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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 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.

AU PEEERE, USRI,

Please read this manual thoroughly before saving it carefully.
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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 the 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.
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FoRAT AN CLEE S, W] RES R AEDR TR A 1 A fE R R A
Indicates an imminently hazardous situation which, if
not avoided, will result in death or serious injury.

TR AN LR, W] RES R AEDR T B R RS B RAS
Indicates a potentially hazardous situation which, if not
avoided, could result in death or serious injury.

TR AR MNP Ress R AR A0 ol rp AR B A3 3 A9
FERDIRE -

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

TS T AR AT DG Ik e S By R T
Instructions for chuck performance and avoiding
errors or mistakes.
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1. 65 B R F 43R 1.Drawing and Parts list

ARTIR B FE V1N
Draw nut Plunger Master jaw
BIK
Soft jaw
1
il - -1
o
i
ARIRE] ERLNLS EANZS
Draw screw Rear body Body

Fig.l KFPBIEER

Drawing of open Center Level Lock Chucks



WEER  Partslist

Y i B4 Name of parts = Y TR Name of parts Hw
o1 FEAk Body 1 14 A S BT Hexagon socket set 1

screw
02 | etk Rear body 1 15 PR 7S A [ o MRET chi);j\,gon socket set 1
03 SmnE Plunger 1 16 T e Grease nipple 1
04 FIR Master jaw 3 17 B Steel ball 1
05 BN Soft jaw 3 18 O JEH O ring 1
06 7R B Draw nut 1 19 O JEH O ring 3
07 | #iE Cover 1 20 O JEH O ring 1
08 FPIRET Draw screw 1 21 AT Parallel pin 3
09 | WEjEsnis Spring 1 22 B (BE) | Eyebolt (Accessory) 1
10 R Y Chuck mounting bolt 6 23 NARTF ) Hexagon socket screw 1
key(accessory)
11 ALY Jaw mounting bolt 6
12 WS IR Hexagon socket head cap 3
screw
13 WS IR Hexagon socket head cap 3
screw
)10 A b AR BARVERC £ T 5 A Note) Eyebolt is standard supplied for 10 “or more.

Wi§kET  Consumables

. i
Gz 4  Consumables LU-08 LU-10 i
Quantity

18 OJE¥ Orring JIS B 2401 P 39 JISB 2401 P 44 1
19 OJE¥ Orring JIS B 2401 P 50 JIS B 2401 P 60 3
20 OJE¥ Orring JIS B 2401 G 50 JIS B 2401 G 60 1




N Z 2R FN FOR SAFE OPERATION
TRATTEGE T FH A s oo e B T i M T I EE I Please read this manual and follow instructions
T 45 DA 52 carefully.
b T DR A 18 Sy A i 4 B i 2 ZE I T v R A We cannot assume responsibility for damage or

BRI, A AR £ acmdents_caused_ by misuse of the ch_uck, through
noncompliance with the safety instructions.

A DANGER
J&. kS

BT RER 2. WA, Wl EHRE, MU,

SWITCH OFF power before setting, inspecting, lubricating or changing the
chuck.

W, B — o BT Re s
BN

Danger by catching of operator
in amachine.

)}\ R I A T BRI o

Never operate selector valve and solenoid valve during spindle rotation.

T Bl et iR

IR Manual selector valve .
JAW CLOSED| : ¥ 0
SRy 2 (7 (((
JAW OPEN ' [, ' | "’J!if;!'
| _/] AT
I'Q-_:, i Cylinder

BN ERAE, KRB TR L AR Ek.

Danger by discharges of clamped work during spindle rotation.

PN A AN AT N KAV ) R R (B )
) Do not exceed recommended speed of chuck related with Max
permissible input force. (See page )

B, KA K, JE
W

Danger by discharge of
chuck or work piece.




WARNING

A
=

Never start the machine with door open.

ja\ BRI F ARS8,

HARK], ATRESRERIERE PR AL, BTSRRI RIS, ARG

He=
Workpiece or jaw many discharge with door open.

BB AATTELFAE! (SH D

>
[ )
) Do not exceed input force limit related with max. permissible input
force. (Seepage )

B, SHIR A, Mo RAR T -
e g2 A BT

i AEH SR Ve vemn c§;25
/" Cylinder

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

(I %1 L F B B Y B = o
) ;\ F5b, R N A AR R AT IR R I [E] o

In cases of power failure Kitagawa cylinders are fitting with check valves and pressure
release valves. When power is restored the solenoid valve resumes its normal function.

il (BB T K, A : L
_ _ _ | oE Y
Gripped workpiece may discharge by Clamp Unclamp

lighting or interruption. . o
. W T
e -4 cylinder |
$ —— L 271

Hi X CERAL]
L Solenoid valve

LIGHTING ity
I

INTERRUPTION {7t P ARFEJE B 7 B

Set work to correct gripping position.




WARNING
S

Secure clamp bolts with correct torque. (See page )

PN 5 v mmRpmi. (SH )
>

K, AR SRR Jaw mounting bolt
Danger by discharge of chuck or
workpiece in case of damaging
of chuck.

T, SRR, &R TR & e

AR
Chuck mounting bolt

' d
PN s umsm: zulh)
?\ Do not forget to grease chuck! (See page @ )

O IR AR 2 R S BRIG, 3 e TR,

e SR 3

Danger by discharge of workpiece related o) C o>

with lowering gripping force caused by '®)

unsufficient lubrication. e&# 0 O

B 0 O
e o)

PRGN
Grease nipple

@I 157 13 FH ECARUEBROTCRE i ) R B ME R B AR BRI R
) Never use the jaw highter or outer dia. gripping jaw larger than the
standard soft jaw.

