












































% 2-3 Table 2-3

-?;Sg IA5-200 IA6-250 IA6-300 I1A6-350
RABMIEEN(C3—1 BffTN) kN 10.0 15.0 16.0 16.0
Max. Static Gripping Force
(Gripping Force Per Jaw) (kgf) | (1020) (1530) (1632) (1632)
Fame EEEE .1
Max. Allowable Revolution min” | 3600 3000 2000 2000
B VFE 452
IED’E’ V= mm 50 55 65 75
BE ki 14.9 24.2 391 50.9
Mass g - - 0 .
ﬁgrin:gr;g?l:ertia kg-m2 0.080 0.188 0.400 0.750
HREKRN\URILRLY N-m 83.0 118.0 147.0 147.0
Max. Permissible Handle Torque (kgf-m)  (8.5) (12.0) (15.0) (15.0)
FovIRKIEDT NSRBIV ENELS) G6.3
Balance quality )

REEE | EREE . .
Storing temperature /Operating temperature 20~+50 & / -10~+40 &

% 2-4 Table 2-4

gy 1A6-400 |1A6-450 IA8-300 IA8-350

Type i i i i
RAFHNEEA(PCa—1 BFAH) kN 20.0 23.0 16.0 20.0
Max. Static Gripping Force
(Gripping Force Per Jaw) (kgf) (2039) (2345) (1632) (2039)
A maEERRE A
Max. Allowable Revolution min 1800 1200 2000 2000
=V Z b4
IED’E’ V= mm 75 80 75 75
HE k 69.8 97.2 39.1 56.2
Mass g . . . .
hagfw:grggfjl:ertia kg- m? 1.175 1.775 0.400 0.775
HRBERNURILRLY N-m 216.0 245.0 147.0 216.0

Max. Permissible Handle Torque (kgf-m) (22.0) (25.0) (15.0) (22.0)

FYVIREKDTONTUR(EYENKE)

Balance quality G6.3

RERE | FRRE

Storing temperature /Operating temperature -20~+50 &/ -10~+40 %




% 2-5 Table 2-5

%gﬁ IA8-400 | IA8-450
RAFFIIBIE A (Pa—1 BT H) kN 23.0 23.0
Max. Static Gripping Force
(Gripping Force Per Jaw) (kgf) (2345) (2345)
Frame RELEE -

Max. Allowable Revolution min 1800 1200
B VF 4

IED‘EMI mm 90 100
%fs kg 73.8 102.5
BHEE—AUF "

Moment of Inertia kg-m 1.250 1.825
HBRERNAVEILNLY N-m | 245.0 245.0
Max. Permissible Handle Torque (kgf-m) (25.0) (25.0)
FovIRKEDTUNSUR(BYENELDS) G6.3
Balance quality )
RELRE | FREE -20~+50 £/
Storing temperature /Operating temperature -10~+40 &

£ 1kN = 101.97kgf
1MPa = 10.197kgf/cm2

HERRBWIEBHEEFELHOREAT, B1EE
Da—#FERAL. FRRANVRILMLOTEMSF, O3
—DELEX(FrvIRALYDI—LEFETOFI)
D 1/2 OB TIRNEEDEGISTAELI-EOET
ER

NCORAERET B HHLBEEL. AN,

T EEASREISHWMGERIZRELTESLY,

Reference: 1kN = 101.97kgf
1MPa = 10.197kgf/cm2

Max. static gripping force is the value
when the chuck stops and it is measured
at the position of 1/2 of jaw height

(from chuck surface to upper face) by

the Kitagawa gripping meter with Kitagawa
standard jaws chucked at max. permissible

handle torque.

*When storing this product, the product should be
subjected to the antirust treatment and stored in a

place free from wetting, condensation, or freeze.



3—2. {RiEEH

3-2. Gripping range

% 3 Table 3
RAEEE B/MEER
=L Max. Gripping Dia. Nin. Griping Dia.
Type AT gmm ST gmm AT ¢gmm
Internal Jaw External Jaw Internal Jaw

IC-4 40 90 8

IC-6 60 140 8

IC-8 75 185 14

IC-10 95 220 14

IC-12 125 265 18

IC-14 155 310 20

IC-16 190 360 30

IC-18 220 405 35
IA5-200 75 185 14
IA6-250 95 220 14
IA6-300 125 265 18
IA6-350 155 310 20
IA6-400 190 360 30
IA6-450 220 405 35
IA8-300 90 265 18
IA8-350 135 310 20
IA8-400 190 360 30
IA8-450 220 405 35

O IEEHETHEADIL, IEEHEETFLLL
EDI—ERDRTOBHENERERENT RS
2B, Frv I BEBEL I — L TEMAREL
fEkx.

