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<{>This manual is prepared for production engi-
neers and maintenance service men to operate
the products. If a beginner operates the prod-
ucts, he should be firstly trained by either a
skilled man, the agent you purchased the prod-
ucts from or Kitagawa Technical Department
prior to the operation.

{>Carefully read the warning items in this manual
and understand them thoroughly prior to the
operation. Warranty does not cover any damage
or accident caused without following the warn-

ing items.

BRODOTHEATEHLIICKEYICRET S &,

Please Read and Keep This Manual in a Safe Place.
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Keep this manual handy for easy reference as it will help
you usé many controls to their full advantage.
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CAUTION

A SAFETY ALERT SYMBOL

This is the industry "Safety Abert Symbaol®, This symibol 8 used
te call your attention to items or operations that could be
dangerous o you Oof other persons using this equipment
Please read these messages and follow these instructions
carafully.

it s essential thal you read the nstrections and salety
regulations before you atternpt to assemble or use this unit.

tlLERBaALIIAE, ECIAEEX
EEEAEELDITHAIRELEASLE
BMRRERT.

Indicates an imminently hazardous

situation which, if not avoided, will
result in death or serious injury.

LtLEEzAZUAWE, ECIAGEX
LEWMEELCI_ DY BIMED
LEBRREERT.

Indicates a potentially hazardous
gituation which, if not avoided, could
result in death or serious injury.

tLEEzALTRE, BET SR
BEOBEFRET A LALVEE
HAERRBRERY.

Indicates a potentialty hazardous
situation which, if not avoided, may
result in minor or moderate injury.

IMPORTANT
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Instructions for cylinder performance
and avoiding errors or mistakes.













2 ZBRILHEHT, R20OEHIZ 2. FOR SAFE OPERATION

SERAORMICHICH-TEVT VW AEMELWD Please read this manual and follow instructions
E. o TWwihKEEVWIERZEHTHY S carefully.

T. h¥YBERAT AL, We cannot assume responsibility for damage or
i, cOBREARORSEFRIC#bhid -7 accidents caused by misuse of the vise, through
BECETIFAS. BHCVWTOREZAL non-compliance with the safety instructions.
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& &
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- SWITCH OFF power before setting, inspecting, lubricating or
G changing the chuck.

FO—EBrRErEEAINER. :
There is danger because fingers or clothes may it |
be caught in the chuck. }:’
ON { = $_
OFF |7
..J_ Eﬁ
il LATHE

@MW F+y7OREEFEREBREORELELTEASEV,
) rotatim operate selector valve and solenoid valve during spindle
on.

Bl CRETILEELA TR RUMLER,
i selector valve is operated during
rotation, there is danger Sa—p FENRF ‘L-'.l'_:f'?'

of scattering Manual Selector Valve
chuck or workpiece. Jaw Closed i
Za—M
Jaw Opened NO!
I

o ] *:—!ld
X
orf Solenoid Valve

Fry7OEEEERANCHTIEEREHRMEERA TRV /(P03 48R)
Do not exceed recommended speed of chuck related with
Max permissible input force. (See page 3,19)

Fry2 LT RIKLER.

There is danger of scattering " Scattering

chuck or workpiece. Tt
DANGER
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(P.2e#2H8)
MNever start the spindle with the jaw change handle inserted.

’-
(See page 28) = ]
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There is a danger of scattering the jaw
change handle.

Sa=IE@EA A F I
Jaw change handle

j' B (F7) ARV TRES FAAEBLTEABAL,
" Never start the spindle with door opened.

FPo M- THEVEERROFry2cMil-Y, TP Sa—0 MM TEo A HY R,

If door is opened, it may be touched to
chuck. Thus, there is danger of scattering
workpiece or jaw.

PO SR EABATRASAL, (PAOI~P.0IER)
P }\ Do not exceed input force limit related with max, permissible
input force. (See page 13~(17)

FroZ eI MM L TRER.
Danger by discharges of chuck or workpiece.




I RE)F R0y LT ARBIABRATEIE,
) FCEEACFRARMNIBIEIIERETIE,
In case of power failure KITAGAWA cylinders are fitted with check valves and

pressure
release valves. When power is restored the solenoid valve resumes its normal function.

BB ERCIYVBEL-TEHrRiLER.
Gripped workpiece may discharge by lighting or interruption.

e Mumpal’ XY
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Solenoid valve

EEA—-MIRETFIE
Set work to correct gripping position

VIba—Fe Y TIE

(P.2D. 28,338 M)

Be sure to form the jaw
e.(See page

HOIBE B BMIECRECRELTERO-E.,

in the same dia. as the gripping dia. of

1,29, 33)

Forming

FroZ HRLT. Fro7 P TiEds Rl
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dia. = Gripping dia. Rough gripping face

R
Different work

LiEhs.

Chuck will be broken and there is danger of scattering chuck of workpiece.
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within vaiues
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in the following list of

Hahzd.
ulation of soft jaw ﬁumé%}ﬂuﬂum |nwwhhhhmmlheluht
ng m

Fro 2 HERLT. Fro2 T
#‘ﬂﬁLJ&Fﬁn _._,.-“,‘
Chuck will be broken and there
is danger of scattering _,_ = 2
chuck of workpiece. %’“ﬁ ”: /
. N
f Farufr @ Chuck surface
— Q8306 _0B308 Qe3l0____ | QB31z
Snjmipe | SB0gBB | SSORS | sposee | SETEE | ssioes | SSROR | seize | SHEE
H 3 [ d1(MAX] 33 BT{MAX} 43 61 (MAX) 51 T1{MAX)




The height of the Top jaw should be within the maximum

b7 oa—NEARREHHERORELIAL T, (P.05.1128)
.’ gripping force limits. (See page(s,i7)

; - ; WE/7hoa—Ha T am

Fryo N BALTF o2 PTEMI MM Sandard soft jaw height oo 1o an ot
L&k, e T sk

Chuck will be broken and there is danger of = ;

scattering chuck or workpiece. ; : " Workpiece pOWN
MAEAAIASBEANEEET L, [

\

if work is clamped with it exceeded from 1
standard soft height, lower pressure.

g/
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3‘ AL MEHE Lo TR B L (P.OIBR)
" Tighten bolts with specified torque. (See page (19)

FruZhBRLT. Fro2 P T RMLEMR.
Chuck will be broken and there is danger of
scattering chuck or workpiece.

Fry Wittt

Chuck mounting bolt

j' BHERECTIZE. (P.HER)
” Do not forget to grease chuck! (See page 33)

BATERIEENFETLIED Rl LER.

Insufficient greasing will reduce chuck
gripping force. As a result, there is a danger
of scattering workpiece.

Hl) =2 =TI
Grease nipple




)" REHLIBULRBIRNEDRB LA ITERTIZL,

When machining a long work piece, support it with a center,
tailstock or steady rest.

HEHLEBEZYBOEIFDr RBLER.
If the workpiece is too long, an ejection may occur and causes a severe accident.
FAAbyZ
——_r Tailstock
| | (\ £y
— Center

j' RS HHBRLAVL,
? Do not attempt to modify chuck.

F iy S HBERLT F 1o 20 T R LB,

Chuck will be broken and there is danger of
scattering chuck or workpiece.

“Zhha"
damaged

NO!

Whﬂﬂcl'm

ja—mﬁﬁ REOEE a—=mB/ - FLAER T, (P.25.
) " ing or reversing jaws, use jaw change handle. (See
pages 23, 26)

TAFia—=k J?I‘fﬂ‘ﬁ'ﬁﬁ'{:ﬁﬁ‘l.fl‘ﬁ"-‘ﬁ
ETIFDERETIE. Ca—PTEHrFRMLE
BTHE,

If workpiece is clamped with master jaw and soft

jaw not completely matched, there is a danger of
scattering the jaw or workpiece.




