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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.

BEONVOTHEATEDLSICKUICRET S &,
Please read this manual thoroughly before saving it carefully.
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BLEITET,

CORRBRBAZEICE>TA—2FvvIDFERAEFELL
CHBWN-FE BEOLEICFETEETLISTERAL-
FlirnlEEWNIZELET,

Keep this manual handy for easy reference as it will help
you use many controls to their full advantage.

A BETLURL
ChFERDIZRETS—F-PURILITT , COVURIL
IX.COEBQFERICHEN., HE-PHOANRIZERES
KETEETNDOHLIBELIREIZOVNT. HH-DFEE
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COEBOHEIF-IFEADRIC. HEE=AIEREERLL
SHEXFROEFIKRYEIETT,

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.

WARNING
A o

CAUTION
IR

BEER

IMPORTANT
EEFER

HLEE SN TNIE, RTEFLEERREEEELLTHASE
LE-=fERRKRERT .

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

HLEEEINGTNIL BCFEEEERGEEEELLIENHY
ROBUEMLRKRIREZTT,

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

tLEIESNGINIE, BEFEPREOEENRETING
LhEWNEBENGERIKEETRT,

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

HoTHERGRADMRE. RYPTVIRICETLIEE

Instructions for chuck performance and avoiding

errors or mistakes.
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CERICH-->T. RE2DT=HIC FOR SAFE OPERATION

Please read this manual and follow instructions carefully.
We cannot assume responsibility for damage or
accidents caused by misuse of the chuck, through

CEADHICEICH>TBLTUL=EENTE, SFoTLY
FREEWIEEFEHTHYET . T EHRA TSI,

. COBRRSERAEQBEEEIF AT B ATk noncompliance with the safety instructions.
TEHEFEE. FRIIOVTOERIFAVIRET,

DANGER

y[ed 3

A—4)FvyV DT, SR, 6l REEFICE. BRZUVLHIE,
SWITCH OFF power before setting, inspecting lubricating or changing the rotary
chuck.

AN —EORBAEZATNEETIENDH 5D,

To ensure operator safety.
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’. THEMMIFRUERERFIUIBFFRELLGNIE, (P17 SH)
;\ Never operate change value on workpiece operation and rotation. (See page 17)

EELE-TEMLRELER,

Gripped workpiece will discharge.




WARNING

)ﬁ When power is restored the solenoid value resumes its normal fuction.

FE-FERYAINICKY
I1’F¢%b\m‘ﬁtﬂlbﬁﬂﬁo
Work scatters if lighting or
power interruption occurs.

CAUTION
TE

'. A—A)—F ¥y IDII3—3—moTHyrEHLTERLTIEGZSALY,
)} You should not rotary chuck with abnormal position of T-nut out of Master Jaw.

Fanm<hb,

Life becomes short.

TFryb, RRA—3—DHE. FERARDREREL S,

It will cause damage and non—accuracy to T—nut Master Jaw.

O—4%)—Fvvy, oa—, TEYANEEEMZLNE,
)? Never attempt to hammer the rotary chuck, jaws or gripped workpieces.

BERUHEEZRS,

Accuracy and function will be ruined.




WARNING
A s

<. faimILHERICITOCE,

)ﬁ Do not forget to grease.

(o MR RILIBEANETLIEY
REDBEBRIH D,

® Gripping force will decline if lubrication is neglected.

o BESNFVIVREFERTEHIE,

® Use recommended oil and lubricant grease.

GE)
CHUCK GREASE PRO ##t%E 3 5,
CHUCK GREASE PRO is recommended.

’. RILMIFRERILOTREOFTHZE,
;\ Tighten bolts with specified torque.

FrovIhBEL T, Fryl O TEMI RELER, RILRHFAZ wOMTRILY
Chuck will be broken and there is danger of scattering Bltlsize Tightening Torque
chuck or workpiece. M6 13 N=m (1.3 kefm)
M8 33 N*m (3.4 kgf=m)
o M10 73 N*m (7.4 kgf+m)
Tightening torque F= 110(N) M12 107 Nem (10.9 kgf-m)

MANILOT = F XL
110x0.3
33(N-m)

o

TEMZERIET HES, FEESTFNENLIICTHIE,

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

o Ta—tIHY. FEPa—ECa—DMIHEEANLGINIE,

® Never put fingers in between jaw and Workpieace of jaw.




WARNING
A o

’. 1B 1 EBTFrvIRABORBFITEEZRNE. FTvidHIE,
f Be sure to check air pressure once a day.

I7E Iﬁd/\ IZ&Y #E EHMNETLIE ?I'% AN Oil supply place |  Lubricating method | Grease to be used Lubrication cycle
RELER, Supply Grease from the Once Everydy

However if a great deal of water-soluble
coolant is used, shorten the lubricating

Gripping force reduces because of air Body surface  |surface of the body with [CHUCK GREASE PRO

pressure reduction, thereby resulting e e s opered — oycl accorting t the use condtion
in workpiece scattering. oerichery (50, V632 Once or more a day
= = L.ubrjcla foron Vichire o Adequate lubrication
I7RASBOON LS EBTEETHIL, i 0 i
Pressure gauge Drop of Maching ol

If air leaks, be sure to repair chuck. Arter measuring air pressure

mounting hole (150, VG32)

’. TROIIIZITEPICE—AVIMIEERIELEEIE. ROKIZTBEETSHIL,
)} When moment is loaded as shown in the following figure, consider the following
points.

L HxBxC o
7# P, xh
BL Py : Ca—1 EOH A
b Ps po Ca—EIMOREEERRHR
it ey P, : FULO#A
WL /_) o PS . Gripping force of one jaw
s \ M : Gripping force friction
J L Coefficient for jaw and workpiece
| [ ——— «xPs PV : Drill thrust

’. by T oa—ESSFIBENFIRKROEBHERNET HI L,
)}\ The height of the jaw should be within the maximum gripping force limits.

