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

{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.

FRODOTHEATED LI ICKUNRET S &,

Please read this manual thoroughly befor saving it carfully.
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Preface
This manual provides detailed information about
how to safely and correctly use the level lock chuck.

Before starting to use this chuck, read this manual
carefully and always follow the instructions and
warnings in "Important Safety Precautions" and
"Precautions for Use" at beginning of the manual.
Failure to follow these precautions could result in a

serious accident.

Terms and Symbols Used for Safety Messages
In this manual, precautions for handling that are
considered especially important are classified and
displayed as shown below depending on the
damage of risk including the seriousness of the
harm that could result. Please sufficiently
understand the meanings of these terms and follow

the instructions for safe operation.

& Safety Alert Symbol

The triangle is the safety alert symbol used to alert

you to potential safety hazards that could result in

injury or death.

CORTDIBRFRETFTLEVE RELEGLREERLGASERDR
REBYET

Indicates a hazardous situation which, if you not avoided, will result in
death or serious injury.

CORTDIEEFEEZTLHEVNE, REPEGLEERGAGEHRORE
ERRBFIREMAHYET

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

CORTOIBFRETOLRVNE, BEFEEHEEDEEDORELLD
ATREENHYET

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

1
CORTOIEFBRETOLGVE, AREMNHE-RELIY, FandtsE< |
got=Y, BABEBRIIBEEEZA S ENHYFET, !
Indicates instructions which, if not avoided, could result in damage to :
the equipment or a shortened work life. '
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Liability and How to Use this Manual
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This product is suitable for gripping a workpiece on
the lathes or the rotary tables. This product is
equipped with the jaws to clamp the workpiece and
they operate by means of a rotary cylinder. For any
other applications, please contact us.

Our company will not assume responsibility for injury,
death, damage, or loss resulting from not following

the instructions in this manual.

There are countless things that cannot or should not
be done, and it is impossible to cover all of them in
this manual.

Therefore, do not perform any actions unless they
are specifically allowed in this manual. If any
questions related to safety arise about operation,
control, inspection and maintenance which are not
specified in this manual, please confirm them with

our company or distributor before performing them.

REEBLVREICDONT

Guarantee and Limitation of Liability
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The guarantee period of this product is 1 year after
delivery.

Use the parts delivered by Kitagawa Corporation for
all the parts including consumable parts. We will not
assume responsibility for injury, death, damage, or
loss caused by usage of parts not manufactured by
Kitagawa Corporation. Additionally, if parts other
than genuine parts manufactured by Kitagawa
Corporation are used, this guarantee will be

completely invalid.
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1. Drawing and Parts list

1. BERBSUBER

—ZFUa—

Draw screw

Fa

Body




£ 1-1 &HER  Table 1-1 Parts list

No BB HE No EILEZR HE
" | Name of parts Quantity " | Name of parts Quantity
RF— RATSRILE
1 1 13 3
Body Hexagon socket head cap screw
5 )7 —HRT— 1 14 ANENRSFLEHAL 1
Rear body Hexagon socket set screw
T5o% NANRSLEHAL
3 1 15 1
Plunger Hexagon socket set screw
FE Tr—
4 77(’5!/.3 3 16 J)—2 : v IL 1
Master jaw Grease nipple
YIhoa— AF—ILR—IL
5 Soft jaw 3 17 Steel ball 1
Fa—Fvk oyuvy
6 Draw nut 1 18 O-ring 1
HN— onvy
! Cover 1 19 O-ring 3
YT gy
8 FO—x451)2 1 20 o] J_JU 1
Draw screw O-ring
| { ~ L = LSRN
9 A _}l«/ T 1 21 1 @t_/ 3
Spring Parallel pin
10 Foy VBRIV 6 TEm
Chuck attaching bolt*! Accessory
Da—EFRILE U7 )L k2
11 . 6 22 i ”’Q; 1
Jaw attaching bolt Eyebolt”
1 RANREFRILE 3 23 NABR/NS 1
Hexagon socket head cap screw Hexagon socket screw key
X1, (BR&ATY, 1. Accessories.
¥2. MYRILME 107 LICHZEE R H,  3%2. Eyebolt is standard supplied for 10” or more.
& 1-2 ;H#E& Table 1-2 Consumption
xn o N *h =
No, | SheR A LU-06 LU-08 LU-10 LU-12 i
Name of parts Quantity
gy
18 grjmjga JASO 1030 JISB 2401 P 39 | JIS B 2401 P 44 | JIS B 2401 P 50A 1
oyvy
19 O-ring JISB2401 P40 | JISB2401 P50 | JISB2401 P60 | JISB2401P 70 3
oyvy
20 O-ring JISB2401G 35| JISB2401 G50 | JISB2401G 60 | JISB 2401 G 60 1




2. A EEIZBRHAHAEEZEEIE  Important Safety Precautions

REICHEHIEBEEEFHELL T HICH>TEWNWTWMEZEZWNI L, SFPo TSN E
EEEDHTHYFET . CHEADHTITD T BFRATEEL,

Important safety precautions are summarized below. Please read this section before first
starting to use this product.

. s CORROIEEEETOAE, R OESLEEALASER
A o RR DEEELYET .

» DANGER Failure to follow the safety precautions below will result in
serious injury or death.

FooV DT, RIR, #8H, ZTWEFZ(E, BT BREYSL,

Turn off power during a chuck installation, inspection, and exchange.

FTRTDAEAN
For All Users o

@ EAFvyIMNEEL. AD—EOKAR
NEZTAFNLERENHD. .
The chuck may start rotation suddenly, ain power sueply ?@ '
: OFF s
and a part of the body or clothing may be oI d
caught. N [
"o o 0 L. e

PRl I RE L OT-075 —E RO 1AL
)?\ B (K7) £ B AL TRE VK LS ERRE & TR,

Be sure to close the cover to prevent workpiece from flying out.

FRTOAA |
For All Users

Close door before rotating spindle.

@ F7HAFAFRS>TLEWNEEEHRDF Yy
[Cfan -V, THEMLRET N HY
ek,

*If the door is not closed, you may touch
the rotating chuck or the workpiece may
fly out, which is very dangerous. (In
general, the safety interlock function L b_/_ =y

o

which allows rotation only when the door
is the manual mode or the test mode)




A REIZBRHDIEEZESIE  Important Safety Precautions

. CORROEEEEETOANE, R PESLLEALA S EH
- oRR DEEELHVET,

: - DANGER Failure to follow the safety precautions below will result in
serious injury or death.
TEMOREHLARVEE, IBhE®D, F-E I FTIXHT S,

When the protrusion of the workpiece is long, support it

with the steady rest or center.
® EEHLAELLTAND L For All Users
MiEEIL. TEMOREBEBE _ F—NZA by

y i 1‘_ Tallstock
- If the protrusion is long, the tip of 1 —

the workpiece can turn and the ' —~ LI__
workpiece fly out. ('\

Tt x4 |
l Workp.lece CE_I'IH-":I‘ )
Frv)DEEEEL, FARBEREREEEZBA TIXELEL,

Do not exceed recommended speed of chuck.

S
@ FryIUNRITEMARELER, For All Users
o

-Danger by flying off of chuck or
workpiece.

HFBEERXANEHBREEZBATEGESEL
Do not exceed input force limit related with max.

permissible input force.
@ FrYYIMNRELTFvIIPT AT For All Users

EMHORELER,
-Danger by discharges of chuck or
workpiece in case of damaging

chuck.




A REIZBRHDIEEZESIE  Important Safety Precautions

R CORTDIBFRRETFOLRNE, R VPEGLEERGTASEK
A &R DRELLYET
‘ - DANGER Failure to follow the safety precautions below will result in
serious injury or death.

RILMERBTREFNITRERTHIE FLIDTFRLIZY, XKETEDLARILE
HBHEL ., Fru P TEMAREBLERR . RILMIF vy V(B OLDOZEMEH
L. Zh SN ORIILMIFERLENE,

Be sure to tighten the bolts at the specified torque listed in table. 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 use bolts other than these. FRTOEA |
For All Users

@ BT ARHAFTELIY. MHFMLINTEL

T:LJ N if:(i)@j(f:&ﬂ‘)bl‘b‘ﬁ&*ﬁbs 9""('“} /_liﬁ 7"‘\1TITR)LI~0)¥EE I“)lxa
IR TEMHRAL TEIR, Specified torque for

@ RILRERDF T HRE. D REVFIL socket head cap screw
FETET DM, FryvINEELENESIC RILRHAZ T LY
EYILHET S &, AELFILEEELGEL Bolt size Tightening torque
FFEREXT DL MOMTHRICFZESER
HLTRR. M >N

@ HEDNABEBINF I ROFHEOFFTAT M5 7.5N"m
T, EFRDOEEOIFIE, FILVBEEDHES M6 13 N-m
IEAERAOSE, s o

- If the torque is insufficient or excessive, the
bolt will break, which is dangerous as the M10 73 N'm
chuck or workpiece will fly out.