OIEEEICI S TR F v/ EANLERT
BIENBHD B V—IVEADTFHITEETSHT
Lo FFTREFvYINBIEBEL D3 —OITEYMN
RBLIERR

A DANGER

-Be sure to use the chuck at the gripping range. If
exceeded the above range, the engaged part
strength between the jaw and operating screw
becomes insufficient, thus scattering the chuck

jaw or workpiece and resulting in danger.

- Since there is a possibility that the jaw is

protruded from chuck periphery by the size of
gripping diameter, take extreme care so as not

to interfere with tool, etc.



3-3. FERHE 3-3. Permissible protruding range

A DANGER

Ok 4 DREEBUTTHERATEIE, Da—nFry - Be sure to use the chuck at the above
INELVLBECRUHLIZKETERT L. permissible protruding range (Table 4). If
Da— LR ORI DEAENEDRESTET D exceeded the above range, the engaged part
BIZFvvINEEL, Da—OITEMARELT strength between the jaw and operating screw
fEl%, becomes insufficient, thus scattering the chuck
ERESEFHEFEREEDOH CHE N H DB E jaw or workpiece and resulting in danger.
EEGEOAEELTHIE, The gripping range value should take

precedence over the permissible protruding

range value
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% 4 Table 4
FrvIsnE &Y Ta—0 FrvInE &Y T3 —0
REHE (mm) ﬁ?:_l'-t MRHE (mm)
e el vell e o ey Type Permissible value of jaw

protruded from chuck periphery protruded from chuck periphery
(mm) (mm)

6.5 mm LLUF or less IA5-200 14 mm LLF or less
9.5 mm LLF or less IA6-250 11 mm LLUF or less
13.5mm LLUF or less IA6-300 12 mm LLF or less
11 mm LLUF or less IA6-350 11.5 mm LLF or less
10.5 mm LLUF orless IA6-400 14 mm LELF or less
11.5mm LLUF orless IA6-450 15 mm LELF or less
14 mm LLF orless IA8-300 16 mm LLF or less
15 mm LLF orless IA8-350 13.5mm LLUF orless
IA8-400 14 mm LELF or less
IA8-450 15 mm LLF or less




3—4. N\URILMVOEBE D DR
5FN\URILMLOERBIDOBEEZRTT,
BEAFERIT)—R, DPa—DESFICKYELRYFE
T EFRICEBEN TV EIRKRBNBEAEIUTD
REEICHTRETT .
DI (F B OEFESI—FFERALTVET,
FBRRANURILMLYTREO T TOETS,
SARBB AR TR LI RIETY , BB N OIE
BEER. Va—0ELES(FrysRENSDI—
ITEFEFTOES)D 1/2 DEETT .
J)—REREDT)—REFERALTVES,
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force meter
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HEBA/NNLNILD
(RSN} INib
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Tightened at
the maximum permissible
handle toraque

3-4. Relationship between handle torque

and gripping force

Fig.5 shows relationship between handle torque and

gripping force.

The gripping force is different depending on the

state of grease lubrication, grease in use, height of

the jaw, etc. The maximum static gripping force
specified in the specification is the value under the
following conditions:

*The Kitagawa standard jaw is used as the jaw.

- Tightened at the maximum permissible handle
torque.

- The numerical values are obtained with the
Kitagawa gripping force meter. The gripping
position of the gripping force meter is at a position
1/2 of the height of the jaw top surface (height
from the chuck surface to the top surface of the
jaw).

-Specified grease is used.

E4 Fig4
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3-5 BEHLEEREE DRER 3—5 Relationship between
gripping force and rotation speed

AYSTEESI—EF vy EICZ2AHZ B0 This graph is the Kitagawa's theoretically calculated

NEHRHEETT, value with standard soft jaws arranged on the chuck
periphery.
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‘ ‘ 4. Usage

CORBFTEBOAT—TILETCIEPEMITS
RIS TEMZEBEE S SO DEETT
FHONVFIVIZE>TOa—ZRACAIICE N E. T4
MEIEEL. MIPICTEDLBNENKRIICEEL
T MIREDa—ZHFAAIBHE. TEYERY
BREET,

@ I—WMEBEADRIE, Da—ERo 21 DS ERE
AZICERTHIIL BEFRDRRELES,

4—1. FyulI &5 TEMIERROEIEEER

@I EMELH LT B8, EIC4ADMTLEERE
TS TWBILEHERT DL, TEMDREE

HERIR.
O THEWETF vy TIRIEY . FREHIhAL
FITTHE FHROBBOCUIMDREIRLH D,

4—2. BB IEYERETIROIEER

OEM LT ENEIEET HL0a— N KIBT D ATRE
L HE, FRAHNIEZHF-(LBRFEEIZHE
HT B,

OHNE . ARDH LMK LT —/ HROEEIT
TEHELY,

O LEMDREHLARVEFIE, RN LD, Fhzld
TUATRFT L, BEHLLARVEIEYD
FIAIEEIL . TEMDORBEBEEI.

