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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 firstly trained by either a skilled man,
the agent you purchased the products 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 warning items.

BROOTEHEEATZEALIICKENIHERET 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 use many controls to their full advantage.
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A\ SAFETY ALERT SYMBOL

This is industry “Safety Alert Symbol.” This symbol is
used to call your attention to items or operations that could
be dangerous to you or other persons using this equipment.
Please read these messages and follow these instructions
carefully.

It is essential that you read the instructions and safety
regulations before you attempt to assemble or use this unit.

DANGER
& bR

CAUTION

& B
/ 150

BEEER

IMPORTANT
BEEIE

Loz hiThid, ECEAEE
AEBEE2ELDTHAHI>ELES
ERRRETRT,

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

HLEEZNGETNIE, SECEAEE
KEBEEZECBCEN B BEBE
MNEERKEZTRT,

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

HlaEshiThid, BEx/~EF
BEODEEIRETIHLPELIhEVE
ENLERIREZTRY,

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

Mo TH EELERADMERE.
BRURTVIRICEATSIEIE,
Instructions for chuck performance and
avoiding errors or mistakes.
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1. BERH LUEBMAE 1. Drawing and Parts List

JN-T. IN-R, JT® .
Model : JN* T, JN*R. JT

(AL |

JN. JSE!
Model : JN. JS

JSEY
Model : JS

= \lj il
11 \8 "9 7

 SCEISC -FHY ! (SC -FEDH)
[Model : SC ©  (Only Model SC *F)

I |
Model : JT

Fig.1 ZX7O0—ILF vy 7HEH
Scroll Chuck Drawing



MW Z=*F Parts List

H 2
Quantity
B SCH! SC - F&! | UNE! JN-TE | UN - RE! | JTHY JSE
No Name of parts Model : SC | Model: SC*F | Model : N | Model:JN*T | Model:JN*R | Model : JT | Model : JS
KF— (K> &A1)
1 | Body 1
HIN—
2 | Cover 1
X0-—J)b
3 | Scroll 1
E-F>
4 | Pinion 3 2
YRAAY a— (Y AYF5dAq) —
> | Master jaw 3 3 2
6 DIN=2 T WS 53— (TTYX) 3 3
Reversible jaw
V7 o a— (FTUX) _ S —
7 | Soft jaw 3 2
1> 8=FITa— (TFUX)
8 | Internal jaw 3 3 4
IJRZ—FIT 3— (VMY X)
9 | External jaw 3 3 4
N> R
10| Handle 1
F vy 7 BRI b *
11| Chuck mounting bolt 3/ 6 3 3 3 3 3
T a—BfRIL b
12} jaw mounting bolt 6 6 4
HIN=FRIL b
13| Cover mounting bolt 3 4
FY=XZ T I
14| Grease nipple - 1
FANHy T
14/ Oil cup 1
NA =
15| Knock pin 3 2
| AT () 1 - _
Hex.socket screw key (Accessory)
| REERNT (R 1
Hex.socket screw key (Accessory)

W 2S5 Denotation

%S8C-14. SC-16l6

JNOORA [ OOI

WASE H 5\ 13 %ETES  User's No. or design No.

F v v 7T
5l 1 A-5/ — X —A5
e.g. A-5 nose—A5

Chuck mounting method

JNORs8E  Jaw shape / Type

RiV—E—=-ZY 53— (BEIV2AT /U= T T a— (MO
R :2-piece jaws / with reversible jaws

T:Y=E=-Z293-BEMN 214 T/IN=YTWy3=(EN) V7 vy a-EN
T :2-piece jaws/ with reversible jaws & soft jaws

KEU'%&S Nominal No.
1> FIEUO2AFERR 2-diggit in inches nominal diametet
5l 61 > F—=06(IJN,JS,JTR A ) ,31 > F—=3(SCE 1 )
e.g.6 inch—06 (JN,JS,JT type),3 inch—3 (SC type) )

F v 247 Chuck type

JIN,SC: 3INX 7 a—JLF+v% JN,SC : 3 jaw scroll chuck
JT:2MX70—)LF+vo JT:2jaw scroll chuck
JS:IYNR7O—JILF vy IS 4jaw scroll chuck



2.CHRICHE>T.REDEDHIC

2. FOR SAFE OPERATION

CERORNASICH > THBWTWAEEE AW &, o
TWEEEEWZEEZEDHTHNET, DT BH
T2,

H. COBRKAZTNELEZEICEDIE D - 25E
ICETBERER. ERICOVWTHOEFREFEVIPRET,

Please read this manual and follow instructions
carefully.

We cannot assume responsibility for damage or
accidents caused by misuse of tha chuck, through
non-compliance with the safety instructions.

DANGER

e k&

F v v 7 OB, Ri&.

changing the chuck.

faiH. STIREFICE .
SWITCHOFF power before setting, inspecting, lubricating or

BEREz5_¢&,

FEO—FHPKEPEZIATNIERIP H 5.
Danger by catching of operator in a machine.

of®

e %8
LATHE

33

Fvy ) ORGREIFERSRGEREEBA TEES B!
Do not exceed recommended speed of chuck. (See pageid~@®)

(PB~®ZHH)

F 1y 7% THEMH T LISk .

Danger by discharge of chuck or workpiece.




pON 7 (17) sBsEUTALS FIEEBLTESS B
;\ Never start the machine with door open.

i I
25803 W
. 3
R7HBAE > THWERERDF v v 7ICHh/V, E B8
TEYRT a—DRET 5 &N H Y ERK. LATHE
Workpiece or jaw may discharge with door open.

5- WENS KLEGATHC L., (POSE)
;\ Use correct handle. (See page2))

F vy 7 TIEHD RE Lighk .
Danger by dischargeof chuck or workpiece.

» . e g— = —
Py HmEEERICITH>CE | (PSR
;\ Do not forget to grease chuck! (Seepagep)

ISO VG32

AN E L IBEADET LTS R Lk

Danger by dischargeof workpiece related with
lowering gripping force caused by unsufficient
lubrication.




3 FIWVMNIHREMIVITHEFTZZE, (POSE)
;\ Secure clamp bolts with specified torque. (See page?0)

Fvy IHPEELT, Fr v 7PITEYHPRELE

Danger by discharge of chuck or workpiece in case

@\j q of damaging of chuck.

:fﬁi .
U~

%@

BEYV 7MY ‘.%"*‘"a—’&ﬁﬂi?%ﬁtiu&fnyl~"}l«I~)b’7
it o :lﬁlixfﬁf“"&?éé:frt_to (P@Z®)
When using jaw higher than standard soft jaw, be sure to reduce
handle torque and rotating speed. (See page@)
g7 FSg— Wby T a—@d
Standard soft jaw height Special top jaw height
T
Workpiece

, Y e
Fryv o FWELT. Frvy i' 7
X TIEYH REL LSk, . _4§9 g

III

Danger by discharge of chuck
or workpiece in case of
damaging of chuck.

REHUPRVEFIENIESE > F—TXH_HITI L, (P OZHE)
When machining a long workpiece,support it with a center,
tailstock or steady rest. (See page?) f

REHULRSIP ROV ETIEYP RELER,

Danger by discharge of workpiece, if it is too long.

PO )

Tailstock




RBERERILEV E, (PQBER)
Do not attempt to modify chuck. (Seepage?)

Fyv IPHBELT,

F vy 7R TEMH REL
Jeb& .