B, SPURFAE, FER SR T R,

e SR — . i
Danger by discharge of chuck or JAW
kpiece in case of damaging of L]
wor 5‘1
chuck. | i
T
— Workpiece
wE

Height




WARNING
S

ANE AR R R 2 J5 BAT B4 .
Never attempt to operate a machine while under the influence of
alcohol or drugs.

TR0, DRI g B A B R i T 2 B S
Danger by operational fault and lowering judgement.

b
Alcohol

RTMETE, SSrae.

Gloves and ties should not be worn when operating a machine.

TS BANUKR, JEHER:
Danger by catching in a machine.

-
);\ MR

Do not attempt to modify chuck.

), SRR, ERCRAER AR,
=[BT

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




WARNING
S

N i A B YA F TR AT S R . (L@ )
.—’ When machining along work piece, support it with a center of
tailstock. (See page @ )

jw l Tailstock
17 B
— ik

T
Workpiece Center
A CEC, SEa DA, ER R,

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




A CAUTION
EF

Mmﬂ?ﬁ%&fﬁﬁﬂ‘, REAE R EGE . (SH )

When lifting chuck, use eyebolt or lifting belt. (See page )

T, 2 R T S R o
Danger by dropping.

IEZN -7
‘MA_‘M.:-"'(Eyebolt

A\ VR SRR T, ERRIRAT.
‘O When gripping workpiece, make sure your hand is out of gripping

area.
TN, ArReSs A DI TR .
Danger of finger broken or cut.

@ R rTHES R FIUARTH. (BH®)
) Never hammer chuck, jaws or gripped workpiece.
(See page @ )
W, SRR, ERCRA B R,
EH G
Danger by discharges of chuck or
workpiece in case of damaging of chuck.
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3.Specification

3-1. HigE 3-1Specification
%5 Model

IiH  Item LU-08 LU-10
=N X 4TRE

FMEATE mm 10 15
Plunger stroke

FITHE (EA

Jaw stroke (In dia.) mm 72 108
I RBVFER ) kN 25 35
Max. permissible input force (kgf) (2549) (3569)
K1) BRESRES kN 45 60
Max. static gripping force (kgf) (4589) (6118)
BREVHR LS MPa 25 3.3
Max. permissible oil pressure (kgf/cmz) (25.5) (34.0)
[ R .1

%2) meﬁﬁﬂ?ﬁ Min 3000 2500
Max. permissible speed (rpm)

REHH mm 40~210 50~254
Gripping dia.

o CEFREROTO

Mass (with standard soft jaws) kg 26 45.5
TR 2

Moment of Inertia kg m 0.143 0.373
ﬁﬂqm&ﬂ . Y1225R Y1225R
Operating cylinder

(1kN=101.97kgf

1MPa=10.197kgf/cm?)
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K1) REARE S

FRH A TS AR L %, PIERRIRA . BT

MR BN R 5. P, HURS b ic ki

K RENHLUFREM M. (B0 Fig.2)

(1) RV KITAGAWA MIFRHERON, 76 F TR 1/2
L E AR L, ZEROTGE (G 12 R A AL
S A7 V-0 4 1 B

() FEMSAEHAL IR g . (5 GD D

(3) o T 1y S ] AL e 41 5
EIF )

(@) FAEH TS S (R A A SR AV L 71

(5) WFRYE R HE 22 5 20 Bimin LUl my A e R
T, TR I VESE A B () 2 s 5 S P
WIEAT
LA AR 3/8" (Pu4% 9mm) HEATREA .

3-2 Relation between total gripping force

and revolutional 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.2.)

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

(2) Kitagawa chuck grease is lubrication for obtaining
the maximum efficiency of the chuck.

(See page @)

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

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

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

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

K 2
Fig 2

FIR
Master jaw

KA
Hehr )
-

Max. permissible

input force

& ‘f>

SE L A

Locator N -
o 3T g
Lubrication to master jaws

Tighten with recommended tightening torque. (See page |

B FRUEZN  KITAGAWA standard soft jaw

A=B i}
When A

B

—

J6 )1 & vt
KITAGAWA jaw force tester

\\\@ﬂﬁmmgﬁ<§m%ﬁéﬁ>

)
18 )




X2) IRV

I A VPR AR DUT A T3l 50 Ui e %8 07)
HIRFRASICE L U3 B SRR .

(1) FREMTATE g,

(2) RITCRFHFR AT A B

(3) BB REE S A KR E T

*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
the center of stroke, the jaws are of the standard soft
jaws and the static chuck gripping force is atmaximum.

ﬂ CAUTION
ER

OXRFIE I ik H I
BEDIHIZAESEN, WS WA T~5 I,
ERNER, BT AR R PERE . BUER
A ULL BT R AR A PR REAS IO AN T 57 o JEHEAE
FI R R e 22 IR I R B, 25 AEAR R IR i s
Jis ISR, PEEEE BRI AR,
PRIEANASS =R UAEE 7 R e P DV R L (YA

OReference for gripping force

Refer to pages from to  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.

ﬂ WARNING
B

friy A I 14 D) ) Pl RE S I i T AR R,
O INRAER NOEHIHAAE T, R A e
FETRFFBUE R E T -

O JE B U 14 e e e G I S B 2 e T 3

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.