BERUHEEEZIRGS,

Accuracy and function reduce

us]

T1EM
Workpiece

PLE

H Ny T —
Top Jaw




WARNING
A o

TILA—ILX(FEYERATREL TG LE,

Never operate machine under influence of alcohol and medicine.

H T D DIET PRBEICKYEIR,

There is danger due to poor judgment and mis—operation.

FR, RVFAFZFRALTRELTIGSEL,

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

HERICESATNER.

There is a danger of being caught into machine.




() CAYTION
TE

RAI7EHN 07 MPa (7Tkgf/cm?)
Maximum air pressure 0.7 MPa  (7kgf/cm?)

BREITENEMASEFMNELLD,

Service life decreases with excessive air pressure.

WIr—B—DAAIIEIXBEIEIZHEDIE,

[ )
)f Always fill lubricator with oil up to proper level.

HRARTEITIBENNMETLIEMLRBLER.
Insufficient greasing will reduce chuck gripping force.
As a result, there is a danger of scattering workpiece. :> (@ :>
IN ¥
SRS A A LEERT BL, L

Use recommended oil.

’. A—A—DEFRIL =S HE LN D F vy DeREE L TIEEBELY,
;\ Do not modify the chuck in a way not permitted by the manufacturer.

FyvIhBHEL T, FyyI P TEMIREBLER,

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

Frv IR T—REIIAT—FRBEZIMYMFITEE (T EMIAEHEEOAMINRHLENS,
(P-20 BH8)

If you attach a locator or jig on the chuck body surface, only process work in an acceptable range.
(Refer to page 20).

NO!



1. %%

1. Specification

{£#k Specification NRCO04 | NRCO06 | NRCO08 | NRC10
o3—ZArO—4 (EET)
Jaw stroke (in dia) mm 5.2 0.2 6.3 6.3
Plunger stroke
=K
i e wm| 110 | 165 | 210 | 254
Gripping di t =
ripping diameter ﬁﬁ]\ m 8 26 38 53

FHYIEIE N [T 7E0.6MPa (6kef/cm* M EF) ] KN 15 21 33 48
Static gripping force for air pressure of 0.6MPa (kgf) (760) (2140) (3360) (4890)
E &KLY [ T 7 FE0.6MPa (6kgf/cm* D) ] N-m 10 10 10 10
Rotation resistance torque for air pressure of 0.6MPa (kgf m) (1 0) (1 0) (1 0) (1 0)
ERHEE(TS0 v O—910mmE Y T 7 E0.6MF
Air consumption(per 10mm of piunger stroke on NL 043 1 1 2 1 99 270
pressure of 0.6MPa
BE (ZEYINa—%2E8D)
Mass(with standard soft jaw) ke 10 22 21.7 42.5
SERREERER mn?| 100 | 72 | 60 | 53
Max permissible speed
)1 BB A HOKREE, RS Y—X., Notes)1 Grasp power changes a little with the state of oil supply, use grease,

VI I—DESHFIZKYETERYFET,
HHAIFEIL, 0.2~0.6MPa(2~6kgf/cm?) TEALT
Téll\o

*)2

1-1 T7EEMTVEO &M D DREZ

kN( kef )
\

T D+ H

Gripping force per jaw

height of soft Jaw, etc.

Notes) 2

(2 - 6 kgf/cm?)

Please use common air pressure by 0.2-0.6MPa.

1-1 Relation between air pressure and

Gripping force per jaw

— —

RGO

<«—— NRCO8

«—— NRCO06

/ NRC04

>
MPa ( X 10 kgf/cm?)

)M B A& M1 EICRETEADIETT,

WHoT. ChEREATRTINIE
(BN ] =T 1 BT H] x ToEL]
ERYES,

I7EAR

Air pressure

NOTES) The gripping force per jaw means a force generated at a
certain jaw.

Therefore, if this force is expressed with the unit of
Gripping force.

(Gripping force) = (Gripping force per jaw) X (Number

of jaws per chuck)



1-2 IERDESSEHHEED
ERUVI7ENDER

1-2 Relationship of gripped center height,

static gripping force and air pressure

WARNING
BE
OB#EY I a—LYEDNDE W TCa—2EAT 51548,
HBEINEMYT O3 —DEHTRET 25 E1E. by T3
—DIERLDEIICREFALTITEAZTIFTHEAL
TFEW, I7EHETFHEWTHERALES S IEF vy
MNEIEL T, Frul P ITEMARBLERTY,

OWhen the top jaw higher than the standard soft jaw
is used, or the work is gripped at the top jaw ends,
reduce the air pressure inverse proportion to the
gripping center height of the top jaw. If the air
pressure is not reduced, there is the danger of
scattering the chuck and work.

55 TORE I [ Special jaw

i

N

B - H

EE A HIRAERNTERLTTSLY,

Bl Z (X, NRCO4 D545 . FRHIIEIE S 75kNE
BEL5ETHHEE. TFE06MPalZTYI—M
B EIH=145mm 2 THNI(LX. HE
FICABIIEEZERLET, Ff-. IBIEL
FIDESE H=50mm THNIE, T7E 0.6MPa [
TIB{E S 6KN BN EERLTLNVET,

H:{BESPLES
Gripping force center height

Use the jaw at gripping force within a limited curve.
For instance, when the static gripping force 7.5kN of
Model NRCO04 is tried to give and the jaw gripping
force center height is within 14.5mm at air pressure
0.6MPa, the jaw can be used. When the gripping force
center height is H=50mm, the gripping force 6kN can
be given at air pressure 0.6MPa.

10



O BESMPLESLAMICEARVCI7ENORER
Relationship of gripping center height,

static gripping force and air pressure.

