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

& Carefully read the warning items in this manual
and understand them thoroughly prior to
the operation. Warranty does not cover any
damage or accident caused without following
the warning items.
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Please Read and Keep This Manual in a Safe Place.
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Keep this manual handy for easy reference as it will
help you use many controls to their full advantage.
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A\ SAFETY ALERT SYMBOL

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

It is essential that you read the instructions and safety
regulations before you attempt to assemble or use this unit.
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Indicates an imminently hazardous
situation which, if not avoided, will
result in death or serious injury.
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AKGBEEEELDEPHIEDIEBE
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Indicates a potentially hazardous
situation which, if not avoided, could
result in death or serious injury.
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Indicates a potentially hazardous
situation which, if not avoided, may
result in minor or moderate injury.
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Instructions for chuck performance and
avoiding errors or mistakes.
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B %% Parts List

No.

m o H

Name of parts

=

H B
Quantity

SCH!
Model : SC

SC - F&! | JN%Y
Model : SC+ F

JN - TH!
Model: N+ T

JN - R%E!
Model : JN* R

JTEY
Model : JT

JSHEY
Model @ JS

Model : JN

RF— (Ko zq)
Body

1

HIN—
Cover

1

X7Aa—-Jv
Scroll

-4
Pinion

XRXAa— (YAITEq)
Master jaw

DIN=STTa— (97 UX)
Reversible jaw

VI RTa— (FTYX)
Soft jaw

1o8—Fnya— (JFIX)
Internal jaw

IJR2—=FNTa— (JRIX)
External jaw

N2 RIb
Handle

F vy TRV b
Chuck mounting bolt

Ta—mfERIL b
Jaw mounting bolt

HIN=BUFHRIL
Cover mounting bolt

GY)—Z2Zy T
Grease nipple

FAINhY T
Oil cup

Sy TE>
Knock pin

NABEINF ((TE&)
Hex.socket screw key (Accessory)

NAEZINF ((FBS)
Hex.socket screw key (Accessory)

W 25558  Denotation
JNLLORA [0 L]

%SC-14, SC-16136

[

MA% H 30 1F BEHES User's No. or design No.

F vy 7T RE
5 : A5/ — X—Ab
e.g. A-5 nose—A5

Chuck mounting method

KO EE  Jaw shape / Type

R:V—E=XYa—(HEN) 24 F/VN=2Tnoa— (L[
R : 2-piece jaws / with reversible jaws

T:iY=E-2Y3- BN 24 T1IN=2Tya—(EN) V7 +ya—ENH
T : 2-piece jaws / with reversible jaws & soft jaws

IF0'&S  Nominal No.
1 > FIRRUODUTRR  2-diggit in inches nominal diametet
64 > F—=06(IN,JS,JTZ 1 7)., 314 > F—=3(SCx A7)
e.9.6 inch—06 (JN,JS,JT type) ,3 inch—3 (SC type)
Fv w7247 Chuck type
JIN,SC : 3)NX 7O —JLF+ v 7 JIN,SC : 3 jaw scroll chuck
JTI2MZR78—IVF v v JT:2jaw scroll chuck
JSIAMX7A—=I)vF vy JS:4jaw scroll chuck
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2. FOR SAFE OPERATION

RO > TEWTWEEE W E. Fo
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B, COMBAAENESZRICKD WL b - FE
ICETEHRES. EROVWTOEFRIEV DI RET,

Please read this manual and follow instructions
carefully.

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

DANGER

& B&

changing the chuck.

F vy 7 DBF. miR, 8. TREFICIE, BEREEYSC &,
SWITCH OFF power before setting, inspecting, lubricating or

FEO—BFPRIRPBEZALTNZBRIH S,

33

Danger by catching of operator in a machine. I I
ON
<€ s
O _m
OFF LATHE
Fryv ) ORGRERFERERGREEZEA TEES5EL ! (PO~OZR)

Do not exceed recommended speed of chuck. (See page®~@®)

F v 7 R TIEMD REL L fEhio

Danger by discharge of chuck or workpiece.




’; ) EREDEVWTRAE NIVEREIL T ES BV,
;\ Never start the machine with door open.

F7HEE > THEWEREROF v v 7N, E B
TEHPY a—PRET B EFHYER. LATHE
Workpiece or jaw may discharge with door open.