Pkt BT, AERAERIERE O R, S80I
%o BRI 8 SR U AREFOTUR I L. AR R
KA TR B LB AR SRR S, Fe AR,
32 & A AR N e B8 T g o 1A T 5

Centrifugal force which acts on jaws occers by increasing
chuck rotation, thus reducing gripping force. The diagram
shows data using te standard soft jaws. The gripping
force is varied by the size, shape and position of jaw.
Consequenty, if chuck speed is high, it is necessary to
measure with Kitagawa jaw force tester.
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® {iffl KITAGAWA 2% Syl Jy3t
o S TATRE

®  FRAEPOTR A B

Conditions
® Kitagawa gripping force tester is used.

® Plungers are located on the center of stroke.

® Jaws are of standard soft jaws.

Y1225R

Y1020R

3-2 REINEHEKKR
3-2 Relation between total gripping force and revolutional speed
80
LU-10
60
® LU-08
o
o
LL
2 40 ---‘-'--‘
<8
50
D:QKE 20 \
P
0 1000 2000 3000 4000
#f: min(rpm) Speed
3-3 RREHENHESBRENKRR
3-3 Relation between plunger input force and hydraulic pressure
40
: ,/
s /
% gL 20 ”
I /
A c
ii-% 10 / 44””
=g //
il
0 1 2 3
Wi J1: Mpa Hydraulic press
3-4 REHE5ZMEHERNAKKR
3-4  Relation between total gripping force and plunger input force
80
60
8 A
L? 40
> rd
z g LU-10
50 @ /
% 8 7 LU-08
K

10

20

30

S &R ). kN Plunger Input Force

40
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4. Mounting

4-1 Manufacture of drow bar

The following Fig's. 3, 3-1 and table indicate how to
detarmine the length of the drawbar.

Upper calculation is combination with Kitagawa Y type
cylinder.

3 RAFEE
Fig.3 Detail of draw bar

BRI AI T a0
This part should be worked so that
a spanner or the like can set here.
A B

BI3-1  hrkf el
Fig.3-1 Mounting of draw bar

WREL R 3 e
Cylinder Draw ba Spindle

\ [ . \
RN %\ _ (=
»
) 2 —
7/ =
E
A
g |
D L - Cylinder adaptor
mm
5 WS T
= w A B c E L
Model Cylinder
LU-08 Y1225R M24 M20 35 35 35 M-84
LU-10 Y1225R M24 M24 35 35 45 M-88

O, FHie TS LammmmEE M
(Fig.3-1>, HUAI#fE L R~ (Fig.3).

(f#]) eLU-08 5 Y1225R &M WIRGI A5+
b T 8 2 M=800mm I, HAT 4k L=M-84
=800—84=716 (mm).

o EAT A BBMRGUINT R, 355 R HL G ZE AT I MRSL
FH—E, 3ERM JIS 6H % 6h. 60 K% .

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. 3 and 3-1)
Example)
e\When the distance M between the cylinder adaptor

and the spindle end face is 800mm with chuck LU-08
combinde with cylinder Y1225R.the total length of
the draw bar is L=M-84=800-84=716 (mm)
eThread the part “A” to JIS standard 6H. 6h. 6g.
corresponding to the thread of cylinder piston rod.

ﬂ WARNING
B

O RA TR R REA L FEWR, &K
TAEWRIERER, A, AR ER
OF RGNS GhAZ, W] AEIE SR B SR ANAL

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.

Olnsecure threads will cause the drawbar to vibrate.

®
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4-2  Mounting steps of chuck

ﬂ CAUTION
ER

O R KA R L EI,  NIAIA S A iR
IE, USRI R

® \When mounting the chuck on the spindle, confirm that
the spindle nose fitting is appropriate because it affects
gripping accuracy.

OB R LB BRET .

OB R ATH7 AR GL NG ZEAT I, RIS FE AT R A AR
A TIAT . CEAE AL E R, SHIRTE ZEM i 5e
Ho)

OWMUREL 2R/ F 0l GRIRE R .

O A R RIS, BN IEH G H R E i . B
1 £(0.4~0.5MPa. 4~5kgflcm?)sh{E 2~3 Ik, ¥k
SEFT B TRl 1k i 1) i e s

O RAEBENAT E. (30 Fig.4)

O TERELM FERARPRE TiHAT. (RS

OB EAIMFIN. 5 e A FEYR N

O R FALAE AR R, A8 A4l Ot 2R 1) 3=
.

(DConnect the draw bar to the cylinder.

OScrew the draw bar into the cylinder piston rod with
the rod retracted as far as it will go. (If it is tightened
at the intermediate position, the locking pin of the
piston may be damaged.)

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

OChuck that the run-out of cylinder is minimized
before routing the hydraulic piping.

Move the piston at low pressure (0.4~0.5MPa,4 ~
5kgf/em?) two or three times and set the piston at the
forward end before switching power off.

(®Connect the chuck to the drawber (See fig.4)

Oplunger of the chuck must be drawn inside as it was
delivered.

ORemove jaws, cover or locator.

Olift the chuck using a crane etc., and locate the
chuck centre to the spindle centre of the lathe.

ﬂ CAUTION
ER

OMHUARYRERER AL, WAL 13 PR AR sk i) s FH A2 S AL
H L. (8 FeF LU M- RAELA AT i EA IR O
(ZHHWO IO

OfEflJa 557 1

OWhen mounting or removing the chuck,lift it with the
crane,using an eyebolt or lifting belt.
(For a chuck of 8 inches or less, eyebolt is not
attached.) (See page))

OBe sure to remove the eyebolt from the chuck after
mounting or removing.