FLaA=L R IEPERATRIELTEALEW,
MNever operate machine under influence of alcohol and

medicine. -

R OETPREBECLER,
There is danger due to poor judgment and mis-operation.

A FRAIIABEMALTRELTREDAL,
[ Gloves and ties should not be worn when operating a machine.

Wi E&AZhER.
There is a danger of being caught into machine.




CAUTION
x B
. FryZ b CHET5RE. FAHLIRERBYSNILIAERT3
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P N When lifting chuck, use eye bolt or lifting belt. (See page 1)
EFILY R,

There is a danger of falling chuck.

FAHILt
e Eyebolt

i
LATHE

TEMAIRIET 30, EAEIZAVEIICTEIL,

When gripping workpiece, make sure your hand is out of
: gripping area.

Fir RPN LER.

Danger because fingers may be caught into
chuck.

5. Fru . Ca—  LEYM~TBEMALVIE,
}’ Never attempt to hammer the chuck, jaws or gripped workpiece.
FryZHERLT. Fry2 P T R LR,

Chuck will be broken and there is danger of
scattering chuck or workpiece.




3. {+#% Specifications

3-1 &%+ Specifications

e QB300E QB300 type

2% Model

QB30%

QB308

Q8310

Q8312

TPy AO0—2
Plunger stroke

14

a=—2 0= (M)

Jaw stroke (in dia.) mm

55

id

88

10.6

HERxXAD

KN
Max. permissible input force {kgl)

2
(2243)

H
(3467)

LX)
(4385)

55
(5608)

e LobE Bl

KN
Max. static gripping force {kgf}

57
(5812)

24
(8565)

m
(11319

144
(14684)

pyis b EIL T o

Max. permissible speed {r.p.m)

5500

4300

4000

ol

Open center L

45

5]

a

;R /T a—RE

Standard soft jaw height i

3

43

51

EEEm ()
Gripping range (outer dia, gripping)

& 10~ 140

& 18~¢ 180

$22~¢ 210

& 30-~¢ 250

HE(BREYUTLa—RT)
Mass(with standard soft jaws)

126

232

35.0

56

fAtE—A+
Momant of inartia

0.058

0.173

0.318

0.745

B
ALY | Type

Matching

51246

51882

51875

52091

o Rk

MPa
Max. parmissible oil
Prassure (hgtfon'}

cylinder

28
(28.6)

25
(26.5)

27
(27.5)

21
(27.5)

LEARERE YT a—TIFERALAN 10y

o QB300AE QB300 Atype

The above specifications are values when standard soft
jaw is mounted and allowabla max, input is applied.

B Model

QBI0GEAS

QB31085

QB310A8

QB31246 | 0B31248

TSlieA0—4

Plunger stroke i

16

19

23

Yg—Ar0— (ME)

Jaw stroke {in dia.) i

5.5 T4

88

106

KFERAAD

KN
Max. permissible input force (hgt)

&2
(2243)

34
(3467)

43
(4385)

55
(5608)

BAMEERN

KM
Max. static gripping force (kgf)

57
(5812)

84
(8565)

11
(11319)

144

(14684)

FERREEER
Max. permissible speed

min-*
{r.p.m)

5500 4500

4000

3000

WalhE

Open center s

45 52

75

9

MRS Tra—Wa

Standard soft jaw height B

k1| 39

43

51

BREE (fHEem)

Gripping range (outer dia, gripping)

$10~4 140 $ 18~4

180

$22~4 210

#30~4 250

HE(mE T ria—RL)
Mass{with standard soft jaws)

“ i

138 25

40

38

MEE—a 2 b
Moment of inartia

kg =mf

0063 0.185

0.363

0.345

0.753

L7
ALY 71,::

Matching

51245

51852

S1875

s2091

HEtBAaLy

MFPa
Max. permissible oil

LlgdFom')

eylinder

Prawsurs

28
(Z8.6)

2.6
(26.5)

27
(27.5)

7
(21.5)

LRI T TIFER A A IRy

jaw is mounted and allowable max. mput is applied.

The above specifications are values when standard soft
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3-2 Relationship between gripping force and rolary speed

(1} Maximum static gripping force
The maximum static gripping force in the specification

HHEtORABNESHEL. BESOEEIT.E
BOEE. ER Y -2, T - E AW ALY
T LA -T. HERCERORCRNIEENZ. 2OH
MCHEFMETY . (Fig 28 M)

b P ia—E KITAGAWARE Y 7F2a—&HEL. V7
Ca-OELEE(FrosBELY Y T LEETO
201 20aRTEIBELDHCTHNELARETH
5.

O, BN Fre s =2 AR TR, (PEEE)

CANRE.FERAANNETS,

ORMERE N bl EOHEREH TR A

FERC . EARER F-TAROE - tO-A-ER
LA R R RE LB LOE TS,

table is the gripping force in stop. K differs by the
lubrication status, grease, top jaw height, etc, Also,
the maximum static gripping force in the specification
table is the value under the following conditions. (See
Fig.1)

O Measured al the position ol 1/2 of the top soft jaw
height (from chuck surface to soft jaw top), Kitagawa
brand jaw, with the Kitagawa chuck gripping force
tester.

G Use specified grease (See page 35),

Clinput is in allowable maximum input.

©For the hydraulic pressure sowce, the variable

capacity pump having the discharge capacity of 20 |/
min of more and pressure is set by pressune controd
systam of pump or separately provided reducing valva,

Fig. 2

A_B
- T * B STEa—
: Standard solt jaw
4 ! //A:Bmﬁ
7 When A = B.
N |
FEREXAD A
Max. permissible input force ¥ /E{Cg\ I:]
— i1
| O O
| EANEGE bl
i 4 Kitagawa jaw force tester.
|l N i
|
\\ TARFYa—IcEh
Lubricated to master jaw.
FrEREERERE {2) Allowable maximum spindle speed

GHEtOFEREERLEE. OB RAOETEH
RN (EEhoREh) " BXRNEEHON I

LHHOREMNETRELTVET.
M oererer e BATEIRE DS
byt Wy 7pa—
FAF DR e Ato—Zde s
by Fa—OEmA RS- EEBY £ F P
L HmCRA IS

The aliowable maximum spindle speed Is indicated at
the actually measured value when dynamic

gripping force {gripping force during rotation) is about
1/3 of the maximum static gripping force under the
following conditions.

Mounting position of top jaw --Jaw end
chamferingpar is
mounted in chuck
center direction,



MREERC HITDRYNIE. T—2na )y TR REIz
UHEOTHHERTEE EARETEENEHELT
LEr, ENMBCERENESRETSIE,

o BT EREEEEEEV-BEE. EOE

Take extreme care for heavy cutting in high speed
because of work slip or scattering. Periodically check
the pressure during operation,

@|f the allowable maximum speed of cylinder is low,

GEECAhYBIL, PRGOSy En.
CAUTION
E K
OBENIIIVTOLERL © Gripping force

AEC S THITSE NI YR TLTR
MLk T3, RS &0RTL P-E3~P-NEE
AT IR ES RS L-ETRETSZE Y
5 IBE NI, A7 MEHFOMEAE. WD U
SN—ZoHERERIC LY B A E LSO TRABORIES
REETIZE

WEHEOEGATF LS A ERT LIRSS AXL
H—UEAE, ERREE DAL S, MRS
LI ORI 25 en T BRI 7L-Fi- 7k
—ARSALTY—CESBETSUS MR TIE,

H the work is machined at the excessive cutting
condition, the work slips and there is a danger of
scattering the work. For the cutting conditions, refer
to data relative to the gripping force on pages (13-~
(i6.For gripping force, check the air supply source,
piping condition and grease and maintain them if
required.