- Fix the spindlepor the chu)(/:k when you Mi2 107 N-m
tighten bolts. Your hand could slip and get M14 171 N-m
injury \_Nhen you workpiece without fixing M16 250 Nom
the spindle.

- You cannot control the torque by a hex key. ~ ®&hLTT

Tightening toraue T
F= 127 (N)
g(grt:trrglust use a torque wrench for torque —— (13 )

127x0.1
12.7(N-m)

\

SFEARILO &L RILREREDFFBEDI ADETE—AIDIET TAFR) I X TREL) I TRSE
hEd,

- Tightening torque is moment of force when you tighten a bolt. Tightening torque=F X L.




A REIZBRHDIEEZESIE  Important Safety Precautions

. R CORTOIEREREFLLNE, REPEHLEEALA SR
A =% DRELLGYES,

- DANGER Failure to follow the safety precautions below will result in

serious injury or death.

BE) A IFOVINNIILVTABREZFERTIIE,

BB S EERHRET DEBLTHL -
In case of power failure Kitagawa cylinders are fitting with
check valves and pressure release valves. When power is For All Users

restored the solenoid valve resumes its normal function.
@ AT -FEICKVIEBEL-IEY S

AR | e e
- Gripped workpiece may ! P nclamp
discharge by lighting or - e !
interruption. ) o4
Cylinder

LIGHTNING J& 5§
Il
INTERRUPTION {52 B8,

M X BNy

Solenoid valve

F oo BT R F ORIEELTIFELEL,

Never operate switching valve and solenoid valve

during spindle rotation. TRTOAAN
For All Users

FENLDIR AT

Manual switching valve

O

(e]e)

A

o2 0

EEERICRET HEBEBEL-TEMA REL TRER,
%m# Danger by discharges of clamped workpiece during
spindle rotation.

Solenoid valve




A REIZBRHDIEEZESIE  Important Safety Precautions

CORTOEBEERETFLLENE, REPEGLHEE

WARNING  yx A sssmommessmrtssy£T,
Failure to follow the safety precautions below
could result in serious injury or death.

MIICHEESNDIBEDIIEVIBIIC KB A—H—FXEREI,REL.
MIATCHELIBENINHTNSILEHR TS L,

Determine the gripping force required for processing by the machine
tool manufacturer or user, and check that the required

gripping force is provided before processing.
@ EBEADNTELTVSEIEMLRIML TR, For All Users

- If the gripping force is insufficient, this is dangerous as the workpiece will fly out.

>
[
I

EEHERNTERAYT S, (P-13 8H)

Be sure to use the chuck at the gripping range. .
(Refer to page 13) FTRTOE~
For All Users jmu

@ HENTHEATHE FruInBEL, Da—PITEMAREEL TRIR,
-If exceeded the gripping range, scattering the chuck jaw or workpiece and resulting in
danger.

FovPE@WMITEBR T B8R, TARILEXIE, RRIVNEERT

c&, (P-17 88 .
b5C¢& .( _ 1) » TRTOAA
When lifting chuck, use eyebolt or lifting belt.(See page 17)
For All Users =

® ETIZKYER, B 74 HEILF
: " Lifting belt ’
Danger by dropping. ~— : / Eyebolt

TEYDZERET SR, FEISTLENKIIZTEHIE,

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

FRToHE~ i
For All Users

@ FHROBREOLIMDER.
-Danger of finger broken or cut.

10



A REIZBRHDIEEZESIE  Important Safety Precautions

a‘-.‘;\yas 9E—s I{’F%’\ﬁsimi@l’\:&o

Never hammer chuck, jaws or gripped workpiece. FTRTDAA
For All Users

® FryIMNELT, FryivT
eI RAELER,
-Danger by flying off of chuck or
workpiece in case of damaging of
chuck.

RAGREZLEE,

L )
);\ Do not attempt to modify chuck.

@ FruINBEYTSEITTE F
YUV TEYMHRET BN
HY. B,

-Danger by flying off of chuck or

workpiece in case of damaging of
chuck.

,.
);\ BN &,

B#EYIN a—LYEORNI—HILINERBREOKRELVa—[IERL

@ FruIMNBEALT, FryiPT
EMHORELER,
-Danger by discharge of chuck or
workpiece in case of damaging of
chuck.

Never use the jaw highter or outer dia. +FRTOBA
gripping jaw larger than the standard soft jaw. o Al Uasns
7 JAW
L«
272
| T
Workpiece
=
Height

11



A REIZBRHDIEEZESIE  Important Safety Precautions

f— =

BimIMEEICTICE !

Do not forget to grease chuck! TRTHOAA
For All Users

@ RHAETEEAINETL
TEYMHRELER

+ Danger by discharge of workpiece

related with lowering gripping force

coused by unsufficient lubrication.

RHRFICEERZYY. RTHEED
HRHEERAT L,

Turn off power before adding oil.

Grease nipple
Supply adequate oil.

T A—IVE R EYERATREL TR RSEL,
Do not operate the machine after drinking alcohol or taking medication.

FTRTOAA |
@ FIETHDIETORIEELTIBEEIR, | For All Users

-Dangerous since these lead to operation
mistakes and misjudgment.

ZL3d-)L Medication
Alcohol

FRORIIME, 5oV POTVIRECE M RER AL TREL TRALELY,

Do not operate the machine wearing gloves, a necktie, and other loose

clothing or jewelry. FRTOHA~
For All Users

@ HHICEZTAENEIR

- Dangerous since it will be caught.

12
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3. Specification

3—1 HHE 3-1 Specification
5 Model

IEHE Item LU-06 LU-08 LU-10 LU-12
52 OxAA—Y mm 10 10 15 15
Plunger stroke
Sy — —_ rraa
Y3—AbR—7(EET) mm 7.2 7.2 10.8 10.8
Jaw stroke(In dia.)
FERKAD kN 15 o5 35 45
Max. static gripping force
-.- =1 i “~
K1) BARHEIE D kN 25.2 45 60 75
Max. static gripping force
HERRMES MPa 2.15 2.5 3.3 3.0
Max. permissible oil pressure
¥2) N B = [aEx; in!
X2)pramERR A min 3500 3000 2500 2000
Max. permissible speed (rpm)
LERE mm 31~165 37~210 47~254 50~304
Gripping dia.
BHE(BEYIFI—ED)
Mass (with standard soft jaws) kg 13.7 26 45.5 68
BHEE—AVE 5
Moment of Inertia kg-m 0.045 0.143 0.373 0.8

AL
{ﬁﬁﬁ/.JJGI . Y1020R Y1225R Y1225R Y1530R
Operating cylinder

3—2 BIEHELEEREDE R
X1) RRFHOIEED
RAFMIEEN L. FLEEORIEANT, il
DIREE FRT)—R, Da—DEIHFIZKYEL
UET, LIzh > T, IR DR KEFMILE
NIE. ROIKEEIZH T BHIETT , (Fig3 SER)

(1) ¥ 3—Id, KITAGAWA DIZH#EY I+ a—%EH
L. RREDI—RA—HID 1/2 DEIETAY—
BZHT, VYIS —DESD 1/2 DHEBETIE
NBEHEHZTREL-HETHS,

(2) #43M(%. CHUCK GREASE PRO %{# Y 5%,
(P32)

Q) Oa—BRILEDFFFRILIIE RERLYT
95, (P-19 SH)

BT ~ADANE FEBRRANET S,

(5) MERIE. 20L/min L EDHHBEFHFH DT
ERERRTERVN. EAXREIE. ROTH
BOEAIVIO—ILEEIZESM, X(F, Bl
BRFRERICLEDBDET S,

EE1Z 3/8” (N1E 9mm) IZTEELE T,

13

3-2 Relation between total gripping force
and revolution speed

* 1) Maximum static gripping force
The static gripping force will vary depending on
the condition of lubrication, the brand of grease,
the height of jaw and other factors. Our standard
values written in the above specification table are
based on the following conditions. (See Fig.3)

(1) Use KITAGAWA standard soft jaw and place
Kitagawa jaw force tester against the locator face
the center point of the master jaw’ s stroke and at
half of the soft jaw’ s height, and read the value
of the gripping force.

(2) CHUCK GREASE PRO is lubrication for
obtaining the maximum efficiency of the chuck.
(See page 32)

(3) Mounting bolts of jaw are tightened with
specified torque. (See page 19)

(4) The input force of the plunger equals the
maximum input force.

(5) For hydraulic oil supply, a variable capacity type
pump with a discharge capacity of 20 liters or
more is used. Oil pressure is set with pump's
own control device or a reduction value which is
provided separately from the system.