This product is a device to fix a workpiece when it is
processed by the lathes or the rotary tables.

The handle closes the jaw manually and fixes a
workpiece so that it does not move during
processing. After processing, move the jaw to the

open side to remove the workpiece.

-When replacing the jaw, carefully clean the jaw
and the body. If not, it will cause an inadequate

deflection accuracy.

4-1. Precautions during gripping
workpiece with chuck

A\ DANGER

*When centering the workpiece, make sure that
the four Jaw are set to 4-point grip.
Danger of scattering of workpiece.

-When gripping a workpiece with the chuck, do not
get fingers or hands become caught. This could

cause crushed or cut fingers and hands.

4-2. Precautions during gripping
workpiece in irregular shape

A DANGER

-If a workpiece in an irregular shape is gripped the
jaw may be broken. Consult our company or the
distributor if there is any concern.

- Cast metal, pitched shape or taper shape cannot

be gripped.

-If the protrusion of the workpiece is long, support
it with a center or the steady rest. If the
protrusion is long the tip of the workpiece turns,
and this is dangerous as the workpiece will fly
out.




4—3. Va—DERAICET HEEER

4-3. Precautions related to usage of jaw

A DANGER

Q@ LHBLINDCI—FHEATHEITHELIREN
B BERENERTIETTERS BIEFRRIC
FYTEMAREIL TEIR,

O %R ETHERLTHEALTITALLL, 38
ERRICKYDa—HIEEL, Da—PITEYMH R
LTk,

-If a soft jaw other than one made by Kitagawa
Corporation is used, the engagement will be
inferior, and the gripping precision will worsen,

and the workpiece will fly out due to gripping
failure, which is dangerous.

Do not use the jaw by welding to join for
extension. The jaw will break due to insufficient
strength. As a result, the jaw will break, and this

4—4. MIICEATHIEEE

<1>TFUNFUR

@7 UNSUVADKENTIEYEMIT 5. |
EEFIECT BT E, THEYAREL TR,

O I ARBRFICKETUNTUANHDEIRE)
PNELS RBIIMIEE~DELZELTTH
L FrviDFEGHLELERY., BT 5§
HENDB, INTURITANFIZKYTUINTURAD
FHEETOD. BEEEEELTHERT S,

ORI BIGEIE. FYyIDTUNTURE
RIFRICIREIA R EL DT LD T, EIRIEIEA®
BRI (S @ U UIEI R HERETHIL,

<2>Fih-fEf-HE

O EXBAART. Pa—. TEYEL. APOAYE
EHNFHLTVVENIEE B REERTHRELTH
SIMMIICABZE,

OF vy, oa— TEM~NERBEMAGNIE, F
YL HEL., Fry P TEMMAREBLTRE
(38

@ HREE . TOYSLIREIZEY, FyuvFEzldT
EMIZIMELIETAME L EML. BBES5Z 1
BE.BLICEEFILESD, Oa— FEORILNE
[CEENEVIERT LI,

<3>tHIK

OHFHNRDHAUHEIKEFERALBEWLEF I A
HICHEEEL, BEABETEECTAEELH
5, IBENDETICEYTEMAREL TERR,

is dangerous as the workpiece will fly out.

4-4 Precautions related to processing

A DANGER

<1> Unbalance

In the case of processing largely unbalanced
workpiece, lower the rotation speed. The
workpiece will fly out and this is dangerous.

-Vibrations are generated if there is unbalance
owing to the workpiece or the jig, etc. Vibration
not only will impart a negative influence on the
process precision but also the endurance of
the chuck being remarkably shortened, and
the chuck may break. Correct the unbalance
using balance weights, etc., or lower the
rotation speed for use.

-In the case of intermittent cutting, vibration is
likely to occur as with chuck imbalance, thus
set a suitable cutting conditions based on the
dynamic grasping force and mechanical
rigidity.

<2> Interference, contact, impact

- Before starting workpiece, check that the jaw,
workpiece, etc., and the tool and the tool post, etc.,
do not interfere at low rotation and then start
processing.

-Do not allow anything to impact the chuck, jaw, and
the workpiece. The chuck will break and this is
dangerous as the chuck and workpiece will fly out.

- If the tool and the tool post contact the chuck or the
workpiece due to malfunction or program mistake,
etc., and impact is given, immediately stop the
rotation, and check that there are no abnormalities
in the jaw and bolts of each part, etc.

<3> Coolant

-Unless coolant with a rust preventive effect is used,
rust will occur inside the chuck and gripping force
drop may result. The workpiece will fly out due to
the gripping force drop and this is dangerous.