If thee hydraulic unit of poor surge function |s used, an
Over surge pressure rises and rated grpping force
exceads. As a result, relevant parts may be broken,
thus resulting in a danger of scattering the work.
Therefore, route many flexible hoses to absorb the
surge pressure.

BeERo LRICL)Ca—-CRODYRELIERNYET
Lav. BriEnodigl, |y r7isa—sRALALOTT,
by Fia=—Mk a2 PBEN BAGECLYCA(REYETS
5. EEREH B SR 30 BE AR LR MR
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Because the rotary speed increases, a centrifugal force
of jaw occurs and the gripping force becomes weak.
Curve lines shown in figures are when the standard soft
jaw is used. Values wvary by size, shapa, mounting
position of top jaw. Therefore, actually measure the
gripping force by Kitagawa gripping force meter if the
rotary speed is high,
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3-3 Relationship between gripping center
height and static gripping force
Relation ship between top jaw mass
moment and gripping force loss

ORI =L WOy T a—SERTIEE,
HBLEby T Sa—n R TEETIREL. T2
—NHOERSIZEEMALTADETIFTHBALTTFSL,
AHEFIFSCTERL- RS F vy s FEMALT.F
e Liptho RML ke T,

© When the top jaw higher than the standard soft jaw is

used, or the work is gripped at the top jaw ends,
reduce the air pressure in inverse proportion to the
gripping center height of the top jaw. i the air
pressufe is not reduced, there is the danger of
scattering the chuck and work.

KE( BV FPa—EFrorBRCLE M T Sa—-DR A0
AFKE(GVEE ISR S EVEIT . ONRGEES
BELTERT A&,

When the large and heavy top jaw is used, the gripping
force loss is increased by the centrifugal force of the top
jaw, thus resulting in the work scattering. In this case,
set the slow rotary speed in order to reduce the gripping
force loss,

Fig. 3 #% 72 a—0EE

G

F

r

b T a— WE—a1}
=mxrx[a—@%] (kg-m)
Top jaw mass moment

= m ¥ rx [number of jaws] (kg +mm)

Fror
Chuck

e T da—m R REG

Dby Fa— MR —=1ER)

Pt Fia—nR BSOS F et LA TOE
DT ra—RE s (o) Be

HL, - S el T Y T

DE AR

rx=3a

Drawing for special top jaw h

[

T

kT ig—
bt Special top jaw

a=h
L e Y
1 Work

by T g—n R IR - A H (an)
H Gripping center height of top jaw H (ma)

2 b H=h-‘a—

: Top jaw mass center

: Top jaw mass (per jaw)

: Distance from top jaw mass center to chuck center
: Top jaw gripping part center haight

: Spacial top jaw haight

- Gripping part length

FFI-=36

WEPTa-NIRGEMNB(AEEEOES)(P.05. ) Example for special top jaw machining (P.15,18)

(DB 7S a—nRE S S REAHE R B E—S NS S
V. (Fig3®e) g e L TQBIEW B ko 72 s — H=0mm,
MM =100kg mmTHIELET. (P-IopER

EQENenERB L ES MBS OMED S TEEEL
V. EAEPOESH=3RE BRSO T SNELY
FERNEENNTHE 752 A NN LN TRESE
HESNET. BETINNER DL, Ca—SEeT—5F2
BeXRLTEELGI T3, SO TIAINELET,

IHFETAIRANCEIAEIRNERHO2ITHDA,
2RNELET, QB3N by T a— W B E—A e R DR
DHEOFIIERBLIT. M7 a3 - RE—2 MM m

SRR NET,

BELRELIT, b7 Va—-REE- 1B HRZOR
FENrS7LIEAEET NG L REDES NI T. DS
EEnhnEEnreB DM TRz gET,

BB Z Y TEMET 35, L TRET A LT E
e IR hICE S FLIDEN AR, BICRSEILIEE
G547, USRI ERDET,

B ETERS NI RNEHETLEREL, ST HTR
VNI &AERELLT.

100kg =mm THE 88 1 48 % 20kND S E3T00min X B T, 20
A EEEEEITmn OBEEATENIOONREEEE

{1} Find the gripping part center height H of the special top jaw and
the mall moment MM, ([See Fig. ) For instance, lemporary values
for QB306 special top jaw are regarded as H=30mm, M= 100
lw.f&eepaqﬂi} : ;

2 thie graph of relationship between the gripping center
height of QB306 . Allowable plunger

KN from the cross point of the grippi
and the gripping force limit curve, the static
force by considering the jaw destortion, elc

) Gutting condition and rotary speed of the actual machining
are debermined at the
Jr00min =1, Find the gripping
the graph of the relationship betwean the 1op jaw mass moment
and gripping force loss. The it gripping i
subtracting the gripping force from the static gripping Torce.

{51 To prevent the work slip, the culing conditions fcutting depth,
feed) are delermined so that Bhe torque cocumed by the culting is
the about 1/3 of the Iriction force torgue of the dynamic gripping
force and the safety ratio of 3 or more will be usually taken,

6 Since the cutting condition found abowe is target, be swe to
perdamm the trial cutting before delesmining th culting condition.
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gripping force loss

Loss M2 %
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O Relationship between gripping center height, static
gripping force and air pressuna
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The required input is predicted at the used rotary speed
by the above figures. However, since there are many
temporary conditions and they are target, be sure to
check by a trial cutting.

CHBREHCTERTEEER. Sa—0MODICEV RS
HrAMTAOTI—2ORAPHEIEETIZE,
LROMBEFSLVEFr2BASRALNI SO
REL-SLr2MTRETHS,

Cln inner dia. gripping, since the gripping force
increases by the centrifugal force of jaw, take
care for work distortion and strength.

If the above regulation is not observed, chuck parts
may be broken, thus resulting in a danger of scatter-
ing the work.
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4. Mounting
4-1 Manufacturing of drawtube
O Determine the draw pipe length as follows. However,

the following is the example in which the draw pipe is
combingd with the Kitagawa 3-type cylinder.

Fig. 4 Fa—/<{7I$mE
Detailed drawtube

éd

T '

Fig.4-1 FoO— &1 7H{HE
Mounting DWG of drawtube

DL SNLITFITE omony FrI2 by Fita—

Cylinder  Cylindor adapter Back plate

Top jaw

Ffa— 817

%mi ﬁg{'ﬂﬁ: | @ b | ¢ a(f7) eMin. |  fMax L m?:m
QB306 51246 M55 X2 0 | B | 5)-0s/-0m0 5 Ma5=F A+d1

QB308 51552 M0 =2 3 | & | 55-0000/-0080 4 MBI A+39

QB310 51875 | MEsx2 35 | 30 | 80 -o0a0/-0050 5 Ma5=2 A+38.5

QB312 52091 MIDD=xZ2 | 35 | 35 | 95-ome-0on | 45 M100 =2 A+36

OMENLTER, N AT FIEF oy REEMOE
BA(Fig. -1 ) BindRETARY,
) ® OB306.51M46M A& 4T, A=8000 @ &, Fo—
SAFERLE. L=A+41=B00+41=B41 = 05T,
eaffF M T OME. A FEZ Oy FOS s
HETHSEHE NG g MAELTT &L,
(Fig. 48:m)

o L-dimension can be determined by distance A (Fig. 4=
1) between the cylinder adapter and the chuck mount-
ing end.