NRCO4

BHOIBEND P (kN)

Standard soft top Jjaw
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]
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1-3 ~TiERAK

1-3 Dimensional drawing

tL-¥=2EyF 1.5

12

(&}
TSEFGIR
Qutline view
2 TE A B C D 17 E F G
Model
NRCO4 157 170 113 80 — 5 3
NRCO6 2205 235 170.5 110 20 7 39
NRCOS8 266 280 216 110 30 8 415
NRC 10 303 315 253 140 43 8 415
R T2l H J K L Max |y Max N p
Maodel
25.5 9.75
NRCO 4 93 100 27 e o 28 14
245 925
NRCQO6 104 155 36 419 175 37 20
53 14.7%
NRCQO8 17 200 42 49.85 8.75 46 25
66 16
NRC 10 120 235 46 62.65 85 50 30
A IE @ R s T
Model
NRCO4 55 23 PT1/8 M6
NRCO6 72 31 PT1/4 M8
NRCO8 95 35 PT1/4 M8
NRC 10 110 40 PT1/4 M10




2. BT 2. Mounting

2-1 BT = 2-1 Outline of mounting
A—A)FyyOREEIF. T7RELYIF7aFA—  This rotary chuck system consists of an air control
JLAZybh U Z F. O—32)F v IIZKYUERL  unit, a change valve, and the rotary chuck.
nE9, In addition, an air source is needed.

ITrPHR—X

Alr hose

1A E

Directional control valve \ O—S9 1 JF -y T
Rotary chuck
T PEAS
ouT Air pressure guage

| fééﬁ EIS= L
w7u7—9/EEJ!;’ ‘ KIRE N\ RIL
Lubricator F 5{/ Water drain handle

-1
o1 T PEHFEE/ >R

ACNAA-EB(HE [SO VG32) Al diust | hand |
Turbine 0il(Viscosity 150 VG32) Ir pressure adyusting handle

IFIY~O-LI=v~ BT EX

Air control unit Outline view mounting a chuck

13



2-2 WA

2-2 Mounting method

THviN (VDT —NERfERILS

T nut Back plate mounting bolt
1Sy 77—
Back plate 1

L

IPHIZ1IT

Alr supply ring

—E Z % ]
- n \

NCT—7L
NC Table Ny ITU—h2
Back nlate 2

\ O-9JFvy?
Rotary chuck

"l

| — | |

N Foy TBTRLN
Chuck mounting bolt

O—~'JF v v D BB
Rotary chuck mounting instruction

1 FyvyIEf@E. 7\vHITL—k, Q=2 Fpy Please clean checking that there is neither
HDITSUEICHTYBENRLNCEEREDL KAERI nor a cfrack in the flange side of a chuck
o~ mam attachment side, a back plate, and a rotary
fd:b\b;ﬁ*ml/—c-FéL\o chuck.
2 N\ OTL—rERYFITE&F vy IFBRYAM 2 A chuck is attached after attaching a back plate.
+£9, 3 In that case , Please grasp the rotation
3 ZOE. NI TL—RAEETSYSHEGE deﬂ.ectlon of the back plate perimeter and the
_ perimeter of a flange.
ik E R TRYMFFTTSL,
WARNING
E'dn: Each strengh (dia. , pieces, material) of mounting bolts for the
back plate is to be sufficient. Tighten bolts with specified
O NyZTL—FBRRILME+HLEE (B, K. HE)E

BIDLDELET M T EREML O TRAT TS,

AT RILODATRLIEYRETEDERILEDEL, Frv
INRELEKRTY .

tightening torque.
If the tightening torque is small or large, there is the danger of

Scattering the chuck because bolts are broken.

AL k4 X Bolt size #4T kJLY  Tightening Torque
M6 1B3N-m (1.3 kgf-m)
M8 33 N*m (3.4 kgf=m)
M10 73N-m (7.4 kgf-m)
M12 107 N-m (10.9 kgf *m )

14



Hh=h

/Support

Iv £ ]

L

)
l C
b

IPHT5A1>T

Air supply ring

TIPS TS )T DEFAE
How to support air supply ring

4 IF7HTSA)TBNFrvoRT—L—FEIZ
EIEE LA LR, @Y1k AU R—rZERY 7

(TTTFELY,
I7HTSAVTNEDRKRILEARLE
FIATELY,

EYIEDHDEFEL Y FFTESEIF/NEL
L. 7 e R—RIBHEFHALMSLEN
BREETSL,

15

Please attach the appearance which an air
supply ring does not rotate together with a
chuck body, and the support for surroundings
stops.

Please use the screw for eyebolts of the air
supply ring perimeter.

Please make clearance of a surroundings stop as
small as possible, and an air supply hose should
carry out the appearance cautions by which load
is not applied as much as possible.



2-3 BRE 2-3 Piping
O Fyvyo-YIfH -T71=vhrETiEDHIZE O Route pipes of chuck, change valve and unit
sLET, as show in Following.
" PR - . O Be sure to use exhaust center type pipe of
O YHRFEBIILEAATATFY —Abtzod 3—position and 4—direction.
FEFERLTTEL, O From the pneumatic source just to the rotary
O I7REIVNDEBREIIEHBTERSERTER chuck use hoses which are as large in
Cha . O—2YFrysDERET. TEZREY diameter as possible in order to prevent the
;ﬁvx L N pressure and the flow volume from drop. If
ANERETIT>TTSLY. dirt mixes, it will become the cause of an air
X, IILRFFHZERALLZOTTSILY, leak.
O EENIREMANDERFEBRELTTAL, O Dirts, dust and foreign matters shall be
o8 . - liminated out of the piping before routing
R AR EI7RIADBERELYET, ©
BARNEATS ?IFE*L RE dJ?j— hoses. If such foreign matters enter, it will
O I7A=vhrDENFIFIERBICIKERT cause air to leak.
=, SRBAIRELATARYATITTTELY, O Mount the pressure gage of the unit at the
O IF7HISAYLF%#BEELEWNVESIZ. T7 place for operator to be easily watched and
s N _ . adjusted.
i— A [ NT Y )
R R O e -Hi:b THITAVLTIZh O When the air supply ring is not fixed, route the
MOEWRICEELTTEL, piping so that the reaction force of the air
O BHAFAHDOBESIVITEBEETH. IRET hose will not be applied to the air supply ring.
ZEIBICERELTTELY, O Be sure to turn off power supply before
mounting the solenoid valve.
O I7EBEETFRIFTRLETOTSEIZLTTAL, O See air circuit diagram in Following.
BEERAD EARA
Back pressure detectlion Pressure detectlon
PS2 PS1
— 0\0 — — O\Z-_
EXH2 EXHA1
— O—9JUFvv o
flj:ilr:tj ~ FAN FESOL1 FAN Rotary chuck
L = N
IN = ? A~ sv N SV cYL1 ,_4[@7(
N 7
2 |
=l SuP oviz — e
S~