OR/SAMTARNRAL PO, T A=h R e T4 5%
FIAT

OFF NAHHIRE], B RA 2R 4R PR I A 2 2REm (5
WD Y.

Olnsert the hex. socket screw key to the chuck center
hole and fit the chuck to the draw bar by screwing the
draw screw.

OScrew in the draw screw until the chuck fitting face
contacts the spindle face (backplate face.)

ﬂ CAUTION
ER

OFIFAT NRZALMWI &, Bighe 2 ~ 3 [ Ja Joik
AREEAT N, Wity 2R AT
OMEFARIRET HHAT I, FCEMG TN, WA A iR
ETNEA JCMURISE . FromA TR, SIEMCT ERES .
KRG EA RAE

OThe drawbar length may need adjusting when the
drawnut canont be screwed correctly to spindle face.
OlIf 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.

®




WARNING

A i)

OFFRAT A T AHIRAT T AR AL, IREHIA Ja K
RN AeBRaRE R, R G, ARG

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.

Kl 4
Fig.4
EDRIN

AERIRET IR

ik SEg

Draw bar\ Draw screw Back plate  /Plug

Plunger

B R R i AR

NIRRT

Spindle Mounting bolt

Grease nipple

Hexagon socket screw key

@F AN A e 32T fE AT 23
ONE N BT, AR A 54K 0l e e 2 4
O RS S8 -4k 2420844 . (Fig. 5)
15253456 (KA SRS, )

CLRR R MAUE R S WS 70

~

(4) Mount the chuck to the spindle

OTurn the hex.socket screw key so that the chuck is
properly attached to the spindle mounting fase of
lathe.

OUniformly tighten chuck mounting bolts in the order
of 1, 2, 3, 4,5, and 6 as shown in fig. 5.

(Uneven tightening will cause run-out. For specified

torque of mounting bolts, refer to page .)

KI5 iR
Fig.5 Bolt tighting steps

WARNING

A i)

Ot 22 B G DA e 5 [ R T . FAAEA L Bl
KW, EREAS T  E, ERER. Sk,
A58 FET R 12 2 A T MBS A EAA B

O FARAR A 7 BRI 1) e e i . 5 B A Al g e,
{EABREESR I 12.9 (M22 DL 124 10.9) L ERpugse, I
AE RIS

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.




O T B .

124~ Bolt size H[E 4 Tightening Torque
M5 75N m
M6 13N m
M8 33N m
M10 73N m
M12 107N m
M14 171N m
M16 250N m

O 100 W &1 e e 22 0B 4T, %% 3K Jo 75 W B &1 e #%
150~210°, FEfEC e ML &1 10,

AN, HfiA A RS
R Fros i R

H

ERs) A (mm)

LU-08 9~10

LU-10 10.5~11.5

(5) Adjust the plunger to the correct position.

OTurn the draw screw countir-clockwise up to the full
stop, and after this, turn it clockwise for about
150~210 to stop it at the position where ratcht

hooks.

Confirm that the Model A (mm)
dimension A is within LU-08 9~10
the range shown in

the table below. LU-10 10.5~115

ﬂ CAUTION
ER

A EIRREEATE Sy, WRETCIEIE BIPTE IR TATRE

[ELTFE AR

If this adjustment is made improperly, the desired jaw
stroke will not be obtained or the parts will be damaged.

@RI\, FRaGERLE, WA R A AEks).
O RELMIANEBES) . s BEsI N6 4E 0.02mm LUK

(6) Remount the jaw and cover or locator and check
run-out of the chuck.
OMake peripheral run-out and face run-out the
chuck to 0.02mm or less.

ﬂ CAUTION
ER

WL AT S F I 2 WL G A A A e 5

For the cylinder, refer to the instruction Manual.




5. 50 R 2 22 5.Short-Tapered Spindle

5-1KFHUR R 5-1Level Lock Chuck dimensions
OIS HI T Fis. OType expression of chucks.

LU-08 6-123
—‘7 L Bty (3f7i45) Design No.

5 ARk Shape of main spindle end

5: Ax-5 nose
6: Ax-6 nose
8: Ax-8 nose
S: HaEHD  Straight faucet

REAFER (¥  Nominal chuck dia. (inch)

08: (8%~} 8inch)
10: (103} 10inch)

HCFEE 4 Level Lock Chuck



5-2 AR I & &

O X AT SEM G, TN L AU k& B,

O MR I BB 2> EHFE W-R BRI, B o 0 b 8 A 4o
1Bz A% I 7E 0.005mm LU .

O T ARAE 2Bz 1 KRN, F73EAET 2 HUAR I
AT, nI4R mo

OMFHR IR A 2e2hede LB AR LR S6v )RS A 42 H bl
A-0.03mm ZEAT I 1,

OFig.6 iz~ JIS 4 A HERRHE o

5-2Manufacture 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. 6 shows JIS short tapered spindle.

6
Fig.6
Hik D
Back plate ~
LHIBR
Mounting bolt | m
9 S
EANS
—/
Draw bar = )
B T~ kg
Spindle Mounting bolt
mm
EF20 VD) ARSE GEITEAR) 754 DINFRE.
=K Model LU-08 LU-10
|{ém Note) A” Dimension mounting recess diameter is
A (H6) 170 220 according to DIN standard.
B 133.4 171.4
C 85 105
WARNING

A i)

OW M LheiB ke N HAT 7R (M98 CEAR. MREL M5O,
I HAZE B AR ] (S5
A RO RSB IRRE, SRR K, AR ER

i0)

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

If tightening torque is insufficient or too strong, bolts
are broken. Also, the workpiece discharges thus
resulting in danger.




