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INSTRUCTION MANUAL
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Important

OZORIREHBE (I F v v 7184E%&HY$ 5  OThis manual is prepared for production
HFERMER LCHETFHYEZWNRICLT engineers and maintenance service men to
EEHLTWEY, IOEBICHERASN SIS operate the products. If a beginner
A1ERE, HEVLTRAE, 5313 Operates the products, he should be

= o o rained by either a skilled man, the agen

O@géﬁﬁiigfﬁ??{?g;z;g%%ﬁ you purchased the products from or

= - eERTFRYHA Kitagawa Technical Department prior to
3. HAZFEAYTIRIISERRCEA. AN the operation.
BeRPEHBT IV, {OCarefully read the warning items in this
:@W?&Eﬂﬂﬂid) EEFICEDE D= manual and understand them thoroughly

SICETEIRES. BEHICOVWVTOER prior to the operation. Warranty does not
(iﬁb‘b‘hiTo cover any damage or accident caused
without following the warning items.

FROOTHERATEBLIICKUNCRET B &,

Please read this manual thoroughly befor saving it carfully.
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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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CRIBERD [RLT5—h - FIV] T, ZDV KR,
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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.

plLEEIhAThIE FECEAIETE
AEBEELECZTHSIELEST
BRREETRT,

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

dLEEIhBITHIL, EEI‘:iU;tE
REBEEEELD LI HYBEIEBE
M ERIREEZRT,

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

HLAEIBRZhETNIT . BEXLESP
BEOGSEISRETIIPOELIEVE

DANGER
fe BR

CAUTION L BRREERT
Indicates a potentialty hazardous
I % situation which, if not avoided, may
4 5 result in minor or moderate injury.

BEEH

IMPORTANT
BEEH

HOTHEFLRABDMRE.
BRUPTVIRICETSEE
Instructions for chuck performance
and avoiding errors or mistakes.
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FOR SAFE OPERATION

CHEADHIICEICH > THEWTWALEZ AW &L F
STWEREEEWZEEZEDTHNET, DT H5R
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#. COBREHAENEEEE LD AL - HE
ICETHIREESE, ERICODVWTOEFRIEVWLIRET,

Please read this manual and follow instructions care
fully.

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

\ Al FryIRITT4—RF1—T OB SRR KBS ERE Y5,
O Turn off power during a chuck / an air feed tube installation, inspection, and exchange.

EO—RRRBEPAEZIATNDBERNI H B,
Danger by catching of operator in a machine.

i

ON

of® |
OFF

[ —

PN EEL 5. BICBET SIS
;\ Even if the power supply is turned off, clamping should be done as in normal conditions.

HE - FERICT - 7%
BT SRR - B
F3e,

It struck by lightning or a
power failure occurs, route
the wire and pipe to the
work clamping side.

LIGHTNING 3o £
Il

INTERRUPTION fé%

———

R~
TO CLAMPING
SIDE

I

MY
N BE. BFECLIEL.
INIVEXH Temramusl b,

Gripped workpiece may discharge
by lighting or interruption.




Fr v OEGERERFEREAEREEBATRED LU,

Do not allow the rotation speed of the chuck to exceed the maximum allowable speed limit.

F vy 7P TIEMD RE LR,

Danger by discharge of chuck or
work piece.

B (K7) a8 EVTAEL R ERBIL T3 DA,

Never start the machine with door open.

CLOSE

R7HBA%E > ThH W ERERRD

FroICHhiY) . TEHYP TE A&
Ta—bRETEIIEDHYER, LATHE
Workpiece or jaw many discharge with I

door open.

F v v o BERIETBRROEREEE L TIE S kU,

Never operate switching valve and solenoid valve during spindle rotation.

FEYHRF

g % %ua switching valve
T

Solenoid valve

EERHRICERET 5 CIBE L - TEYMD

AR L EbR,
Danger by discharges of clamped work during
spindle rotation.




FIU N EHE ML TR B2 &,
;\ Secure clamp bolts with correct torque.

FILRHA X #f by
Bolt Size Tightening Torque

Za—EB{FHRIIb

Jaw mounting bolt

M 5 49N*m

M 6 7.8N°m

Froy Y PEIEL T Fry 7 TIEY
PREILTER,

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

FAry ZEAT RV
Chuck mounting bolt

j}\ BAI7ES 0.7MPa

Maximum air pressure : 0.7MPa

FryIPFIBL T Fry 7P TP REL (&R,
Danger by discharges of chuck or workpiece in case of damaging of chuck.

‘\C"D TEMERIET 585, FZRSETHEVKIICTEIE,

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

FROBEXTIOER,
Danger of finger broken or cut.




WARNING
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3}\ EHIEEEICITS & |

Do not forget to grease chuck!