4—5. A—42BROMAT

FrvIORT—REICOT—20BREERYFITET

HOBEMIIFERZIELLTEYETA EBMIHAY
EQRIEI—ELUHATHKESEOLELET,

4-5. Attachment of locator and jig
Additional machining to the chuck body surface for
attaching locators and jigs is basically prohibited,
but if additional machining is required, please

contact us once.

| 5. REsm

‘ ‘ 5. Maintenance and Inspection

5—1. A%
bt ELER 1 E, FY—REEEFo TS,

EERTHRICRFyyIRT—PRBBEEITHVE

TRIERL TS,

U CERYELF v I REANA2TI5E | BIEEIC
DEEBFERETOTLEL,

-D1aER 35 AI2 1 Bl BSEORILEDEA ALY
MEREFEL TS,

SDIEKEBFFIC 1 BFEE 10 BRMA—O &8I (8
MEDOYEITIE 278121 ELLLE) R EBERETS
TLEEELY,

5—2. J1)—R#H

1. $&iMIEFT

ARRESI—DBRAEE. Ca—DEERSHEOHRAS
(25— REGHEAT > TEEN, #shL =%, T
MERELEN TS a—ORBIREERET> T
&,

2. FRAJ)—R

JY—RIEBFTRSITRTIEEY ) —REFEALTK
EZEV IBEUND T —REFEALIIGE . +27%
MENBONGEVATREENHYET,

5-1. Periodic Inspection

+Add grease at least once a day.

-Always clean the chuck body or the sliding surface
using an air gun, etc., at the end of workpiece.

-If swarf of foreign matter is caught inside chuck,
disassemble and clean it immediately.

-Check that the bolts of each part are not loosened
at least once every 3 months.

-Disassemble and clean at least once every 6
months or every 100,000 strokes (once every 2

months or more for cutting cast metal).

5-2. Grease lubrication

1. Position to lubricate

-Grease up the fitting part between the main body
and the jaw, and the fitting part between the Jaw
serration and the operating screw.

After lubrication, repeat opening and closing the

jaw several times without gripping workpiece.

2. Grease to use
-Use the designated grease specified in Table 5. If
grease other than the designated grease is used,

sufficient effect may not be obtained.



&5 Table 5

Chuck-EEZ 5'1)—X
Chuck EEZ grease

Conventional

#li1E & HMIES (FEOHHREE)
Genuine CHUCK GREASE PRO Kitagawa genuine product
product (Kitagawa distributor of each country)
FAHTFYvIT1)—R P 3
Kitagawa chuck grease Conventional product
EYa—+EPH)—R RL-89a—=7@%0) : BREROH
Molykote EP Grease TORAY Dow Corning (only inside Japan)
Tk M

db K izt

Kitagawa-Northtech Inc. (North American region)

Kitagawa—NorthTech Inc. :

product
EYa—bk TP-42 Aya—=y o BN -7 O T i
MOLYKOTE TP-42 Dow Corning (Europe, Asian region)
1) 2—/\—~R—Xk ME 31-52 JYa—N\—-1yaJdyr—3y . &R
Kluberpaste ME31-52 Kluber lubrication (worldwide)
3. #GimEH 3. Frequency of lubrication

- BH 1 EY—REEMLTZE,
- BEREEERAKBEEIHMEREICERT 255,
FEREHIZEHOE THBERZE LTS,

+ Add grease once every day.

- In the case of high rotation or in the case of using
a large amount of water soluble coolant, increase
the frequency of lubrication according to the

usage conditions.

OF vy IERYMRRDRETERT H=0IZF
T)—RGHNEETHD. V) — RGBT RIE.
EEHOET.IEEFEDET. BEER. fie
HEFORREEGD, BEHDETIZEYIIEY
ARERLER.

-To keep the chuck running in the best condition
for a long time, adequate grease lubrication is
necessary. Insufficient grease lubrication

causes a drop in the gripping force, drop in

gripping precision, abnormal wearing, seizing,
etc. The workpiece will fly out due to a drop in

the gripping force and this is dangerous.

5—38. JU—ZRARUHEHEFIORLERIZOLT

i F BB
- EWEJTU—R
- HTEERICR SR ICE R I AR

5-3. Safety information about grease
and anti-rust oil

Applicable range
- Designated grease
- Antirust agent applied to the product at the

delivery.




W E0E

WALIEE . KREICRALESEE, ELICHE
BREIDEZAIZEL. RELTRERICRD, BB
EEDBMEZ TS,

REITHELEEE - AEYERERY. KEFTA
TEEED MPAHPORIELE DIERDH DG E (L, R
PWNNERDEZHERZTS.