|:|€SOL2

16



LKFevIEE7O—Fy—F>
FEAEERHICIE. Frov bt EBLAL

& Chuck operation flow chart>

Prepare the diagram so that the chuck does

O YR FEBERFEITHEDI—(FELICHES

LIEMFEIBELET A, DU FTNEINEE
EEICRETDIETERIBENEIRELT
WERBA, FYyIREDFvYTRI) 21—
ZHLTRBOE AFHERMAT . AEAETE
FEIZRETHFETOREZERALTTSELY,
BEEICKRER. IT7HGZLEOTRRICH
S[EFrvIEEER (EHFIEERALETLT
HHIE)LTTELY,

ERIZT B ENRETT, not operate during spindle rotation.

FyElER{ELE Chuck rotation stop
| |

YL /A4F ON Solenoid Valve ON
| |

PSI EREN&EA PSI Pressure detection
| |

ALT—KTE N3P Delay time setup About 3 seconds
| |

YL /A OFF Solenoid Valve OFF
| |

ALT—%TE N3P Delay time setup About 3 seconds
| |

FymlER Chuck rotation

© Though jaws immediately grip the work

when operating the change valve, a
necessary gripping force does not occur
until the inside pressure of cylinder is
stable to the setting pressure. Remove
the cap screw on the chuck surface and
mount the attached pressure gage in
order to remember the time in which the
inside pressure is stable to the setting
pressure. After stabilizing to the setting
pressure, stop an air and completely
exhaust the air before starting the spindle

(pressure gage to be removed).

17




3. BLEER

® B—=R)FYIIDTIVRA=vTILEY TR
HUICTHEEDT ) REMHBLTT S,

@ I7avbA—LAZVrDILT Y —AEIZE
—E R ($5E ISO VG324 R) FiER
KD LEBREFTANTTELY,

Q@ I7EHABNUFILZELTEHZEE
{0.2~0.25MPa ( 2~2.5kgf/cm?)} [ZERTEL.
U REAFUT (5a<UIiF% ON, OFF
ITH) (T BEEICEMET SN ERLTT
AN

@ ZTOBR. FyvIRARERESETITYHT
AV TADERRIN Y —IZTEEY. T
THITSA)O T NRL—RIZEEET B LS
[CLTTFELY,

® LIUYr—E2LHO_—FILEZELT. ¥
AFF—LDBMTRBZITVEI . BTE
X, 19507 T2~3HAELTY,

® TT7EH%E 05MPa(5.1kegf/cm)ETLERS
. &EBOIT7RNOCEEEZFVILTT
AW

3. Trial run

18

Supply one of the recommended brands of
grease to the grease nipples by using a grease
gun.

Supply turbine oil (Viscosity ISO : VG32 or the
equivalent) up to the upper extreme end of the
indication table of the lubricator of the air
control unit.

Turn the pressure adjusting handle and set it
to the minimum (0.2~0.25 MPa). Then, make
inching operation of the change valve (that is,
shortly turn on and off the change valve), in
order to check that the change valve can
operate normally.

In that case, rotate main part, and the
lubricant in an air supply ring should spread
uniformly, and an air supply ring should rotate
smoothly.

Turn the needle at the upper part of the
lubricator to adjust the drop from the side
dome. The proper number of drops is 2 or 3
drops per clamping time.

Increase the air pressure up to 0.5 MPa, and
check to see if air does not leak and if there is
nothing abnormal.



. FERLEDOEE

VIR I—RMZ OEIE. TRE—D3—¢&
DEL—3 VBT FYLDEREEEA
RICERLTTFEV . BEFRDRRE ERY
F9,

THEYMORAK. IRIEHICEHLETITE
HhEEYELTTEV, XM TIRO T Y%
SRENTHMATET L. BECEALHY
F9,

DSUTHIC. TEYMENIETIKSL
(T ABERUHEREZELGVNFGEELET
DT, MERFIZSIFTTFEILY,
RRERAIT7EANIX. 0. 7MPa(7 kgf/cm?)
FHEAGOLEIFELTTIL,
BERFRDITENRENVEIILTHEDE
HIZERER. T IEHF YR EVIFIN%E
LOHTTELY,

Wz REFELLD DL, TEMETF vy
FUSL, TT7IRZELHTTSELY,

19

. Cautions points on use

When replacing soft jaw, carefully clean up the
serration with the master jaw and the
engagement part of T—nuts. Otherwise, the
machining accuracy may be spoiled.

Set the air pressure to the optimum according
to the shape of works and other cutting
conditions. If a work of tubular material is
clamped with high pressure, it may be strained.

When clamping a work, never tap a work by

using a hammer or the like. Otherwise, the

machining accuracy and functions may, be

remarkably spoiled. Accordingly the service life

of the chuck may be shortened.

Air pressure shall not be increased beyond 0.7
MPa at maximum.