IRMRFIC IR TR EY)V .
DIEREDEBMEE
HAY¥32¢&,

Turn off power before adding
oil. Supply adequate oil.

O HEREIFIBEAVET L
TR B L ek
Danger by discharge of workpiece

related with lowering gripping force
caused by unsufficient lubrication. 4

[P < %
plug

N Frv 7. Ya—. I NEEEMARVN &,

? Never attempt to hammer the chuck, jaws or clamped work pieces.
Fro IPBFEELT, Froo®

TP REL Tk,

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

—y

LTV T— 8 —DEBEEERDOC E,

Always fill lubricator with oil up to level.

=>|

FEOYREL. BEANPETLT
TEMPREL L B,
Danger by discharge of warkpiece

related with lowering gripping force
caused by rust.

—=>

BESh-HERE
ERATS &L,

USE RECOMMENDED
OIL.




WARNING
E &

FLOA—LRIEENERATEREL TR ES &L,

Never attempt to operate a machine while under the influence of alcohol or drugs.

HBET A DE T XERREICL ) B, Danger by operational fault and lowering judgement.

7IILa—IL EY
Alcohol Drugs

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

FH. VA SEBALTRELTEES &L,

g ICE XA hEkk, Danger by catching in a machine.

-~ i _
);\ E&;la‘i LiEwnC to

Do not attempt to modify chuck.

Fry I HWHIBL T Fro 7 LMD
REL TR,

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




WARNING
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EEH ARV A CKETHC L.

When machining a long work piece, support it with a center of tailstock.

F—=IVA MYy

—WT" l m
_)—LL c\ .
T8 a2
Workpiece  Center
BEHLEIPFPRVETIFEMPIRELER,
Danger by discharge of workpiece, if it is too long.

"L




WARNING
E &

5—5 MEKAEH 0.3MPa (T77O—BAEH 0.3MPa)

Coolant maximum pressure : 0.3MPa (Air-blow maximum pressure : 0.3MPa)

A—2U—J34 > MYBEL.
TEMHRELL TEBR,

Danger by discharge of work piece
in case of damaging of rotary joint.

IMPORTANT
BEEHm

ﬁ;\ AR ABRTIED X T ERICRYATE,

Remove set screws when you disassemble the chuck.

NBRERIET R 23— 2Ry SNARMIEDRY
HEFIS. P a—BdAEIL hx  M3X8~3K

7 - Hexagon socket set screws TR 3 —
DPOSRAELFICEY . IED  (M3X8, 3pcs.) Master j;wEI
FT(BEYXEZTg—=E@IIK \ /

Z1EH VY £§) 22Tk E T .

W5 Z &,

During disassembly and cleaning,
completely remove set screws
(located on each master jaw)
from upper jaw mounting bolt holes
with hexagonal bar wrench before
removing master jaws.

Ta—EfFHRILE
Jaw mounting bolt




1. mFFEREIT7F vy DR 1. Ultra high precision air chuck construction

a—#%)—af-t S I7714—KFa1—7T O—F 12T
Rotary joint | Knock pin Air feed tube Roading ring
(KPCF-LR type)

O—F 17
|)5—7— Retainer Loading pin
) F4u2#&4% Chuck body
I—Fh $7lE Geip FiyP T4 75— Chuck adapter
I770—H
Grion SRS (WHH)
HeS kKLU — Switching valve(solenoid valve)
For coolant drain Air hose
\(—-
N
axta—J)La vk Air control unit
Z4NET— Filter
TN ir—F— Lubricator
TFaO— ST L¥alL—#EHE Regulator pressure gauge
Air control valve =1 Flg.1
WA R & Standard accessories
@FINI=gAhLag—, AF—Iis3— ® Aluminum jaw, Steel jaw
en—F 1T ® |Loading pin
eF vy ZEAFHEL b ® Chuck mounting bolt
en—F ATy ® |oading ring
o KM T * oxkey
* Qil
® FiEH
45 B4 IR & (5I5E4) Special accessory (option)
exrFaxrbta—IiLba=v b ® Air control unit
I AUI00 Type AU100
® FEHRRF e Manual switching valve
I VH201 Type VH201
® IT7Rk—X(U—5>MLRA) ® Air hose (for coolant drain)
SiE g6 MR Out. dia. $6 Inn. dia. $4
@eTLFF—AYaq ~Fh ® Air hose joint
oo 44— PTI/4(R (ZHET LA PTI/4) Male Connector (or male elbow PT 1/4)
e/ —F A FR—A e Hose for coolant oil
1248 RIZ g6 Outer diameter ¢»8 Inner diameter 6

OTLTF 74 —FFa—TTFE>71) Air feed tube assembly



2. BUFFHAEICDONT 2. Mounting

2—1 FouIREOBA 2—1 Chuck mounting
WA FIE Installing procedures
D (EFEFNCDTHEIBOTEESY - TL & 1. Before start of work, be sure to turn off the

main power of the machine.
XEY R F vy 9T 4T % 5B A 2. Install chuck adapter to lathe splnd_le. .
3. Install KPC chuck to lathe spindle with

@
TLEE L, ) ) chuck mounting bolts.