BIZA-5E  BEHGKTRIE1SHMERELIE,
EEDOFHTERITS,

RARAAEEE - BECHAELSIEET . ELIC
EEDBHEZ TS,

- RS DT —R BEHTHZRARSNIH
BRI OVWTREA T DORLFERECABIRE.
SHRLTIZEN,

5—4. Hig

SEFIR

LT DS EFIEIL P-4~5 L TSRBLENDEHH
HLIEEL,

OFEERTNDTEHO EERET > TS,

@Ta—#&#mMYNLET,

BF vy VBT RILN6]ZE#ED . FruiEEmn S
UsnLEY,

@R AL —DIRET. D3 —DEERDERID
BmEEE+HITERL TS,

#BSTFIE

B IFHES ) —RE+RICERLGNS, HfEE
FEDFIETIT>TLLZEN, CORF, RU2C[1]&23
—[2]DBEBEMEAGVEIFELTLZEN, F=.
EHDORILNIER 6 DREML I TRED AT TS
(A%

Fro YT MICERT I & P-33 AhoDl8—3.
Fov I DERT 1SR TIZE,

First aid measures

After inhalation: Remove victim to fresh air. If
symptoms persist, call a physician.

After contact with skin: Wash off with mild cleaners
and plenty of water. If symptoms persist, call a
physician.

After contact with eyes: Rinse with plenty of water. If
symptoms persist, call a physician.

After ingestion: If large amounts are swallowed, do

not induce vomiting. Obtain medical attention.

- Please refer to each MSDS about the grease and

the anti-rust oil which you prepared.

5-4. Disassembling

Disassembling procedures

Read the following disassembling procedures with

reference to pages 4-5.

@DTurn off the main power of the machine before
starting workpiece.

(@Remove the jaws.

®Loosen the chuck attaching bolt [6] and remove
the chuck from the spindle.

@Clean up the fitting part between the main body
and the jaw, and the fitting part between the Jaw

serration and the operating screw.

Assembling procedures
Assemble again while sufficiently coating the

recommended grease in the reverse procedures of
disassembling. At this time, pay sufficient attention
so as not to make a mistake in the numbers of the
body [1] and the jaws [2]. At this time, tighten the
bolts at the specified torque(Table 6).

Refer to page 33 about the installation procedure.
(8-3. Attachment of chuck).



A DANGER

ORILMNINTHENLITREMITEZE, FILIM - Always tighten the bolts at the specified torque.

TRLEZY, KETEDELRILIAEEL, Fruy If the torque is insufficient or excessive, the bolt
P IO RELER, will break, which is dangerous as the chuck or

workpiece will fly out.

%6 Table6
NAFRFRILE Lo
Hex. socket head cap screw | Tightening torque
M8 33 N=m
M10 73 N-=m
M12 107 N-m
M16 250 N-m

AZE & /N\CAUTION

OF vV IDETICEIITEZDAERIENH LD - Use an eyebolt or a hanging belt when attaching
T F v IEBMIGER T 8E, BYRILRAS and detaching the chuck to and from the
RYNILNEFERTEHIE, machine, as there is a danger of injury or

damage if the chuck drops.
%7 Table7

B RYRILEH AR
Type Eyebolt
IC-12
IC-14 M10
IC-16
IC-18
IA6-400
IA6-450 M12
IA8-400
IA8-450




@B YRILMORYR LI FEREBBHTEYN T
L ZDFEFEF vV IEEEEIEHERYMRILEEN
KRBT DATREMED HYRIR,

O F vy T DK ELEEIT 1 @MFEIF 10 FRRA
—OBICEHYMFEOYHEITIE2,7A121 EHLLL)
PERBRETICE, Fryv RIS ELE
BHERANA—YIRBOBENDETEEE. T
MHREBL TR, FBRICEEOBRANGLD
EEEGAN REGIBERITMETITE,

@ SREITI/BEYT ) —RE+RIBHLENSEMH
TFBHIE,

@ilirtk. IBENE P-19 D FETAEL.RED
BEANBONTNDILERRT DL,

O EREHLDHDIGEE. TEMNETF vy INL
N L, BEMEFICKY TEMATE TLERK,
QA RIHLOLSIGEHIVEFrvIaR
BERAETICRETHEE. HONLHTI—X

HmEITL, HEREEET L,

- Remove the eyebolt or the belt without fail after

using. If the chuck is rotated with the eyebolt,
etc., attached, they may fly out and this is

dangerous.

- Disassemble and clean the chuck at least once

every 6 months or every 100,000 strokes (once
every 2 months or more for cutting cast metal). If
cutting powder or other substances stagnate
inside the chuck, it will lead to insufficient stroke
and a drop in the gripping force, and this is
dangerous as the workpiece will fly out. Check
each part carefully and replace any part that is

worn or cracked.

- After inspection, apply sufficient grease in the

designated areas and reassemble.