Danger by discharge of
chuck or workpiece in
case of damaging of
chuck.

Fy v I TFvy 7BELTIRS BV,
Never grip another chuck with the chuck.

9’- RV 775‘#5&*50
Danger by discharge of
chuck.

N temicELrs vy remmT B L,
;\ Use most suitable chuck for workpiece.

F v v IR T RE Liehk .
—_ “0‘ Danger by discharge of chuck
or workpiece.




@l MIICHECENHBENIEAECLIREL . ERRICLDELBENPH TV LR TEIE,
) The required gripping force for machining have to be determined by the user,and the
appearanceof required grippingforcehave to be checkedbeforemachining.

TEMD R LERR }EEjj?F.E

Danger by disharge of workpiece. Uncompleted gripping force

FIVA—IRIEPERATIRIELTI LS KU,
Never attempt to operate a machine while under the influence of
alcohol or drugs.

HIHF A DE T RRRIEICL Y BFR, Failing to do so could causeoperational mistakes and impairjudgment.

TR

7ia—-b  EY
Alcohol Drugs

\ Ll T 20 S BEEALTIMEL TRES LU
o Gloves and ties must not be worn when operating a machine.

B ICEZAThBE&, Failing to do so could causecatchingthe operator a mac hine.




CAUTION

T B

\l Fry o EERICERTBEBE. BALNEBRTECE, (POSE)
p-3 ¥ Whenlifting chuck, use lifting belt. (See pagedd)

FETFICK B,

Danger by dropping. Lifting belt

I

) U T BT o8, FEBSEAVESCTEIL,
‘O W hen gripping workpiece, make sure your hand is out of gripping area.

FIE ORI . N ﬁ

Danger by finger broken or cut.

 d - - -
)' Fyvy. va—. TEPEEBZMA LW L,
;\ Never hammer chuck, jaws or gripped workpiece.

FryvIPHELT, Frv X
TE¥h Mea Lk .

Danger by discharge of chuck
or workpiece in case of
damaging of chuck.




CAUTION

T B

’. 4 ~ -~ LY 5 —
)‘ FE ML TEHDFT . NRILERTHIZE,
;\ After gripping the workpiece with correct torque, be sure to remove the handle.

Ny RV REI LERR
Danger by discharge of handle.

5}\ TEMEREL BV TARAZE— b, X hy TECBIBVIE,

Don’t apply extreme start and stop without gripping workpiece.

BONDCKURDPF vy K&
KWIEThEkk.

Danger by discharge of jaw
from body by centrifugal force.

2HEXIE64 AICIAMEESEEITWVEET Y —REigmTd_ &, (POTER)
Disassemble and clean the chuck once per every,20,000th used or
6 months and lubricate it with recommended grease. (See page @)

33

JNBEZ70O0-IF vy D
REEE. EZF 7RV
HNN—zB3,

When disassembling JN
type scroll chuck, take off

the pinion before removing
the cover.

BEDOET TIIEYH REL
Uik

Danger by discharge of

workpiece due to reduced
Coat recommended grease. chucking force.




CAUTION

T B

5;;\ SE3ABE (= No. A RIB A AV T &

Do not mistake the numbers marked on jaw.
REVRUOTAEMOEADKE VLD,

ey,
| _ <
FMDOWAL D &L TIEMD RET

52DTrE&.

Because of workpiece vibration, tool
bites onto workpiece may dischar ge,
resulting.




3. 4
3-1 H#F

3. Specifications
3-1 Specifications List

| N = = g e SN 10} HFRES = 1B HEARNC KR
2= % & Ranr BEH B H B EF—ALk #)ﬁl«;\
Max. static Max. Max.
Model 0.D I. D. gripping permissible Mass mgfﬁint of Ipermissible
force speed handle torque
mm mm (oh B kg (kg + D) (KQf )
SC-3(F) - ko a= 9.0 29.4
Hardian 85 16 e 2500 15 0.001 £30)
SC-3F Softjaw (734) (24)
SC4(F) fard o 5y 44.1
farcia _ 10 24 ezd) 2500 3.1 0.004 Las )
SC-4F Soft jaw (979) (38)
SC-5(F) 2 3™ 15.0 637
et _ 130 32 (1530) 2500 44 0.009 (8o )
SC-5F  Soft jaw (1224) (5.2)
JNO6 8.4 0.030
JNOBT 165 s 310 4000 9.0 0.033 883
(3161) : : (9.0)
JNOBRAS5 40 93 0.035
JNO7 o 12.2 0.060
JNO7T 1o 13.0 0.063 r g
JNO7RA5 190 40 (3161) 3500 13.4 0.068 (11.0)
Jso7 - 125 0.063
JT07 207 12.6 0.065 [35
(2111) . : (75)
JNOSRAB 210 59 (e 3200 18.0 0.103 1979,
JNO9 - 212 0.160
JNOIT 70 22.0 0.163 o
JNOIRAG 232 59 (3773) 2900 235 0.170 (15.0)
JS09 " 215 0.163
JT09 (7510) 214 0.160 (100
IN10 " 28.0 0.253
INT0T 29.0 0.265
273 46.0 2500 176.5
JN10RAG 59 (4691) 305 0.275 (18.0)
JN10RAS 78 31.0 0.280
IN12 41.0 0.588
IN12T 96 43.0 0.600
310 (560%) 2200 2950
IN12RAB 44.0 0.595
IN12RAS8 78 45.0 0.608
SC-14 355 100 (a3 1500 54.0 0.950 2335,
SC-16 405 110 (4559 1500 74.0 1.725 2320
2% 1kN=101.97kgf Reference 1kN=101.97kgf

) RABREVIDIE S & IXF LB ORI H T ALIIESE
HBRA/NY KL MILY THERT
. oa—00EtLtES (Fry kALY O3 —

Ja—%FERL.

FtEETOEL) DVOME TALIIHBBAEHCT

BIE LABDETT,

Note) Max. static gripping force is obtained when the
chuck stops. It is measured at the position of
1/2 of jaw height (from chuck surface to jaw
top surface) by the Kitagawa gripping meter
with Kitagawa standard jaws tightened at the
maximum permissible handle torque.




3-2 {BiEEEH

3-2 Gripping range

i # &
. Gripping range mm
7
B 5 & B =& N & B &
External gripping Internal gripping
Model

Al A2 A3 A4 PPAMER B 1 B 2 PRANVELY

SC-3(F)| 2~35 33~55 53~70 2~35 (2~70)

24~44 42~64 | (24~64)

SC-4(F)| 3~43 41—~69 67~95 3~43 (3~95)

29~57 55~84 | (29~84)

¢B 2
SC-5(F) | 3-—46 44~77 | 75~110 3~46 | (3~110) | 33—~67 | 65—~100 | (33~100) 4B 1
JNO6 3~64 62~112 [ 110~160 3~64 — 48~100 | 98~150 — | AT

#A3
JNO6T 3~64 62~112 [ 110~160 — 3~160 | 55~104 |102~150 | 55~150

JNO6R 3~64 62~112 [ 110~160 — —

JNO7 4~72 70~126 | 124~180 4~72 —

55~104 | 102~150 — f
56~114 | 112~170 —

JINO7T 468 66~124 | 122180 — 4~180

62~117 | 115~170 | 62~170

JNO7R 468 66~124 | 122180 — —

62~117 | 115~170 —

JSo07 4~72 70~126 | 124~180 4-72 —

.________ _4§J%
Bl

56~114 | 112~170 —

J107 I I I I 4~180

— 62—170 | SC (F)/JN/JSE!