@ FryvIBMERILMIT,. KPCFy v U % 4. As shown Fig.2, rotate the spindle by hand

@

LY,

WM TLZE N, to check that the run-out of the chuck is
H2h &S5, A RKILEFECCEHL., 4 0.01 or less.

& LUCERAD0.0ILUTTHD 2 & &k
BLTL TN,

I

j | L
10—
Spigot dia.

I
|

E Fry VBRIV

Spindle - Chuck mounting bolt
FyvITETZ FryIAE
Chuck adapter Chuck
X2 Fig.2
‘xmﬁrﬂrG
O F vy JEfIRIL MIRBED MILY THED ® Always tighten the chuck mounting bolts at
FlFTLEE L, the specified torque.
BEEEA
O F vy ITATADTEIEP21DF v v 7 ® Refer to chuck adapter dimension table
TETaTERESRBOZ &, described on page 21.
OF vy ITATRIZTAEL KIL&IBYAITE ® Process the engagement di.ameter of the
DL, BEBREMTITZZ &, ch'uczjk| adapter after measuring the actual
spindle.

O F vy YT HETADIRNIIIMIEEICERE

o ® Run-out of the chuck adapter directly affects
T3, FyvovT7ET20mAEKRN -

the process precision. The end surface run-

T>A—FFENIEF0.0ImMmMUTICT 52 &, out of the chuck adapter, spigot joint
OF vy YT AT ADF vy VRHmES & diameter run-out must be 0.01 mm or less.

YL O—FOMIIF. BfTHEHICESL ® The precision of the processing of the chuck

THOMIT A2 ECHRERALET S, attachment end surface of the chuck

adapter and the spigot joint diameter can be
raised by processing them after mounting to
the installed machine.



A CAUTION
B

(Gx) (Note)
HERFZIEOREFBALTHUET, ] When shipped, the plug will be
e -5 FEMERDBEITIY) pushed in.

HLTTF&EN ® When using coolant oil, remove
e L == the plug. .

)y ‘ \ ® Replace plug when not using
. ZOEFEMEERATEET, coolant.
KPC g ke
' Plug

2—2 IT7T74—KFa—TOEM

O LITOFIEIFKPCER % 72 (3 KPCF, T 7
T4 —KRFa—-—TOMGFIEERLET,
ZhUNDOBROI T 74— KFa1—-T I
ZNZEhOMALIFE % - TIRFHAS &
SR TEE 0,

Bt F IR

0]

@

TEERICDLTHRBOEERE > T £ &
Lo

ZE L RIVIZKPCF v v 7 £ fFi3TL
=& 0,

ZECRIZY F—FERMUFFIFTLZE
Lo
I774—KFa—TD/ v IES(245FR)
zH9LTL a0,
I774—KFa—-—TEIXEL KILAICHE
AL, V9T 2H-TFTCRLAN, ST
T7I74—KFa—TJERiFEORLCEF v v Y
ICRLCIAATLEZI VL, (BLATEIFT
B ETHRIHEOMFTILENTLSEZI WV, B
BOEREHEY £T)

gy TIEHKRILENERD., Vr—F&T
Uy 7D/ vy 7ECHEROMMEEHRZ T
&V, Sy IEC(2rFR)EBOH AT
I774—KFa—-—TJOEIVIEDELET,
ZD%. BEJT)y TIEORIL N EFHFD T
<7Zguny,

H3D &L HIZ. AECKILEFTEHL, X
J—JHBIFEODIRNHP012LUT CHBIZ & &
B L T ZE W,

Ban L5, XU —=TOmEY) 1IED & 7R
T g,

2—2 Air feed tube mounting

The installation procedure described below
is for the KPCE or KPCF type air feed tube.
For the air feed tubes of other types, refer to
the Delivery Specification or the instruction
manual supplied respectively.

Installling procedures

1

a b~ OODN

Before start of work, be sure to turn off the
main power of the machine.

. Install KPC chuck to lathe spindle.

. Install the retainer to lathe spindle.

. Remove 2 knock pins on the air feed tube.

. Insert the air feed tube into the spindle and

drive the screw on the end of the air feed
tube into the chuck while holding the grip
and turning it by hand. (Do not tighten the
screw using tools. The screw may be

damaged.)