:;' BMENKIVEERT S E, (POSR)
}\ Use correct handle. (See page@))

F vy 7R TEMHRE L IR,
Danger by discharge of chuck or workpiece.

’ S o —-4— = —
;\ Do not forget to grease chuck! (See page@)

SC Type
ISO VG32

IGMAE (T IBENDET UL R L bk
Danger by discharge of workpiece related with
lowering gripping force caused by unsufficient
lubrication.




WARNING
gk &

:s- RIVMIREMIVITREGTSZZE, (PQOSER)
;\ Secure clamp bolts with specified torque. (See page@))

Fy v IPHWELT, Fv v 7R ITEMIREL ERKR.
Danger by discharge of chuck or workpiece in case

Rﬁ ﬂ of damaging of chuck.
R

-

& &@;f

@l FE T r P e~k UEN Y a - A AT BEEST /N NIL ALY
) S ICEERREEFZET E, (P OSEE)
When using jaw higher than standard soft jaw, be sure to reduce
;\ handle torque and rotating speed. (See page@)D)

mgEY 7 pa— ¥Eby T a—Fe
Standard soft jaw height Special top jaw height

Lj%{ T1eth
: Workpiece

Frvy I NWELT, Frvy WT 0
2 TEMD RE L Bk : f} -
Danger by discharge of chuck )

or workpiece in case of
damaging of chuck.

O

Il EEXHUHPROEBBIFhIEDEE 2—TEHETHE, (POSER)
When machining a long workpiece,support it with a center,
tailstock or steady rest. (See page@g)

REHULRSI PRV ETEYHPRE L ER,

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

Pt ey
Tailstock
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A REBHEEFILEVIE, (PQBER)
;\ Do not attempt to modify chuck. (See page®)

Fr v IhWEL T,

F vy 7R TEMDPREL
TEkk.

Danger by discharge of
chuck or workpiece in @) 0
case of damaging of

chuck.
NG =G

» =
A Fr v I TFvy 7 BELTEIES B,
}\ Never grip another chuck with the chuck.

F v v 7 HWE,
Danger by discharge of
chuck.

NO!

P d
)- TEHICELEF v v 7 2EHTH &,
;\ Use most suitable chuck for workpiece.
F vy 7R TIEMHREL Bk

0‘ Danger by discharge of chuck
M or workpiece.




@I NTICHEEShHIENIEREICEUREL ERRICDERTEAPETOALERRTACL,
) The required gripping force for machining have to be determined by the user,and the
appearance of required gripping force have to be checked before machining.

TIRmpREL R, IMEHRE

Danger by disharge of workpiece. Uncompleted gripping force

v, FILIA—IIIEYPERATIRIEL TEES KL,
4 Never attempt to operate a machine while under the influence of
0 alcohol or drugs.

I H DR T X ERRIEIC & V) fEB&.  Failing to do so could cause operational mistakes and impair judgment.

_ &

%

7ia—-IL  EY
Alcohol Drugs

\ .l T8 xS (BEEALTMEL TRES &L,
0 Gloves and ties must not be worn when operating a machine.

M ICEZ AT hEM, Failing to do so could cause catching the operator a machine.




CAUTION

x B

\l Fry o EBRCENRT BEE. BALNEERTECE, (POBE)
p—> N When lifting chuck, use lifting belt. (See page(9)

FETICEY B,
Danger by dropping.

~ BANILB
" Lifting belt

I

) VA TiemsimET a8, FEESEAVESCTEI L,
‘O When gripping workpiece, make sure your hand is out of gripping area.

S 0\ v

Danger by finger broken or cut.

L - - -
‘5° FyvI, Va—. TEYPY~N@FEREzMA LN &,
;\ Never hammer chuck, jaws or gripped workpiece.

Frv IPWELT, Fyvo®
TIED RELL ek,

\
2 pi’\'?‘; '
Danger by discharge of chuck o5
or workpiece in case of £
damaging of chuck. N
!




CAUTION

pE

After gripping the workpiece with correct torque, be sure to remove the handle.

j;\ B MV TRHOM G 2%, NP RLEBTHZE,

N2 RV REIL B
Danger by discharge of handle.

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

j;’\ TEMERELEOTERBERS— k. X Py TE VRS RV E,

BWONCKY D F v v VK&
L3 FhiEkk,

Danger by discharge of jaw
from body by centrifugal force.