JNO8R 4~76 74~138 [ 136~200 — —

62~127 | 125~190 —

JNO9 5-84 | 82—150 |150~220 | 5-84 | —— | 62~137 |135—210 | —— 782
48 1

JNOIT 5-80 | 78~150 |148~220 | —— | 5-220 | 70~141 |139~210 | 70~210 i

JNOSR | 5-80 | 78~150 |148—220 | — —— | 70~141 [139~210 | — #A3

JNT0R 5~94 92~177 | 176~260 — —

80~166 | 164~250 —

$A2 '

JS09 5~84 | 82~152 |150~220 5~84 — 62~137 | 135~210 — —’l
]

JT09 — — — — 5~220 — — 70~210 i
JN10 5~96 94~178 | 176—~260 5~96 — 70~161 | 158~250 — -I-
JNT10T 5~94 92~177 | 176~260 — 5~260 | 80~166 |164~250 | 80~250 |

|

|

JN12 10~108 |108~204 |202~300 | 10~108 —

86~189 |187~290 — INLT/IN.RE

JIN12T 10~108 |108~204 |202~300 | — 10~300

90~191 | 189~290 | 90~290

JN12R 10~108 |108~204 |202~300 | — —

90~191 | 189~290 —

SC-14 25~118 | 116~210 | 208~315 | 25~118 —

107~188 | 186~290 —

SC-16 25~132 [130~215 |213~360 | 25~132 —_—

113~212 | 210~340 —

Owd LEIBEEE CHEA L TTF IV, LECIREEEH
EFSHEVWE, Ya—EX70-IDEAEVERR
ErAET 28I, Fyvyv UPrEELY s —»I%E
MH RELLERTT,

OBEICLY . Ya—PFrv v IsBH»SEHTS
ZENHDE. V—IWEANDTFHICETHEELT
TEu,

OBe sure to use the chuck at the above gripping
range. If exceeded the avobe gripping range
the engaged part strength between the jaw and
scroll becomes insufficient, thus scattering the
chuck jaw or work and resulting in danger.

O Since there is a possibility that the jaw is
protruded from chuck periphery by the size of
gripping diameter, take extreme care so as not
to interfere with tool, etc.




3-3 /\> KJL MLy ERIBEHDRIZR

O KITF7I%.

TS kN (kgf)

Total gripping force

60
(6118)

50
(5099)

40
(4079)

30
(3059)

20
(2039)

10
(1020)

N RILBMILY EBBHDORERTT,

3-3 Relationship between handle
torque and gripping force

O This graph is the relationship between
handle torque and gripping force.

| UNOT(T/RAB)  JNOS(T/RA6)JS09 \| \\// SC-16
JS07/JNBRAG ‘X\_ i /E&/a
1 l' .
e \ PR o
-

100
(10.2)

N> KL BMLY Nem(kgf

Handle torque

3-4 {BiEH & [AEE EDORE R

O KITZTIE.

BEIIJIZ—FILISag—%F vy

SHEICH A =R DAL BEERET BIET 7,

E#EH kN (kgf)

Total gripping force

60
(6118)

50
(5099)

4
(4079)

30
(3059)

20
(2039)

10
(1020)

JN12

250

200
(20.4) (25.5)

m)

3-4 Relationship between gripping
force and rotation speed
O This graph is the Kitagawa's theoretically

calculated value with standard external jaws
arranged on the chuck periphery.

JN10

0 JNO9

SC 16

%_

JS09

JNO7

<§
N

JS07
JNO6

A

\

SC-3(F) ;

. SC-5(F)
: SC-4(F)

1000

2000
Bl#ERE min

3000

Rotation speed

4000 5000

(r.p.m)



O RTZT7WR, EBEYN=TLIS3—%F vy 74 O This graph is the Kitagawa's theoretically cal-

BElCHi 2 04t [BBHEET T, culated value with reversible jaws arranged on
the chuck periphery.

60
|
(6118) JN12T (RAB/ RA8)
|
50 JN10T (RA6/ RA8
(5099) 2 | (RAB/ | )
@ JNOIT (RAB
- a0
=L (4079
—98’ — JNOSIRAG
zZ3 30 JNO7T (RA5)
X a (3059) I '
-Ra \W i JNOGT (RA5)
ME ) [ v \
2R W W\
0
(1020)
0 |
1000 2000 3000 4000 5000
[ElEZEAE  min' (r.p.m)
Rotation speed
O KITZ7k. EEYT 33— (UT/SCF) #F v O This graph is the Kitagawa's theoretically cal-

culated value with standard soft jaws (JT/SC.F)

v 7S ENCHI 2 7R DAL BEERETEET ¢,
arranged on the chuck periphery.

60
(6118) |
50 %
(5099)
° Jrog L ¥
s 40 JT07 |
—~ 0 -+
=+ (4079) —
2 o |
zZa 30 SCoF _
=<2 (3059) SC-4F
R SC-3F
4 © 20 I
506 (2039) @ &
B ol ]
1[I ——
(1020)  ——
0
1000 2000 3000 4000 5000

O#RE  min' (r.p.m)
Rotation speed



4. Bt
4-1 Ny 7 7L — b OBME - BT

ONyITL— K EAEL RILERYATED L. RER
ZEIMILTTREW,

ONyI77L—bDIRNIE, BEF+ v IDBEEICHE
LETHS. EERERDIRN KO > O—2BDIRN 1L
0.005MmEL FIC L TF &L,

OF vy VBfF4 > O0—WRUCEEFEDOMIIE, XE
CRIVICEBLTHPSMNILET &, BHERIELELE
£

ONyITL—FrDF vy VR, > O—-8FIE. Tiok
HEHECTHIZEC—0.01mmIC THIZ L TF &,

OFig.2-113JISY 3— b —/XHIEDHBETT,

OJIN.REZA TIFJIS - TARUZEH L THY ., Zhilxd
IELAEREY FIVICEERMARIEEL S, Ny 7 TL—
MIFAETTY,

4. Mounting
4-1 Manufacturingand mounting of back-plate

O For manufacturing the back plate, measure the
actual spindle and process the engaging diameter.

O Since the run-out of back-plate is directly influ-
enced to the chuck accuracy, the run-out of the
standard end face and the run-out of the spigot
joint shall be less than 0.005mm.

O Machine the chuck fitting portion and the refer-
ence end face with the back plate mounted on
the spindle to improve accuracy.

O Process the chuck mounting spigot of the back-
plate at the following standard size C and target
value C-0.01mm.

OFig.2-1 shows the JIS short taper type back-plate.

O Since JN.R type is concerned to JIS ‘TA type, it
can be directoly mounted to the spindle. As a re-
sult, the back-plate is unnecessary.

