8. fift3&

HST /HSF

SERRATION PITCH 1.5 w
Qa T
5 U ——-r—
THe 0
ﬁ FRE I T
i =
Q@ e T e
@ NP
AT R\ o Sp =l
g B o S =
&9 )+ (6o Fa
L T
B ] B T
@ N
© K/r
%" HSF(@4-Jaw) B
20| Q2 £HS SKX|57| sH =4 L 15| oAt It is recommanded to grease chuck at least twice a ATHRERASS BESX KA.
2| AE 2510 TAIA 2, day in order to maximize longevity,

A2k / Specification / #14&

Thor

=2 Grip Dia. T AEZa A | =M A3 S 8|0 2| FTHEH ojor

Thru Hole Dia. BMERSEE Jaw-Stroke Dia. Plunger Stroke Max. Permissible Max. Static
BrLER mm T2 (B f2) HRITIZ gpuloce | g omioe, .
[mm] [mm] [mm] J ENLIESR Fig.11
- [kN(kgf)] [kN(kgf)]
HET / Parts list / 2pFFE
HST-06 46 169 15 55 12 14.5((1479) 38.0(3875) A Py P9 P
=0 Name / BL & 7R Qty No. HZod [ Name / B2 FR Qty
HST-08 52 210 13 7.4 16 23.2(2366) 57.3(5843) HE I HS Hig
HST-10 77 254 31 88 19 28.5(2906) 74.0(7546) 24|/ Body / #L{K 1 13  SZBX|ZE Hex. Socket head bolt/ A7<AEIFELIZE 6
HST-12 91 304 34 106 23 36.7(3742) 96.0(9789) 2 2||X| Z24K | Wedge plunger / 1FE 2 1 14  SZRIX|ZE | Hex. Socket head bolt/ A< AEIFE K42 6
HSF-08 52 210 13 7.4 16 23.2(2366) 57.3(5843) 3 O}AE{ 7 / Master jaw | Z5/T0 3 15 S22/ 2 E | Hex. Socket head bolt / 7 £ Bl Sk 846 3(H6Cf 05)
HSF-10 77 254 31 8.8 19 28.5(2906) 74.0(7546)
4 ATZE 7/ Softjaw / T 3 16 NE 237/ Setscrew | B 25T 1
HSF-12 91 304 34 106 23 36.7(3742) 96.0(9789)
5 T-L{E [ T-Nut/ TR & 3 17 2+ 7/ Steel Ball / W Ek 1
2 4N ol = S
selds MEAPIC | Max Hydrale | ol e 6 Z24%| L{E | Plunger nut / £ 42 6} 118 2| LIS / Grease nipple | b 3
i@ = Operating Cylinder Pressure d
HHRE gﬁ = s Hard Jaw Model
N-me(kgf-m?)] LAk BRAAEED | Teemm thiEe =
[Mpa(kgficm?)] = 7 C22 L{E /Draw nut/ 3|42 1 19 7{8{ Z2{ 71/ Coverplug/ =FE 1
SH-13046 AXIZ20|™Al0{E| Z2LFA} | Fist Head Cap Screw /
HST.06 6000 15 2.21(0.225) AT 1.85(18.9) BT-206 B-205 8 b | Cover | ZF 1 op  SAESOIEAIN :}: L +;—L4t§ i p 1
) SH-15052 y !
HST-08 5000 213 6.47(0.660) S¥s15%9) 1.80(18.4) BT-208 B-206A5 9 Azg) | Sping | T L 1 © 21/0-Ring/ OB )
HST-10 4200 35 12.06(1.230) S 1.80(18.4) BT-210 B-208A6
10 3= HiC| / Handle body / 444 1 22 2X| / Wrench / #RF 1
HST-12 3300 520 27.46(2.800) SYH-2091 1.81(18.5) BT-212 B-210A6
SH-15052 11 1S Tl / Handle pin / F3EMEF 1 23 2|8l / Rivet / 91%T 3
HSF-08 5000 25 6.67(0.680) SViies) 1.80(18.4) - B-210A8
- - N A P
HSF-10 4200 345 12.08(1.240) (gyhl_?g% 1.80(18.4) i B212A6 12 S2IX|ZE | Hex. Socket head bolt/ 7 B4t K484 3 24 O}0|=E / Eyebolt / IR & 1244 2
HSF-12 3300 52.0 27.42(2.800) SYH-2091 1.80(28.5) - B-212A8 ) Ol0|Z2E= 10" o|MoM HEFE EEQ. note) Eyebolt is standard supplied for i) 10" LU ERYERE R4 A AR

10" or more,
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Fig.12
HZT / Parts list / EB#F%