N 25 EIX (364 BICIEEESEEITVEET ) —X26HT 5. &, (POSHE)
) Disassemble and clean the chuck once per every,20,000th used or
6 months and lubricate it with recommended grease. (See page @)

JNEIZ7O—-ILF vy oD

SEEE. EZF a1,
hN—zW5,

When disassembling JN

type scroll chuck, take off

the pinion before removing

the cover.

BIEHDET TCI/EYHPREL

L fEb&,

Danger by discharge of

workpiece due to reduced
Coat recommended grease. chucking force.




CAUTION

T B

j;;\ AR IO £ RIE 2 L Z &

Do not mistake the numbers marked on jaw.

%/

- RENROCTIEMOIERN DG KEWVLD.
FYPORAHDELC TEDHPRET
5D TR,

Because of workpiece vibration, tool

bites onto workpiece may discharge,
resulting.




3. 1%
3-1 xR

3. Specifications

3-1 Specifications List

| > 72 =i = KERAY RS = &M R/ KL
B * = RaEn B At L LI K WA
Max. static Max. Moment of Max._ )
Model O.D I. D. gripping permissible Mass inertia permissible
force speed handle torque
m i (kg (rpm) ko kg~ m) (kgim)
SC3(F) fd22™ 9.0 29.4
ardjon _ 85 16 SILY 2500 15 0.001 59
SC-3F  Soft jaw (734) G
SC-4 (F) N=FKTa- 12.0 44 1
Hardjw 110 24 azen) 2500 31 0.004 4.5
SC-4F  Soft jaw (979) (3'6)
SC5(F) haaia?™ 15.0 63.7
ardimw 130 32 (1530) 2500 44 0.009 {85
SC-5F  Soft jaw (1224) (5.2)
JNOG i 8.4 0.030
JNOBT 165 EIE 4000 9.0 0.033 g3,
JNOBRAS5 40 9.3 0.035
JNO7 - 12.2 0.060
JNO7T 13.0 0.063
31.0 107.9
JNO7RA5 190 40 @161 3500 13.4 0.068 (11.0)
Jso7 - 125 0.063
JT07 AT 126 0.065 ()
JNOBRAG 210 59 @161 3200 18.0 0.103 197.9,
JN09 " 21.2 0.160
JNO9T 40 22.0 0.163 I
(3773) (15.0)
JNO9RAG 232 59 2900 235 0.170
Js09 " 215 0.163
JT09 (3519) 214 0.160 IO
IN10 . 28.0 0.253
JN10T - 460 2500 29.0 0.265 -
JN10RAG 59 (4691 305 0.275 (18.0)
JN10RA8 78 31.0 0.280
IN12 41.0 0.588
IN12T 96 43.0 0.600
310 55.0 2200 206.0
JN1ZRAG (o60% 44.0 0.595 @10
JN12RA8 78 45.0 0.608
SC-14 355 100 %52 1500 54.0 0.950 7258
SC-16 405 110 (4243, 1500 74.0 1.725 7329,
2% 1kN=101.97kgf Reference 1 kN=101.97kgf

3) RARFFIVIEEN & BFLIERFOIBEN T AL)IKRE
Ta—%&FEALEFERKNS RV MV TR
. Pa-—nELES (FrvIRELY V-
LtEFETOES) DVDAE TR HEICT

BIE L -BFDIET T,

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




3-2 iBiEEH

3-2 Gripping range

B & @ B\
B 5 % B & Srpeng ranoe = A E B’
Model External gripping Internal gripping