Fig. 2-1
Ny TL—Fh
Back-plate
Tt
Lathe
ZE> KL /
Spindle | F‘"_-lg-_“ - -
RAAL G\L\f(%a L
Mounting bolt /| 0.005TIR el (Equipartition)
ik U A B C (js6) D E F G
Model Size mm mm mm mm mm mm
SC-3(F) — 88 73 60 3 10 3M6 13
SC-4(F) — 115 95 80 4 12 3Ms 16
SC-5(F) — 135 115 100 4 12 3Ms 16
JNO6(T) 165 170 147 130 4.5 15 3M10 20
JNO7(T)
JT07 190 195 172 155 4.5 18 3M10 20
JSo7
JNOO(T)
JT09 230 235 210 190 5.5 20 3M12 23
JSo09
JN10(T) 270 275 250 230 5.5 20 3M12 23
JN12(T) 310 310 285 260 6.5 22 3M12 25
SC-14 — 355 328 300 6.5 26 6M12 35
SC-16 — 405 375 345 7.5 26 6M12 35




BB 7 O0=IVF v v 7 OBYFHZ DL T Installation of the front-mount scroll chuck

IR DRI O—ILF vy 72 DWTIE Fig.2-22 5| In case of the front-mount scroll chuck, refer Fig.2-2 and
LTy TL—RE8EL TR, manufacture the back plate.

FATAYLY

N
N

E- - — - |1=—/——=]
y//ﬂ | _
7
ol Lo o< oL
o o o
%
/am: B
Fig. 2-2
B A B C(g6) D E F
Model mm mm mm mm mm
SC-3-106 88 71 60 3 14 3-Mé6
SC-4-105 SC-4F-112 115 93 80 4 14 3-M8
SC-5-107 SC-5F-113 135 113 100 4 16 3-M8
JN0610]1 JNO6l102 170 145 130 4.5 19 3M10
JNO7101 JNO7T102 195 170 155 4.5 19 3M10
JN09101 JNO9IT102 235 208 190 5.5 21 3M12
JN1G6G10]1 JN10T102 275 248 230 5.5 21 3M12
JN1210]1 JN12T102 310 282 260 6.5 21 3M12
SC-14103 355 328 300 6.5 28 3M14
SC-16113 405 375 345 7.5 28 3M14

ONy 7L — MRV NE+RHEE (. AL OUse the mounting bolts with sufficient strength
ME) tBT2H0FERAL. BELAKT LT (diameter, number of bolts, and material) and
WRIEZ e, BfIRIL hOFERF ML REL = tighten the back plate with an appropriate tight-

WAZTEBE. ALRPBEBLF vy 70 THEY ening torque. If the tightening torque is insuffi-
PR LERTSHS. cient or too strong, bolts may be damaged, thus

scattering the chuck or work and resulting in
hazardous situation.




4-2 F v 7 OHATFIE
OFvwZ%AELKIL (INy 77—k BRYEICE
HhETEMTET, PRI MEHRECHEDOMITT
Taw, BRI hP6ERDLZ 1T (SC-14, SC-16)
DIFEIE. 12RIEL (1200 T &) TIRFEH T 7=
HB.2OMELAEAMBELNZRY DIKEHHFITE T,
TH—LHOFHENIRBERROREICA Y £7,
OF vy 7OMMNIFERTHDH EHEBT DIC1E. KMF
O ERN . EIRN0.02mmET (B1Z0.01mmilT)
THNIEEREEVWAET, BMfFE. BLF+ v 7DIR
hP0.02mmea#Mz 2BEEE. Frv 72U L
120° E&HZIETHLBERM T TAHATT IV,
OFAL I x> 214 T7DF v v (IN.REFig.3
ZHB) DFZEI. RFfE R4 JE>REIXES RL
DRSATELICEDETHEHRALRMRIL F 2K~
ICHEICHEOT T ET,

4-2 Mounting steps of chuck

O Mount the chuck on the spindle (back plate) mount-
ing surface. Tighten the mounting bolts evenly. For
the types with six mounting bolts (SC-14 and SC-16),
tighten three bolts in every other position (every 120°)
and then tighten the remaining three bolts starting
from the bolt located in between the tightened first
and second bolts. Uneven tightening will reduce ma-
chining accuracy.

O The chuck is mounted correctly when the runouts at
the circumference and at the surface of the chuck body
are both 0.02 mm or less (target: 0.01 mm or less). If
the runout of the mounted chuck exceeds 0.02 mm, re-
move it and turn by 120", and then mount it again.

OFor the direct-mounting type chucks (JN.R model,
see Fig. 3), align the drive pin hole on the mounting
surface with the spindle drive pin and tighten the
mounting bolts gradually and evenly.

CAUTION

p= -

OEEFv v V7 eMICHBE TS, ETXKEEM
CAT7ARILVIRERBUNILNEFERLIL—-2T
md2&, (PAXRILMIEIXSC-14,SC-16MD &)

OFRBRVT.7AINILIRYNILINERATZE,

O When mounting or removing the heavy chuck to
the machine, hoist the chuck with the crane af-
ter passing through the wire into eye bolt or us-
ing )the hoisting belt. (SC-14, SC-16Wwith eye
bolt

O Be sure to remove the eye bolt and hoisting belt
after using.

OF vy VBRI M, BHABLUADYIZFERL
EnwZ e, BTREME LIV TR, BEHFPE
HWICAL FOBRADP EVWHLHERTSE I L&, AR
WHROERMVINFRRBLAENKETES L KL
MPBEIBL. Fvv IXLTEMPIRBLERTH 3,

O Use only bolts attached to the chuck. Be sure to
tighten the bolts at specified torque and periodically
check that the bolts are tightened securely when in
use. If tightening torque is insufficient or too strong,
bolts may be broken and work scatters, thus result-
ing in danger.

Fig. 3

JN12RA6

2E> RV ..' :

Spindie_ -

JNO6RA5,/JNO7RA5
JNOBRAG,/JNO9RAG
JN10RA6,/JN10RA8
JN12RA8




RV MRESST VY Specified tightening torque for bolts

SC, JN, JN-T, JT, JS® |
MODEL : SC, JN, JN-T, JT, JS

JN - RE
MODEL : JN - R

JN-T, JN-R, JTH
MODEL : JN-T, JN+R, JT

JN, JN-T, JN-R, JT, JSE
MODEL : JN, JN-T, JN-R, JT, JS

B F+v7 (Pa—) BytRIVk B Chuck (Jaw) mounting bolt

AARIL MAX B MLy WHF v 78K
Hexagon head cap Tighteningtorque
screw size N-m (kgf-m) Chuck model
M 6 17.7 (1.8) SC-3(F)
M 8 34.3(3.5) SC-4(F), SC-5(F)
JNO06, JNO7, JTO07
M0 39.2(4.0) JNO6T, JNO7T, JS07
JN09, JN10, JN12, JT09
M12 58.8 (6.0) JNOST, UNT0T, JN12T, Jsog, SC-14, SC-16
NEARGRIL M4 X B by WHF+ v 78X Chuck model
Hexagon socket head Tighteningtorque < g—EftRIL B F vy TRFRIL S
cap screw size N-m (kgf+m) Jaw mounitngbolt Chuck mounitngbolt
M 8 33( 3.4) JNO6, JNOBT
M10 73( 7.4) Novr Yos JNOBRA5, JNO7RAS
JN09, JNT0, JN12, JNO8RAG, JNOIRASG
M12 107(10.9) JNOST, JN10T, JN12T, JT09 JNTORA6., JNT2RA6
M 16 250 (25.5) JN10RAS, JN12RAS8