- After assembling, measure the gripping force

according to the method on page 19, and check

that the specified gripping force is obtained.

- If you stop the machine for a long period of time,

remove the workpiece from the machine. If you
don't, the workpiece can drop due to

malfunction.

- If you stop the machine or store the chuck for a

long period of time, add grease to prevent rust.




| 6. MEEEHE

‘ ‘ 6. Malfunction and Countermeasures

6—1. MMELI-HE
TRISRY REBEHRL. HEEToTHEL,

6-1.

Check the points specified in the table below and

In the case of malfunction

take the appropriate countermeasure.

TE& IR *H
Foyshiem T rYIRESMREALTOS.  |HROL RBBRERYBR TN,
- LN G7 CBEERE <& N [=] L >
L/UL\ %ﬁﬁﬁ"ﬁ%%ﬁ'“fb\éo nﬁ*?)i 1%11DB§/EE&E%’CVIE¢67& %BFIHEHX )gz_
TLE=ZSELY,
T NEBICKEICA>TWS, |REFRLTIZSL,
INURILAVELY e e K}
Zéiﬂnﬂ’(blilizsﬁm EORELTU omim coain,
LEANFELTLD, ELWLADRILRILD TRED I TS,
CI—DEBENITENRIZES| e
TEBARYY[TLEL, EYERIREMEAL. 4 RIBELGHLSITLTHZEL,
J4% I CIBINEHEL, Fros OEHICE>TL SN ERBL TS
DI DD AEBES, iy
P 2 A T Ta—HARMNDY R e, Da—EHEEBMNL. T
TU—REEFE, CRERLEE TGS,
Fru s DN EHER TS %Jﬁg’oJ:Uumﬁ?EhE'EEmUﬁ% IR RILEEROE
_C<T:éll\o
BETR o "
P ) Mss L - N
LT OBRABISISAIRL T oo musL. mamERRLTRRL,
Defective Cause Countermeasure
The chuck The chuck inside will break. Disassemble and replace the broken part.
does not
The sliding surface is seized. Disassemble, correct the seized part with oilstone, etc., or replace the part.
operate.
Handle rotation is|A large amount of cutting powder is inside.|Disassemble and clean.
hard. Rust occurs at slide part and rotation part. [Disassemble and clean.
The gripping force is insufficient. tighten at the specified handle torque.
The forming diameter of the jaw is not
Use an appropriate forming R and set it to 4-point grip.
. consistent with the workpiece diameter.
The Workpiece
Sii Calculate the cutting force and check that it is suitable for the specification
ps. The cutting force is too |
e cutting force is too large.
of the chuck.
Lubricate the grease from the jaw fitting and move the jaws several times
Insufficient grease lubrication
to make the grease conform.
The outer periphery of the chuck is|Check the end surface run-out and the outer periphery, and retighten the|
Precision running out. chuck attaching bolts.
failure. Dust has adhered to the fitting part of the|
Remove the jaws, and clean up the fitting part.
llaw.
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« If the chuck failed due to a seizure or breakage,

remove the chuck from the machine, following
the disassembly steps in page 25. When the
chuck cannot be removed due to a blockage of
workpiece piece, do not disassemble forcibly

but please contact us or our agent.

- If these countermeasures do not correct the

problem or improve the situation. Immediately
stop using the machine. Continuous use of a
broken product or a defective product may
cause a serious accident by the chuck or the

workpiece flying out.

-Only experienced and trained personnel should

do repairs and fix malfunctions. Repair of a
malfunction by a person who has never received
instruction from an experienced person, the
distributor or our company may cause a serious

accident.

6—2. HEERFDERE
DRI [EEATE N R EE - [ E R MO8
XEETHEBUAFIEEL,

6-2. Where to contact in the case of
malfunction

In the case of malfunction, contact the distributor

where you purchased the product or our branch

office listed on the back cover.



‘ ‘ 7. Quality standard

7—1. Hg 7-1. Quality standard
% 8 Table 8
iz AEDTRN (mm) mftRILE
Type Chuck runout(mm) | 74 F2—Eu{FEk(mm) Mounting Bolt
Straight Recess Dia. - "
IC b For Adapter PCD {@ﬁ X 'U"fZ
a
(0.D.) (mm) PCS x size
inch mm +0.030
75 86 4-M8
4 100 0
6 150 130 115 4-M10
8 200 0.03 0.03 175 +0.040 155 4-M12
10 250 150 0 125 "
12 300 170 140 "
14 350 190 160 "
+0.046
16 400 0.035 0.035 210 0 180 4-M16
18 450 230 200 "
o o . Bk KIEDIRN (mm)
ZI:./HI//—Z Type Chuck runout(mm)
Spindle Nose A a b
A2-5 1A5-200 0.030 0.030
1A6-250
0.030 0.030
1A6-300
A2-6 1A6-350 —(®
1A6-400 0.035 0.035
IA6-450 r_r|
1A8-300 0.030 0.030
A28 IA8-350 7Fig. 7
1A8-400 0.035 0.035