Example)

#in case of A=800 with QB306 combined to S12486,
the total length of the draw pipe L = A+41= 800-+41
= 841,

@ The thread of mark "a” on a deaw pipe should ba
precisely machined to JISGH and 6h, Gg according
to the thread of piston rod. (See Fig. 4.)

OFR—Af 7 OREEEE L+ A0 TRIEN TR,
HEFETHNTILER N —BOILEEbA. I
et ML AR THE,

CThe draw pipe must be strongly machined. If the
strength is insufficient, the gripping force is lost, thus
resulting in danger of scattering the work.

IMPORTANT
HEWIA

ORO=s T O3] X373 N/nd (3Bkgl/ns)
HEOHRNOLDERATEE.
Oa, diz T SO E M E0.05mEL FET5,

oFZOrAESLIERCE SEHRUERTEOREE LT,

i the thread is loosened, vibration occurs and the
strength becomes weak.
The draw pipe used is to be 373N /ns([38kgl/ax) or
mofé of lensila strangth.
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4-2. Machining of draw nut

= Remove bolts (6 pes.) using hexagonal rod spanner,
dismount the plunger and draw nuts together, loosan
the hexagonal hole attached stop screw that is
screwed from the periphery of the plunger nut and
remove the draw nut. In that operation, be careful that
the steal ball (steel ball of ¢ 4.7) and the coil spring
will not be lost,

Matching the draw pipe, thread the draw nut accord-
ing to the draw pipe. (Don’t exceed { Max or more of
P-18 Dimension Table.)

Assemble the draw nut and plunger nul, mount the
steel ball and coil spring and tighten the plunger nut
with the hexagon socket haad sat scraw.

Fig. 5

gy T
Hax, socke! head sel screw

Aert in|

e e i
Steal ball :

M HA
Hex. socket head cap screw

Thread in accordance with drawtube thread.

Fo—itf ORI HETHINILET,

B MAIF—F—IE
IR R PT L T
—ele e RIICHFELET.
In casé of 67, there are
T steal ball and coil spring
in wedge plunger.

TSyt b Plunger nut

AR TF Hex bar spanne

Fo—3wt Draw nut Frir

oA FEL IS TR e TR TR B
SHETELAYVASTFREHA MY ML, Fror P
i MMLERTHE, (FREM)

O ZOAN R A AT 0, 4 B LA DL bl
fEMLLvE,

oFa—Fo RN EE E+ S ER N EETRE,

O Be sure to tighten the mounting boit at the specified
tightening torgue. If tha tightening lorque is neulfi-
ciant, bolt may be broken, thus resulting in danger of
scattering of the chuck and work, (See the following
table.)

OUse only attached bolis.

O Provide the sufficient wall thickness of draw nut.

il g X [ e i g X Bt e
Bolt size Tightenng Torgus Bolt size Tightering Torgue
artes | — i ! T
M8 33 M16 250
M10 i 73 M20 | 402
M12 [ 107 M22 | 539
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Origd F—prEnil, BREFro 7 OMECEELET S
S5 MECEARYF S o—nhil, 0005 TFIELTT
AL,

OF B -0—8BE FMONIG. RiTmcERL
THoMILEITE, MELmELET.

Oy B T = b F B4 r0—8E. TREEXRETEA
TERBA- - THILTFAL,

OFig. 6lt. JSia=bF=—siMBOESTT.

4-3. Manufacturing and mounting of back plate

“Upon actual measurement of the spindle, make the
engagement diameter of back plate.

As the run-cut accuracy of the back plate will give
influence directly to the chuck accuracy, the run-out
of back plate and faucet are t0 be less than 0.005mm,

O Maching the faucet and face part on the chuck after
the back plate is set to the maching on which it is 1o
e mounted in order to increase an accuracy.

2 Machine the chuck mounting faucet part of the back
plate at target value A=00 a3 par the reference size A
in the table bellow.

1 Fig. B shows JIS short tapered spindle,

Fig. 6 4t Flo—} Back plale D C A rO=&R b {—ff Stroke stopper
AEAFIL "__,a‘/
Spindle
Pl
[
H
Ll @ |
B B8
FO—riq
Draw pi 5
L Fro7RAAL
Chuck mounting bolt
[7] 0.005 TiR [-*] 0005 iR
ME~~_Twe| QB3 I 08308 QB310 Q8312 |(he
150 Al [ | Maf MoB o
A(HE) a0 ¢ 170 & 220 & 220
B | #1048 & 1334 $ 1714 #1714
c 76 86 a5 104
 D(ms) | 15 17 18 18
Efiiid & 16 & 100 & 128 o 140

iE) AtiE(Aro—8)GDINEECE-TVET.

Mote) A dimension (faucet dia) is matched with DIN
standard.

Oy d F—pRit A M2 AN (. AN 4N &
HTELOEL, MW LS TR R,
(P-qBgem)

B P RRELE AT ESEH b ERL., Fry
FHRMELEMRTHD.

©The back plate mounting bolts are to have sufficient
strength (dia., pcs.. material) and tighten them at the
specified tightening torque. (See page 15.)
If the tightening torque is insufficient, bolts may be
broken, thus resulting in a danger of scattering the
chuck.

IMPORTANT
EEEE

O ey Flombld, FS et b DRAET T 5 24
Fo bW, S =Ml o TR EEL kTR
(Fig.6 E-Tik)E¥aIE.
Ato—FHMBENKE{(RIETF e RUTAS
La—NENTFRERS,

O irgepF—s i =T A D TR G IWAR
B Frria e AR VLI TEE,

O Make the back plate so that the plunger nut end is
touched to the back plate at the retracting end of
back plate (Fig. & E size). If the stroke is more than
the standard, the plunger and master jaw strength
will be waak,

< Provide drive pin holes for short taper nose in 3-
equipanition so as to be well balancead.
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4-4, Mounting steps of chuck

(I'Mount the drawtube to the cylindes.

COWhen the drawtube iz screwed into the cylinder
piston rod, screw it with the piston rod retracted (in
case of Kitagawa S type). (If tightened at inlermediate
position, the locking pin of piston may be damaged.)

@Mount the cylinder to the spindle (cylinder adapter).

0 Check the run-out of cylinder. When it is adequate,
route the hydraulic piping. Move the cylinder several
times at low pressure (0.4~0.5Mpa, 4~5kgf/cm2) and
set the piston rod to forward end before turning off
power.

IMPORTANT
HERER

OFr P EME RTINS X TLERLBCATAH
P RERY LS L— T REZE, (B FLL
FOFrud 3740 M RL TV L)

CEREELT. FOHELE, BANERATOE,

O'When mounting the chuck to the maching of remav-
ing it from the machine, use the crane by using eye
bolt and lifting belt in order to prevent the fall of
chuck. (The chuck of 8 inch or less is not equipped
with the eye bolt)

O After using, be sure to remove the eye bolt and
lifting bedt.

FFryoiFo—if7 BB LIT,

OF MY ba—E A AR YL ERR P E
FoyrpLR~MAL FO=FvFEELEY S FO—sid
ML T F &L, (Fig. 78M)

oFa—FybEFa— 4 7 BT 8 A L—T oA
SEvllgk 3ot OREY CBTT. B
CERTEE, Froemmit REMETRA S EE LS
¥

(IConnect the chuck to the drawtube,

O Remove the soft jaw and cover of the chuck, insert
the connecting handle imto the chuck center hole and
connact it to the draw pipe, turmning the draw nut. (See
Fig. 7.)