W 5/ —-B{FRIVE

Bl Cover mounting bolt

HN—BAARI b AN YA Ti ﬁgii)g ve A
Cover mountingbolt Bolt size Nem (kat-m) Chuck model
DR E VAN M 3.5 3.0(0.31) sc-3
Slotted head M 4.5 3.0(0.31) sc-4
cap screw M6 3.0(0.31) SC-5
JNOB, JNO7, JT07, JS07, JNOGT,
PR M6 167 (1.6) JNO7T, JNOGRA5, JNO7RAS5, JNOBRAG
RERFRN b M8 29.4 (3.0) JN09, JT09, JS09
Hexagon socket head ) ) JNOIT, JNOIRAG
cap screw size JN10, JN12, JN12T, JNTORAS,
M10 49.0(5.0) JN10RAS, JN12RA6, JNT2RAS, SC-14
M12 49.0 (5.0) SC-16
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(1)
@)
(3)

(4)

OF >N ZAOKEVWTEYNDIGE. TEHDRD
BEICEZRDAP Y a—IZhhPBOTHIMEETL
BEVWEERETINILTTFIW,

OAbJISKTFRRELISD by T 3 —&FRAT 2 E]RE
REHNBLYXE2 T3 —PEHL TREBEERRY

. ERHEDEE

by 73 —BRBAOEBIE. hy T3 —-RUIVZR
2T3—OI7AXFX—5 (x—&x—E&) zAZI
BRLTTEW, BRhEERARORREL Y T,
THEHORIKR. VIHIEREGICEDE TN KL ML
VERBRTEZZE, NMTROIEHMEES ML
JTHMUETE. ECHE TP HYET,
BMETHOARDOH DMK T — B REEET
&, IEMPRELEVE D X817 %
Ta—KEIRLTTE,

TN ZOLEMeBEBET 35461, EI1ED
BEEETNTIIATIAS MEMIT. RE. THED
ORMOBLEEBFSCIRIPBETT,

5. Precautions

(1) When replacing the top jaw, carefully clean the
top jaw and the cross-key (key and keyway)
of master jaw. If not, it will cause an inade-
quate deflection accuracy.

(2) Adjust handle torque according to the shape of
workpiece and cutting conditions. If, for exam-
ple, a pipe shaped workpiece is gripped with
high pressure, it may cause distortion.

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

(4) When gripping an unbalanced workpiece, rotate
the chuck at an adequate speed with a balance
weight attached to it to prevent vibration and flying
out of the workpiece.

BERBICL) TENPRELERTH S,
EICER)
ONY RIVIEREN> FILEFRT 3,
N RIVBICINA T E 2 ZLIAABIELHTET S
ET =T g—¢EXT7O0-IDEESEHPIEL .
Ta-—XITEMP RELERTH 3,
OfE(RItART. ¥ a—. O —42 563 W IITIEME.
TR TIMELED FiF L TWE W EEEERERIC
THEBLTHLPLSIIIICAZ Z &,
ORVWIMEM%IBIET 3154813, LI SHAPIRENILE
HERFERAL CERFEBREICIHE TSI, BYE
LESPFREVWETIEMP REILTRKRTH 3,
OfE#Y 7 vy a—&1) BOEW by TV 3 —%EH
TRHBE. 5V by T3 —DEIETIRET S
BE. by T3 —0BEOSICREFILTHNY
FILMLY 2T CERT3C2E, X, B&EERED
TUTERTZE, N RILMVY ERERE &
THHEWTHERALLEE. Fyyv VPHIELT. F
vy 7 R T MBL LERR T T,
ZHEY T a—&) BOgwiEkbty o3 —%
EHET 20 $ ZHEHKT IV,
Ot & REFREIED 31581k, TEMEF v v 7 &)
) S

(%R1EL

O Machine the unbalanced workpiece at a low

OlIf top jaws other than Kitagawa brand are used,

O Use the specified handle. With the pipe, etc.,

O Before machining, run with low speed to check

OWhen gripping a long workpiece, use the

OWhen using the top

OWhen it doesn't work the machine for a long

speed because the centrifugal force by the
eccentricity mass of work is applied onto the
jaw.

the master jaws may be distorted, resulting in
gripping failure. As a result, the workpiece
discharges thereby causing danger.

inserted into the handle hilt, if they are forcedly
gripped, the jaw and the engaged part between
the jaw and the scroll are damaged, thus
resulting in danger by discharge of jaw or
workpiece.

that the top jaws, locator or workpiece does not
interfere with the tool or tool holder.

tailstock or steady rest.
workpiece is too long,
resulting in danger.

If extruded length of
it discharges thus

jaw higher than the
standard soft jaw or gripping the workpiece in
the nose of top jaw, reduce the handle torque in
inverse proportion to the height of top jaw.
Also,reduce spindle speed. If used without
reducing the handle torque and spindle speed,
the chuck is broken, thus resulting in danger by
discharge of chuck or workpiece.

If the special jaw higher than the standard soft
jaw is used, be sure to consult us.

period of time, remove the workpiece from the
chuck.

(5)

BEE. T-TIXHFILLY . Fryv INRIHEY
ISR, RIETMENEML. BREEALEEIC
. BEBICEEGEZIEDH T, O3 —PTa—BHFRIL
M EIlEBREVWY, X, BEBEEFHANTT
I

(5) If the chuck or workpiece is misused by inter-
fering with the tool or tool rest due to malfunc-
tion or tape error, immediately stop the ma-
chine and check the top jaws, jaw mounting
bolts and etc., and gripping accuracy.



6) FryIRT—REICAT—FOBELITTHHEL. BN
THEENIZZYTRIE, REAITEFT>TTFEL, (Figé BHR)
) BMIAOBRRMAFICESTUNIVRITEELTTEL,
TUNSUARHYET LIRBFNECTEMBEERRICE
ENELET.

(6)  When mounting the locator or jig to the chuck, bore and tap it
within additional machining range. (See Fig.6)

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.

FHREBE N AN T 7T Ak 6

Shaded area : It is possible to bore or tap
additionally

H! %y 7REARIETRERE
H : Possible depth for tapping or boring.

SC, SC -+ F,JN, JN - T, JN - RE! JSE JTH!
MODEL © N, JN-T, JN-R MODEL : JS MODEL : JT
B Bk
A RB c® RD E° RF @G H A RB c® RD | E° RF @G H
Model Model
SC-3(F) 20 12 0 15 —_ — — 10 JNO9 — — —_ —_
SC-4(F) 24 16 0 18 —_ — — 1.5 JNO9T — — —_ —_
40.5

SC-5(F) 26 20 0 24.25 —_ — — 14.5 JS09 46 — 49 — —_ —_ 215

JNO6 —_ — — JT09 — — —_ —_

28
JNO6T 36 24 35.5 —_ — — 14 JNO9RAG 35 20 36 41.275 20
JNOGRAS 25.5 36 30.95 17 JN10 — — —
48

JNO7 — — — JN10T — — —
20 46 20 64 21

JNO7T — — — JN10RA6 35 30 41.275 20

33
Jso7 — 40 — — — JN10RA8 445 45 55.563 25
40 17.5

JT07 — — — — JN12 — — —

JNO7RAS 255 35 30.95 17 JN12T 53.5 — — —
20 52 20 74 28

JNO8BRAG 35 46.5 36 41.275 20 JN12RA6 66.675 20

30

JN12RA8 44.5 55.563 25
SC-14 44 55 0 81 —_ —_ —_ 13
SC-16 50 60 0 86 —_ —_ —_ 15
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(SC-F. JN-T. JT)

OV7Z bhoya—id. IMOWIR. ~HE. ME. EEE.
BLUUHEIRG L EEERL T, RELHBDEFEAL

TTFaL,

IMPORTANT
HEER

OvV7hIa—0RF SEIBENES. ARBEDS
& SIEEEEZVLEETZHE) 3. TROEHRT

T-oTTaL,

6. Forming of Soft Jaws
(SC-F,JN T, JT)

O Use the optimum jaws by considering the shape,
size, material, surface roughness and cutting con-
dition of work pieces.