Flexible hose 3/8 inch (inner dia. ¥®9mm) should
be used.



o A B #@fv7h¥a— KTAGAWA standard soft jaw
ot _1ﬁﬂr“ /" A=BOwM
Master jaw o = /" When A=B;

FFEBA AT

Max. parmiszible

input force f,-"
- - .
P *
o45—% T
Locator ARG a—ICiEH

Lubrication to master jaws

eI FE A
KITAGAWA jaw force tester

\ ME BT ICE B8 19— S
Tighten with recommended tightening torgue. [(See page 13)

3 Fig.3

X2) FEREEEREE

HEESEEEEE, ROFLGEHDOET, PIE
E N (EERP OIEEN) NERXEFHBENDE 1/3 12
BHRDRAETRRLTVET,

TSP rDMBIFRANO—IDFRELFET,

() Oa—FREY I —DRAEFMELFT

Q) FIEREDOF I BEAIIERKNIEENRELET,

*2) Max. permissible speed

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

They are on the condition that the plungers are
located at the center of the stroke, the jaws are of
the standard soft jaws and the static chuck gripping
force is at maximum.

NFE
OB HIZDLVTHOHEELY

UHI &G EERET HE.P-13~P-15 %5 EE&
#ET D,

BL. BIEHF. RO T-BEFDIERE. EEEIREE
RUMERT)—ADMREFIZKYENELDDT
EETAIE BHICHEMEDEVEELI=VINE
FRTHEEICIE. BREY—CEMNILSE, B4E
N KRELGD L, HEEMOEE., THAEETICD
BREZDT,. ILX LT IHR—RELRTHEL
T.H—CREFRELBSZBIE,

/N\CAUTION

OReference for gripping force

Refer to pages from 13 to 15 when determining
cutting conditions.

However, gripping force varies according to the
performance of pump and reducing value, piping
conditions, grease, etc. Especially, when pressure
regulators of the pump or the reducing valve are
not performing correctly, excessive surge pressure
will be raised, thus increasing the gripping force.
As a result, parts will be damaged and chuck
durability reduced. Therefore, it is recommended
to provide a throttle valve to lower the surge
pressure.

EEEERRICHITHEAIL. THEHPDR) T

MEUZDHEMNBDTHRNEETHE, FRPKRE

EIEAZEHELTOSD ., EHMNICEREHZER

T5ZE,

OEEL ) U DixEEEERENMELMEE (X, D
BEEEICEHLERE,

Since high speed machining with heavy cutting

can cause slippage or discharge the workpiece,

extreme care must be taken. Periodically check

that gripping force is adequate.

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

14




EEHDLFIZEY DI —ITRDANFKELIEEDD
ETLEY . RICEEEHDEIRIE. FEVINa—%RA
W=EDTY , D3—DRES ORI, BRTFEEICKY
RECEQYFI Mo, BEERENSLMGEIIE, AL

BENFCRDIERARANDETY,

3-2 {EiEHLMEEREE DR F®R

Centrifugal force which acts on jaws occurs by
increasing chuck rotation, thus r educing gripping
force. The diagram shows data using the standard
soft jaws. The gripping force is varied by the size,
shape and position of jaw. Consequently, if chuck
speed is high, it is necessary to measure with
Kitagawa jaw force tester.

3-2 Relation between total gripping force and rotational speed

a0

—

AN

LU-12

40

,_
=
@

Total Gripping Force

EH D kN

20

Ve

U8
\ LU-0

1000 2000

E %=  min— (rpm) Speed

2000 4000

3-8 T Tv ANELMENDER
3-3 Relation between plunger input force and hydraulic pressure

&0

40

a0

20

IV e A KN
Plunger Input Force

80

]

Total Gripping Force
&

BN DkN
5]

Y1530R

/

A Y1225R

/S

e

L

%7

1.0

20 3.0

4.0

JMEF : Mpa Hydraulic press

3-4 BEBAHLETFUOv AN OREEK
3-4 Relation between total gripping force and plunger input force

//
LU-10
— A
LU-12
LU-08
N
/( LU-08
10 20 ao 40

FF%¢ AN kN Plunger Input Force

15

s

OKITAGAWA & 1 Et%E A

O U DEFANA—S R
OIFEY TN — DR &

Conditions

eKitagawa gripping force tester is used.
ePlungers are located on the center of stroke.

eJaws are of standard soft jaws.



4. Bt

4. Mounting

4—1 FE— 1 —0O%fE
FO—N—DRSE. ROKSICLTRELTTELY,
BL. LINBYRD )R EDEERITESEDTT,

ANFHFAREASLIICT S (ZEM)

\\-\ This part shouwld be worked so that
aspanner or the like can set hers.

4-1 Manufacture of drawbar

The following Figs. 3, 3-1 and table indicate how to
determine the length of the drawbar.

Upper calculation is combination with Kitagawa Y
type cylinder.

YULH  EO—iri— ZELEL
cylinder "-\ Draw bar, Spindle

Frvy
| Chuck
]

\

=

I

L E ] A
izu:f#:ﬂ:sr:fﬁ_f !
L D L . ‘ Cylinder adaptor f_'
1 - - =1
4 FO—/N\—DFHHAK 4-1 FA—/N\—E{+E
Fig.4 Detail draw bar Fig.4-1 Mounting of draw bar
mm
1= AT 2
vosel | oyaer | A | B | C |0 E| L
LU-06 Y1020R M20 M16 35 30 35 M-73
LU-08 Y1225R M24 M20 35 35 35 M-84
LU-10 Y1225R M24 M24 35 35 45 M-88
LU-12 Y1530R M30 M27 45 43 60 M-93

OFR &Y. L& (Fig.d) [ZVBTETREREVR
JLIREED M (Fig.4-1) NEFNIETRETESE
ER

(%)

OLU-08 £Y1225R T, VIVETHETRERE
URIVIRE ED EEEM=800 mmDIBE . KO—/s—D
2 EI[%. L=M-84=800-84=716 (mm) £xYET,

OAHARUMIDMEIE, VIV FER AYRDRIIZ
AhHETIS6H BV 6h.6g BEELELTTSLY,

OThe“L”dimension can be found by the above
table when the distance M between the cylinder
adaptor and the back plate is given.(See Fig’s. 4
and 4-1)

Example)

@®When the distance M between the cylinder
adapter and the spindle end face is 800mm with
chuck LU-08 combined with cylinder Y1225R.the
total length of the draw bar is
L=M-84=800-84=716 (mm)

@ Thread the part“A”to JIS standard 6H. 6h. 6g.
corresponding to the thread of cylinder piston rod.

OFA—N—2Z2BELE+RELDITTIENEE,
SRET R THETY HLEENN—BDILIZED
n. TEMHLREL. BIRTHS.

ORTDhIHHLDENE, RBRVEEFREDR
H&b,

Olncrease the thickness of draw bar to secure
strength. The gripping force is lost if the chuck is
broken because of insufficient strength. As a
result, the workpiece discharges, thereby
causing danger.

O Insecure threads will cause the drawbar to
vibrate.
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4-2 Frov) DM FIE 4-2 Mounting steps of chuck

AXE X /N\CAUTION

O F vy IEAEURIVICEET HRRICIE, IBIEREE @®\When mounting the chuck on the spindle,
[CEETDHHAEVR L/ —XEO#RE H L] confirm that the spindle nose fitting is appropriate
’E&)égtféﬁﬁaﬁg’\bf?éb\o because it affects gripping accuracy.
DYoo A AROQ—IN—ZRFITET, (DConnect the draw bar to the cylinder.
OV A DEARR OYRIZRA—/N—F R JAT OsScrew the draw bar into the cylinder piston rod
BE.ERAMOYRABIRAENZRETRIRAA vyit: the (;od rﬁtrgcted asdfar as it will gor.](lf it is
tightened at the intermediate position, the
—G-Féf'% (AL E TR o EE RN OEY locking pin of the piston may be damaged.)
IEDHAFBREALET ) @Mount the cylinder to the spindle (cylinder
@I FEREVRIV (DB TETR) BT ITE adapter).
ED OChuck that the run-out of cylinder is minimized
OVYLE DIENEREDEL. EEis T HERESS before routing the hydraulic piping.
Yk LET, {EF (0.4~05MPa) T 2~3 EEEIAL . Move the piston at low pressure (0.4~0.5MPa)
Ry OyR R - L CEEE Y ET, two or three times and set the piston at the

forward end before switching power off.

@F vvVEFO—N—ITEHELETS , (Fig. 5 BMH) ®Connect the chuck to the drawbar (See fig.5)

OF ¥wIDT SV EBIERENIRETITOT OThe plunger of the chuck must be drawn inside
TEL, (HEIKRE as it was delivered.
OF ¥y Doa—, HN—XIEar—42xmysL ORemove jaws, cover or locator.
TT&LY, OLift the chuck using a crane etc., and locate the
OF vuhEHL—VETRY RO IEVRILE chuck center to the spindle center of the lathe.