5-3 FuAFRIEIE 5-3 Manufacture of draw bar

W DL 7 i R AR RS Determine the draw bar length as follows.

o, S Y TR AT 4 A Upper c_alculatlon is only in combination with Kitagawa Y
type cylinder.

7 PR
Fig.7 Detail of draw bar
TOR AT AEAS T OGP al )

This part should be worked so that a

spanner or the like can set here.

A B
\ < /{ y
v I =
- I
7/
E
D L
mm
iRy B L
A B C D E L
Model Cylinder
LU-08 Y1225R M24 | M20 35 35 35 M-+N—84
LU-10 Y1225R M24 | M24 35 35 45 M+N—88
OMRIESE, BHIE TR EBAES 6k R % M LA ODimension “L” (fig. 7)is determined by the distance “M”

between the cylinder adaptor and the spindle end

de B BF H " 74 H—: S H
REBEEN (Fig8), BIPIHE L R (Fig.7). face,and the backplate thickness “N”  (fig. 8)

(51> Example)
OLV—08 55 Y1225R 414 Fi] < 3 I BT B 15 -l ®Distance“M”betweenthe cylinder adaptor and the
N i 3 o spindle end face: 800mm
PR ES M=800mm. HRJEE N=20mm K}, $7AT Backplate thickness*N"15mm
4K L=M+N-84=800+20-84=736 (mm). Draw bar whole length: L=M+N—84=800+20—84
s \ e s T o o N =736 (mm)
O AT A FRIRSUIN LAY, 55 7 LG ZEAT FIMREUAH —
T ABRENLH, #5% AEFT RS ®Thread the part “A” to JIS standard 6H. 6h.
#H, JERM IS 6H e 6h. 69 fif/%. 6g. corresponding to the thread of cylinder piston
rod.
8  hiiTedkK
Fig.8 Mounting of draw bar
TR L R SLEREAT E0ANS .
Cylinder \ \\Cylinder adaptor / Draw bar / Spindle [ chuck
\ /
v : :
_ [— _ = i L 7
A1 = -
(_:L——-__X_‘ﬁ
- 1
M Back plate
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6.Test run

ﬂ CAUTION
ER

O] LS4k, R R R, RS IR ) TR
LEFL P9 B T v i b O 5 <AL
OB 1E I 11 8 MG (0.4~0.5MPa. 4~5kgficm?®),
BEAT-RABE S RITTF A o
O UL, NI ALHE N i, LR

CLET I 23 N HIE PR I D
O eI IRt U T ARG A 5 — 0T o vl P i
iR
O AT i 5P B
oL\ BB R, MBEANT B,

®Set the chuck with the plag facing upupware and
remove the plag and make an air hole through the
grease by using a screw driver.

@ Set the oil pressure to a low level (0.4~0.5MPa, 4~
5Kgf/cm2) 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.

ﬂ WARNING
B

® L) 100~200min™ {6 R4 R A, AR5 B i
B, FIEHARSNIE N, WFTH R ABIEE . R
PLFFBES) o

O AT R RIRITF IS, nI g AR A 5 i I i
WA T ORI Sl AU (LT g o R R v IR R e
JEk 4

oL\ PR, MIAATH]

®Set the lathe spindle speed at 100~200min™, 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.

IMPORTANT
NOTE-NOTICE
HEFH
® BN T A RGNS, AR, LR

O VLRI, i it o i AN S BAT, ARA S

®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.

@
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7.Forming of soft jaws
and manufacture of
locator

®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.

O B AR Ry M. RTHDHRS 2 LA A I
FATAE, A HAE B A OTCRGE (0

O (L T R AT RE I R BRI AT I

O R AL E I TR0+ Sl i) P or JA8 B SEMEQL A2 )
PRI o TR, BTC R s R 53 R 5 A 8 (1 1 11
SR I B E EAR KR o

@1t 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.

9
Fig.9
N

| Jaw

i

\\
N

]

T
Workpiece

SE T
Locator

ﬂ WARNING
B

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 )

OB AT NN A FAT R SR AR I 24 (AT RV
I, IXPRai i mAese, I SEBlmRs R i EqT
FEAR IR E, WRELHRE TAF, I T kil
AR
FOVLRIR R N AT 7850 (R,  FF 5 B

o (ZWEH O
H AR L B R A AR, IR s T Kl
AEHfE k.

If tightening torque is insufficient or too strong, bolts
are broken. Also, the workpiece discharges thus
resulting danger.

®
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L/QND RN IER 1S St A

7-1 Forming of soft jaws

Forming of soft jaws should be done in the following

procedures.

@ /5 I H [ R @®Prepare the ring for forming.
WHHAMERIN T AV V. BET Forming outer dia, of ring is limited
BHHER . (N Fig.10) to ¥V V finishing. Ensure the ring

[

) BOE B IIME T IN, N Of
FERTATRE R SR K

TE) AEBRFAROSUIN TRl AR
BEAT T AN T

is strong with a suitable wall

%%

thickness. (See Fig. 10)

Note) Set the forming outer dia, of
ring dimension to grip
around the middle of the jaw
stroke.

Note) It is recommended to tap the
center hole of ring and insert

the bolt.