After the air pressure is adjusted to a required
level by using the air pressure adjusting
handle, of pressure reducer,
tighten the set nut (lock nuts).
If the machine is not used for a long time,

never fail to

remove a work from the machine and stop the
pneumatic source.
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Additionally Machinable Range on Oblique Line Part

p
C 1
_
NRC 08 NRC10
5 <+ %
7 R i A B @ D E F G
Mode | Lim.
NRCO4 46 71 60° 15 20° 20" 15
NRCO6 56 106 75° 19 17° 15° 15
NRCOS8 62 123 75" 26 15
NRC 10 68 149 10. 15 15
_ = %
i i H J K L M N P
Mode | Rim.
NRCO4 95 50 48" 24" 20
NRCO6 127 160 - 20
NRCO8 169 o e D 67 51 32
NRC 10 204 — — — 84 57 34
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5. (RS RIR

9. Maintenance and inspection

WARNING

'S

OF~ jgd&ﬁﬁﬁ FEﬁH_E ,{j( BE ﬁﬁﬁj—ég‘:[i 5@57‘; OTo use the chuck for a long period of time, an adequate lubrication
WS mAMETY, HBARRIC éhﬁj‘)btb\—c\ ;A is requrired. Inadequate lubrication will cause the improper operation
IF7EATOFHERE. #EE**FGM&'F\ iﬁﬁgﬁ\ 3 due to low air pressure, the reiduction of gripping accuracy, abnormal
fIEENEZONET ., X, #E?EjjOMP_’sTTJ:UI{’E% wear, seizing, etc. There is a danger of scattering the work by the
h‘ﬁéﬂlbf"ﬂﬁf?’ Li=h\>T. HEHAMIIFEEIZIT-T reduction of gripping force.

[
b=tz Lealpil teHAE FERAAIL & mEARE

MOV KEDER, R T—%K

1E1[H

I_I_\j___ﬁﬁ & CHUCK GREASE PRO 1E|L, KBEHUEIBEZEICFERTIIHEEE
KUTURT#FERAL TR E}Eﬁﬁijﬁ[_«ﬁbﬁ-‘cﬁ RS EHLTEEL

IF7HTSA)T <7 Ui (1SO VG32) .
NEDHHAO #2~3cc TH1EE
I7EERICHKE o BIEEA M ILEDEHEE
LT —5— ¥V HSOVGID) o ke - Eims A
ENFIRAR S AISOVEID \rrEnmEs

Oil supply place Lubricating method Grease to be used Lubrication cycle

Body surface

Supply Grease from the
surface of the body with
the jaws opened.

Once Everyday
CHUCK GREASE PRO Howevel.* if a great deal of water.—solluble

coolant is used, shorten the lubricating
cycle according to the use condition.

Air supply ring

2~3cc of Machine oil

periphery (IS0, VG32) Once or more a day
Lubricator on Machine oll .

air piping (IS0, VG32) Adequate lubrication
Pressure gauge Drop of Machine oil . .

mounting hole (SO, VG32) Arter measuring air pressure

O ahO—)LAZYFDITAILAANDKEERE O Periodically drain water in the filter or the air
HIIZHEEHL TR LY,

KOHHEERLEWNES Y VT RIZED

control unit. If it is neglected, rust may occur in
the cylinder and its service life may be shortened.

RAEL. FarnEHBYET,

B ) DIEIEBIROERIZLTTELY,

O Supply machine oil (Viscosity ISO:VG32 or the
equivalent) to the lubricator so that it may not

IWI)r—RIZT L im ($hE 1SO VG32 8 be used up.
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CAUTION
IE

@

® @

1 BIC1 A 7EHRFREDEHAEEIT>TTEL, F¥
YORKIZRYF N TWD X vy TR 2—ZTS LA ED
EAFERMF, SV FDITEH 05~06MPa [ZRS 1 B
E‘j& [EHIBLA 0.05MPa ZBA=IHEICIE BEABET

TIEIPIZTEYDO Ry TRRELGEICIE, REEH 5
BEFETOREASHYET . B, OvY PAD DHIZERMN
ABERENNBDLRELEKRTT,

FoudEOidELEFEIC1 A, BEPREDYEITE 24 Al
1 @, XIZ¥a—10 FRESE (LT hNROEED) 125 2%
FBETV. BROEZVCERUNLOI ZELGARDELRIFS
X3 HmELTTELY,

FovINRY BEZIE, TRA—Ua—FFAC-IRBEICEES
B, FYYIRT—HIEDF vy TRI)1—%HRIZEDHDY
VARDIT7EEEICHRELTHSIT>TTFEL, NENTE-S
-FFERBTHEF vV ERARELTCEIRTY,
PR IET 2 HEBLUENSHA I TTESLY,

DEEAILTERINYF—ERTUA, RINH—ERIUIZE
VIRBEZ T ERENTOTTSLY,

1M

2

®

(€]

(5
(6)

Measure the air pressure maintaining states once a day. Remove
the cap screw located on the chuck body and mount the attached
pressure gage to set the cylinder pressure to 0.5 — 0.6 MPa. If
pressure loss exceeds 0.05 MPa after an hour, it is necessary to
repair the hydraulic unit.

If work slip occurs while cutting, check the cause and disassemble
and clean the chuck if required. Especially dust is entered into the
lock P. A. D. , the gripping force is reduced, thus causing the
danger of scattering the work.

Disassemble and clean the chuck once a half year and once a
2-month in case of cast cutting or once a 10-thousand times of
jaw of use (any early period) and chuck parts wear and crack.
Replace parts if required.

When disassembling the chuck, close the master jaw and loosen
the cap screw located on the front face of chuck body and
completely exhuast the air in the cylinder, there is a danger of
scattering the chuck.

Lubricate the chuck before reassembling.