©'When the draw nut is not smoothly connected to the
draw pipe, it is necessary to check the inclination of
thread center. if forcedly connected, seized plunger or
poor chucking accuracy will result.

Fl'g' 7 FO=—=Fuk
Fru 2 BHE A Draw nut —
Mounti R Tl—
DL Back plate Connecting handle
AE-Fi
Spindle
H—
1 Cover
b - Pl |
L | 7
== — 1 B
[ i
iyt . H
) f
kY 2 ke
H ] e
! [ t
asiaie ==
Drawtibe |
N !
A T
F s BT DI T T Wedge plunger
Chuck mounting bolt
| A | A=A

er mounting lace

OFO=22a=HTEF0=sif 73 ALFAHN R
HipnE, FERLTEE N —RO6ICEDR.
It MEMLERTAS.

O The screwing depth of draw pipe for the draw scraw
is insufficient, the screw may be broken, thus result-
ing in a danger of scattering the work.
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OMBERFLEELTFro BB O A AFLRAE
~ARSCERTIRECLIT.

OFrrfBRAAL B CRAITTF2G,
(Fig. 88M)1 —+2+3—+4—+5—-6(TH— LR FEEHLD
WEEXE,)
(Bt bR L2 P-13em)

({@Mount the chuck 1o the spindle (back plate) mounting
face.
OTurn the connecting handla so that the chuck is
tightly connected onto the spindle face of the latha.
O Tighten mounting bolts uniformly in order of 1 —+ 2 —+ 3
=+ 4+ 5 — B (See Fig. &),
{Unbalanced tightening will cause run-out.)
(See Specified tightening torque of mounting bolts on
page 79.)

OFry RN T s TSR RES
Gy EHE P RELAY, KATESEHL M
L. Farore T RELERTHS. 37, SM4E
W HA DB AN SO RETEZE, (P-IieM)

OB ROBRA LS AL ELIE, F— o
AEER T REAE S 129(M226LE109) L E
EL. BacaiEmtace,

OTighten chuck tightening bolts at the specified
tightening torgue. If the tightening torque is insuffi-
cient of oo large, bolts may be broken, thus result-
ing in a danger of scattering the chuck and work.
ggmt&w check bolts are not loosenad (See page

< Use only bolts of Kitagawa brand. If other bolts are
used, use bolts of 129 (MI2~109) or more and
enough length.

BT iR ENELET.

L SRS TOTS e ORESRIEH A - E
poeMTEAN FRELIEMTT. (Fig 78M)
IO, TAYLa—BR TN EAIO—2T—2RED
BIE-TVSIEERMBLTTFEC. (P-BiFig. 168M)
BEFo—Fo bz, 218 2 b F(EYLHER) 520
TWETOT, ZOFELOd--0ETHER T 3L
IELTTFaL,

BAhsi—eBit, FrorOBheMBELET,

OFpyoOiEER, BRI FELT T AL,

B o A&
Type A-gize
- 0B306 M5
QB8 23
QB310 225
QB3IZ k7

Eadjust the plunger position.

2 The adequate plunger position at the cylinder FWD
and is at place where dimension A from the cover
mounting face is in accordance with tha following
table (See Fig. 7).

At this time, chack the master jaw reference ling mark

is aligned to the line outside of total stroke mark (See

Fig. 16 on page 8],

Since the draw nut is equipped with the clip stop

{lecking). adjust the plunger at place reacted.
{EMount the cover and check the run-out of chuck,

©The periphery run-out and face run-cut are o be O
02mm of less.

Fig. 8
e F
Bolt tightening steps

DAM=2TAFHETEETE R T hIEE MR ED -
FYRLLLY, WECESzAGVIENBEEPRT
MM LERTHD, FF-rD A0S NER, X
ta—27—2EbtrROATENELVRETIZL,

o If the work is gripped at the stroke end, it is not
completely clamped by dispersion of work grip-
ping diameter, thus resulting in a danger of
scattering of work. Adjust the stroke of plunger
before adjusting A-size of table.

CAUTION
xR

O T DUT R A Y OB R R,

O Mount the cylinder according to Instruction Manual
of Cylinder.
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(QB300AE!)

5-1 /3)—F 4y ortik

5. Mounting of short tapered
spindle (Type QB300A)
5-1 Power chuck dimensions

OFor short tapered power chuck, there is QB300A

O fra=bF=sB4F 17 E LT QBI00A(QBI00+ +< w2 (QB300 back plate).

Fe—MNEraIET,

CHARMREROLIE2TUET,

QB

306

FLr LN Y

= Type is as follows.

A5

Fig. 9

e e Shape of main spindle end ——— & : A-nose A5, AB, AE etc

Fary 2R (72F)  Chuck nominal dia. (inch) -+ 06, 12 elc.

#0

J0R=X|T Type 300
iy e by o e P o Quick jaw change chuck
- mm
A G
o T el I L T e

QBIDGAS | 91) 148 | MIOX95 26 14 9

QB30SAG | 103| 1334 | MIZx105 [ 315 | 155 | 9

QB310A6 120 1334 | MI2x30 | 335 | 145 | 10

0

QB310A8 113; 14 | M6x120 | 265 | 75 | 9

QB312A6 | 129] 1334 [ MI12x%30 | 33 | 10 | 10

Q831248 [122| 1714 | Mi6x130 | 26 | 3 | 9
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5-2 Manufacturing of drawtube

O Determine the draw pipe length as follows. Howeawver
the following is the draw pipe combined to Kitagawa
S-type cylinder.

Fig. 1 Fo—siq7am L
Detailed draw pipe E b [
[/ |
/]
L I,‘ I’
j |
_'T/_I/ | e ,_r‘
i = f Max.
-
mim
£ |mE=T= a b | ¢ a(17) eMin. [ fMax. L
QEI0BAS $1216 M55 x2 o | 5 | s0 2003 [ 5 | msx2 | a+s6
QBI8AS |  SISS2 Mo x2 | 30 | 2 | 85 000 | 4 | meox2 | a+56
QB310AG B A+635
S1875 MBS x2 | 0 | o 38 5 | M85 x2
QB3I10A8 i A+565
QBI1ZAG —0.036 A+E1
52N M0 x2 5 35 95 —gon 45 MI100x 2
QB312A8 ' A+54
OREVLT R, I TP T EIF L4 M D IR o L-dimension is determined by distance A batween the
A(FigI2)rEIhILRETAZT, cylinder adapter and the spindle end face (Fig. 12),
TSNS, Thchsraumconesnbregusa
e . the total length of the draw pipe L= A + 56 = 800 +
pi 56 = B56.
saffF LRI OEE. L -FER POy DR ®The thread of mark “a” on a draw pipe should be
AHETJISEHER F6h. GeMmELTTFaw, precisely machined to JIS6H and 6h. By according
to the thread of piston rod.
- Ly b r" ?“'-3_
Fig.12 Fo—r et -
TS st e e Syp it Backplate ZXT
Fa—ir
Draw pipe L+

J

||

el

Y
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TTAFSa—OFrod HBTREG+7 OB a—T80
RorbrftRE)DEErEALLT,

D FLEl R EIZAT ELET.
(FAF =MD A T YT ba—DERErMiEaniT.)
IOMET a0l EES TREEEIT,

6-2 Za—d3FEJ(BFIFBRAL) - Kig
6-2-1 Za—@ER{tit
anefilbtds—-SR-EETRERCBLATE. v 7 a4

HFE=BEr o= TRERICEALIT,
CRAFFEERERELT, V7 oa—v A a—M A4S
BY B 5. AL H o ELET.
ota—ETERT. - RE L F AT A Sa—EREF
BRSNS M) 45 L a—-nREHFRTLET. (742
Fa—-HOATELE Y7 e —d R ELET.)
YTt EECR L TERLSCZEREL -
WA RAR-T AL,

6-2-2 Za—@OBmAL

Cla—NRR L - R-ERTEERCELAEE,
Y ba—-elH A Eas NN RS BLET,

Ola—RALTESETY I a—EHF - E el
EHTALT,

6-2-3 Za—-MEE

Cif Ca—-BEGNO - 5180 ERAEEIEIZL)EES
BHTRETT.