OForm the soft jaw (in case of O.D. gripping, I.D.
gripping and gripping accuracy required) accord-
ing the following procedure.

NZRBEDGEE Outer dia. chucking ARIBEDZE Inner dia. chucking
m O AT/ ERELET, (1 oA JERELEY,
T DONFIE25 st EIFREEE L. 2 TORREIF2S s ETFRREE L.
FFLHEVWESDOHZHDEFERAT I, % _ EXHEVWEIDHBZHDEMET S,
)BT R R EBOTEIC £ iy
#FEhd EFTT,
LVAVASR E)TTIROLRICE Y TMI LA b
- ° TERT 5 LEFITT, -+ =
-
@ Prepare the forming plug.
- The O.D. of the plug should have a surface @ Prepare the forming ring
finish of 25s and with wall thickness that The 1.D. of the ring should have a surface
does .nOt distort. . finish of 25s and with wall thickness that
Note)lt is recommended to prepare the forming b does not distort
plugs of various outer dia. sizes L '
according to forming part sizes.
Note)lt is also recommended to tap the plug
center hole before guiding it with the bolt.
(2) O/NRILERLTY 3—&2MEET, (2) O/ RILEBLTY 3—2FALET,
® RIC ¢ DI (MMA TS ¥ BB T 5 1B ® RIC DI (AL 7 £ iBET 553
MERFLET, ») ERBLET,
$DHEIE. pdd& V) O~BmmAk % zvt $DFEIE. gd& V) O~FmmA = vt
EELET, Va—OMEBR.HBNL = O | EELET, V3 —OMBR. BB
Ta—"Fro VOARLRUEE Ta—brFro VOARLNROEX
BWERELET, | BWHFRELET,
o
@ Unclamp the jaws by turning the handle. A @ Unclamp the jaws by turning the handle.
@ Form the part of ¢D (for gripping the @ Form the part of ¢D (for gripping the
forming plug.) T forming ring.)
Increase ¢D size more 0~some millimeter Increase ¢D size more 0~some millimeter
than ¢d. Arrange jaw positions so that they than ¢d. Arrange jaw positions so that they
are not protruded from the chuck periphery. = —" are not protruded from the chuck periphery.
(3) 0N FILEEMLT. gDHTTF 7 %8B || (3) O/ RILERELT, 4DET UL ¥ %1E

| eo ]

ELET,
OB TIIrELPEVEIEEL
THEEBLTTF I,

@ Clamp the plug in the part of ¢ D. At this
time, clamp the plug so that it does not
incline.

—=>

#d

EBLET,
OB YT ELPEVEIEEL
TELTT 20,

@ Clamp the ring in the part of ¢D. At this
time, clamp the plug so that it does not
incline.




75T RBELLEFORETIME || (4
BIBE (4d) &R LET,

¢ AEBIE TAEMOIBELBER & FIE (H7)
BEICKRE7Z7HIE6SKUTICMIU

o TF2EW, 7
¢/ O RIS D /N KL ML Ix . T4 —eefd
—_— TELRASEXESHICEY FLTTFE
— - W, — T
— E— E)TSINECHEENS R IV £
% . TFar. 757 5BLTFA, || T[T ®
7] Y | @Form the part(¢d') clamped for the work —
q\ piece_ with the plulg still clampt_ed. Favavau
Machine the part(¢d')to the same size

(H7) equivalent to the diameter of the
work piece gripping part at the surface
roughness of 6S or less.

@ Set the pressure while forming to the
same pressure to or rather higher than
the pressure when the work piece is ma-
chined.

Note) If the plug is distorted, reduce the

handle torque or increase the plug
thickness.

O LITRIMBLATEDRETIEY
BB (gd)ERF LET,
¢ dEBIE TIEMDILEIBETRR & RE (h7)
BEIC.KA77YVIE6SHUTICMIUL
TTF&W,

O AED /N KL ML IE . TIE¥HN
IEECRAENEIEHICEY PLTTE
LY,

E)VUCINWECEENCRILMLY %

T2, UTEELLTTFEL,

@ Form the part( ¢ d') clamped for the work
piece with the ring still clamped.
Machine the part(¢d')to the same size
(h7)equivalent to the diameter of the
work piece gripping part at the surface
roughness of 6S or less.

@ Set the pressure while forming to the
same pressure to or rather higher than
the pressure when the work piece is
machined.

Note) If the ring is distorted, reduce the

handle torque or increase the ring
thickness.

2

oMb TemEREL. Y || (5)
SO hO- 7 ERBLTFE L,

oA LYEIZTVW MIHERZY v 7 —
PEND G EFEEBLTT SN,

O BEAEMN LY ) 3 AERUBED _EH —
NELTRET SV,

@ After forming the plug, clamp the work

piece and check the jaw stroke. |
@ Perform a trial cutting and check a

machining accuracy, non-slippage of

work piece, etc. A
@® When the clamping the work piece, -

contact both the A-surface (0.D.)and B- B

surface (end face) with jaw faces.

O b5 TIEMEIEE L. ¥
I—DXMO—T7EHBLTTEIL,
OHLYHIZFTVWIMIHEERRY v 7

PEWD LG EEBLTT S,

O IBEEN LYY I ARRUBED ZEY
WELUTIBETE L,

@ After forming the plug, clamp the work piece
and check the jaw stroke.

@®Perform a trial cutting and check a
machining accuracy, non-slippage of
work piece, etc.

@®When the clamping the work piece,

contact both the A-surface (0.D.)and B-
surface (end face) with jaw faces.

A Fry 75 ELN Y5-I ®
VAT AOFEREE mm =
Permissible value of > )
jaw or jaw receiver 2 UxysaA
Model protruded from chuck periphery 3 Jaw receiver 5 gy 1
_ EE g Soft jaw :
SC-3F 3 a8 2
SC-4F 3 i —
SC-°F ° Fry
JNOGBT 16 Chuck
JNO7T/ITO7 16 i
i
JNO9T/JTO9 18 - -
INTOT 21 IN-T/JTHY
IN12T 30 Model JN-T/JT

OBFLTHBMELEOSEBE TCHEAL TTFI W, £
EEREBHEEEFOAVE, Pa—EXR OO
AEVWHEAENIAET DAL, Fryv IPHEBLY
Ia—PITENPRELERTT,

v ha—
Soft jaw

Protruding value

SC-F&!
Model SC-F

OBe sure to use the chuck at the above permissi-
ble protruding range. If exceeded the above
range, the engaged part strength between the
jaw and scroll becomes insufficient, thus scat-

tering the chuck jaw or work and resulting in

danger.
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DEEEFEBAERETCY I NS a—ERFETEZ &I
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R LEEL D) BIEEBREEEBIZENTEET,

Forming method for high gripping accuracy

(ex. 0.D.gripping)

(1)When the forming jigs as shown in the
following figure, the soft jaw can be formed
under the same condition when the work piece
is machined (the fulcrum of the soft jaw force is
positioned above when work is clamped), thus
obtaining the high gripping accuracy.