NFrvIDEBEEHETTEL,

AANZE XK /N\CAUTION

OF v IEHMICERT DBE. 7TARILERIER OWhen mounting or removing the chuck, lift it
URJILNEFERHRALIL—VTRABAZE, BAVFUT with the crane, using an eyebolt or lifting belt.
DF vy LT AHILRERBLTLL, ) (P-10 (For a chuck of 8 inches or less, eyebolt is not
S8) attached.) (See pagel0)

OFEABITNTINT &, OBe sure to remove the eyebolt from the chuck

OVYL A [ZDNTIEL LS DEURES BRI 5 after mounting or removing.

—& OFor the cylinder, refer to the instruction Manual.

ORABANTEF vy IHRILRIZIEAL, FA—RY Olnsert the hex. socket screw key to the chuck

Ja—%ELGEALFO—/N—~NEFELTT I, center hole and fit the chuck to the draw bar by
OFvy/B{tEE. RBEODREVRLESE (NI T screwing the draw screw.

L—rE)BN—HTHFETFA—RY)21—5RVAA OScrew in the draw screw until the chuck fitting

TTFELY, face contacts the spindle face (backplate face.)

17



AE X

OMFAEA—HT HETRIUADIELEE, (T 2~3
EEET—HL. ENULERDAHGVEFFO—
N—DRIEHERTILENHYFT,

ORO—RY)a2—,RO—N—%EETHLE R L
—RIZRTRAHBENERIT, RUSEDEERED
HENVETT, ME(SERKTDHE. TIoT0vD
Bt B ERERRGEEELTT,

/N\CAUTION

OThe drawbar length may need adjusting when

the draw nut cannot be screwed correctly to
spindle face.

OIf the connecting of the chuck and drawbar is
difficult, check the thread. If connected by force,
the plunger will be damaged, thus resulting in
poor accuracy.

OFO—RYY)a—IZH T HFA—/N—DRTRAHER
SHRYLGNE RONEELTIBENA—BEDS
LiZkbh, TEMHIRBLEIRTH S,

OlIf the draw bar is insufficiently screwed into draw
screw, the thread will be damaged, thus
eliminating the gripping force momentarily. It will
result danger due to discharge of workpiece.

FO—  FO—RZ&Ya— rigdFL—b 735

Py

Ciraw bar \

Draw screw |\ Rﬂﬂﬂk plate ,-"f Plug

Plunger

iyl EYAE

Spindle Mnunhng baolt

Greasa nip pla

Hexagon socket scraw key

5 Fig.5

@F vy OEREVR LB EICEHDE TRAET.
ORABBERNFTZEILTFrIINEEODRE R
IR EARRICHET HREICLES,
OF vy BFHRILEEF (T T TTIL,
(Fig.6) 1=>2—3—4—5—6 (R —L T XiRN
DIRE LD, ) (BFHRILEDRERFRILY

P19 £H8)

6 Fig.6
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(4)Mount the chuck to the spindle
OTurn the hex socket screw key so that the

chuck is properly attached to the spindle
mounting face of lathe.

QOuUniformly tighten chuck mounting bolts in the

order of 1, 2, 3, 4, 5, and 6 as shown in fig. 6.
(Uneven tightening will cause run-out. For
specified torque of mounting bolts, refer to
pagel9.)




OF vy BRIV TR EFET M ILY THETET
NIEESEN, FEFRLIONTRLEEY, KEFTE
BERILEDBIEL ., Fru 0 TEYMMNRBLE
RTHD. Tf=. FRAPEHMIRILEDIEAH
HLHHERT DL,

Ottt EDEATARILEUNIERLEWNIE B
— DRIV EERATIIEEIEERERD 12.9
(M22 LA E109) U EEL. REIZTHRFEET S

OTighten chuck mounting bolts at the specified
tightening torque. If the tightening torque is
insufficient or too strong, bolts will be damaged
and the check or workpiece may fall
Periodically check that bolts are not loosened.

OUse only attached Kitagawa brand bolts. In an
unavoidable case, use bolt with strength code
12.9 (M22 or more: 10.9) or more and sufficient

& length.
RILMH A X Bolt size | #{FhJLo Tightening torque
M4 3.8 N*m
M5 7.5 Nm
M6 13 N*m
M8 33 N'm
M10 73 N-m
M12 107 N*m
M14 171 N*m
M16 250 N*m

OFS5oCrDBEERABLET .,
ORO—RYY1—%REEt AMICEIERSE . [ERA
fFIEL=KREEM S, BFETAMIC 150~210° D EREH
TSFzIDEFTIEHTT SN,
EBIT,ATELRRD
SHERICHDHILERE | Azt A(mm)
BLTTELY,
LU-06 6~7

LU-08 9~10

LU-10 | 10.5~11.5
LU-12| 9.5~10.5

(5) Adjust the plunger to the correct position.

OTurn the draw screw counterclockwise up to
the full stop, and after that, turn it clockwise
for about 150~210° to stop it at the position
where ratchet hooks.

Confirm that the Model |  A(mm)

dimension A is within the
range shown in the table LU-06 6~7

below. LU-08| 9~10

LU-10|10.5~11.5

LU-12 | 9.5~10.5

'

AFE
CORBNF+0LGEE. FIED I —AMA—IR
Bonghof=Y. SR EEET I ENHYET,

/N\CAUTION

If this adjustment is made improperly, the desired

jaw stroke will not be obtained or the parts will be
damaged.

®Ta—EhN—X(FATF—2FBF T FryIDik (6) Remount the jaw and cover or locator and check

hEERLET,
OF vy oD Bk, EiRALIE 0.02 mml T&LTL
ir= AW
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run-out of the chuck.
OMake peripheral run-out and face run-out the

chuck to 0.02mm or less.




5. ¥a—hkF—/\B4 5. Short-Tapered Spindle

5—1 LALAYYFvevI~Ti% 5-1 Level lock Chuck dimensions
OBRERIERDLSIZH>TNET, OType expression of chucks.

LU - 08 6- 999

L BHBSGHHES) Design No.
FEhiFEFZIK Shape of main spindle end
5:A2-5 /—X nose
6:A2-6 /—X nose
8:A2-8 /—X nose
S: ARL—kAA— Straight faucet
FovIFUREATF)
Nominal chuck dia. (inch)

LA)LOYYIFy% Level Lock Chuck

20




5—2 /Xy FTL—rDE - B4t

ONYITL—hF, REVRILVERYRAIED L, #RE
FEEMILTTEL,

ONYITL—rDIRNIZ. BEFyIvIDRBEICHE
LEITHL. mEDIERNARVAO—DIRNIE,
0.005 mmEA FICLTTFELY,

OF vy IB{t4oO—E R UEDOMI L., BATHER
[CEFELTHHOMILET L. BEKRLLET,
ON\VITL—hDFvyvIBftA o 0—E X, TioE

#+ti% A THZE A-0.03mmIZTMILTTELY,

OFig. 7 [X.JIS Ya—hrT— BB DIFETT,

5-2 Manufacture and mounting of back plate

OActually measure the spindle before machining
the close fit diameter of back plate.

OAs the run-out of the back plate will influence
chuck accuracy, the run-out of end face and that
of socket and spigot part should be less than
0.005mm.

OMachine the socket and spigot part mounting the
chuck and face with the chuck set to the setting
equipment to increase accuracy.

OMachine the chuck mounting socket and spigot
part on the back plate to the value A-0.03 mm as
per reference size A in the table below.

OFig. 7 shows JIS short tapered spindle.

Ky 77— b o,, ¢ | Frod
Back plate “\\\i Chuck
. 1, —_‘_'.:5_,-..-.—-5
et b L—n;-‘__
Mounting bolt < m |
-l a| —
i P —
Fo—n"— - E—
—— ] A
Draw bar | r——— ;
v | —
agekr T B b
Spindle A| 0.005TIR oosTIR |  Mounting boit
¥ 7 Fig.7
mm
#4350 Model . . . =
EE Item LU-06 LU-08 LU-10 LU-12 SEYA TR (q>a—F) 1% DIN
-
A(H6) 140 170 220 220 BRBISE>TLET,
Note) A” Dimension mounting
B 104.8 1334 171.4 171.4
recess diameter is according
C 75 85 105 120
to DIN standard.
D(B %) 18(A:-5) | 20(A:-6) | 25(A2-8) | 25(A:-8)

ONYITU—FERAFRILII 158 E (B, K
B ME)EZHEIHLDEL. REMTAILYTH
& (P-19 SR MRMMILINFRLIZYKRE
FEDERILMDBIEL . Fro A RELERT
H5o

OMount the back plate with bolts which have
sufficient strength (dia., pcs., and material) and
tighten it with specified torque. (See page 19)

If tightening torque is insufficient or too strong,
bolts are broken. Also, the workpiece
discharges thus resulting in danger.
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5—3 FA—/\—D&E1F
FO—N\—DORI(F. ROESICLTRELTTFELY,
{BL. LINEYR YOS EDMERIZELDEDTT,

5-3 Manufacture of draw bar
Determine the draw bar length as follows.
Upper calculation is only in combination with
Kitagawa Y type cylinder.