. Loosen the grip lock bolt and align the knock

pin holes on the retainer and on the grip.
Tighten the two knock pins to lock the air
feed tube. Then, retighten the grip lock bolt.

. As shown in Fig. 3, rotate the spindle by

hand to check that the run-out at the back
end of the sleeve is 0.12 or less.

. Prepare the support for sleeve as shown in

Fig.4.
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JyIECRR Vr—%+
Hole for Knock-pin Retainer
A=
Knock-pin —a
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Sleeve \

Ry sX—E[E)

1EBH DRI IEBRE
EERIBE

Prepare the
clearance between
stopper and support
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42

Ty 7 ik

Grip fixing bolt

/ Spindle
I
Lo ¥oe

Steady rest

J

o H
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Y o=
HARIV
gy LG MIN 1.9
Grip Clearance MAX 9.1
=3 Fig.3
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A WARNING
® &

® |RE Z»600mmUEDHZE. H3D L 5 ICHR

hiEHIEH EFEITB 2 &, IRhIED EEZT A
WEIRBNHC KW I T 74— KFa2—TOHE
ERHRLERADGHY . Frvy INDITHEED
ERTZh, TEMHPRELERR,

Y —=T7oOEIEDIERAD & D ISR &R
W32 &, RILbHEETRY -T2 EZEEE
LiZmE. I7 74— RFa—-—TOREFFE
PHBEBEZ . F v v 7D I THEGHERT
ah, TEMH REL L B,
I774—RKFa—T NOEREIHKERMD
K—XEHWN, I77 14— RKRFa1—TIHK—
ZOBIFAPPPEEVWLDIICT R E, R
ETERELLY . R—XO#TFHH»» - 1
WV 0UAZEFERETI LI EITT T —RKFa—
TOREMFEXHEBEBE., Frv I/ DI
THAEHERT S h . TR D MEL L BBk,

IMPORTANT
BEER

e /—S NEFERTIHBERI—F ML

CETAEZICEEL. BEIPDPHLSLHEVED
ICLTLEZW, V=5 FRLICEEE L
Ehofb), BEPDPDP /N TBERID
FEREGRYET,

AR— MEALEBFR— MIIT72MH#EL AR,
I T7HER— bOBICERISh25FRD ¢1
RNEWITHRIAETHBEETIEIHY T A,

When LR length is 600 mm or more,
prepare the steady rest as shown as Fig.3.
If the steady rest is not prepared, a feed
tube may be damaged by vibration, this is
dangerous as the workpiece will fly out.
Ensure a clearance for the sleeve lock as
shown in Fig.4. If the sleeve is fixed directly
with bolts, etc., the air feed tube gets
seized or damaged and air supply to the
chuck is interrupted, causing the workpiece
to fly out.

Use a hose made of soft material for piping
to the air feed tube so that bending stress
of the hose is not applied to the air feed
tube. If a steel pipe is used for piping, or if
the air feed tube is turned with bending
stress of the hose applied, the tube gets
seized or damaged and air supply to the
chuck is interrupted, causing the workpiece
to fly out.

When you use coolant, pipe a coolant drain
downward, and keep back pressure from
being applied. It will become a cause of a
leak, if a coolant drain is not piped or back
pressure is applied.

When air is supplied to the ports A and B,
the air leaks from the two ¢ 1 holes beside
the air supply port, but it is not faulty.



3. BEHE
ZOIT7F vy JIEBBEEDE (b, LG
MI) %5 CICHHEIBICEHESTENAZHDTT,
> THRICEEBEVWOEWVWEIFEELTTE L,

3-1 FyyZDREEI 7 MO—ILINIVTTITHE
L10.08~0.7MPad gEFE AN THEAL TT I,

3-2 IF7HEHIIONWT
oF v v 7 (3#90.08MPaDEH TR L—XC
&N 2158 . ReEREAIF0.7MPaTd,
FHRI7ERMNIMOME. NE. BEREE.
PWIAAE, RVEFICIVEEITE.
BRETDIVEIFHET,

3. Operation

This air chuck is designed for ultra-precision
cut-ting(mediate and finish machining)and
grinding.Therefore,never attempt to clamp the
work for a different use.

3-1 To operate the chuck, use the air control
valve within 0.08 ~0.7MPa of range.

3-2 Air pressure

® The chuck starts a smooth clamping with
approx.0.08MPa of pressure and maximum
clamping pressure is 0.7MPa. An adequate
air pressure is required in accordance with
the work's material,thickness, cutting depth
and feed volume.