IA8-450
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For Machine Tool Manufactures
Following pages are described for machine tool
manufacturers (personnel who attach a chuck to a
machine). Please read following instruction
carefully when you attach or detach a chuck to
machine, and please sufficiently understand and

follow the instructions for safe operation.

| 8. Eut

‘ ‘ 8. Attachment

8—1. MfHfi=HX

8-1. Outline drawing of attachment

EEE
No clearance

AXT
Clearance

HEm
T
No clearance

Clearance

IC-43Y (1C-4 type)

IC-6~18%! (IC-6~18 type)

\__R#?

Clearance

No clearance

IAZ! (IA type)

X8 Fig.8

8—2. N\vIFL—rDH4E

| @/ SusTL—MEREUELERMAED L e
| mEmITACL

| @\ TL—rDIRNEIN THRECERSET

L . Ay TIL—hOBERL A A—E RN
L 0.005mm UFITBE,

| @\ TL—rDF vy VB ES & U O—
| EOMIE. MAHRICERLTASIMITAC
L LTRERALET S,

| @/ TL—bOF r s ORI, ROD
i P& B T. B2 B-0.01 IZTMITAIL,

8-2. Manufacturing of back plete

+ Process the engagement diameter of the back

plate after measuring the actual spindle.

+ Run-out of the back plate directly affects the
process precision. The end surface run-out of
the back plate, spigot joint diameter run-out
must be 0.005 mm or less.

+ The precision of the processing of the chuck
attachment end surface of the back plate and
the spigot joint diameter can be raised by
processing them after mounting to the
installed machine.

+ Process the chuck attachment spigot joint
diameter of the back plate at the target value

B-0.01 in the dimension B of Table 9.




8|6 89|
| 2=
C ] 103005 |
9 Fig.9
&9 Table 9
A B (js6 C
Type Us9)
mm mm mm
IC-4 86 75 4-M8
IC-6 115 130 4-M10
IC-8 155 175 4-M12
IC-10 125 150 4-M12
IC-12 140 170 4-M12
IC-14 160 190 4-M12
IC-16 180 210 4-M16
IC-18 200 230 4-M16




8—3. Fyy /DT X()AIC-4 8-3. Attachment of chuck >¢In () IC-4

1. O TL—rERYHITET, 1. Attach the back plate
(NI TL—HMF v ERMYMFITET ) Install the back plate to chuck)

NI TU—RF v ) BATHRIL M E ISR (T - Tighten the back plate (chuck) attaching bolts
23N, OB, RILMIIRE RV TR (T evenly. At this time, tighten the bolts at the
SLV(P.26 % 6 BHR), specified torque(Refer to P.26 Table 6).

2. Fevi (O FL—RMERYFITET, 2. Attach the chuck (back plate)

FrevIDOBELARET IS RTAEETS « In the case of adjusting the centering of the chuck,
RAF 9PN I TECNNTLIZSLY, lightly hit the body side face with a plastic

~Foy BT RILEE B F (SR (T TS0, CO . hammer.

RILMEIRE ML Y TRET I+ TIZELY, - Tighten the chuck attaching bolts evenly. At this

“FrvI DN ERN ., ImERNIE 0.02mmT.LR.LT time, tighten the bolts at the specified torque.
ELTLIZELY, - Keep the periphery run-out and the end surface

run-out of the chuck at 0.02mm T.I.R or less.

A DANGER

- Always tighten the bolts at the specified torque.
ORILMNIDTIRENL I TR T HIE FILIIN

RRELEY, KETEBLRILMHIIEAL, Frus
TR,

If the torque is insufficient or excessive, the bolt
will break, which is dangerous as the chuck or
workpiece will fly out.

- Use the bolts attached to the chuck, and do not

O RILMNEIFruIIZHBOEDEEAL. 2R U5
DRILMEFEARLENS &, LOEBTHEROR
IWNEFERTHEE. RERS 12.9(M22 LI E(E
BERXST 109 ULEOLDEFEAL, REIT+H5
EBETHIE

use other bolts. However, if you must use
other bolts not provided by Kitagawa, use bolts
that have at least a strength classification of
12.9 (10.9 for M22 or more) and be sure they

are long enough.




AZE & /N\CAUTION

OF vy IDETICKDITEHEZEDAGRIRNHLD + Use an eyebolt or a liting belt when attaching
T, FvvOEBmICERYT H8E. RYRILED and detaching the chuck to and from the
RYNILNEFERTEHIE, machine, as there is a danger of injury or

damage if the chuck drops.