Al A2 A3 A4 |v7tva-| B B2 |v7tya-
SC-3(F)| 2~35 | 33~55 | 53~70 | 2~35 | (2~70) | 24~44 | 42~64 | (24~64)
SC-4(F)| 3~43 | 41~69 | 67~95 | 3~43 | (3~95) | 29~57 | 55~84 | (29~84)
SC-5(F)| 3~46 | 44~77 | 75~110 | 3~46 | (3~110) | 33~67 | 65~100 | (33~100)
JNO6 3~64 | 62~112 [110~160 | 3~64 | —— | 48~100 | 98~150 | ——
JNOBT 3~64 | 62~112 [110~160 | —— | 3~160 | 55~104 |102~150 | 55~150
JNOBR | 3~64 | 62~112 |110~160 | —— — | 55~104 [102~150 | —
JNO7 472 | 70~126 |124~180 | 4~72 | —— | 56~114 |[112~170 | —
JNO7T 4~68 | 66~124 |[122~180 | —— | 4~180 | 62~117 |115~170 | 62~170
JNO7R | 4~68 | 66~124 |122~180 | —— — | 62117 [115~170 | —
Jso7 4~72 | 70~126 |[124~180 | 4~72 | —— | 56~114 [112~170 | ——
JT07 — — — — | 4-180 | — — | 62-170
JNO8R | 4~76 | 74~138 |136~200 | —— —— | 62~127 [125~190 | —
JNO9 5-84 | 82—150 |150~220 | 5~84 | —— | 62~137 |135~210 | ——
JNOIT 5-80 | 78~150 |148~220 | —— | 5~220 | 70~141 |139~210 | 70~210
JNO9R | 580 | 78~150 |148~220 | —— — | 70~141 [139~210 | —
JS09 5-84 | 82~152 |150~220 | 584 — | 62~137 |135~210 | —
JT09 — — — — | 5~220 | — — | 70~210
JN10 5-96 | 94—178 |176~260 | 5~96 | —— | 70~161 |159~250 | ——
JNT0T 5~94 | 92~177 |176~260 | —— | 5~260 | 80~166 | 164~250 | 80~250
JNTOR | 5~94 | 92177 |176~260 | —— —— | 80~166 |164~250 | ——
IN12 10~108 |108~204 |202~300 | 10~108 | —— | 86~189 |187~290 | ——
JN12T | 10~108 |108~204 |202~300 | —— | 10~300 | 90~191 |189~290 | 90~290
JNT2R | 10~108 |108~204 |202~300 | —— — | 90~191 [189~290 | ——
SC-14 | 25~118 |116~210 |208~315 | 25~118 | —— [107~188 |186~290 | ——
SC-16 | 25~132 |130~215 |213~360 | 25~132 | —— [113~212 [210~340 | ——

OWg LEIMBEETHERL TT IV, LiIDESEH
EFSHEWVWE, Ya—EX7O-IILDIEAEERE
ENPARTIEIC. FroVhBIELY 3 —X I
MOPRELERRTT,

OIMBRICLY ., Pa—PFr v I4EIPLRETS
ZEPHBAE. V-IVEADOTFHICETHEELT
Tau,

$B2
4B 1
$A1
$A3
$A2

{

L‘

SC(F) /JN/JSHE

#B2
¢B 1
$A 1

T
o

JIN.T/JN.RE!

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

OSince there is a possibility that the jaw is
protruded from chuck periphery by the size of
gripping diameter, take extreme care so as not

to interfere with tool, etc.




3-3 \> NIV ML EHBIEHDEIR

O KTZ7.

JBEH KN (kgf)

3-4 {BiE L [AEREE ORIfR

O KNIZT7R. BEIVRG—FNIa—%F vy 7

Total gripping force

60
(6118)

50
(5099)

40
(4079)

30
(3059)
20

(2039)

10
(1020)

N2 RV RLY EIBBHDOBERTT,

JN10(T/RAB/RA8)

3-3 Relationship between handle

torque and gripping force

O This graph
handle torque and gripping force.

is

the

JN12 (T/RA6/RA8)

__________ I

JNO7 (T/RAb)

JNO09 (T/RAB) JS09

I JS07/JNBRA6 \ J\
I N )/ sl
----------- i\)—/—z- -2 : : : : :
s | L
__________ Sl g : L
------- oS sosE) | R
""" A SEXIGEN ! : R
SCB(F) | : : L
50 100 150 200 250
(5.1) (10.2) (15.3) (20.4) (255)
N2 RILRILYZ  Nem(kgfem)

Handle torque

SEEICHI A 7=RF DAL BERETEET Y,

#B#E S/ kN (kgf)

Total gripping force

60
(6118)

50
(5099)

40
(4079)

30
(3059)

20
(2039)

10
(1020)

JN

12

relationship between

3-4 Relationship between gripping

force and rotation speed

O This graph

is

the Kitagawa's

theoretically

calculated value with standard external jaws

arranged on the chuck periphery.