MIMICEE U EIET7E (£%) Adequate air pressure according to the work (reference)

I7E MPa 0 01 02 03

05 0.6 0.7 Airpressure MPa

AE0.8mmUTDERDEHND ., XitZhh
SWERERT0.012mmA»*50.05mmDFE B
ENTETB54

In case thin thickness work of0.8mm or
less, or delicate work from 0.012 to
0.05 thickness is precisely finished.

PIE3mmIZE D L& D& T0.025mmb
50.125mmAOE ENTAT 3545

In case the work of 3mm thickness is
finished from 0.025mm to 0.125mm.

EvFOBOF TR vt —a>E%E
Fry7LTREMTI .Y 3555

In case a small pitch gear and fine
serration face are clamped to finish.

LBDERVIITH TO.12mm»*50.25mma)
TEMIET 354

In case general solid work piece is
finished from 0.12mm to 0.25mm.

EvyFOEVEYR HutEL—P3 EE
FryILTHEMNTET 254

In case a large pitch gear and rough
serration face are clamped to finish.

FF2E NN T . XI3$0.25mm»*50.76mm
DA ENTET B354

In case a rough machining and a semi-
finish machining from 0.25mm to
0.76mm.

FFEI AL X2 TN RV I T X33 -1
CUMIES 35S

In case the grinding, drilling or milling
are machine.

EIEEITER. FYREXEERRE. MIMOMEPHREFICSI > ThrboTEET, > TLENDHERSEE L THERALTTE L,
Note) Understand that the adequate air pressure varies in accordance with the feed speed, spindle speed, weight of jaws and work's property or shape.

Therefore, refer to the above value as references.

OMIFICEHLYTVHD., XITHEH
0.8mmIATD. & TES P WIITH % {BIE
T B5EE. TEEEBIBEISEFE LTIV,

A) INIYPDOIVFEIRZFIETESLITRATTIL,

B) Pa— I3 TE3LHBERERLICA S
HEFLTTFEW, (Pa—0xFBDE
SRTEV, )

® In case the work is liable to be deformed
during machining or an extremely soft work
of 0.8mm thickness is clamped, the
following should be observed.
A)Make the clamping diameter of work as
uniform as possible.
B)Form the jaw like the clamping diameter
as much as possible.



C) I7EE. MIPICIMIMEIRIEST S
(CBRD7ZUDORNEHDE L. $5ICHIY
£1°0.0055 50.025M & 5 GHEZEINT
9 35E81F. MIWHKFETEHS B
BEODITEELTTEWL,

D) Fv v VICSL2EWERICDLELTD
BIINAEOT 53— (BiE&R) FEH
LTTFEWn,

@7 — /LAy VEFEHLEWEE, 7—7
DTa—k)DOA—IN—NTBIFBIER
DISFEUTEL, FHI7ZTESTPAICE
FaEVWTTE W,

® S EIBE TCOSEBERAFIC L. BOAICE
SMEHOBIHI»RELET, Thid. T
I—NDEE BEE, VT-U7DOWIK. EEIC
EoTKELKELENEZTH, D3 -DFD
BLeMHAEMNEBDEICLNBEDPSESRZ
EFTEET, BT (P-21) ICL21RED
I -—OPENFLPEBRESEICLTCITE
EEOBILEVHNET,

3-3 #RmmICOVT
IT7FvyIREANDIGH
OIS AN BEDIEBOALIITEAVWET,
OiTHX ORABENDEhELKHE LoD
EL RTVERZTZIHLSFHLTTFIL,
EHELAED ST a—0OBMAERVYIEL.
v 22T g -0 L VBERIEATT
KBHBETEFHLTTIV, ZOETHMRY
EHEFEL. TEVBEO TT S,
OB HIIREMBEREMEAERAT IV,
THEMBRN L B o LIBEYKICHEEXT
T, X, TEERE&bEERICEh T T,
Mm% SWO JIdF1I220
A=H— KEI—TA I

A CAUTION
®@F vy V% RSATHERAYBHEIF. 508F
MEICEBAL TTFEw, KEEDYIHEIEE
—RICERTRHEE. X7 -5 > MR
DFEIF. TEBTEDGTEHLTTE L,

C) Apply the minimum pressure required to
clamp the work during machining Especially,
if the precise machining of cutting allowance
from 0.005 to 0.025 is done, apply low
pressure so the work wont't turn with your
hand.

D) To avoid deformation by the chuck, use a (pi)
type jaw (option).

@ If the tail stock is not used, set the overhang
volume less than 1.5 times the clamping
diameter at the jaw side of the work, and never
attempt to increase the air pressure exces-
sively.

® During high speed rotation with the outer
diameter clamped, the clamping force de-
creases by centrifugal force. This depends
upon the jaw's height and weight and work's
height and shape. Hance, to avoid the
decrease of clamping force, remove any un-
necessary parts of jaw, Also, to incresae the
air pressure, refer to the clamping force de-
crease curve of the standard jaw in the
attached table on page 21.