O 45 A BOE WU BOE A PIRAS, R
BRI, W5 MR, A B A
FERBIEREIE, ffrA 2 Bk
.

®Set the hydraulic pressure to the
working condition, and gripthe ring,

then push the ring to the chuck

evenly so that the ring does not tilt.

O 71 K R BA AR A TR O Ak
(@D)HEAT .
@D E NN TR AT R 5 EAR
M (H7 Zed7), RITHEER Y 6S

LR
@ RN IR R ) s O 5 A )
AR TR B0 5

D H AR AARTE, IR .

@®Form the part @D For gripping the
workpiece with the ring still grippied.
Machine the part @D to the same
diameter (H7) as the workpiece and

surface roughness less than 6S.

®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.




O LA, U B3

® LR EAL R

O K T ek AR A TR

O AT TN, A AN TGS AT i
¥,

O V) J KB sk 2, T AR o
fHemly U NSy R

1\

Jaw Workpiece

JEg AN

s
Locator

Forefront
contact

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

®Mount the locator.

®Grip the workpiece to check the jaw
stroke.

®Perfrom 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.

@KL HF T RN ey, HER e
T I

© J1 L BB L K [ R T

O 14 B E R W E NG E (0.4~
0.5MPa. 4~5kgfilcm’®), JE[HH.
BUIN, BT BFMERE, N R
FERBLIE TG, RS2 7= A Bk
.

ﬂ CAUTION
ER

R IR A

Jaw mounting bolt

Ring

®In case of re-installing for the
remove jaws, note the following
points.

®Fix the jaws temporarlly with jaw
mounting bolts.

®Set the hydraulic pressure to 0.4~
0.5 MPa, 4~ 5kgf/cm?, and grip the
ring, then push the ring to the chuck
enenly so that the ring does not tilt.

ﬂ CAUTION
ER

Jaw . .. .
JOEFTRN, B EEAR S, & If the temporary ]aYV fixing is _not
- tight enough, the jaws are lifed
JNnTess BV, PEUCIEIER 23, when gripping the ring. The ring will
AR not be set forrectly.
®Tighten the jaw mounting bolts to
O EILIRG T HeMs HIA B 5z J ‘ 9 o
the standard torque when gripping
FENERE the ring.
10 mm
Fig.10 #Model
LU-08 LU-10
¢ I H Item
// A 32 40.6
R B 17 20
C M8 M10
B X IR RSE AR AR RO 0255 RS

> Above dimensions show the reference dimensions using the

standard soft jaws.
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O R B ITHA IR ABONAE R, AR et
R JBE Ji e B, AT b Rk A S T £ 5 Bk 8l 20 Al L
ANPAT S (RGN TR P2 7 AEARK IR S0 o I AfG R B B
AT 783 (R RE BE RS o

7-2

Manufacture of locator

®Workpiece is gripped while it is strongly pressed
against the locator by pulling force of the chuck.
Therefore, the run-out of the datum surface greatly
influences finish accuracy of the workpiece in terms its

perpendicularity and paralleiness.

The datum face should have sufficient hardness and

accuracy.
Kl 11
Fig.11
i
T
o
XE{JE Workpiece
Locator
J
h -
[x]
O fHES I TR, @®For dimensions, refer to the table below.
Kl 12
Fig.12
SENLPE
_ Locator
5
S
*l/ ~_0.003 :
mm
HH ltem AR 5 BEAU < 0RO ring
Chuck dimensions Locator dimensions JUfsize
CHIIE R
71 Model A B c D E F G H J (Maker)
M5710
LU-08 53 M5 Depth 10 10 65 45 8 42 3 2.7 S 42 (NOK)
M5¥12
LU-10 62 M6 Depth 12 12 75 50 9 47.2 3 2.7 S 46 (NOK)

20)
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8. Soft jaw dimensions

13
Fig.13
A
<> *
1
— 1 1
— — E — _;—-—-—--—x
N - . RN/
E S B e Y R =
, T Bl
I I
| il
T G
E
mm
5 H Item
A B C D E F G H J K L M
T Model
LU-08 40 445 84 16 7 12 35 53 26 19 29 13
LU-10 50 49.5 100 18 7 15 35 62 32 22 32 15
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9. Precautions

ﬂ WARNING
B

O U NN, N ORAFBRBIRG S, NAT AN A 5. 5
Sy RITHIL 2385, MR TR e HHAL R [
VL URRE o

O AR TAF AR R DI HI A A B W o A5 PR 1 O s
THEBVEARTAR, e KAEAE .

© ) A5 R SR A, 75 D 2 ARG 3 S D g
F R 2 L A A 4 o

O K T AR, S5 A I R AR S Ree JRE A, AR SOK A

H 3 o

S

®\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 striked, 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 stebdy rest. And support the free end of the
workpiece without fail.

DANGER

fEk
O eI DI AT R EL IO P ERAE, S SEORE I T
(R
O 4 () e e e TS 270 RS R R 1V
O® RATIM e, K, v, S NAE DI s S HEAT

®Never run the chuck during operation. Otherwise the
workpiece may be disengaged and thrown off.

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

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

ﬂ WARNING
B

O (IR [a) 5 FIHLARIN MR TR A U

@ J& X AR IR R TON SRR AL FATRE Sk, IXAE S F B R
ASEOL R o AEATREAR I PRI BEAT S AN 2 4,
LA G o

O I RERAE . PPOREEIRAE, 3] R sl SR iR A T
{5 SN & SR N PR VAYA I 2 2 P s o =t N 5
TCFH LA R AT T AR

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

@It 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 maloperation and tape error cause a cutter and
cutter holder contact the chuck, immediately stop the
machine to rechuck the spindle, chuck, and gripping
accuracy.