JN10

SC-16

sc14 |
JNO9

P

<

JS09

JNO7

Jso7

NS

—

ERNN

SC-3(F)
|

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

1000

2000 3000

EEEE min' (r.p.m)
Rotation speed

4000 5000



O KT TIE. EEYN=STINSa—5F vy 74 O This graph is the Kitagawa's theoretically cal-
BlICHi 2 -BE0dL) ISt EET T, culated value with reversible jaws arranged on
the chuck periphery.

60
I
(6118) JN12T (RAB/RA8)
|
50 N10T (RAG/RAS
(5099) 2 J (RAG/RAB)
[0
3 " _\ JNOST (RAB)
Se  (4079) JNOBRAG
5 g) _\ I
za - 93)0 - JN07iT(RA5)
e 5
.Ra \W i JNOBT (RA5)
© 200
%*6 (2039) % \ %
B N R =~
0
(1020)
0 |
1000 2000 3000 4000 5000
El&®RE  min' (r.p.m)
Rotation speed
O KTF71k, YT NS 3— (UT/SCF) #F+ O This graph is the Kitagawa's theoretically cal-

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

v T BINCHI A 7=BFDIL) I BEERETEE T, )
arranged on the chuck periphery.
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50
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o Jrog 1l _
2 40 |
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2 o (4079) |
zZa 30 SCOF Z _
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R2 SC-3F
Iy S 20
g\:]‘ }9 - @&
10 ——
(1020) D S—
0
1000 2000 3000 4000 5000

E#ERERE  min' (r.p.m)
Rotation speed
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4-1 Ny 77 L — DEUE - BT

ONyITL—MNIAEL RILVEBRMATED L, HRER
ZIMIZLTT &L,

ONy 77— bDIRNIE, BEFv v IORBEICHE
LETHS . REREDIRN KA > O—EBDIRN 1.
0.005mmEL FIC L TR &L,

OF vy 7Rft4 > O—FROCEERBOMIIE, XE
CRIVCEBLTPSMILET ., BEREEL X
R

ONy I TL—bDF vy 7T > O—8F1E. ok
HEHEATBIEBEA—0.01mMIC T L TTF &L,

OFig.2-113JISY 3 — b T —/NFEIEDIFE T T,

OJN.RZA FIFJIS « TARNCEE L THY . IThIIx
IELRE Y RIVICEZERMAIGEL A, Ny 7T L —
MIRETT,

4. Mounting
4-1 Manufacturing and mounting of back-plate

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

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

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

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

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

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

Fig. 2-1
Ny TL— b
Back-plate
hef&
Lathe
Spindle é______
WAL b G\L\F(%m
Mounting bolt Vel 0.00STIRt‘ = (Equipartition)

A5 EUE A B C (js6) D E F G
Model Size mm mm mm mm mm mm
SC-3(F) — 88 73 60 3 10 3-M6 13
SC-4(F) — 115 95 80 4 12 3-M8 16
SC-5(F) — 135 115 100 4 12 3-M8 16
JNO06 (T) 165 170 147 130 4.5 15 3-M10 20
JNO7 (T)

JT07 190 195 172 155 45 18 3-M10 20
Jso7

JN09 (T)

JT09 230 235 210 190 55 20 3-M12 23
Js09

JN10(T) 270 275 250 230 55 20 3-M12 23
JIN12(T) 310 310 285 260 6.5 22 3-M12 25
SC-14 — 355 328 300 6.5 26 6-M12 35
SC-16 — 405 375 345 7.5 26 6-M12 35




BB X 7O —ILF v v 7 OEFFIZONWT

ATBHEAR DRI O— IV F 4y 7IC DT Fig.2-22 5 E(C

LTy TL—REEEL TR,

Installation of the front-mount scroll chuck

In case of the front-mount scroll chuck, refer Fig.2-2 and

manufacture the back plate.