Oa—HEHET. Fa—TRA L FLETAF 23 -DER
(B EE) 1245 @L, Sa—DBEMAIFRTLET.
(FAFLa—MDA b TE LY 7o a—EELET,)

OV EECRSLTEELSCZEREBELE R a—T

6. Jaw Change and Reverse Turn (SeeFis. 3)

6-1.Handle operation

(1) Insart the jaw change handle (accessory) into the hex. part
of shaft located on the chuck peripheny of master faw.

12) Turn the handle 45° CW. (The engagement batwean the
stop pine and the soft jaw inside of master jaw s released.)
Al this time, thi jaw change and reverss turn are possible.

6-2. Jaw change (mounting/removing), reverse turn

6-2-1. Mounting of jaw

O'With the handle tuned to the jaw change and roverse turn
position, msert the soft jaw to the jaw change position
from the body surface. Turn the soft jaw 90° CW or CCW
on the basis of the stud, pushing it in the master jaw
diraction.

Turn the jaw change handle at the fixed jaw position in the
arrow direction (CCW) 45°. At this time, the jaw is
completely mounted, (The stop pin inside of master jaw is
engaged to the soft jaw.)

DCheck the soft jaw is not turned when it i turned in right
and lefi before removing the jaw change handle.

6-2-2. Removing of jaw

O'With the jaw change handie tumed to the jaw changea,
reverse fum position, tum the soft jaw 80° CCW,

OThe soft jaw can be removed in the front body direction at
the faw removing position.

6-2-3. Reverse turn of jaw

OThe jaw can be reversely turned by tuming 180°  the jaw
at the fixed jaw position.

O Turn the jaw change handle at the fixed jaw position in the
arrow direction (CCW) 45, At this time, the jaw is
completely remounted. (The stop pin nside of master jaw
is engaged to the soft jaw.)

BAAFLEREARST TS, OCheck the soft jaw is not tumed when it is turned in right
and left before removing the jaw change handle.
Fig 13 “ig—%r . BT K] HEBS T - FIl-T I Handle position in jaw change, reverss tum

za—EEsO P Handle position in jaw fixed

A—

=),
—ty

s

Lig—IF i A /- K- Jaw change handle

S

71 AP Stud

W7 biea— Soft jaw

/*aaa

! Sa—EEin
Fixed jaw position

Fa—EiRiR
Jaw change position

Y Ay F e Stop pin
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eWhen changing and reversely tuming the jaw, be
sure to use the jaw change handle.

Since hex, part of handle end is made in the special
shape so that the handle will ba inserted and
removed only when the master jaw is completely
engaged to the soft jaw (stop pin is extruded from
master jaw top) Conseguently, use only attached
exclusive handle,

'When also mounting the jaw, be sure to use the jaw
change handle. Though the jaw can be mounted
even if there is no handie, be sure to use the jaw
change handle since it is necessary to check that
the master jaw is completely engaged to the soft jaw
at the handle turning position.

If the work is gripped with the master jaw and soft

jaw inadequately engaged, there is a danger of
scattering the jaw and work,

® =T ELEEA LA FEERLT
[ F L=t
L — TR FRAL A AR B 2 e — T ar -
EEAB-EELET,
La—TREACFLEA LRI RIS ERTS
Eon—TFRAA P RBLER THS,

®Don't start the spindle with the jaw change handle
still insertad.
Jaw change handle is used when the changing and
reversely turning the jaw with the spindle stopped.
If the spindle is started with the jaw change handle
inserted, there is a danger of scattering the jaw
change handle.
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7. Forming of soft jaws

O There are two soft jaws of the standard soft jaw and
high back soft jaw (semi-standard) per chuck size.
Use proper jaws by considering the shape, size,
material, face roughness and cutting conditions, etc.

OV Fta—EaDAY
ATV a—ma W (Rg 48R L, ZYa—nk
FHE—A A OBRC LR MhET,
WRY7Fa—rER Y 7 a— (RRES)OVTH
AT S WE T a— (IR LYW S
Litn—E A LIRS, Pa—A LT, Ya—%TH#
PH ML S TS,

© Regulation of soft jaw height

The total height {Fig. 14} of the soft jaw is regulated
by the jaw ower-turn moment. Consequently, use the
standard soft jaw or back high soft jaw (semi-
standard). When using the soft jaw higher than the
back high soft jaw isemi-soft jaw), the jaw may be
broken, thus resulting in a danger of scattering the
jaw of work.

4
T
Y7 biia— < 7
Soft ja':ua - - ¥
Fig. 14 F 1y Bl
Chuck surface
an s it QB306 Q8308 QE310 | QB312
ot arome| Sooces | SB06B8 | sangeg |E'§iga saiges | SBIOBB | ggiogg | SBJZEE
H A 41(MAx) 3 57(MAX.) 43 61 (MAX.) 51 71 (MAX.)
OUVT a—E RN 2 Soft jaw forming inhibition area

Y7 a—OEEIRETEE (o F o EE ) (L R
AHEETRLEY, (Fig 154 M)

IOEESEETLE, Ca—HERLT, Pa— 0TI
HRMLREMRTRS,

The figure hatching) shows the forming inhibition
area of soft jaw. (Sea Fig. 15.)

If this area is cut, the jaw is broken, thus resulting in
a danger of scattering the jaw and work.

L 3
P Q8306 QB308 [ QB310 Q8312
Sott mtype| 500688 | P88 | spoges | SOC9BB | sgiges | SBI08E | spipg | SO)CEE
A 2 28 | 3 34
8 68 7 [ 88 92
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= Regulation of gripping face shape

®Form the jaw so that the jaw gripping part is the
same as the gripping diameter of the gripping
matters (work, jaw forming plug, ring).

® The gripping face for the gripping matters is to be
R-face in the same direction. Even if R-face is in
the same direction, don't grip the work in the line
remarkably touched.

® Don't grip the work under single touch of profile or
narrow touch of jaw.
If inadequately formed, the stop pin is broken, thus
resulting in a danger of scattering the jaw and
work.
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Gripping matter —_
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ripping face
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i, TiF A ML AN THS, (Fig.16)

Clise the master jaw 10 grip the work at the stroke
center and the adequate stroke area to obtain the
stable and high accuracy. if gripped at the stroke
end, there is a danger of scattering the work. (See
Fig. 16.)

Mol FAF a—HFRERT—21. Fry 2 g 7020~
FaULrE 2 0—rOESTERTHRFEETEL,

Base line mark

Fig. 16

Check the reference mark of No. 1 master jaw side is
matched at both ends of total stroke mark when the
chuck is fully stroked.