3-3 Oil supply
Oil supply of air chuck

® Fill with oil through a supply port located on
outer periphery of chuck.

® Befor filling with oil, clean the supply port
thread and its ambient. Repeatedly open and
close the jaw during the supply and fill with oil
until the surroundings of master jaw oozes
with the lubricationg oil. After than, clean the
cap before replacing on the port.

@ Lubricate with attached oil.
you can use the following oil, also.
Name of oil SWO WAY OIL 220
Maker Taiyo CIS Co.,Ltd.

® Never operate the chuck without oil, lubricate
once every 50 hours. if watersoluble coolant
oil is used or the system is the coolant oil type,
be sure to lubricate with oil once every day.

®
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eI T7F vy UBREMAMAEBLET, (ChtE
FHEMDIESROE)

eI 7> brO—JIA=y FDILTYHr—4
(&2 —E 2 HIEESRM (SO VG32482454)
. IBRROLEBRETANRTTE L,
FRHMEFICTIPEALEVWEDICEELT
Tauv,

oL XL —42%ZBLTEHEFRLAZICLERZ
¥ Ed, EHETDIEE H0.15~0.2MPall %
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oLNTU -2 EEO=— KILEEEBL THY
1A MR—LOFETRELZITHEVET,
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—EEESEHE T,

o[ EHERENC FIL&eE LTI 7EH0.6MPa
FTCLEREIE, SBOITRIAPEEE F
v 7 L%ET,

o AR FTEMEREL £ 100~200min-1 CHE&R &
¥ (149RLE) | IBEXRE&EZHE EFET, @
RIREIDV HDFIEF. Frv I TETERY
JF—F+DIrh (K2H & UH3) & BAK
TEIRLEIGHYET,

o FEEDFIETHICEEI» KR UINIEFERLT
TEuy,
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OEEFEIT7TFrvv Uik, SHEMIHIFE
BWTT, Ya—. MIYPOBERWISIE., T
Oy 75— eBBOBELERENDEIRE
o ERLARETEEELTTE L,

eF vy UKEK, Ya—. MIMWEENT
—ETCMCEIBERVCEEZBVET
DTHEFICLEVTT I,

O AKIT7EIZ. 0.7MPa%z A KL\ & D &
LTTFEuw,

O EHTFRENIFETHZH. X, ILTV
F—2DEBHENESLUESH D PEEL
TTFauy,

o iR & RIFELLE D 2HESIEMIMEIY S L.
IT7BREZIEHTTIL,
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4 . Trial run
® Lubricate the air chuck with oil.(For the

lubrication oil, refer to Oil supply.)

® Supply turbine oil (ISO VG32 or the

equivalent) up to the upper extreme end of
the indication table of the lubricator of the
air control unit. Pay attention not to mix
with dust during while filling.

® To raise the pressure gradually, turn the

regulator. Then, inch the change-over valve
(make short, quick on/off turns with the
change-over valve) where the pressure
gauge is pointed 0.15~0.2MPa in order to
check whether the system is correctly oper-
ating.

® Turn the needle located on the upper lubri-

cator to adjust drip of the slight dome. A
drip every two or three chuck clamp/un-
clamps is adequate.

® |ncrease the air pressure to 0.6MPa by turn-

ing the pressure adjusting handle in order
to check air leakage or failure of the compo-
nents.

® Rotate the lathe spindle at100to 200 min-1's

for one minute and gradually raise revolu-
tions. If vibration occurs during revolution,
recheck the run-out of the adapter and re-
tainer (Refer to Fig. 2 and Fig. 3).

® |n the above procedures, if an abnormal

condition is not found, operate your chuck.

5. Operation precautions
® Your ultra high precision air chuck is de-

signed for the purpose of achieving high ac-
curacy machining. To handle the jaw and
the work piece, pay attention so that the
block gauge is handled correctly, and main-
tain a clean work environment.

® Never attempt to hammer the chuck body,

jaw, work piece and so on because it will
damage the accuracy and performance of
chuck.

® Never exceed the maximum air pressure of

0.7MPa.

® Check to see whether the air pressure is

adequate during operation and that the lubri-
cator oil is kept at more than half volume.

® |f the machine is stopped for a long period

of time, remove the work piece and stop the
air source.