@




WARNING

A i)

O B TR AR BE e 16 52 B0 I B
NI AT R o

O 48 (A VFHE ) U 20 R SRR 1Y
YR GUAE R RN 1'% 787 N | o e o

O Jil| T PRI 5 R A A Bl e 5, n) g o dd it
GRS SR A, LA G G, 438 2 AR
A5 H A T VR0 G40, I A AT P [ 345 ) Hl R
TR AR T B A
() Fig.14>

O BT (K LA, N ARRRE I, JERIBOE N
SR B b RS S A G AR .

O (1R AR T B s A R BRI LN, AR
Y0 Y REA T M2 i L. (3, Fig.15)

TE N T B 222k e BG4 38 BRAN T, i LA i

Bo NTHrar= a5, YT,

o

R

T, 4

BN T fe i

&)

LS7A
Al

®Since the jaw gripping the workpiece receives the
influence of centrifugal force directly during rotation,
unnecessarily large jaw can be dangerous.
®The chuck thrust should be kept within the specified
allowable range during operation. To operate with
excessive thrust can be dangerous, as it will
deteriorate service life and cause failure.
®When abnormal srop of the supplied pressure is
caused by power failure or breakdown of pressure
source during work machining, the workpiece may be
disengaged and thrown off. In case the change-over of
cylinder is made by use of the 4-port 2-position
solenoid controlled valve, the hydraulic circuit should
be so designed as to grip the workpiece when solenoid
controlled valve is demagnetized. By so doing, the
above danger can be avoided.
(See fig.14)
®\When gripping an unbalanced workpiece, turn the
chuck with adequate speed. When mounting the
locator or jig to the chuck, bore and tap it within
additional machining range.
(See fig.15)
®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.

RS BL

Cylinder__J

ENPIXGSS R RLEE

Manual operated valve for
gripping of I.D. and O.D.

A

L

A

A4 T 2 e

4-port 2-port solenoid controlled valve.

K 14
Fig.14




K 15

Fig.15 RIS 23 D 18 00 T AV
Shaded area: Itis possible to bore or tap
FAANE additionally
Chuck outline
/E o
E
mm
I H Item
A B C D E
71 Model
P
LU-08 325 52 20 66.7 ?;f ié;z
P
LU-10 40 62 25 85.7 i? ié;z

A. B. C: AR[IBIMIAIR
E: W&okl s

A,B,C: Additional tapping or boring are not allowed.

E : Possible depth for tapping or boring.

ﬂ WARNING
B

O LR E AL PRI ILIN,  WRIRS Lk PR 0 J i H ) 4
it GERZAISED, I35 78 AL IR A B

OFor the locator or jig, prevent discharging caused by
centrifugal force with dwell pin, etc., and tighten it with

bolts having sufficient strength.
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10. Maintenance and
Inspection

WARNING

“l* i)

O T KA RS AL R A, IR 2. 37
AR, UGBS FIEEA R SRR R
%, SRR A, iAh, BRI SGE ak
AR, ARRER . Bk, M) SEREATIRE R A

O RIS HARB FIN 0 5 (5 @2 7O T pTk s
AT

OB IRFERRIN I MRS A N EIRET, M
IHIEE AR . AEEBRET FLVENR, BRI i
Wi, ARSI ANRDEIRET, AR RIS 2~3 1

OTo maintain the chuck for a long period if time, it is
necessary to lubricate the chuck on a regular basis.
Inadequate lubrication causes malfunction at low
hydraulic pressure, reduces gripping force and aiiects
gripping accuracy, securely lubricate the chuck.

ORefer to the procedure shown on the Test Operation

(p- @ ) when greasing the chuck.

OWhen lubricating chuck with grease, remove a hex.
socket set screw from chuck periphery and emerges
from which the set screw was removed. After that,
replace the set screw and actuate the chuck jaws
several times.

FE MR E JIT P e I E BRI EL
EERUN e 1A
T M BERE AN | R 4 WO B | R R . K
[ & £ b sh HigWs | MOLYKOTE EP | At /K 1)
BEATHE S I IR R, AR A
(40N DOW A5 4 P18 on i
CORNING (Fk)) | AEIREL

OV I, 55 W 2 RS HGE R AL A B Bl
OFAMEF HAT P EAE B VIRIBL <A A ST fe B85,
TSR BT AR TN

Section to be

lubricated

Grease useds

Lubrication cycle

Apply grease from
the grease nipple
at the periphery
end of body with a

grease gun.

KITAGAWA Chuck
Grease or Moly
Kote EP Grease

[Dow Corning J
Toray Co., Ltd

Once a month,
However, when the
machine is
operated at high
speed rotation or a
large amount of
water soluble
cutting oil is used,
more of lubrication
is needed
according to

service conditions.

OAfter machining, clean the chuck body slideway with

air gun, etc.

OUse rust prevention oil so that rust does not reduce

gripping force.

ﬂ CAUTION
ER

O FAE B D AELAE AT 10 J5KEME (IR0 2
ANH LB IR LK, AR AT T B
SR, BT

ORIEEIG, Nl FE A E NG AT AL .

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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® Jy zanil ML, VAL ATES Y GRS AR, AE TR T E
HIRAS SRR AT R EEAT AL

@© FATFR IR 3e058, 5 F RN,

@ MBI N E AL .