Rassemble the chuck by Kitagawa s service man or operator
guided by the service man.
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6. Y I a—nRH 6. Forming of soft jaw

IMPORTANT
BE

_ “ . SSo -1 = OThere is a slice processing method (straight gripping surface) for
OgﬂugjgaéégéjRF%?i@?;EEL@f)&%gl'jtiég\{ the soft jaw forming of rotary chuck. However, hereinafter, the self
7. N . . X
CCTRYVZUT U ABLER L TMTAEMAL  Processmgmethodis deseribed

o

NEZEEEDIHZE  External gripping

1. RERT57 0RE
- BBRTSVERELET. IIUNEOKREMEE 255 BELL. BEFLHVESDH

BRARIZLTESLY, 3
SRR EOTRICKYIELRAEINLLEFITT,
ISTRLBITAYTMIL, KL METERT BRI, | [ 1 O
1. Preparation of the plug for forming ©
Prepare the plug for forming. The surface roughness of the plug outside diameter
is to be approximately 25s, and make a shape with sufficient thickness which /
does not distort.
It is convenient to prepare various outside diameter dimensions for dimensions of
forming parts.
It is convenient to process tapping in the center part of the plug and to guide with
a bolt, etc.
2. kAT SJiEEHomT &D
- UIBHERMEL. Pa—ERKICHEET, a
RIZOD BM(HEBATSTEILESHEM EMILET . TESD [F, Da—&KRXk : !
O— (B O R AME CRIETE S THICLET, = — |
¢D=¢d+(Pa—RKRKRFA—Y+2)
2. Process of the plug gripping part for forming
. Operate the switch valve and maximize the opening of the jaw.
Then, process the ¢ D part (part to grip the plug for forming). Set the dimension
¢ D so that gripping near the center of the jaw maximum stroke (diameter) is
possible.
¢D = ¢d+ (jaw maximum stroke/2)
3. AT 5Y OitiE ¢D
- UIBHERMAELT, 6D BICHBATSTEHEELET COB. T3V MMEM RN K
SFvvIRTEICT ST ERLA TTRELTIESD, BEFryF oI £ BYRL TS
SoERESEET, | = vt = |
3. Gripping of the plug for forming
. By operating the switch valve, grip the plug for forming in the @ D part. At this
time, grip by pressing the plug on the chuck front surface in order for the plug
not to be tilted. Repeat chucking several times to stabilize the plug. ‘ |
4. pii
- TIUERIBELEEFFEORETIENOEER(TESDIEMILEY, oD EIE &D
ITHEYOEEDERLRE (H7) BEICL, REMEF 6s LLTFITIMILTEZSEL,
BEEOMENETAEYMIREFAC,. BEFESHITEYRL TS,

is kept gripped. The ¢ D’ part is to be approximately the same diameter (H7) as
the diameter of the gripping part of the work, and process to be surface
roughness at 6s or less.

Set the hydraulic pressure during forming the same as during processing of the
work, or slightly higher.

When the plug distorts, lower the hydraulic pressure or change the plug into a
shape which does not easily distort.

- IISUNEGEEIXHENEFLTH. TITEEHIKOBRICEZ TS,
4. Forming Emi
. Process the gripping part (dimension ¢ D’) of the work in the state that the plug }‘

5. S LAl

- REARTSYERYRE. TEDEREL TSI —ORMNA—IEREEL TS,
SHUEZETL MIHECR) T HNENNEEFRERL TS,

EEEOL-YIEABESIUBED 2 @mH-YELTREL TSI, ( >

®
—

5. Trial cutting

. Remove the plug for forming and grip the work to check the jaw stroke.
Implement trial cutting to check the process precision and that there is no slip,
etc.
Contacting on the gripping surface is to be 2 points contact of the side A and the
side B when gripping.
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NEFBIEDIZSE  Internal gripping

1. BBV ORRE

=

BERAVTERABLEY . UV NEOREMEIE 255 BELL, EFLEVEED
HBAMAKIZLTIZEL,
METREIEBBOTEICKYELRESNSEEFTY,

. Preparation of the ring for forming

Prepare the ring for forming. The surface roughness of the ring inside diameter
is to be approximately 25s, and make a shape with a sufficient thickness which
does not distort.

It is convenient to prepare various inside diameter dimensions for dimensions
of forming parts.

¢d

2. gAYV BiESOINT

UEBHEREL, Da—Fx/NMFALET,

RIZHD ER(RFAI T EBIETEHMEMILET, TiE 6D &, Pa—RK
A=Y (ER) DR RTAETERETESTEICLET,

¢D=¢d— (Pa—mxzKRAFA—Y+2)

2. Process of the ring gripping part for forming

Operate the switch valve and minimize the jaw to close.

Then, process the ¢ D part (part to grip the ring for forming). Set the
dimension ¢ D so that gripping near the center of the jaw maximum stroke
(diameter) is possible.

¢D = ¢d - (jaw maximum stroke/2)

®D

- W

. RBAY T OIBE

UBHREEMELT. oD BISHBAYVTEIEELEY  COR, U T AMEM L
503U T ERLATTRIEL TEEW  HEF vy F o T &RYRL T
TERESEFET,

3. Gripping of the ring for forming

By operating the switch valve, grip the ring for forming in the @D part. At this
time, grip by pressing the ring on the jaw in order for the ring not to be tilted.
Repeat chucking several times to stabilize the ring.

®»D

4. gl

Vo U EBBLI-FFEORE T DIBER HE D) EMILET, ¢D &
FTEHOREMERLREZH)BEICL, REMESE 65 UTITIMILTES
LY,

BEQRENFTEYMIRERLN. BEFEOITEYL TSN, GERE
BIEDHEE. ANFHERRAAD 12 UTTHERATILENHBYFET .