X O0—
Whale stroke

WIE 2 O=—
Suitable stroke




IMPORTANT
HEEnR

ovFtia—nRB(HEEEORE AREEORE. &
ESEMEELEITIEE)L. TROEATH-TTF2

O Perform forming of the soft jaw (in the case of O. D.
gripping ; in the case of |. D. gripping and in the case
whera higher chucking accuracy required) acconding

Lhg
dd & ¢ tothe procedure of the following table.
MHiEEEOW®E External gripping MEEE OB E  Internal gripping
[} o RN T EMELLT, o el ER-TLARLLT,
FImAEIE T HEITEREL, Yermmikit VOV EETHEREL,
B2uONEOHBLOEER T A, FEGOREOHSLOERRT 2L,
EIHETRIISEROTRICIVRSR
WENHEEHTYT,
) SRR TI LRI TE
AT LEEE T, ]
.
_4_ -4 @ Frepare the plug for forming. ] =
b ! Forming Extermal dia. of plug is limited -
to ¥V finishing. Ensure tha plug is @ Prepare the ring for foming.
strong with a suitable wall thickness. . Farming Intemal dia. of fing is limited
Mota) It is necessary 1o prepare diffenent to TPV finishing. Ensure the ring is
size plug in advance. strong with a suitable wall thickness.
Mote) It iz recommended to tap the
contar hole of plug and ingert the
boit.
SEERFSrOREBERNT TLINE SEIER A rOEANS NI TIMEE
BTay-YeRRLET, TEVSYERBLET,
Yo MIBETyTRIL. A Faroami v tLEirEREL,
g ArEREIET. FipoMEOb IO EERT I,
Bokt Y rd BN VNSORLLOEL: M BT RIIEEEOTERCIES R
RHEER D CHLTEEEW TS YT fiansE iy TT,
AMLDETRRTEL, ) TR ROR Sy TRILAILETE
] [ AT SLEHTY.
®Prepare the ring for machining the — o
gripping part of the forming plug. Tap 7 ! | ePrepare the ring for machining the
the ring gripping part of the forming ring
periphery in 3-equipartition and mount Forming External dia. of plug is limited
the bolts. to VU7 finishing. Ensure the plug is
Use the ring having the thickness strong with & suitable wall thickness.
E:ﬂ wihich i not distortad and bolts which MHH_BMMM#Mde[
s pra size plug in advance.
strong strength. Motej It is recommended to tap the
center hole of plug and insart the
boilt.
(2] S TRFEMELTIAS Sn—EMa | | @ S BFEMALT IS Sa—8ML. 7
eRdLLT, FrEREMLLT,
1) e e 25 g — 2 R O — Ty o R TR o ia—2 b0 — 2@ st TR
WAL TIRELTF S, W TALLIC TS OB THMELTT
eRCHERYIYARETIEAEAR &,
LET, eXIHREN-FERETIHRALSE
JdBiIRER TSN ELRECH LT,
ILTTFaEu, S B  BA - OREE BEc
: ILTTF&,
,.:[ 2| | #Open the master jaw with the change
_l vy y| vae 1o grip the ring. Adjust the ring ®Close the master jaw with the change
1 with bolts 80 that the ring can grip tha valve to grip the plug. Adjust the ring
jaer at the center of jaw stroke. with the pleg 5o that the ring can grip
— #Form the part which grips the forming the: jaw at the center of jaw stroke.
plug. Maching the part of ¢ d in the ® Form the part which grips the forming
same dia. as the external dia. of the plug. Machine tha part of & d in the
feaming plug. same dia. as the intemal dia. of the
forming plug.
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8. Precautions

(1) Only gripping work which is circular and well
balanced can be gripped. The gripping face of jaw is
to be the same diameter as the work.

(2) When changing jaws, clean each semation between
the master jaw each jaw. If dust is adhered on each
jaw, run-out accuracy is reduced,

(3) Set the air pressure according to the work shape and
cutting conditions. f the pipe, etc,, are clamped at the
high pressure, they may be distorted.

CENEARETOVLO BRE G OTELLD. K
PP S AR T I EE LV,

e I{FthnBs, Fa—nkH-Ue. TiEhoR
CEBCLHECHFSa—so) A E A L
T, Ya—STivd RN LER TR,

OYIFa—t)BEIREO LN ESRT S BN
BT ELAOY T a— &R TR SRS
FAFCa—EELTEAMEITRACEENTECL
UI{fpH ML THD, (HiSIiE)

O PRGN, Fa—. Or—F RSV ITEtE. T 7
PMEBFATFTELTVEVZESHERREC THELT S
MIZASZE,

OBV IFHEEETIASE, STERaTELLSHE
AEELTERESERICESTI . RHEX B
ELfEthRMBLTRETHS,

o E RO ER. TERMEFrofLURTZ
&,

CDon't grip the work which is not circular, different
and rough face and unbalance. If such work is
gripped, the centrifugal force by single touch or
eccentricity mass of work is applied on the jaw. As a
result, the stop pin is broken, resulting in a danger of
scattaring the jaws or work.

OUse the soft jaw made by Kitagawa. If soft jaws
except Kitagawa brand are used, engaged
conditions become wrong. As a result, the master
jaw is deformed, thus resulting in a danger of
scattering the work due to gripping accuracy poor of
insufficient gripping force.[Beware of imitations.)

O Check the top jaw, locator or work s not interfered
with the tool or tool rest, atc., at the slow speed
before starting the operation,

CIif the long work is machined, be sure to use the
tailstock and steady rest, etc., 10 support the work
free end. i the work-protreded length is long, it may
be scattered,

olf the machine is stopped for a long period of time,
remove the work from the chuck.

AR F—7iAB L) Fro 2 LR IHFHETH. 2
GNMEMrEML. FRESLEES TR HSZEEEE
BT, by T ia— TAFDa=TH+ob, Sa—BREHLM
FERBRLVS L. BEMESLE~TTaV,

EF s F-BEC0r—2PE ARV ISR &E. 8
MIEEACL 7R RAEFT-TTFaL(P.
3% Fig.17488)

FH)BMN TR AR Ho LT T AL TFaL,

FriS AT EMErE L IfrmmECEE
WrELET,

() If the chuck or work is shocked by interfering to the
tool or tool rest due to mis-operation, mis-tape, etc.,
immediately stop the machine to chack the top jaw,
master jaw, T-nut, jaw mounting bolts, etc., are
adequate and also, check the gripping accuracy.

(5} When mounting the locator and jig to the chuck body
surface, tap and bore within the additional machining
ranga. (Seea Fig. 17. on Page 38.)

Mote) Take care for the additional machining and the
unbalance by jig mounting, f unbalanced, the
work accuracy is in 2 bad influence due to
vibration, etc.



Fru2 SR BB B h T ST REREEE
Appearance of Chuck Machined Range on Oblique
Lines Part
et
-
1
ﬁ‘ tem| (A B c o
QB306 50.5 E i 53 208F
QB308 Ly L B 63 2060F
QB310 635 3% 73 20ELF
QB312 155 a2 a0 0BT
B.CREMITaTE B and C are impossible additional machining dimensions.

D x5 TRITTAI T hE RS D is tap or boring depth,

IMPORTANT
AERR

OO—FRI ERERAHT2MICIIMOHIZ LI RMME,
R (FFT L) B8EL, 3% EE oL T
{HiraE,

OWhen mounting the locator or jig, perform the
scattering-prevention measure (dwell pin, etc) and
tighten it with bolts having sufficient strength.,
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9. Maintenance and Inspection

©To use the chuck for a long period of time, an

adeguate

Iubrication

is required.