@ RATF R AL 2B AR MR, RIS AT FA TT A i

BT @S f AT R A I B R

OF YRR

© R FATHE .

© ¥ EREEANGE Y 60°, RS RS

Jathit .

@ R EIR

O e, HIFHVUL A Aia e a1 HERALR PR
TR TINEEERVIE. bedli. BIR)E, W I
Jio BEmE, EAERTASIN T AR ALER AR )R
MRIE T IR MIAN R, nT e R A I KT (K
A MU st PO Al L o i AR 2 e
O AL SR S P BREEAT . BB, IRTENERL O
AT TCHR IR

® keI, R AE N LTI A

Disassembling steps (See page @)

®For safety’s use lifting belt or lifting eyebolt in order to
fix the chuck fully and prevent its dropping during the
job.

@ Loosen 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

Kitagawa molybdenum disulfise added chuck grease.

Depending upon 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 diassembly procedures. Check O-ring damage
carefully.

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

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

Problem

Possible Reasons

Counter measures

Chuck will not

The inside of the chuck is broken.

Disassemble and replace part.

operate Slideway seizes. Disassemble and replace part with oil stone or replace it.

Chuck that pressure reduction valve, change over valve and
Hydraulic cylinder is not operating. horse system are correct. (Refer to Instruction Manual for

cylinder)

Insufficient Too much swarf in chuck. Disassemble and clean.

master jaw

strokes Draw bar is loose. Remove and retighten it.

Workpiece » . Position master jaw so that it is in stroke center when

. Insufficient master jaw stroke. . .
slip-page workpiece is gripped.

Insufficient clamping force.

Check hydraulic pressure adequately set.

Formed dia. of jaw does not match
work-piece dia.

Reform jaw according to correct method.

Cutting force is too high.

Calculate cutting force and reduce

speci-fications.

it up to chuck

Insufficient lubrication on master jaws
and each slideway.

Lubricate from grease nipple and grip and grip again jaws
without workpiece in chuck.

Speed is too high.

Reduce speed up to necessary gripping force.

Whirling is found by mis-alignment
such as steady rest, tailstock, etc.

Secure alignment to eliminate whirling.

Poor accuracy

Periphery of chuck is run out.

Tighten chuck bolts correctly.

Swarf and dust is attached on the
jaw's fitting faces.

Remove the jaws and clean each face.

Jaw mounting bolts are inadequately
tightened.

Tighten bolts to correct torque.

Forming of jaws is inadequate.

Check that forming plug is parallel to chuck end face and
plug is not deformed due to gripping force. Also, check
hydraulic pressure while forming and face, roughness.

Jaw is deformed and jaw bolts are
extended because jaw is too high.

Reduce height of jaw replacing with standard size jaw.

Workpiece is deformed by too much
gripping force.

Reduce gripping force 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.

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. Assembly drawing

A A
Construction of Chuck Unit

W T

WG

VAR

located upper the oil level in the tank.

L
Cylinder Cylinder adaptor Draw bar
. \ —= ]
o) _ ¥y _s 7
I = — E‘@I
i | I —
FE A I R AT o e ﬂ [
KIFERE . !
For piping, use the flexible hose I A
which has as large 1.D. as possible. T K Back plate
\ Support
NS s —t—
I )
Drain hose | ><
VE Sy AT = = = )| Tl
Pressure adjustment e TIEAE YN Manually operated valve
Screw Pump P es sr egage !
Sy, =) t
() il
r ; Qil filter
1z o
- l:_ : }
i
S A 1]
S 51| T T Y
H The discharge port of drain should be
Tank

®The chuck unit consists of a chuck, rotary hydraulic
cylinder, directional control valve and 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.
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America Contact

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

Europe Contact

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

KITAGAWA EUROPE GmbH http://www kitagawaeurope.de
Borsigstrasse 3, 40880, Ratingen Germany
Tel. +492102-123-78-00 Fax.+492102-123-78-69

KITAGAWA EUROPE GmbH Poland Office hitp:/iwww.kitagawaeurope.de
44-240 Zory, ul. Niepodleglosci 3 Poland
Tel. +48 607-39-8855 Fax.+48 32-749-5918

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

Asia Contact

KITAGAWA INDIA PVT LTD.
Lotus House East, Lane 'E' North Main Road, Koregaon Park, Pune 411 001, Maharashtra, India
Tel. +91 20-6500-5981 Fax.+9120-2615-0588

KITAGAWA (THAILAND) CO.,LTD. Bangkok Office
8th FL, Home Place Office Building, 283/43 Sukhumvit 55Rd. (Thonglor 13),Klongton-Nua, Wattana, Bangkok 10110, Thailand
Tel. +66 2-712-7479 Fax.+66 2-712-7481

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

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

DEAMARK LIMITED http://iwww.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-Cu, Seoul, Korea
Tel. +82 2-2026-2222 Fax.+82 2-2026-2113

Oceania Contact

DIMAC TOOLING PTY.LTD. http://www.dimac.com.au
61-65 Geddes Street, Mulgrave, Victoria, 3170 Australia
Tel. +61 3-9561-6155 Fax.+61 3-9561-6705
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The products herein are controlled under Japanese Foreign Exchange and Foreign Trade Control Act. In the event of importing and/or
exporting the products, you are obliged to consult KITAGAWA as well as your government for the related regulation prior to any transaction.

E 2013.01.0000