ANFHHPENBLICTS, (ZEM)

™,

This part should be worked so that

. aspanner or the like can set here.

A B
O\ o{f —
1 AN Ael W A
e
| o lE ]
L D L
- -
8 Fig.8 mm
ik )oF
Model Cylinder A B c D E L
LU-06 Y1020R M20 M16 35 30 35 M+N-73
LU-08 Y1225R M24 M20 35 35 35 M+N-84
LU-10 Y1225R M24 M24 35 35 45 M+N-88
LU-12 Y1530R M30 M27 45 43 60 M+N-93
OR&ELY.LT%(Fig. 8) LA TETREREUR ODimension “L” (fig. 8)is determined by the
VIGEEDERE M & /\v I TL—FDEH N(Fig. distance “M” between the cylinder adaptor and
S)MEENITRETEET, the spindle end face, and the back plate thickness
(1) “N” (fig. 8)
OLU-08 £Y1225R T.VULETHETHRER Example)
EVRILiGEED EREM=800 mn&/ v TFL—k @ Distance“M”between the cylinder adapter and
DEHAN=20mDiHE . KA—N—DE2R[E. L= the spindle end face:800mm Back plate
M+N—84=800+20—84=736(mm) &7xYFE thickness“N”20mm Draw bar whole length: L=
ERS M+N—84=800+20—84=736(mm)
QAR MIDMEE, P FERFAYRD R @ Thread the part “A” to JIS standard 6H. 6h. 6g.
PIZEHHETIS6H RU 6h, 6g FFELLTTS corresponding to the thread of cylinder piston
LY, rod.
PH YU HITF TS FO—ri—  ZEPXEL Frod
Cylinder %, ', Cylinder adaptor /Drawbar  [spindie | Chuck
"'.,' II"I_ ."ll I."I |
" 'Ll I /
L] 1 I" .
-— T - 7 _ -
| —
| B | |
B M -
9 Fig.9
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6. BiEER

6. Test run

ANE &

@S/ EELIZEIFTTIESD ., TS5TEMLE=H K
SAN—FTRIZABLTLNST)—RIZERIN
#FlT+5.

O EEEHIE, TIIEE(04~05MPa) [TEREL. F
I DEH RV I—DREAELTTSLY,

O DB, TS RHBT ) —ABHHLIZIEE EH
EWOoTT S, (HEARKIIREEDNY ) —REH
ALTWET,)

@) —ADHHMNE WL, RAEIDST)—R=
YTIWEYT)—RAA U THBLTTEL,

OS5 ELLEEBYFHEOHTTELY,

@ LD FIETHICEENZFNIERIZTTAT
Ty,

/N\CAUTION

@ Set the chuck with the plug facing upward and

remove the plug and make an air hole through
the grease by using a screwdriver.

@Set the oil pressure to a low level (0.4~0.5MPa)
and ensure the jaws open and close.
@If excessive grease comes out of the plug

through the grease nipple on the opposite by
using a grease gun, remove the ring.

@If too much grease leaks, apply some grease
through the grease nipple on the opposite side
by using a grease gun.

@Retighten the plug as ever.

@If no particular abnormal condition is observed,
go the next step.

O@EHERAE VK )L[EEREE 100~200min-1 TERIERS
. IEREERHE L (FET, EERREMNBRDE
X, VA FrovI RURA—N\—DIRNEEF
BRTIVLENHYET,

O F vy DIa—%FREATHIEICKYFvy oA
DTN)=RA=ZvFIL, BB, RKETREAD—
BEENST ) —ANHETLKBIGEELHYFET . J
J—ZEREM>THOLAEVRILEREESHETTF
=AW

@ LIEDFIETHICEENZTFNIEERALTTS
LY,

@ Set the lathe spindle speed at 100~200min-1,
and increase the speed gradually. When
excessive vibrations are observed, it is
necessary to re-chuck the run-outs of cylinder,
chuck and draw bar.

@\While operating the jaw of the chuck, the grease
may be leaked out from the grease nipple
provided on the chuck O.D. face or from the
sliding parts between the main body and the
master jaw. Wipe off the leaked grease before
starting the spindle.

@If no particular abnormal condition is observed
during the above procedures, the unit can be put
into regular operation.

| @TU—RFEBHATLISTMISAFOTLA
| EA—A—TO—F BARMAREHBYET
| @DLTLEBRS L ®TIE, J—RHSEFYIS
| L TOBO T —A—TO—LBBYET,
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@ The possibility that grease overflows increases if
more grease is to the plug side.

@ The possibility that grease overflows increases
after rotating the chuck because more grease is
moved to the periphery of the chuck.




7. JI2hoa—mR

BEUOT—20RE

7. Forming of soft jaws and
manufacture of locator

@/ a— BLURAT—2(E. TEMORIK. TiE
ME. BAE. BIUYRIEHLGEEEELTRE
BLDZEFEALTTSELY,

QOB EL. TS5V RAO—- D R {417 T A
LTTFELY,

O DFvyIDFEREF. BARIFAr—2TEE
MEBEZHREL. FBEAAEDI—TIRELFET . &0
T BEBEICKEEET DN VI a—D K
Riklimr—2n8EITT,

~

@ Use the best suitable jaw and locator, taking into
account the shape, size, material and surface
roughness of the workpiece as well as cutting
conditions.

@It is most desirable that a workpiece is chucked
at the central part of the plunger stroke.

@In using the chuck, the locator sets the datum
position for the workpiece in axial direction
while the laws grip the workpiece in radial
direction. Therefore, it is “forming of soft jaws”
and “manufacture of locator” which influence
the gripping accuracy.

Ya—

a{

T{EM
Workpiece

— Tk

|~

N

f

Locator

10 Fig.10

OIEY%EIRET IHNDTRECI—DAO—Y
X, A=Y DO REVEERASO—YEFHAT
FRATIONRET. HIELLLLREL. &
ENBoNnd, ANA—YIURASTHREX, T
EMZEEL TN EAHY , TEMAREIL
BRTHD, Da—BfRILMNEI+ R LREER
THELEDEL, BERHMMILYTRTITHZE, (P
-19 SR A MILIDBRRLIZYRETEL LR
JLEABEIEL . O3 — O TEMARELEBRTH
%,

Olt is the most desirable that the workpiece is
gripped at mid stroke of the master jaws. To grip
the workpiece correctly, avoid gripping at stroke
end because it is danger due to discharges of
workpiece.

Mount the jaw with bolts which have sufficient
strength and tighten it with specified torque.
(See page 19)

If tightening torque is insufficient or too strong,
bolts are broken.

Also, the workpiece discharges thus resulting
danger.
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7-1 YIboa—n R

VIR —DEBIFTRICEYEHEOTTELY,

7-1 Forming of soft jaws

Forming of soft jaws should be done in the following

procedures.

ORI T ERELET, @Prepare the ring for forming.
Yo D EIE Rz 6.3 ELEITEE 1) o 4F Forming outer diameter of ring
BELEL.EFHEVLWEZDOHIELDE an is limited to Rz 6.3 finishing.
FERATSEY, (Fig.11 S8R) . Ensure the ring is strong with a

AT ONETIEF, Y3 —R suitable wall thickness. (See

FE—O DR RIZEDESERTE Fig. 11)
TaELY, Note) Set the forming outer
FR) VTR RIZAYTIMILR Mo UE—F‘l ) diameter of ring dimension to
ILNTERNTHEEFITT, = ==L ' grip around the middle of the
jaw stroke.
Pl Note) It is recommended to tap the

center hole of ring and insert
the bolt.

@ F vy EIME hEFEAKEIC
REL. VI EIBELET,
COFE, VT DMENENESF ¥
YORIEIC) T #RLA T T IR
NATHNESIZIBBLT TS
LY,

@ Set the hydraulic pressure to the
working condition, and grip the
ring, then push the ring to the
chuck evenly so that the ring
does not tilt.

Q) EIEIELI-FFDIRETT
EYIBIEE (D) ER AL ET . @
DEIETEYIDIEETERLR
FH7 EBE) I, ZEMSIE Rz
6.3 L FICIILTTFELY,

O EDEAIL. TN
ERIEXRIZEDHIZEYMLTTE
LY,

ARV ECHEYTEEL

LTTF&LY,

@Form the part @D For gripping
the workpiece with the ring still
gripped. Machine the part @D to
the same diameter (H7) as the
workpiece and surface
roughness less than Rz 6.3.

@ Set the gripping pressure for the
jaws to the approximately the
same as when the workpiece is
gripped.

Note) If the ring distorted,
alternatively use a stronger
ring with additional wall
thickness.