=M =2 =AM S
No. =04 Name / BL & FR Qty No. =204 Name / BL &R Qty
WS HE QRS e

1 25|/ Body / #l4# 1 13 22X 2E | Hex. Socket head bolt/ A7~ A EAELiZHE 6

2 Q|X| Z21K | Wedge plunger / 1842 1 14 SZIPIX|2E [ Hex. Socket head bolt/ A7~ fEHE K181 4

3 O}AE| Z5 / Master jaw / E T 2 15  SZBIX|ZE [Hex. Socket head bolt/ A< AEIEXIEE 6

4 ATZE 7/ Softjaw / T 2 16 HE 23T/ Setscrew / B EI2ET 1

5 T-L{E / T-Nut / TRUSZ £ 2 17 2t 7/ Steel Ball / §MEk 1

6 Z3X L{E / Plunger nut/ #2848 £ 1 18 J2|A L|Z / Grease nipple / R 2

7 C22 {E /Drawnut/ 235425 1 19 4t Z2{71/ Cover plug/ EF & 1

= ARIZE0|F AlH2| ZH2LEA} Fist Head Cap Screw /

8 71 | Cover | &F 1 20 = = ik 1

9 AZ2l/Spring / HE 1 21 <2 2l/0-Ring/ OBUZR 1

10 SH= HIC| / Handle body / 41K 1 22 2ilx| / Wrench / 355 1

11 S El / Handle pin / F1EIEF 1 23 2|8l / Rivet / 1T 2

12  SZI2IX|=2E [ Hex. Socket head bolt/ 7~ f El#E k1846 4 24 OlO|EE | Eyebolt | TR e 245 2

=) olo|=2ELE= 10" o|AtOM EF HZ ol note) Eyebolt is standard supplied for ) 10" KLERYIRE R4 D AR 1.
10" or more,

Power Chuck

SAMCIHUL LY

MACHINERY CO, LTO.

~
Fig.13
HZT / Parts list / EB#F%

= =2 =AM 2
No. HZ0d | Name / Bo 4 2 FR Qty No. EHZ0 | Name / BELf4 & FR Qty
s HE QFS HE

1 =2/ Body / #liF 1 13 RZI2IX|2E | Hex. Socket head bolt/ 7~ B4t k4B 4

2 QIX| Z21% | Wedge plunger / #5842 1 14 SZIBIX|ZE [ Hex. Socket head bolt / A7~ f[ElFE kiZte 8

3 OFAE] 7 / Master jaw / 210 4 15 SZBIX|Z2E [Hex. Socket head bolt / 7~ fEIFE K iZ4e 4

4 ATZE 7/ Softjaw / T 4 16 NE 23T/ Setscrew | B 25T 1

5 T-L{E / T-Nut/ TEUZ & 4 17 2+ 7/ Steel Ball | 405k 1

6 Z2x{ L / Plunger nut / 1 12 & 1 18 Ja|2 L|Z / Grease nipple / S 4

7 E22 {E/Draw nut/ 3428 1 19 7{t{ Z2{21/ Cover plug/ 5 F 2 1

= ARI=ZE0|HAlD{2| XL}/ Fist Head Cap Screw /

8 7{tq / Cover | &=F 1 20 T Jrigis 1

9 AT2I/Spring | EE 1 21 <2 2l/0-Ring / OBYUIR 1

10 3= HiC| / Handle body / 444 1 22 2lx| / Wrench / R F 1

11 S £l / Handle pin / F1EIEF 1 23 2|8l / Rivet / 1T 4

12 SZIBIX|ZE | Hex. Socket head bolt/ 7~ A EFE <484 4 24 Oo|2E / Eyebolt / T & 4B 4 2

=) olo|=2ELE= 10" o|AOfIM EZ HZof note) Eyebolt is standard supplied for ) 10" KLERYIRE R4 D AR 1.

10" or more,
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HS-05

HS-06 / HSL-06 / HST-06

HS-08 / HSL-08 / HST-08 / HSF-08

HS-10/HSL-10/ HST-10 / HSF-10

HS-12 / HSL-12 / HST-12 / HSF-12

9. Accessories

HHEE

Tightening Bolt
A RiZ ke

M10X60

M10X95

M12X105

M16X120, M16X100(Zt A Z E)

M16X130, M16X125(ZM)

M2,M2.5,M4,M6,M8

M3,M5,M8

M3,M6,M10

M3,M4,M8,M10,M14

M3,M4,M8,M14

#35.9X105

@47.8X135

@57.0X135

@78.8X145

#95.8X145

42 | Power Chuck

hote

SAMCIHUL LY

MACHINERY CO, LTO.
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Power Chuck

HS / HS-A / HSL / HST / HSF

12712

= ME2 ZXE S22 HAs AAMEE AXMAM TS0IT HEZ L
HZol| o|&to| A= AS o= CHE|T oLt 28| X} AEHO| HHE RIOMAIR,
BE 2R7(2 5E (A2 1to] #HAE 5 AsH )

SEALMH| A QFLY

I
0

ZT7|7H o|uof FAN SR ALZEH MEOl|A] XtoIMEE TELO| A L20]=
| 23M 7IX) LiSol| w2t FA2= 2|50 =3

il

FALME|A ot

>
ofo
0z
iy
I
10
i
o
rok
El
2

1
e
A
Rl
£
2
&}
z
kI

3
1
oM

[405-820] IHZIAA| ST LSTHE 55
A/S 2 TN
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MACHINERY CO, LTD




Quality warranty

We guarantee our quality as stated below,

Model HS / HS-A / HSL / HST / HSF
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
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HS / HS-A / HSL / HST / HSF
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[405-820] 55, Namdong-daero, Namdong-gu, Incheon, Korea
TEL. +82-32-899-8965
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