Do OB EEERENEEZET M. U TEEAKMBIRIZEZ TS,

. Forming

Process the gripping part (dimension ¢ D’) of the work in the state that the ring
is kept gripped. The @D’ part is to be approximately the same diameter (H7)
as the diameter of the gripping part of the work, and process to be surface
roughness at 6s or less.

Set the hydraulic pressure when forming the same as when processing of the
work, or slightly higher. Additionally, in the case of inside diameter gripping, it
is necessary to use the input at 1/2 of the allowable maximum input or less.
When the ring distorts, lower the hydraulic pressure or change the ring into a
shape which does not easily distort.

5. BIHI

BRI ERYBRE, TEPEIEELTOa— DX —Y &L TS,
EUHIZTL MIEEOCRY T ENNEERERL TS,
BIEEOLYIEABSLU B ED 2 @HYELTEEL TS,

5. Trial cutting

Remove the ring for forming and grip the work to check the jaw stroke.
Implement trial cutting to check the process precision and that there is no slip,
etc.

Contacting on the gripping surface is to be 2 points contact of the side A and
the side B when gripping.
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7. SEEXT R
REL-BES

TRICTT REBHERL. HERETOTESL,

FES B *i%
REAEEIBLTLVS, SREOE . HEBREERYEZ TS,
SR 168 4+t &5 % 3 A “fE i %
—— ;(ﬁ:ﬁgﬁmﬁ PEHERECEET S, BRERYEXR
'7_77”)‘\//\0 _\ °-=== =@ A Al g & s N 7
BHEBLAL [0 BT, RESLVEIRMEAS. RENEINES UL SEH R
FiRL TR,
OvoNILTAZVEDEBTR Ay o/ NI T A=A EE - LTS,
Sa—QRAFAEIBAREIZKEIZASTO Y. |, was .
. it THEMERELE. Sa—hRFO—20 B REEI2HBES
Pa—OARE—IRRYGL. DTN
o EnOE 2
F——— ﬁ;&\\ITEj}( o T, T7RAMNENIRERL TS
THEMMRRY Y ry TS a—DREBENTEMEIC e i .
iz Ao TUAELY, ELWERAEITE SO TERBEToTUEEL,
et e YEIAEHEL. T—55 DI > TN AHERED
YA KEBES, LT,
2 48 TN=RZwT N —REE#L. TENERELGNT
TU—REET R, Sa— QBRI ME T > TR,
J—H5 )y RONARER TN EASLVEERENEERL CIE RN EROEL TS
60 l’\0
RREC3— by TVa—DtL—| . e 43 .
AT AL TN, ryToa—F#mYSL. EL—2 a0 8E L CERLTLEELY,
Fy TS a— QIR LA+ 2 iy TS 3— R LR E IR R LY TR TS,
- FoTLALY, (P-24 B8)
m= YIRS a—DEE A AN T ELTHEBEA TSI B T—25 v SBEEICHLTETNESH. 5K
H5, RETSTHNIBBADAZERL TS
D DB ERT M Tua—omasEL TR, (BT A XERYBA
R A B U TNG. ) Et- BB EEYEEF Ty UL TS,
S ‘El S al‘: 2 . .
Ry NS TR iy 1 s s AT AL EREBELTHEL.
PR D ERR

BIEDRICIEEBATRWRFEEFIERBO BRI EFTTERLA TS,
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1. Troubleshooting

In the case of malfunction

Check the points specified in the table below and take the appropriate countermeasure.

Defective Cause Countermeasure
The work gripper inside will break. Disassemble and replace the broken part.
The work gripper [The sliding surface is seized. Disassemble, correct the seized part with oilstone, etc., or replace the

does not operate.

part.

The cylinder is not operating.

Check the piping and the electric system, and if there is no abnormality,
disassemble and clean the cylinder.

Malfunction of lock valve unit.

Repair or replace the lock valve unit.

Insufficient A large amount of cutting powder is
stroke of the inside. Disassemble and clean.
jaw. Rust might occur.
The stroke of the jaw is insufficient. VAv(cj)thlj(st so that the jaw is near the center of the stroke when gripping the
The gripping force is insufficient. Check that the correct hydraulic pressure is obtained.
The forming diameter of the top jaw is not . .
The Work consistent with the work diameter. Form again based on the correct forming method.
slips. . . Calculate the cutting force and check that it is suitable for the specification
The cutting force is too large. h
of the work gripper.
Insufficient grease lubrication S_upply grease frorr] the grease nipple, and open and close the jaw several
times without gripping a work.
The outer periphery of the work gripper is|Check the end surface run-out and the outer periphery, and retighten the
running out. attaching bolts.
Dust is attached on the serration part of . .
the master jaw and the top jaw. Remove the top jaw, and clean the serration part thoroughly.
The attaching bolt of the top jaw is not Tighten the top jaw attaching bolt at the specified torque.
Precision tightened sufficiently. (Refer to page 24)
failure.

The forming method of the soft jaw is|
inappropriate.

Is the plug for forming parallel to the work gripper end surface? Is the plug
for forming not deformed due to the gripping force?

The height of the top jaw is too high, the|
top jaw is deformed, the top jaw|
attaching bolt is elongated.

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

The gripping force is too large leading to|

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

the work being deformed.