6.VZra— DR 6. Soft jaw forming

6-1 Za—@Eft 6-1 Jaw mounting
ek ~ZDMHFEOYIMPII 2z L<HKE LS, ® Remove the swarf and dust to clean the each
Rtk ixaie ko () < mounting face.
BTHOMITTTFEL, ® Tighten the mounting bolts with recommended
@ a—DEWEBHEELITEEDIC, F torque (RGNS )
vy 7 EAGES UL WTHISEHREE S X ~ ® To seat the jaw securely, and allow it to

move smoothly, allow the test piece to
clamp with air pressure of 0.6MPa for 15
minutes without turning the chuck. After

E—X2FvovFx2T735%, CORITE
[30.6MPa& LTTF &L, ZD#E. HE ML

7B ET S TRV, that, retighten the jaw with regular torque.
6-2 HZIREOREFIE(HA) 6-2 Forming procedure of outer diameter clamping
e FEAFERENICEY PLTTF &V, (fF (Fig. A)
Hx7/EHaESZEOHR) ® Set the air pressure to the service pressure
(For the service pressure, refer to the previous

e —ABl&, IBEFELHRAREOR—F
1>y (tR&) 2ty b5,
eRIZa—%MH, A—F 1 FE-EB

item.)
® Open the jaw before setting a max. loading pin
(attached parts) in which it can clamp.

BLIRERTAHIN L 2 7. ® (Close the jaw and form its jaw with the loading
OFEHDL I RET —F e 7—o%K pin clamped.
HAER L D F0.05mmKk & ( B ® Slightly irregular closed center work
OFEHAG T —Z e D—4BAErE Form the jaw with a large size of approx.
Ak 0.05mm larger than work's max. dia-
meter.

OINIEE S B TE O —F—I2#90.25mmEL
DRARAIAFIFITTFE W, 7T—20XETH
BRNMzE D, HEFEFELTTFE L,

® rregularwork . ........ ... ... ... ...,
Form the jaw with the same diameter as
work max. diameter.

e s —4BEaR—F 1 &L, 4D e Provide the relief radius of approx. 0.25mm at
. NU L ERMNECTTFE L, the corner between clamp face and touch

eFHMF I | FBhava—Fg I EEIR face. Minimize the touch face and rest face
IELTHREBEN L TF &0, should be machined as the untouch face.

® QOpen the jaw to remove the loading pin and
remove the swarf and burr.

® To re-form the jaw, clamp with the next size
smaller loading pin.

IMPORTANT
BEER

O—F+1>JETRFELESBE. EEOY When forming the jaw by using the loading
— BB O—F 1 L CIMBERE IO pin, there is a possibility that the taper of jaw
BEA,D. HEHAAXLAED EY 5 —DIE will vary slightly depending on the increase of

clamping force because of the relationship of
heights between an actual work clamping part
and loading pin clamping part.

FrHIFPICETIZErHVET, T—
TERBEBELALEZDHEN ERKRL Y3 —DA

HOMRWEER, Ya-KEOLEY EDT Check the touch with the work clamped. Ifthe
PELCTBLST—/NIRDEBIERIV 2175 2 back touch is slightly stronger, it is recom-
EEBEDLET, mended to taper the jaw so that the touch of

tip jaw become slightly stronger.



6-3 ARIBEOREFIR(EBH S UEC)

T 7EAFERENICEY PLTT &L, (f#
Bx7EEWNEZRBROK)

®a—%Ba., IREFRELR/NEOR —F
17> ((FTR&) 2ty b3,

oRIZYa—A2f¥H., A—F 4 I EIB
EBLIERKE TS s —DMEA*F v v 7KEE
EhJFBEI.2mmOFAFEF TR —F 1 7)) >
TOREZELRZFCHEL T,

@ a—%BEN—F 1 I ERIL.
BUuYa—%sfLiRETS s —4EICR
—F a7 s ((TE&A) AL
Ca—%4BEIBRLET.