25




ORI T LD YT ZERY4
LTTF&LY, g— T{EH
OO —AFIYFFHIFTTELY, Jaw
O T EM%FIBEL T 3I—DA+O

—EREBL TS,

Workpiece ;
O LEIHIZFTLN INTHEEAORY

VT NENHGEREZELTTS
LY,

O I —DELYNEODAMNLE J
PO FEJRNDDETGY RIFHE
EALRET,

Iln'
ny—5 ) ELEY
Locatar

Faorefront
OMUNLI=-Ua—FBERY AT

@ After forming jaws, remove the
ring workpiece with the ring still.

@®Mount the locator.

@Grip the workpiece to ¢ heck the
jaw stroke.

@ Perform trial cutting to inspect
machining accuracy, etc.

@®When the gripping contact of the
jaw is stronger in its forefront
part, the workpiece can be
gripped better with less

vibrations at end of the
workpiece.

contact

SBAICIE. UTOAITERLT Ga—HftEn bk
-Eé“° . Jaw mounting balt

@ a—ZHfARILETRIBLET,

O F vy UREMENTIEE (0.4~

0.5MPa) IZERTEL. VT % {EiE
LET.
CDEF, VT DMENENESF ¥

VORIEICY T ERLAA T T, iR
NATHENKSICBELTTS

ANE

)T EBELT-R , REEDH A

points.

~0.5 MPa, and grip the ring,
then push the ring to the chuck
evenly so that the ring does not
tilt.

@In case of re-installing for the
remove jaws, note the following

@Fix the jaws temporarily with jaw
mounting bolts.

@ Set the hydraulic pressure to 0.4

KA THMES [ESa—migE
EASY | EREAERY A S 3

/N\CAUTION

If the temporary jaw fixing is
not tight enough, the jaws are
lift when gripping the ring.
The ring will not be set
@L\$b§% U iTG)T‘“,’II‘%‘\LT Correcﬂy_
Taby,
@Tighten the jaw mounting bolts
O ZTDFEFDKRETII—HMAFRIL to the standard torque when
FEIRENILY THREDFFTTTS gripping the ring.
LY,
C
—_
! mm
f X Model
,- HH Item LU-06 LU-08 LU-10 LU-12
: A 26.4 32 40.6 42.6

3 B+

8- B 17 17 20 20

C M8 M8 M10 M10
5 X ERTERIEEY I a—FRABOSETEELET,
et
11 Fig.11
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¥ Above dimensions show the reference dimensions using the
standard soft jaws.



7-2 O—30DH4E 7-2 Manufacture of locator

OF vy N OEIZAAERIZLY. THEYEO,y— @®Workpiece is gripped while it is strongly pressed
Az <E | TIRET A0 T, REREOERN against the locator by pulling force of the chuck.
HERADEARROBLMSIKEG ol ool e daun s
88 S g L\ AT RE L E R
BLET BRIRE S, +HTRECREERRL workpiece in terms its perpendicularity and
TFEL, parallelism. The datum face should have sufficient

hardness and accuracy.
Fru?
/Chuck
s
7
s AT A
04— B {Workplece
Locatar I /
S |
t;ﬂl‘ _FT-.
- [x]
re——{L] 0.005 [x]
12 Fig.12
O TEFTREZSHELTTSLY, @For dimensions, refer to the table below.
FrugEy—
Chuck body S

=
]
-
¥ N
e ~—_" o003 | F"l
ol
i
13 Fig.13 mm
HH FryVltiE A7 —4%fIti& oy
Item Chuck dimensions Locator dimensions O ring
= H4X Size
Y A B C D E F G H J K (NOK)
M4 ZE 8
LU-06 40 M4 Depth 8 7 50 | 33 | 55 30 1 2.7 5 S 30
M5 ZE 10
LU-08 53 M5 Depth 10 10 65 45 8 42 3 2.7 5 S42
M6 12
LU-10 62 M6 Depth 12 12 75 50 9 47.2 3 2.7 5 S 46
M6 iZ® 15
LU-12 75 M6 Depth 15 10 | 90 | 60 9 57.2 3 2.7 5 S 56
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8. YIra—m ik

8. Soft jaw dimensions

_‘(JD__ ¥ = S f
T — | e
_@a_ S o
I
| \
i
14 Fig.14
mm
HE
Item
5t A B C D F H J K L M
Model
LU-06 35 34 70 10 6 10 43 - 22 21 15
LU-08 40 445 84 16 7 12 53 26 19 29 13
LU-10 50 49.5 100 | 18 7 15 62 32 22 32 15
LU-12 60 54.5 120 | 20 7 17 78 36 25 36 17
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9. FRHLDIE

9. Precautions

O a—DUMZDEIEL. RNBERIFOI-OIHH
HOEEARITERLTTEV . BH. Pa—n1{x
. TEDZIELSI—ITRILNERER
LY THEMF T TT S,

O LEMD K. VIBIEHICEHLE THEAE Y
FLTTEW, A TRDIEYESE S THA F
FTL. EOBTNABYET,

OEEL-ITHEYENY—ETIKILF. BER
UHEEFELOEREELL BLETOTOH
TTaELY,

ORVTHMZIEET HHEE. BT HHELIRY
LEHEEFERALTERHEEEEICKFELTTS
LY

@®\When replacing the jaw, clean the fit-in part
carefully in order to maintain the running
accuracy.

After provisional mounting of the jaw, let it grip
the workpiece and fasten the jaw mounting bolt
with specified torque.

@ Set the hydraulic pressure to the shape of a
workpiece and to the cutting conditions. If a
pipe- like workpiece is chucked by high
pressure, if may be strained.

@®Never strike a workpiece, which is kept on the
chuck, by a hammer or the likes. If struck, the
working accuracy and functions of the machine
will be much damaged. And the life of the
machine will be also shortened remarkably.

@®When chucking a long-sized workpiece, use a
tail stock or steady rest. And support the free
end of the workpiece without fail.

O@EERH (X, {EIELI-TEMA RENT B1=O 4%t
[ZF vy IRBRREZLEVLTT L,

OF vy NHEEEEHIT. HHRICHERLI-ERRA
TERLTTSLY,

@ F vy DT, AR, &M, REFIZIX. BRE
P> THBITO>TTELY,

A DANGER

eNever run the chuck during operation.
Otherwise the workpiece may be disengaged
and thrown off.

eMax. speed of the chuck should be kept within
the specified range during operation.

oCut off the power supply when chucking,
greasing or changing to chuck.

OEMERIFFILODIGEE L. TEMEF vy &Y
HLTTSELY,

O LEMEIBIET HHDTRACI—D R O—Y
F. RAFA—Y DO RTHEATIOMNRET. #HE
EE0oLEREL. BRENBONET RO—Y
IVRESTOIREIX. 2 LIFF L BHYEEA
DTEITTTELY,

O:LEME. TOYUSLIRE(ICKY, FyyIRITT
EMIZAY. RITIMEIERL, BBE5AT
BEIZIX. BELICEERZIEDH T, REVFIL, Fv
YOIZEEIFROD, IBIEREEEARNTTIL,

@ When resting the machine for a long time,
remove a workpiece from the chuck.

@1t is most desirable that a workpiece is chucked
at the central part of the stroke of each master
jaw. And in this case, the most stabilized high
accuracy can be obtained at the standpoint of
the mechanism. Avoid chucking at the near part
of the stroke end in view of the safety.

@®When malfunction and program mistakes cause
a cutter and cutter holder to contact the chuck,
immediately stop the machine to recheck the
spindle, chuck, and gripping accuracy.
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O LEYEIRIET HP3—IL. BERICEEED A @Since the jaw gripping the workpiece receives

DEELETZ+ET-0. FILEIZKET B EERE the influence of centrifugal force directly during

BT rotation, unnecessarily large jaw can be
N e — e . dangerous.

O 7 vy Y DIBHN L AL BENT @ The chuck thrust should be kept within the
EALTTSL, F@mOET. IAORELEZYRE specified allowable range during operation. To
RTY, operate with excessive thrust can be dangerous,

O LEMMIPICFEERWIEHNROHEFICL as it will deteriorate service life and cause
YEBENANERETL. THEMHRET ZE failure.

bfi)LJid'd)’G*‘/'J‘/’Sfd)tJHﬁi’& 4R—k2 (B @When abnormal drop of the supplied pressure is

- fail k f
BHIR IS THSBA (1. BRORAE S AHI caused by power failre or breakdown o
pressure source during work machining, the

EZZé#’LT:Jk,‘._\’GIVE%@#E#E*&?T'),EEJ_IEIE%LL, workpiece may be disengaged and thrown off. In
TTaLY, (Fig1s S8) case the change-over of cylinder is made by use
OT7UNTUADITEYEIRIET HHE(E. FEIEE of the 4-port 2-position solenoid controlled
EERETNSVURYIA T, KRB, THEHD valve, the hydraulic circuit should be so
RUHLEEHCIEARETT, designed as to grip the workpiece when
OF vy IR F—EE - O — 2 OB EERM 2 solednqld co:trollsd valc;/e is demagbne'tlzeo!.d E;y
LA EBMISEERNICZYTRIE, NETEST S?Sezl?ig’lg)e above danger can be avoided.
STTFELY, (Fig.16 SH) @®When gripping an unbalanced workpiece, turn
E)EBMIEERMIFICEST /NS VRICE the chuck with adequate speed. When mounting
ELTTEWN, PUNTUANBHYET LIRSS the locator or jig to the chuck, bore and tap it
ENEC T EERERICZELET, within additional machining range. (See fig.16)

Note) Take care so as not to unbalance the
workpiece for additional machining or jig
mounting. If unbalanced, it will cause
vibration, etc., thus reducing the
workpiece accuracy.