E D
L
e
- — 1=
o L o o < |- ] _
- SN o
FAYAY AN B
/| 0005 |
Fig. 2-2
B A B C (gé) D E F
Model mm mm mm mm mm
SC-3-106 88 7 60 3 14 3-M6
SC-4-105, SC-4F-112 115 93 80 4 14 3-M8
SC-5-107, SC-5F-113 135 113 100 4 16 3-M8
JN06-101, JNO6T102 170 145 130 45 19 3-M10
JNO07-101, JNO7T102 195 170 155 45 19 3-M10
JN09-101, JNO09T102 235 208 190 5.5 21 3-M12
JN10-101, JN10T102 275 248 230 5.5 21 3-M12
JN12-101, JN12T102 310 282 260 6.5 21 3-M12
SC-14-103 355 328 300 6.5 28 3-M14
SC-16-113 405 375 345 7.5 28 3-M14

PRELERTH B,

Oy 77— FBUTHRIL MME+DH5EE (. &NE. O
MHE) EET3H0OEEAL. BELHFF ML T
32 &, BTHRIL bOFERF RILIPTREL =
WRKEFTEBE, RILIPHEIELF v v 7R IEY

Use the mounting bolts with sufficient strength
(diameter, number of bolts, and material) and
tighten the back plate with an appropriate tight-
ening torque. If the tightening torque is insuffi-
cient or too strong, bolts may be damaged, thus
scattering the chuck or work and resulting in
hazardous situation.




4-2 Fx v 7 OBYFFIE

OF vy 7&AELRIL Ny 7T L— ) BFEICE
HETRF I E T, SR NIHEIHFDFIT
Taw, BRI kH6ERDE AT (SC-14, SC-16)
DIF/EE. ADOMIEL (1200 T &) TIERFFD /2
#HB.2OMUELRIB LR OIREHFOF T ET,
TY— LD HEMIEERRDERICE ) £,

OF vy VOB EMTHZH BT 3ICIE. A
DS EIRN.. EIRN20.02mmIL T (B4Z0.01mmiLT)
THhITEEBEVAE T, BUFE. b LF+ v 7D
hp0.02mmz#h 2 2155 1E. Frv 7 E2EYHL
120" EES B THSBERM T TAHATTFIL,

OFAL I bTIL hELTDOF+ v (IN.REFig.3
SH) NFAE. IYfE RS 1 TE>REXES KL
DRESATELIZEDE TIEOAZIAKRIL b #iR%
ICHEICHDRTET,

4-2 Mounting steps of chuck

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

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

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

CAUTION
x B
OFEBFvv 7 EHBICHET 3851, ETXKEEM
CHBTAFRILIREBYANILEFALIL—>T
B3 &, (7KL MIBIZSC-14,SC-16DH)
OABRLT . TANILMAINIVIERAT &,

O When mounting or removing the heavy chuck to

O Be sure to remove the eye bolt and hoisting belt

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

after using.

OF vy 7RI b, BHTBUSOMIEER L
BWZ &, BTRERA ML TR, EAREPE
HAROIZARIL FDIEA D B WHIER T D 2 &, IR
W NDEF MILIDPRELAENVKRETED EL KL
FABIEL. Fv v 7P TIEMPRELEBRTSH 5,

OUse only bolts attached to the chuck. Be sure to

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

AE> RIb
Spindle

JN12RA6

AE> RIL

Spindle
JNOB6RAS5,/JNO7RA5
JNO8RAG,/JNO9RAG
JN10RAG,/JN10RA8
JN12RA8

Frvo
Chuck
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Specified tightening torque for bolts

‘ SC, JN, JN-T, JT, JSE

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

@%ﬁﬁi

JN - RE!
MODEL

JN, JN-T, JN-R, JT, JS®

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

W Fvy 7 (a—) BFHRIVE

1IN - R

UN-T, JN-R, JTH ;
MODEL : JN-T, JN-R, JT |

B Chuck (Jaw) mounting bolt

RARI MY AX A Sl HWRF vy 78K
Hexagon head cap Tightening torque
screw size N-m (kgf+m) Chuck model
M 6 17.7(1.8) SC-3(F)
M 8 34.3(3.5) SC-4(F), SC-5(F)
JNO6, JNO7, JTO07
M10 39.2(4.0) JNOBT, JNO7T, JS07
JNO09, JN10, JN12, JT09
M12 58.8 (6.0) JNO9T, JNT0T, JN12T, Jspg, SC-14, SC-16
NANGFRIV YA X sy WHF vy 78X Chuck model
Hexagon socket head Tightening torque o g =KL b F 4y TEUFARIL b
cap screw size N-m (kgf-m) Jaw mounitng bolt Chuck mounitng bolt
M8 33( 3.4) JNOB, JNOBT —
M10 73( 7.4) Novr s JNOBRAS, JNO7RAS
JNO09, JN10, JN12, JNOBRAG6, JNO9RAG
M12 107(10.9) JN0ST, JNTOT, JN12T, JT09 JIN10RA6, JN12RA6
M16 250 (25.5) — JN10RA8, JN12RA8