Inadequates

lubrication will cause the improper operation due to
low air pressure, the reduction of gripping

accuracy, abnormal wear, seizing, etc. There is a
danger of scattering the work by the reduction of

Uizt T, MRS R R I, ot By
BEdailE | EEIU-2 BaEn Section to be .
. T55H7 45 F1-3] | WEIE Gubricaiod: | oMsURS |  Lubraainiaycn
ETARVA | yprsneeneg) | 7)AROBEELT. & Apply  Grease | [Niagems chuck gresss] | Onoo s dar
. TR Vg —Boad LA ¥y ar (g e g s | Apoly o grease of aboist 5
HEBBD 7Y = | ambEpgy=2| { X2 Tihsg- 107> % from the grease | o ey | the sich master jow ip size S-cn
= ok | Bef-oakmEans | ¥ 1 ARLELH0G. B, F nipple 8l Ne | oy squivalent and soogt 10 % size-40 inch o
i g ‘ﬂl;-k-‘E;EIﬁf'J—l g;ﬂgﬂﬁI&::?;; periphery end of | -Molykots EP graase | more Check gressng siate by
i= A=A L i oy oy remaving e cover kcatéd on e
TU=ATIZE | ot oty L190 I-FF?\% fi L. ERE, Y A mngu;” mwwu:n.wr whan the
o TimaL T |(EV3ETP42 | xmdiniat SR8 Wilh 3 QrEASE | s et R lormm | machine 5 operated ot high speed
i W AT Yo AEn. MERRCE gun, “Mciykoie TP4Z otz or 3 barge: ot of waer
T Mg=rl=n=JLMENS | #TREEREMPLTT Do Coming Eupe: Asa . | Sokobi cumng ol &5 used, mor of
“ - - N | S “Himbermasts ME 1152 | lusricaion 18 resded scconiing io
RUEER SR e | Samvice condiions

OERBETEICE. FrofEF—DEBmMEITFTH -
GETRERBLTTFE W,

OGRS SUMAEERALEVE. Fro THE
Mzt UiERNETEscTIErEYEY, I3
BT =y,

O After machining, clean the chuck body and
slideway with air gun, atc.
'Use rust prevention coolant oil so that rust does
not reduce gripping force.

CAUTION
2 B

O Faud i LR ECIE, TR10FEEE (WY
ol T2y A CIERE)SFEERETL. BAED
EEeRRE VBRI (A~ BB TRTS
i

O kAL YA SEATTECE,

@ Disassamble and clean the chuck every half a year
or 100,000-times (once or mome a two-month on
casting) and check parts are worn or cracked and
reaplace it if required.

© Lubricate the chuck before reassembling.

SMEM (P, O#m)
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FaLy)

Disassembly procedures (See page (3, @)

(1) Jaw removing
Remove the soft jaw [4] according to jaw change
steps on page @,

(2) Remove the cover.
Remove the hex. socket head button screw [24] and
alsa remova tha cover [7] from the front side.

{3) Remove the back plate. <Only chuck with back
plateX
Remove the hex. socket head cap screw [23], take
off the back plate and remove the jaw from the back of
chuck by using the tap.

{4) Remove the wedge plunger.
Remove the wedge plunger [2] from back of body [1].

{8) Remove the draw nuis. <6” size chuck}

® Remove hex. socket head set screw [20] of wedge
plunger [2] and take off the coil spring [8] and steel
ball [25]. (Carefully save these parts.)
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® Remove the hex. socket head cap screw [22] and
also remove plunger nut [5] and draw nut [8] from the
wedge plunger [2].

¢In case of chuck except 6” size?

® Remove the hex. socket head cap screw [22] and
also remove the plunger nut [5] together with draw
nut [6] from the wedge plunger [2].

®Remove hex. socket heat set screw [20] of the
plunger nut [5] and take off the coil spring [8] and
steel ball [25]. (Carefully save these parts.)

# Take off the draw nut [8] from the plunger nut [5].

{6) Remaving of master jaw
Move the master jaw [3] in the body [1] center
direction and remove it backward.

[Disassembly steps of stud ASSY of master jaw part
and stop pin part]

[Disassembly steps of stud ASSY]

® Remove the hex. socket head set scraw [18] on the
master jaw side and loosen stud ASSY from the
master jaw. When reassembling, align the notch of
stud ASSY before mounting it in the direction of the
hex. socket head set screw [19].

[Disassemble of stop pin]

{1} Loosen the hex. socket head set screw [18] and take
off the parallel pin [16]. (In case of 10° and 12° sizes,
the knock pin in which the hex. socket head sat screw
[18] is unified to the parallel pin [18] is provided.

{2) Remove the shaft [15] from the master jaw,

(3) Remove the stop pin [12] and coil springs [13] and
[14] from the master jaw.

When reassambling, coat enough grease and repeat
reverse steps of disassembly,

IMPORTANT
HEWIR

OREORVERTRLSUFRL TESL), HYTEE,
HEEHTHIMG TN -BHlAIITOFRETIZ
EERBR~ORERLETIHEREORmICIETL
IR R B 2E,

CopSLElE =P AR T AN HELEVENCT
- et

O Perform disassembly and reassembly at the bench
having an adequate height and strength so that
safaty work will be performed under a stable posture.
Adhere the cushioning material of rubber, etc,, on the
bench surface to prevent parts from flaw,

< Enter small parts into parts box 30 as not 1o loss.

CAUTION
i B

OHIYTOE AF—ETaFia— T3 7F-2v0E
EEMBALG O FSEMEA TIRATTHE, BIRW
EFROBEE: S,

OWhen disassembly, don't mistake numbers of body
and master jaw, wedge plunger, f mistaken, the
gripping accuracy will be reduced.

O THE, AR A AL HIHUESESH T > TH
BRI RIS BB FL AR ELEY, &
AY XSLAL DML, F s S DN R Lk
THS.

©'When disassembly, tighten hex. socket head screws
at the specified tightening torque. If tha tightening
torgue is insufficient or too large, bolts may be
broken, thus resulting in a danger of scattering the
chuck and work.
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America Contact

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

Europe Contact

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

KITAGAWA EUROPE GmbH http://www.kitagawaeurope.de

Borsigstrasse 3, 40880, Ratingen Germany

Tel. +49 2102-123-78-00 Fax. +49 2102-123-78-69

KITAGAWA EUROPE GmbH Poland Office http://www.kitagawaeurope.de
44-240 Zory, ul. Niepodleglosci 3 Poland

Tel. +48 607-39-8855 Fax.+48 32-749-5918

KITAGAWA EUROPE GmbH Czech Office http://www.kitagawaeurope.de
Lysicka 3, 621 00 Brno, Czech Republic
Tel. +420 603-856-122 Fax. +420 549-273-246

Asia Contact

KITAGAWA INDIA PVT LTD.
Lotus House East, Lane 'E' North Main Road, Koregaon Park, Pune, 411 001, Maharashtra, India
Tel. +9120-6500-5981 Fax.+9120-2615-0588

KITAGAWA (THAILAND) CO.,LTD. Bangkok Office
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 IRON WORKS CO.,LTD. Singapore Branch
#02-01 One Fullerton, 1 Fullerton Road, Singapore 049213
Tel. +65 6838-4318 Fax.+65 6408-3935

KITAGAWA IRON WORKS (SHANGHAI) CO.,LTD.
Room308 3F Building B. Far East International Plaza,No.317 Xian Xia Road, Chang Ning, Shanghai, 200051China
Tel. +86 21-6295-5772 Fax.+86 21-6295-5792

DEAMARK LIMITED http://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. http://www.dimac.com.au
61-65 Geddes Street, Mulgrave, Victoria, 3170 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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