) d
| Cylinder |

] P - S EFIEE A
,"é Xj ------ EHp) %

Manual operated valve for
LA

gripping of 1.D. and O.D.
i

47— FofiriEia s
4-port 2-port solenoid controlled valve.

15 Fig.15
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F v v 75 FHREPE N T AEHEE
Chuck outline Shaded area : It is possible to bore or tap
additionally

g

] T
D

| -
11 'y
T K
o
=
~E .
16 Fig.16 mm
IHH Item
1zt Model A B c D E
LU-06 27.5 42 17 52.4 25 LT
or less
LU-08 325 52 20 66.7 35 LIT
or less
LU-10 40 62 25 85.7 45 &LT
or less
LU-12 45 62 25 85.7 48 LT
or less
A, B, CEBIMIAT~fi%k A,B,C:Additional tapping or boring are not allowed.
E, AV XILRBAIT AT RERS E :Possible depth for tapping or boring.

OOy —4aXIE. JBE#EfTIHAEICIZEDHIZE O For the locator or jig, prevent discharging
BREFLLE X E (Ko TILELE) £ 5L . 47508 caused by centrifugal force with dwell pin, etc.,
EQRILNTHET 5k and tighten it with bolts having sufficient
= ' ° strength.
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10. RF AR

10. Maintenance and Inspection

OF v/ RIBMHREDIKETHERT L AEIZIL.
HERBRLNEETHD, BBFRICKENSTIL
ELT BHENTOESHFR. LEFEEDE
T.EEEHE. 0EIOEENEZILND, X, BIE
ADOETIZEY IEMIRELERTHD, L=
HoT, BB HAHIFERIZTICE,

OB AIIE EIGFDIE (P-23) [TRLI-EET
T-oTTFELY,

OJ)—R#EHEFICIE. RT—NEDRAIRTIED
FOERYSL, TRy TILKYIELT TS
W IEORDIREY T —ANEHLTELET S
FTHRML. 2~3 EF vy ia—z=Egisti:
#.IEOHROEMAIAATIIZSLY,

(OTo 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 pressure, reduces
gripping force and affects gripping accuracy,
securely lubricate the chuck.

O Refer to the procedure shown on the Test
Operation (P-23) when greasing the chuck.
OWhen lubricating the chuck with grease, remove
the hex. socket set screw from the chuck
periphery and supply grease through the grease
nipple. Continue applying grease until it
emerges continuously from the hole where the
set screw was removed. After actuating the

chuck jaws 2—3 times, replace the set screw.

#ilEMA |CHUCK GREASE PRO

HHMER (FEOHHNKERE)

FAHTFvoT)—R

X

Eya—kEP Y1)—X

BL-AHa—=25(#%) : BAERDOH

ﬁ\r:
W
B

Chuck-EEZ ¥'1)—X

Kitagawa-NorthTech Inc. : JtKithis

EYa—k TP-42

F)a—=T 0 FRN-TO7 i

1)1 —/N\—~_R—Z | ME 31-52

DYa—nN—-)ad)r—ay . R

CHUCK GREASE PRO

Genuine Kitagawa genuine product
product (Kitagawa distributor of each country)

Kitagawa chuck grease  |Conventional product

_ Molykote EP Grease TORAY Dow Corning (only inside Japan)
Conventional - - -
duct Chuck EEZ grease Kitagawa-Northtech Inc. (North American region)
proauc : : :
MOLYKOTE TP-42 Dow Corning (Europe, Asian region)

Kluberpaste ME31-52 Kluber lubrication (worldwide)

NZE ¥

OF ¥yl ia L F FEIT1E, XIE 10 AERIEIC
(WL DYAEITIE27BIZ1 BLLL) 5fiF R
TV BREOEBRCERILOHLEELGAR
HEISEEIRBTEHILE,

OmBRIE+HEMLENSHI TSI L,

/N\CAUTION

ODisassemble and clean the chuck at least once

per 6 months or every 100.000th used (once
every two months for the casting). See if parts
are worn or cracked and replace it if required.

OLubricate the chuck before reassembling.
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#4115 A 636 12 3

RTr— 17 A8

SNEEOT— | BL. BEEEE. KFEHEE
AZyTNEY | SRIERTSEE%E. AKX
JU—RFE | HIZEDETHRBEREEOL
EOTHRIMLT | TS,

&Ly,

OEEBRTHICIE, FyvI R T—ORBEEITH
VIRETH T ERLTTSLY,

OMSFEMNRDHAUHIKEFERALELE, FryIRER
[CHFEEECIBEAETEEITIEAHYET . T5F
BTSN,

T —ARUBEF O R EHEHITONT
3 FA #

- YR

- HATE SR (SRS N DA A

WALT=IGE  KEICRALIIGE X ELIZH &S
ELRDIGAIZEL. RELTREBIZR D RELGLE
ERDZMEZT5,

REICAELSE AEDETRERY. KERITAT
KRS WP A PORIERE DKL HDIEE L. F
PHOCEDZEER TS,

BICA-T5E B EKTRIE150RMILELIE.
ERDOFETERITS,

MAAATEBE EEBICHEMMESEET . BELICE
EDEZEEZT5,

- BELSNDT)—Z0, BEKRTRZAZEEIN
BRICOVWTRZEA TN DR EEHRECARIEE. S
BRLTLSZSLY,
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Section to be Lubrication cycle

lubricated

Apply grease Once a month, However, when
from the the machine is operated at
grease nipple | high speed rotation or a large
at the amount of water soluble cutting
periphery end | oil is used, more of lubrication
of body with a | is needed according to service
grease gun. conditions.

OAfter machining, clean the chuck body slideway
with air gun, etc.

QOuUse rust prevention oil so that rust does not

reduce gripping force.

Safetyinformation about grease and
anti-rust oil

Applicable range

- Designated grease

= Antirust agent applied to the product at the
delivery.

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.



SEFIE (P-4 BE)
OXEDNT=HRYNILEHDNIIHRYRILEFIAL.
ERICEEL. FEHEVKSICLTHEEFTO>TTS
LYo

DT a—BFRILIEED . S3—FWMHNLTTSLY,

Q@F ¥yyrREELYOT—F2ETSNLTTELY,

QF vy VB RILNEEDLEMNS RABR/NST
FO—X9a—%8EoH. FO—/—LnEHEES
L. FrvI&BNHLTTSY,

@) T7—HRT—FEERHNLTTEL,

OANLaAIEVERBLTTELY,

@FFoOrERKITHLAATIREET, #60° ElER
S, YRATI—LDHMEEI I NIE. BIIRL
TTFELY,

DRRACI—%EFRLVTTELY,

@ N fR% . EMETARITKSRL, LRSETTELY,

ROBARER, TS5 Pv RRZDa—DEEEHD

U, JEE ADUEEL, J—REBHLTCTS

LY COBF, 4'1)—X %, CHUCK GREASE PRO %{#

ATEW, JU—RDIEEIZL->TILBEAL R

LY BEREDT)—ATIXERNRETZIEE

LHYET,

O, HEDOHDFIETIT>TTEY, iH. O-1

DT DOWBIZIEH2EELTTEL,

@M EF vy IRNIZT)—RE+DHEBLTTS
(AW

34

Disassembling steps (See page 4)
@For safety’s use lifting belt or lifting eyebolt in

order to fix the chuck fully and prevent its

dropping during the job.

(DLoosen jaw-fixing bolts to remove the jaw.

(@Remove the locator from the chuck surface.

@While loosening the chuck mounting bolt,
unfasten the draw screw using the hex. socket
screw key and disconnect the draw bar. Then,
dismount the chuck.

@Remove rear body.

®While keeping the plunger at the innermost
position, turn it about 60°to disjoin from the
master jaw. Then, pull out the plunger.

@Pull out the master jaw.

@ After disassembly, perform cleaning carefully with

washing oil and dry the system.

Remove clips, seizures and scuffs from the
sliding faces of inside of the body, the plunger
and the master jaw. Then, feed the fresh grease.
In that instant, use CHUCK GREASE PRO.
Depending on grease used, chucking force may
be reduced to a half, or poor quality grease may
cause seizure.