B H/N—B{FRIVs

l Cover mounting bolt

ISR £ L £ R A X IS CiLAnedd HEF vy SRR
Cover mounting bolt Bolt size |g,\‘.§1n<|zgf.%:?ue Chuck model
CUEDESE VAN M3.5 3.0(0.31) sc-3
Slotted head M4.5 3.0(0.31) SC-4
cap screw M6 3.0(0.31) SC-5
JNO6, JNO7, JTO07, JS07, JNOBT,
A ERAEIL b M6 15.7(1.6) JNO7T, JNOBRA5, JNO7RAS5, JNOSRAG
INAATR M8 29.4(3.0) JNO09, JT09, JS09
Hexagon so_cket head ) i JNOI9T, JNOIRAGE
cap screw size JNT0, JN12, JN12T, JNTORAS,
M10 49.0(5.0) JN10RAS, JN12RA6, JN12RA8, SC-14
M12 49.0(5.0) SC-16
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TEMORIR. TIHIEREFICEDETHAE RIL ML
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5. Precautions

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

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

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

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

OF>INTLZADKEVWIEMDIFGE. TEMORD
BEILEZEDHDP S a—IChHPEDTHIEFL
BEVEERE TMILTTEL,

OFLNISkTAEILIAD by 7T 3 —%EHT 3 L#ikE
REP B X2 3 —PEHL THEBBERRY
BEARICLIMEMPRELERTH S, M
SITEE)

ONY RIVEIREN> KLV EFERT 3,

N RIVRICINA TE2E UVAHBELHRHE2T 3
EV XU —EX7O-IDOEEHHIHEL.
Ta—XTENIRELERTH 2,

OfERIART. Y3 —. AT — 255 VWIRIIEME.
TP FIMEENF FH L TVEWT & FERERERIC
THEELTPLMIICASZ Z &,

ORVWIEMEICET 21551, LI SHEPIRNLE
HEAFRAL TERREERICTE T2 &, BH
LRIPEVWEIEMPREL CBKRTH S,

O T Fa—&WEDEVW Ny TV a—%EH
T3HE. HD VL My T3 —DEIFETIBIET S
HBEIE. by TV —-0BEOSSICREFIL TN
RILMLIE T CERTZCE, X, BEHEED
TUTERTAZ &, /N> RV ML EEERE %
THHEWTHERLAEBE, Frv 7PHIELT. F
vy IR TP RELLBRTT,

ZHEVI N3-SV BOEVEKRNY T3 —%
FRTIBLT IHAT IV,

Ot = RESEILED 21581, TEMEF vV 7 &0

fqyze,

O Machine the unbalanced workpiece at a low
speed because the centrifugal force by the
eccentricity mass of work is applied onto the
jaw.

OIf top jaws other than Kitagawa brand are used,
the master jaws may be distorted, resulting in
gripping failure. As a result, the workpiece
discharges thereby causing danger.

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

O Before machining, run with low speed to check
that the top jaws, locator or workpiece does not
interfere with the tool or tool holder.

OWhen gripping a long workpiece, use the
tailstock or steady rest. If extruded length of
workpiece is too long, it discharges thus
resulting in danger.

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

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

OWhen it doesn't work the machine for a long
period of time, remove the workpiece from the
chuck.

BEE. T—TIXFICLY ., Fry vXIEIEY
ISR, RiETIMEIEML., B E5 2 58I
&, BEBICAERZIED T, O3 -2 a—RFRIL
P EICEBEAVW,, X, IBEEEZHANTT
Sy,

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



6) FrvIRF—REIIOF—K2PREEWMAAIT S (6) When mounting the locator or jig to the chuck,
EA . EMTHERNICZ Yy Xt R ET bore and tap it within additional machining
DTTEw, (Fig6Z/) Not;?n?:{(e(?s:ee Fslggi not to unbalance the work
&) Ebulbﬂ;““ﬁ i & 6‘7‘//\7 = Ak piece for additional machining or jig mount-
BLTTFEW PENT AN HY T EREF ing. If unbalanced, it will cause vibration,
PEUTEMBEERRICHEIPELCET, etc., thus reducing the workpiece accuracy.