SCTEMEMIY

(W E1 2 TL—k
ex.1 ex.2 Plate

B

S
Projection

R

~’ ’
B EILk Fu bk |

O HAEARAELE T,
7,
Yo TROT L— MIBZEERTEY (1)
RRIE - Fy b (Fl2) ERFIET,
DOTIIEEHEVWEIDHD2HDEFERL
TTFa&uw,

(TR H Y

@ Prepare jigs (available on the
market)

Insert pins (ex.1) and bolts and nuts (ex.2)
into three equipartitioned holes on the ring
shaped plate. Use the ring having thickness

which is hard to distort.

forming

Pin Bolt, nut
(2) O SC-FOIZEIIF. V7 Y3 — EEICLEE | @In the case of SC +F, bore the upper face of soft
REMTT 3 B XL ARIL MEBARIBE G IERTIC % Bh jaw where the above pin or bolt can be
inserted.
l.: Boring LLEv, . . | ®@Bore the soft jaw face where the jaw is too
9T R g— O MTIE. UL TEHELARICY 3 —5 | protruded from the chuck periphery when the
7 b3 F oy JHEEYROMLTEHWEE | ring is dlamped.
~._ Soft jaw LEd @®In UN -T, JT, since the counterbor on the bolt is
o To T A h U RT3 used, the boring is unnecessary.
DTMIAETT,
(3) O/ KRILZEBALT, V7 Y3 — AN |@Insert the projection of forming jig into the
ABEAEOEHIEBALY > F 51 upper face hole of soft jawl by turning the
- &b s S R S handle and clamp the ring with the plate end
BLET, COBRBRREDT L — Mi face pushed to the front soft jaw in order to
EREY T S a—RTEICEH LD TR | eliminate the run out.
B ThVEEICIIE LT T &, .S:j:: ;22;;25y1aw is not too extruded fro the
O I NFry UHALURIHELTET |@set the handle torque for forming rather lower
KWHREEELTTAL, than the torque when the work piece is
N . hi .
O HFMDNL KL ML oIS, TretpmTes | Moo
SNZEDLEDICEY PLTTFEL,
(4) O HAEZIBEL 2 TDIRETIIEY) | @ Form the gripping part (4d) of work piece with
gripping p # p

¢d

EEE (gd) EHPLES,
¢dE & TIEMDICEBER CAE (H7I2E)
I REME SF6SLITICIT LT LKL SN,

the forming jig clamped.

Machine the part(¢d)to the same size (H7)
equivalent to the diameter of the work piece
gripping part at the surface roughness of 6S or
less.

_.:..1

O h-/-5. ITEMEIEL. U3
—DXMA—TEBERBLTTIV,

o X LYHEIAHZH V. MIKBERXXY v T
PENDLEEERLTT S,

OBMEEMNY Y IF. AmMRUBENO @YY
ELTE|ELTTIL,

@ After forming the plug, clamp the work piece
and check the jaw stroke.

@®Perform a trial cutting and check a machining
accuracy, non slippage of work piece, etc.

@When the clamping the work piece, contact both
the A surface and B surface with jaw faces.
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7. Maintenance and Inspection

OF v v 7 et REBERROKETHERTZHICE. B
BEHAPEETH D, BBARICEB FFTILEL
T, FERR. IBEBEOET. REER. &2
EENEZIOND, X, BEHOETICLN) IEY
PRELERTH D, LD ->T. BEiEHITEE
75 2 &,

(OTo maintain the chuck for a long period of time, it is
necessary to lubricate the chuck on a regular basis.
Inadequate lubrication will cause malfunction, reduced
gripping accuracy, abnormal wear, and seizure. Also,
reduced gripping force may cause the workpiece to fly
out. To prevent such troubles, never forget lubrication.

W JNEY

i 1E & CHUCK GREASE PRO

FENEEER (FREOAL)IMKERE)

XFRHTF vy 72X

TSRS

EYa— FEPY U —Z

RL¥732-Z=27J% ! BXAEADOA

TR Chuck—EEZ%7 J— X

Kitagawa—NorthTech Inc. @ JtKibis

EU3I-F TP—42

ga—=—29 M- 7T

Jg)1—/N—=—~—Z+ ME31-52

JYa—=NN—--Ja1TYsr—5> &R

AERADT)—RZyTENT

J—X AL F->TEHEMLTLEI L,

H SCZ!
ISO VG 3218488
KAERBOR—IHy TLMEL &F-> THRBL TLEIWL,
H Model : JN
Genuine kitagawa genuine product
CHUCK GREASE PRO
product (kitagawa distributor of each conutry)

kitagawa chuck grease

Conventional product

Molykote EP Grease

TORAY Dow Corning (only inside Japan)

Conventional
Chuck EEZ grease

kitagawa-Nothetech Inc. (North American region)

product
MOLYKOTE TP-42 Dow Corning (Europe,Asian region)
Kluberpaste ME31-52 Kluber lubrication (worldwide)
Apply grease from the grease nipple at the chuck surface with a grease gun
H Model : SC

Lubricathion oil equivalent to

ISO VG 32

Apply lubricant from the oil cup at the chuck surface with a lubricater

OF V=B FRISRTI/EY V- X2 FEAHLTL
FEW, eSO T ) —X&ERL 56, +59
LIRS BN VATEEMDY H WET,

OBR1~20., HEEFT-TL LIV, AL, 3K
Oz, KBEMTHEhEZ Z8ICERT 21585, FH
EHCEDE TIHmMEREE L TSV,

OUse the designated grease specified in Table.
If grease other than the designatde grease is used,
sufficient effect may not be obtained.

OOnce or twice a day.
However,when the machine is operated at high
speed rotation or a large amount of water soluble
cutting oilis used,more of lubrication is needed
according to service conditions.




O, EMEFF v+ v VAR (R7O0-)b, ¥¥—
) NAoHEF. BIEICF v v 7 2B LR
BRL TSV,

OfFERTIICE., Fy v X7 - REEZI VA
CHEETRTBERLTTF I,

O RD & Bk EZFERALEVWE, Frv IR
BIHEEEUIBENET 2B HET,
ZTEET I,

OIf swarf of foreign matter is caught inside chuck
(scroll, gear part) , remove the chuck immediately
and disassemble and clean it.
OAfter machining, clean the chuck body and slideway
with air gun, etc.
OUse rust prevention coolant oil so that rust does not
reduce gripping force.

CAUTION
x B

OF vy 73 EHEFIIMAM iIF2HEEIC (§F
Wi EnYlEl k2 BIC1EILLE) HEERETT
T, SMEROEBFECXEHRI EWDIPEE L CARXDE

BARXRBTBZZ L,

BB, /vy I EZF L ERICERWTHIN—

ERALTLZE W, (PO, Fig.158)
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N—E5NhELA,
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O

ODisassemble and clean the chuck at least once every
6 months or every 20,000 times of operation (for cast-
ing, at least once every two months). Check the parts
for wear or cracks and replace them if necessary.

OWhen disassembling, remove in the order of knock
pin and pinion before removing cover. (See page
3. Fig.1)

In JN type, take off the pinion in advance before
removing the cover.