Where to contact in the case of malfunction

In the case of malfunction, contact the distributor where you purchased the product or our branch office

listed on the back cover.
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8. O—R)Fry &=z

8. Parts list of Rotary chuck

No. AT Particulars Q'ty No. BB Particulars Q'ty
cm g e gy Hexagon socket
o1 |RT Body 1 23 | RANRMRILE tle soren 6
=5 g exagon socket
02 |75 Flange 1 24 |FRATUFRIVKRILN h crow 4orbor8
03 |Exky Piston 1 25 |+FEFAFESIRS CV°SSSRe°essed 6 or 9
NANFRARD Hgggoﬁr:gcket
WSS, RANSRAR
04 |9ITyPTS5UTx  |Wedge plunger 1 26 (M%) st sorew 6
05 |RY—THh/— Sleeve cover 1 27 oYy O Ring 20r3
06 |25 HhiN— Cylinder cover 1 28 |oyo4 O Ring 0ori
07 |*xRE—V3— Master jaw 3 29 |oyo4 0 Ring Oor1
08 |YIbPa— Soft jaw 3 30 oYy O Ring 1
09 |TFHvk T nut 3 31 oYy O Ring 1
10 |FoFs4s Protector 3 32 |oyvy O Ring 1
1 |[hn—24 Cover lid 1 33 oyvy 0 Ring 1
12 |Z7YFS4)2%  |Air supply ring 1 34 oYy O Ring 1
13 |Z7HFS54Hh/8— |Air supply cover 1 35 |oYvy O Ring 1
14 |8 4% 25.Ls%v*x> |Diaphragm packing 2 36 |0y O Ring Oort
15 [R7YLHE—R Bearing piece 4 37 oYy O Ring 1
16 |RIL— Scraper 2 38 [FYR=vT L Grease nipple 1
17 |Av% PAD Lock PAD 1 39 jrﬁ::/;” L Oil nipple 3
18 |FvyFRY)1— |Cap screw 2 40 |ERARAD Retaining ring 1
19 — LI v— Seal washer 2 41 | 7ARIVMITESR) |Eve bolt Oor2
o N Hexagon socket . 4or5or
20 |ARARARILE head eap screw Oor3 42 |TLAVE Element 8 or 9
o N H k =
21 | RARARILE h::(?gcc;npssiiejvt 6or8or9 43 |EHFHEER) Pressure gage 1
22 |RATUFRILE E::jg;nps;crtj: 6 44 |REERNAFIFER) |Hexagon key 1 Set
JHEEER S Consumption
No. s Particulars NRC04 NRC06 NRCO8 NRC10 Qty
14 |84 25L/vyx>  |Diaphragm packing |61P442552 61P401343 61P442280 61P442043 2
15 |R7YUFTE—R Bearing piece 61P442553 61P442385 61P442281 61P442044 4
16 |RIL—N Scraper AGL—1% 155 |RGL—i\ 220 [R9L—iN 265 |RGL—/% 300 2
19 [Y=ILTvyivr Seal washer 61P420862 61P420862 61P420862 61P420862 2
21 |o)ug O Ring JSB2401P7 |JISB2401P7 |JISB2401P7 |JISB2401P9 20r3
28 |04 O Ring - JISB 2401 P 16 |JISB 2401 P 24 |JIS B 2401 P 36 1
29 |oY)vy O Ring - JISB 2401 P 25 [JISB 2401 P 36 |[JIS B 2401 P 50 1
30 |0y O Ring JISB 2401 P22 |JISB 2401 P 40 |JISB 2401 G55 |JISB 2401 P 70 1
31 |oyvy O Ring JIS B 2401 G 80 |JIS B 2401 G 135 |JIS B 2401 G 175 |JIS B 2401 G 210 1
32 |oyvy O Ring NOK S 16 JASO 2031 NOK S 46 JASO 2060 1
33 |0y O Ring NOK S 50 NOK S 100 NOK S 130 1A 164X2 1
34 oy O Ring NOK S 80 NOK S 135 AS568-262 AS568-267 1
35 |oyvy O Ring NOK S 105 1A 164X2 1A 206X2 1A 242X2 1
%6 |0)uy O Ring - JISB 2401 G 25 |JISB 2401 P 36 |JIS B 2401 G 50 1
37 |o)uy O Ring JISB2401S8 [JISB2401S8 [JISB2401S8 |JISB2401S8 1
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9. Ov4 PAD &3«

O Bv% PAD [FR—2JFv¥yIDILEERTH
Y. BHFRWIZIE+ 2 FEELTTRELY,
O HR—IL . NILTI—MEEMIFENESI
C O GEELTTEW EAASLIEEADED.
T—DRBEDRRIZLZYET,
O H4iL. #IIFFIC O YU AL LKS
[EBLTTEL,
O VLTIV mEZEMLTTILY)

O EHNLDEEIAILINRA NS EIZTREZ
FURKEDILGNELIITTEELTTEL,

9. Designations of Lock PAD

components

The lock PAD is the core part of the front
—end thru—hole air chuck. Please handle with
care.

Please take not to mark a ball or a valve
sheet. The mark would cause the reduction
of chucking force and the discharge of a
work piece, etc.

When removing or assembling, please take
care not to damage O-rings.

When removing, please take care not to lose
a coil spring by its discharge because it is
small.

CAUTION
IE

ORw%Y PAD BRI RFICERFENTET HETI—DEIE
DEECERENOBETEFICLYTEMHSREL., BIRT
ﬁéo

OWhen assembling a lock PAD, please take care

that no contamination takes place, other wise the
jaw movement will be impaired.

7
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EITTEZE U BB S E-IIIRE | [EE
Particulars Parts Number Standard Pcs

A TS5 61P442010 1
Plug 61P443877

B INTOTT 61P442011 1
Housing 61P443878

C > 61P442012 1
Ring 61P443879

D Ty 61P442013 1
Cap 61P443880

E /RAavkX7T—)L 61P442014 1
Pilot spool 61P443881

F |27V~ 7 61P442015 2
Spring

G /NIJILT—F 61P442016 >
Valve sheet 61P443882
AR—IJL 5/32

01 5. 7/32 2

02 oo JIS B 2401 P 4 1
O-ring JIS B 2401 P 7

03 oy JIS B 2401 P 9 1
O-ring JASO 1012

04 oy JIS B 2401 P 10 1
O-ring JASO 1014

05 oy JASO 1011 1
O-ring JASO 1015

06 oy JASO 1016 1
O-ring JASO 1022

07 oo JIS B 2401 S 9 1
O-ring JASO 1011
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