e N —F () Ly A IEIE LI IRAE TR
ElhF9d,

OFAILWT =T 77— RKXKAR
& N $0.05mm/r & < BT

OFEHFULT =T weee 7= BRAANEE
B 1% (= B

O IBIEM & Y CHEMI—F—(Z#0. 25mmiZfE
DAL EMFET B, T—2 DL THEHBRN
e, bEREFELTTFAaY,

e a—APLn—Fq 0 BRI L.
k. X)) R BN EFERT 5,

eHFHAFEIRIENR—F 1 7 &iBiE
LT a—0NRsEAKT 2B/
CHEILTiTv g3,

6-3 Forming procedures of inner diameter clamping
(Fig.B and Fig.C)
® Set the air pressure to the service pressure
(For the service pressure, refer to the previous
item).
® QOpen the jaw and set a clampable minimum
dia. loading pin (attached parts).
® Then, close the jaw to clamp the loading pin
and cut the periphery of jaw up to 1.2mm from
the chuck surface in the same diameter as an
inner dia. of loading ring.
® Open the jaw to remove the loading pin. Set
the loading ring (attached parts) on the jaw
periphery with the jaw closed again before
clamping it by opening the jaw.
® Form the jaw with the loading ring clamped.
®: Regularanrotk oo s s
Form the jaw with a small size of approx.
0.05mm smaller than work's max. inner
dia.
® |rregularwork ........... ... ... ...
Form the jaw with the same diameter as
work's max. inner diameter.
® Provide arelief angle of approx. 0.25mm at the
corner between clamp face and touch face.
Minimize the touch face and rest face should
be machined as the untouch face.
® (Close the jaw to remove the loading ring and
remove the swarf and burr,
® To re-form the jaw, clamp a minimum loading
pin to cut the jaw's outer diameter slightly,
only re-forming the volume.
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7. Relationship between gripping force and rotation speed
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Theaoretical calculated values when aligning
the jaw's rear edge which is made up of the
standard aluminum to the chuck outer periphery
with the master jaw positioned at the center of

— stroke.
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8. Fv v U F7HTA~FEEF 8.Chuck adapter dimension table

Ml ———
-1 I
A e 2
=" ) Q("&Q
bl B _ /
« =
D
: ,@\
6 —F
FryrETIH. -0—80 6 AL (KPC803It 3 %B)
3 EIE10.01LLF 6-F screw
The distortion of chuck mounting face 6-equispaced (KPC803: 3-equipartition)
and spigot part should be within 0.01 mm,
6 Fig. 6 |
i K +0..02 +0.5
Type SIZE $A éB $C *o0.1 D "y E F
KPC803 a.14" 60 80 70 2.5 15 M5
KPC43 4" 82.55 100 88.9 2.5 20 M5
KPC63 6" 124.97 150 135.8 2.5 20 M6

F) Fryv T AT 2R UERICEBRRTF v VR EEE LTS,
Note) Mount the chuck adapter on the machine before finishing the chuck mounting face.

2]



9. BEREIT7FrvINDEHEE 9 .Specifications of KPC ultra high precision air chuck table

GELBE | E X k> | Ya—2h0 | OE & RABOERNFERSDEEE HE
F 4y 7K ZbhE—=7 | -7 (EE) Clamping range mm Mg;;’ﬁ[%ﬂ“g?;ig ﬁiﬁgj:@;& "‘f//lz’;j
Chuck type Repeatability | Piston stroke J(Si";nig?ek,‘f gEmE | wimE || G jaw) ool
mm mm mm Out.dia.clamping | Inn.dia.clamping KN min-t kg
KPC803C100P 0.0025
100EP 0.0013 7.2 2.5 3 ~75 6 ~ 79 4.2 6000 1.8
100EP1 0.0010
KPC43C 048P 0.0025
048EP 0.0013 3.5 1.2 4 ~ 95 6 ~ 99 7.5 6000 2.1
048EP1 0.0010
KPC43C 100P 0.0025
100EP 0.0013 7.2 2.5 3 ~ 95 6 ~ 99 7.5 6000 2.1
100EP1 0.0010
KPC63C 100P 0.0025
100EP 0.0013 7.2 25 3 ~145 6 ~149 11.4 4000 6.3
100EP1 0.0010
10. ZDfth 10.Other information

o ZDHBDGRIEILFEEIFEEDERE R
(CTE> THWIR - TLZE LY,

® Ultimate disposal of this product should be
handled according to all national laws and

regulations.
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America Contact
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Europe Contact

KITAGAWA EUROPE LTD. http://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 http://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 http://www.kitagawa.global/pl
44-240 Zory, ul. Niepodleglosci 3, Poland
Tel. +48 607-39-8855 Fax.+48 32-749-5918

KITAGAWA EUROPE GmbH Czech Office http://iwww.kitagawa.global/cz
Purkynova 125 621 00 Brno, Czech Republic
Tel. +420 549-273-246  Fax. +420 549-273-246

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

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

Asia Contact

KITAGAWA INDIA PVT LTD. http://www.kitagawa.global/in
Plot No.215, 4th Phase, Bommasandra Industrial Area, Bommasandra Jigani Link Road, Bangalore 560 099, Kamataka, India
Tel. +91 80-2976-5200 Fax.+91 80-2976-5205

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

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

KITAGAWA IRON WORKS (SHANGHAI) CO.,LTD. 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 http://www.deamark.com.tw
No. 6, Lane 5, Lin Sen North Road, Taipei, Taiwan
Tel. +886 2-2393-1221 Fax. + 886 2-2395-1231

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

Oceania Contact

DIMAC TOOLING PTY.LTD. http://www.dimac.com.au
69-71 Williams Rd, Dandenong South, Victoria, 3175 Australia
Tel. +61 3-9561-6155 Fax.+61 3-9561-6705
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