OP BT, IJN. IN - R, JS. JTEEOH/N—I
R MM, DERE ML TREAITITTEY, P
QE8R) ME MLT THMIEVWEEZF P RAPR
BiL. E-A OEEHRARELNIBEDOETIC
LUIIEMN RELT BRI HIET,

X. /v T7ECIERVEETRERDOMRE ML Y TRHEY)
STTFEW, WYSEVWTF vy 7 5REmREES &
E-APRELTERT T,

OWhen disassembling and reassembling, be sure to
tighten cover mounting bolts of JN, JN * R, JS and
JT types with specified torque (See page @) . If
not, pinion hole is inadequately worn. As a result,
pinion rotary failure occurs and gripping force is
reduced, thus resulting in danger for scatters of
workpiece.

Tighten the knock pin with the following specified
torque. If the chuck is rotated without securely
tightening, the pinion scatters and danger occurs.

B/ v oEY MLy

H Knock pin tightening torque

. it bvy .
v ECHAX WHF vy 7ERK
Tightening torque
Knock pin size Chuck model
N -m (kgf ‘m)
M6. M8 3.0 (0.31) SC-3. 4. 5
JNO6. 07.
M8 7.5 (0.77)
08 (RA) . 09. 10
M10 7.5 (0.77) JN12, SC-14
M12 7.5 (0.77) SC-16
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8.

Troubleshooting

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

Problem

Possible Reasons

Countermeasures

Chuck will
not operate

Chuck parts broken.

Disassemble and replace part.

Slideway is seized.

Disassemble and remove seized part and
repair or replace it.

Handle Too much swarf in chuck. Disassemble and clean.
rotation Rust occurs at slide part and Disassemble and remove the rust.
is hard. rotation part.
Short taper is not coincided with Modify the short taper.
spindle.
Work piece Formed dia.of jaw does not match | Reform it according to correct forming method.
slippage work piece dia.
Insufficient gripping force. Check the chuck is tightened with correct
handle torque.
Cutting force is too high. Calculate cutting force and check whether the
force coincides with chuck specifications.
Speed is too high. Reduce speed up to necessary gripping force.
Oil for slide part and rotary partis | Apply grease from the grease nipple and make
run out. the clamp/unclamp of jaw without gripping the
workpiece.
Poor Periphery of chuck is run out. Check to see that periphery and edge face run-
accuracy out and tighen bolts correctly.

Foreign matter is caught in cross
key part between master and top
jaws.

Top jaw mounting bolts are inade-
quately tightened.

Remove top jaw and clean cross key part
throughly and tighten bolts to correct torgue.

Forming of jaw is inadequate.

Check that forming plug is parallel to chuck end
face and plug is not deformed due to gripping
force.

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

Reduce height of top jaw.

For Further Assistance;

Please contact your local distributor or agent who will be pleased to help you.

O Service engineer at field if it is readily repaired, while inform you schedule if the

trouble is intricate.
O If you cannot carry in, please call us.

TEL
TEL

TEL




0. FBEHIE 9. Qualitystandard

B R |AEDIRN (mm) = o . - .
) :I\ﬁod:él Face & Peripheral Runout FXAMN—EDHALEBEOIRN Gripped test-bar runout (mm)
BN 2 E=4 > REMIE
Size a b Sggg%narrow 0 (o] d e f g
SC-3(F)
85 ~=__
SC-4(F) 0.05 0.05
0 = 0.05 — 0.05
SC-5(F) 38
130 ==
JNO6 x H O
165 ~——_ E=%>
JNO7 Master
190 ™ pinion 0.04 | 0.02 0.04 | 0.02
JNO8| ¢ 02 0.02 50 0.03 | 0.05 ~ 0.05 —
JNO9 . '
230 ~—_ REDLGH
N nE=#*>
273 \J1O Master
IN12 pinion
310 T other than 0.05 0.05
SC-14 75 0.05 ~ 0.05 —
355
SC-16 0.03 0.03
405 T~
K FARYLY Test ring (mm)
Model FZXMY—ERE (mm)
. SC,SA% TC,TA®
I _U“?% Dia. of Test Round Bar o T T 0=
Size Inner dia. | Outer dia. | Inner dia. | Outer dia.
g5 2031 g 10 15 — 40 60 — —
o AP g 15 20 — 50 80 — —
130 %F) 8 15 25 — 60 100 — _
165 —2NOB| 45 19 30 37 81 134 86 134
o —INO7I 4o 16 25 37 102 168 107 166
10 —INO8| 1o 25 37 50 — — 107 166
030 —IN09| 12 25 37 50 122 196 128 196
2y —IN10) 5 25 37 50 144 223 151 223
o —N12| g 45 55 70 157 245 162 247
355 S0 30 70 90 — 188 290 188 290
205 26| 50 70 90 — 208 315 208 315
TARNN—=EDDAFZEDIRNCcH 0.03mmld EDEFIL . Reduce runout a amount of the main body if runout ¢
AEDIFENaz/NE L LTLEI W, amount is 0.03mm or more when gripping the test bar.
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https://www.kiw.co.jp

B https//www.kitagawa.com

‘bltag aWa https://www.kitagawa.com.cn

kX ett dENIEk IR FHH7 -\ NR hon=—

TT726-8610 |[ABRARHITAEI77-1 Tel.(0847)40-0561 Fax.(0847)45-8911

Kitagawa Corporation Kitagawa Global hand Company

77-1,Motomachi,Fuchu-shi,Hiroshima,726-86 10,Japan Tel.+81-847-40-0561 Fax.+81-847-45-8911
u ER
RREER AER SOV eEH X HEFRT1-405-1 T331-9634 Tel. (048) 667-3469 Fax. (048) 663-4678
B X EEE = EALA T B AKX KFIET4-15-13 T984-0042 Tel. (022)232-6732 () Fax. (022) 232-6739
ZHEEER BMEZHEETH)IX ESM2-62 T454-0873 Tel. (052)363-0371 () Fax. (052) 362-0690
N ABR AR (E2 TXIENEZE3-2-9 T559-0011 Tel. (06)6685-9065 (f{) Fax. (06) 6684-2025
LEE¥R LB TRI77-1 T726-8610 Tel. (0847) 40-0541 Fax. (0847) 46-1721
NN E BT & R AR ™ 18 % Xk {17-6-39 T812-0888 Tel. (092)501-2102 ({f) Fax. (092) 501-2103
BN EER LERRFPH TR 77-1 T726-8610 Tel. (0847) 40-0526 Fax. (0847) 45-8911

W B5 / OVERSEAS

America Contact

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

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

Europe Contact

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

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

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

KITAGAWA EUROPE GmbH Czech Office https//www.kitagawa.global/cz
Purkynova 125,612 00 Brno,Czech Republic
Tel.+420 603-856-122 Fax.+420 549-273-246

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

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

Asia Contact

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

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

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

Kitagawa Corporation (Shanghai) Guangzhou Office
B07,25/F,West Tower,Yangcheng International Trading Centre,No.122,East Tiyu Road, Tianhe District, Guangzhou,China
Tel.+86 20-2885-5276

DEAMARK LIMITED https//www.deamark.com.tw
No. 6,Lane 5,Lin Sen North Road, Taipei,Taiwan
Tel.+886 2-2393-1221 Fax.+886 2-2395-1231

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

Oceania Contact

DIMAC TOOLING PTY. LTD. https//www.dimac.com.au
69-71 Williams Rd,Dandenong South,Victoria,3175 Australia
Tel.+61 3-9561-6155 Fax.+61 3-9561-6705
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The products herein are controlled under Japanese Foreign Exchange and Foreign Trade Control Act. In the event of importing and/or exporting the products,
you are obliged to consult KITAGAWA as well as your government for the related regulation prior to any transaction.
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