@®Re-assembly should be done in the reverse order

of the disassembly procedures. Check O-ring

damage carefully.

®After re-assembly, feed fresh grease
sufficiently inside of the chuck.



11. BELEE

TefgZ ks, TREDREBHERLAREITOTILISLY,

FEA R oo
Fro s NBAHEALTNS.  |9HROL. REBSERYEZ T,
‘ \ SEROL BABERERECELET 5. BRERYEX
F oo b EB BBEARE HLTLS, ARDL RUNEARESCRETSR. HATRUAA
LAy ——
» RERUERRREARRAGINIE N H DA RER
S0, A4 r
FILEBHEBL TG, ELTLEEN, (Lo ORIEHAEESE)
2 RATa— OB ABARIC AT, |[BERERL TS,
ZRO—5FR |FO— A— AT B, RA—/ A — %5 L TR EL TS,
YRR I—DAA—ID BYE THEMEIREL-F. YRA203—NRAA—0 O R R{F5EIC
L, BBESIZL TS,
ENAREL TS, BT Ao T B A ERERL TS,
A DRBERTENELLS ‘ o
PA-ORBENTEDEEO\ L | At £ S0 CERR AT TR,
TULVELY,
GIEINEEEL. F oo = BT
S A ;Jﬁujnzr FEL. Fros OEEIZE->TL B EREL T
4% v ‘
2R a— . BEWEBO BTN — =y T IS EE L. TEMEEEL N Tog—
W%, DBFRB A A > TS,
DEHEEABBES, . BEREENN BN AEEREETT FTUEED,
ATTALAM T—ILAMIED|, PP 4o X
s mra BEDEETAGL BYELERL TS,
AL URERNERD ORI ERDE
OB, [ BBEUBERNERBLTF vy IR HEROEL
T(T:éll\o
Sa—OBEBIZTIARELTL \
i DREMEIBMBELTY L musiL. BameERL TS,
Sa— OB+ 5 E > T a—B RN ERE LD TR TS,
WL, (P-19 B8)
EERE ‘J?hﬁa—@ﬁkﬂ??ﬁiﬁf)‘?ﬁ@%’éﬁkﬂéjba AF vy IIREISKH L TEITAEIN BT

Hdo

MEBAD=OICEBLTLGELLEZHEND S,
Tl R OHEEN. AHEAOEEELREETFIVIT D,

CI—DEIHAEBRE, Oa—HE
FLfzY., Da—ERILEAEBY
T3,

by Toa—DHEEEIL TSN, (REHAXEMYEZ
B)FEl= BELEYEEF Y ILEFICL TS,

BEBAVKREBE. TEVELR
TETLS,

MITELHEHEATRENZEL . EMERH LTS,

BEDEBEIL

KITAGAWA D IRFE[E X . KITAGAWA DX [EABBLDIFTTELY,
ORI DIEIF DG TEEYBLET , RMHIDILDIEIFEESMLEBLET,

TEL

TEL

OBFLIANEMIIGEEIL, BETHER TS,
OFEMBEEBATAVRFEER ERRMOBHIEFTEHLDIT TS,
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11. Troubleshooting

If the chuck malfunctions, stop the lathe and try the following countermeasures.

Defective Cause Countermeasure
The chuck inside will break. Disassemble and replace the broken part.
The chuck o o Disassemble, correct the seized part with oilstone, etc.,
The sliding surface is seized.
does not or replace the part.
operate. . . . . Check that pressure reduction valve, change over valve and hose
Hydraulic cylinder is not operating. . .
system are correct. (Refer to Instruction Manual for cylinder)
Insufficient A large amount of cutting powder is inside.|Disassemble and clean.

stroke of the

Draw bar is loose.

Remove and retighten it.

jaw.
. L Adjust so that the master jaw is near the center of the stroke when gripping
The stroke of the master jaw is insufficient. .
the workpiece.
The gripping force is insufficient. Check that the correct Air pressure is obtained.
The forming diameter of the jaw is not ) .
) ) ) : Form again based on the correct forming method.
consistent with the workpiece diameter.
. . . Calculate the cutting force and check that it is suitable for the specification
The Workpiece  |The cutting force is too large.
) of the chuck.
slips.
Insufficient lubrication on master jaws Lubricate from grease nipple and grip and grip again
and each slideway. jaws without workpiece in chuck.
. . . Lower the rotation speed to a speed at which the required gripping force
The rotation speed is too high. .
can be obtained.
Whirling is found by misalignment such . o o
) Secure alignment to eliminate whirling.
as steady rest, tailstock, etc.
The outer periphery of the chuck is|Check the end surface run-out and the outer periphery, and retighten the
running out. chuck attaching bolts.
Dust has adhered to the fitting part of the . .
) Remove the jaws, and clean up the fitting part.
jaw.
The attaching bolt of the jaw is not Tighten the jaw attaching bolt at the specified torque.
tightened sulfficiently. (Refer to page 19)
Precision Check to see if the forming plug is parallel to the chuck end face and if the
failure. The forming method of the soft jaw is|forming plug is deformed due to gripping force.

inappropriate.

Also check the hydraulic force during molding and the surface roughness
of the molded part.

The height of the jaw is too high, the jaw is|

deformed, the jaw attaching bolt is

elongated.

Lower the height of the jaw. (Replace it with the standard size) or check the
gripping contact surface and make it uniform.

The gripping force is too large leading to|

the workpiece being deformed.

Lower the gripping force in the range possible to process to prevent

deformation.

For service and maintenance

OPlease contact your local distributor or agent.

If no distributor or agent locally, then contact KITAGAWA japan.

Domestic offices are listed on the back page.

TEL
TEL

OOn receipt of the product, we will inform you immediately of repair schedule.

OPlease telephone us if you find any difficulties.
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12. BT HER 12. Assembly drawing

v YU HTFHTS KOo—/i— ZELFIL Frus
Cylinder \ Cylinder adaptor Draw bar Spindle
\ [ l- J ‘
r_l_l Jf
- T Tl — L] _ i B
i
| —
J : = ?:_:E_
8, TESLEVAROLEN |

TLERLTNKR—ATITEI L,

For piping, use the flexible hose N Ny 27—+

which has as large |.D. as possible. || i~ HHR— b Back plate

\ _! Support
N R

FEpthgs

b1 =\ Manually operated valve

EhE®R: Y #¥o7 EHRH

Pressure adjustment screw  Pump Pressure e

FAINT 1 IH
£ Qil filter

HmELCET &

2T The discharge port of drain should be
Tank located upper the oil level in the tank.
17 Fig.17
O F vy EEBIL. Fyvy. BEEHESULA . B ® The chuck unit consists of a chuck, rotary
£ OHEA=YNILYEEIShTOEDT, EROT hydraulic cylinder, directional control valve and
SRR L F vy % . BB EEEEES A hydraulic unit. The chuck is mounted at the

front of the lathe spindle and the rotary
hydraulic cylinder at the rear thereof; both are
linked with a draw bar.

WY ITEEFFO—N—TEFEINET,
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5- https://lwww.kiw.co.jp
L Itagawa https://www.kitagawa.com
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T726-8610 |[RBRRFFHITHT 77-1 Tel.(0847) 40-0561 Fax.(0847)45-8911
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77-1,Motomachi,Fuchu-shi,Hiroshima,726-8610,Japan Tel. +81-847-40-0561 Fax. +81-847-45-8911
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KITAGAWA-NORTHTECH INC. https://lwww.kitagawa-usa.com

301 E. Commerce Dr,Schaumburg,IL. 60173 USA
Tel. +1 847-310-8787 Fax. +1 847-310-9484

America Contact
KITAGAWA MEXICO S.A. DE C.V

Circuito Progreso No. 102, Parque Industrial Logistica Automotriz, Aguascalientes, Ags., C.P.20340
Tel. +52 449-917-8825 Fax. +52 449-971-1966

KITAGAWA EUROPE LTD. https://lwww.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://lwww.kitagawa.global/de
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Tel. +48 607-39-8855
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KITAGAWA EUROPE GmbH Czech Office https://lwww.kitagawa.global/cz

Purkynova 125,612 00 Brno,Czech Republic
Tel. +420 603-856-122  Fax. +420 549-273-246

KITAGAWA EUROPE GmbH Romania Office https://lwww.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

KITAGAWA INDIA PVT LTD. https://lwww.kitagawa.globall/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 TRADING (THAILAND) CO., LTD. https://lwww.smri.asialjp/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,N0.317 Xian Xia Road,Chang Ning,Shanghai,200051,China
Tel. +86 21-6295-5772  Fax. +86 21-6295-5792

Asia Contact
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

DIMAC TOOLING PTY. LTD. https://www.dimac.com.au
Oceania Contact 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.