5= 10 Table 10
2= BYRILES AR
Type Eyebolt

IC-12
IC-14 M10

IC-16

IC-18
IA6-400
IA6-450 M12
IA8-400
IA8-450

@ FYRILMORYNLMIERBRTERYSNT S -Remove the eyebolt or the belt without fail after
L EDFEFEF vV IERESEHERYRILEEDN using. If the chuck is rotated with the eyebolt,
RERT DETREMED HYREIR. etc., attached, they may fly out and this is

dangerous.
‘ 9. ZMith ‘ ’ 9. Other information
9—1. BEIZDIT 9-1.About disposal
ZOHGDRBALREILREDZZCRFNH- Ultimate disposal of this product should be handled
TERYHFE>TZELY, according to all national laws and regulations.
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T726-8610 [EEERAFRHITEI77-1 Tel.(0847)40-0561 Fax.(0847)45-8911

Kitagawa Corporation Kitagawa Global hand Company

77-1,Motomachi,Fuchu-shi,Hiroshima,726-86 10,Japan Tel.+81-847-40-0561 Fax.+81-847-45-8911
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M ;&%) / OVERSEAS

America Contact

KITAGAWA-NORTHTECH INC. https://www.kitagawa-usa.com
301 E. Commerce Dr,Schaumburg,IL. 60173 USA
Tel.+1 847-310-8787 Fax.+ 1 847-310-9484

Europe Contact

KITAGAWA EUROPE LTD. https://www.kitagawa.global/en
Unit 1 The Headlands,Downton,Salisbury,Wiltshire SP5 3JJ,United Kingdom
Tel.+44 1725-514000 Fax.+44 1725-514001

KITAGAWA EUROPE GmbH https://www.kitagawa.global/de
Borsigstrasse 3,40880,Ratingen Germany
Tel.+49 2102-123-78-00 Fax.+49 2102-123-78-69

KITAGAWA EUROPE GmbH Poland Office https://www.kitagawa.global/pl
44-240 Zory,ul. Niepodleglosci 3 Poland
Tel.+48 607-39-8855

KITAGAWA EUROPE GmbH Czech Office https://www.kitagawa.global/cz
Purkynova 125,612 00 Brno,Czech Republic
Tel.+420 603-856-122

KITAGAWA EUROPE GmbH Romania Office https://www.kitagawa.global/ro
Strada Heliului 15,Bucharest 1,013991,Romania
Tel.+40 727-770-329

KITAGAWA EUROPE GmbH Hungary Office https://www.kitagawa.global/hu
Dery T.u.5,H-9024 Gyor,Hungary
Tel.+36 30-510-3550

Asia Contact

KITAGAWA INDIA PVT LTD. https://www.kitagawa.global/in
Plot No.42,2nd Phase Jigani Industrial Area,Jigani,Bangalore — 560105,Karnataka,India
Tel.+91-80-2976-5200  Fax.+91-80-2976-5205

KITAGAWA (THAILAND) CO., LTD. Bangkok Branch https://www.smri.asia/jp/kitagawa
9th FL,Home Place Office Building,283/43 Sukhumvit 55Rd. (Thonglor 13),Klongton-Nua,Wattana,Bangkok 10110, Thailand
Tel.+66 2-712-7479 Fax.+66 2-712-7481

Kitagawa Corporation (Shanghai) https://www.kitagawa.com.cn
Room308 3F Building B. Far East International Plaza,No.317 Xian Xia Road,Chang Ning,Shanghai,200051,China
Tel.+86 21-6295-5772 Fax.+86 21-6295-5792

Kitagawa Corporation (Shanghai) Guangzhou Office
B07,25/F,West Tower,Yangcheng International Trading Centre,No.122,East Tiyu Road,Tianhe District, Guangzhou,China
Tel.+86 20-2885-5276
DEAMARK LIMITED https://www.deamark.com.tw
No. 6,Lane 5,Lin Sen North Road, Taipei, Taiwan
Tel.+886 2-2393-1221 Fax.+886 2-2395-1231

KITAGAWA KOREA AGENT CO., LTD. http://www.kitagawa.co.kr
803 Ho,B-Dong,Woolim Lion's Valley,371-28 Gasan-Dong,Gumcheon-Gu,Seoul,Korea
Tel.+82 2-2026-2222 Fax.+82 2-2026-2113

Oceania Contact

DIMAC TOOLING PTY. LTD. https://www.dimac.com.au
69-71 Williams Rd,Dandenong South,Victoria,3175 Australia

Tel.+61 3-9561-6155 Fax.+61 3-9561-6705
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The products herein are controlled under Japanese Foreign Exchange and Foreign Trade Control Act. In the event of importing and/or exporting the products,
you are obliged to consult KITAGAWA as well as your government for the related regulation prior to any transaction.
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