FHERERENNHN T PTREEEE
Shaded area : It is possible to bore or tap
H $15 C,aj additionally
te
T Fig. 6
e
H LL/
H: %y 7TXIZREAATRER &
H : Possible depth for tapping or boring.
SC,SC+F,JN,JN-T,JN - R JSEY JTHE!
MODEL : JN, JN-T, JN*R MODEL : JS MODEL : JT

%/Igodztl A RB c’ RD E° RF $G H *f\l/l—_uodietl A RB RD
SC-3(F) 20 12 0 15 —_— — — | 10LIF Jso7
SC-4 (F) 24 16 0 18 — | — | — | 15 JT07 40 3 10
SC-5(F) 26 20 0 2425 | — | — | — | 145 JS09 18 105 49

JNO6 28 — — — JT09

JNO6T 36 24 355 — _ _ 14
JNOGRAS 255 36 30.95 17

JNO7 — — —

INOTT 40 " 20 S Sl Bl S Y ¥
JNO7RAS 25.5 35 30.95 17
JNOBRAGB 35 46.5 36 41.275 20

JNO9 — — —

JNO9T 46 405 20 49 — — e 21.5
JNOIRAG 35 36 41.275 20

JN10 — — —

JN10T 48 — — —
JN10RAG | 46 35 20 64 30 | 41.275| 20 21
JN10RA8 44.5 45 55.563 25

JN12 — — —

JN12T 53.5 — — —
INTZRAG | 2 20 74 o | 88675 20 28
JN12RA8 445 55.563 25

SC-14 44 55 0 81 — — — 13

SC-16 50 60 0 86 — — — 15




6. V7 b a—Okk
(SC-F. JN-T. JT)
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TTFEu,

IMPORTANT
HEEHR

Ov7bya—0ii GHEIEENEE. AERIBEDS
5. SREBEEELREET BHE) 1. TROERT

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

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

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

T-oTFEWL,
NRIBEDGZE Outer dia. chucking ARIBEDHZE Inner dia. chucking
(1) O KR TZ /e HELEY, (1) o KRV JERELET,
T 70N EE2E s T ETRREE L. YL TDARIZS s ETFREEE L.
FELVWESDHZHDEFEHAT I, % N EFELVESIDHZHDEFAT I,
)BTRS BOT I & WL g
#fBEShd cEFNTT,
SN ) TS TRLRICE y TMI LKL b
- ° TEANT S EEHTT, —|- 3
-
@ Prepare the forming plug.
- The O.D. of the plug should have a surface @ Prepare the forming ring
finish of 25s and with wall thickness that The 1.D. of the ring should have a surface
does not distort. _ finish of 25s and with wall thickness that
Note) It is recommended to prepare the forming br does not distort
plugs of various outer dia. sizes 7 ’
according to forming part sizes.
Note) It is also recommended to tap the plug
center hole before guiding it with the bolt.
(2) O/ FILERILTYa—%2REET, (2) O/ FILERILTY 3 —%FALET,
® R ¢ DEF (AR T 5 J 2 iBIB ¢ 556 @ RIZ ¢ DEB (BRZFE Y > 7 % 1E4E T B &6
P ERFBLES, ») ERFBLET,
#DTiEIE. gdk V) O~FmmK & &<t #DTiEIE. gdk V) O~FmmK & &<t
e HFELET, Va—OUBE. B BRI

HFEELET, Da—DHER. £ BHNL
Ta—hmFry VOHNBALNROHS
BWEFRELET,

Ta—0Fvy VOHBALNROHS
BWERRELET,

incline.

FAVANY W ]
_—l QO )
e @ Unclamp the jaws by turning the handle. A @ Unclamp the jaws by turning the handle.
— “—— | @Form the part of ¢D (for gripping the @ Form the part of ¢D(for gripping the
forming plug.) 1 forming ring.)
Increase ¢ D size more 0~some millimeter Increase ¢D size more 0~some millimeter
— than ¢d. Arrange jaw positions so that they than ¢d. Arrange jaw positions so that they
are not protruded from the chuck periphery. — are not protruded from the chuck periphery.
(3) N KILEBALT. 4DBTT5 7% || (3) N RILEBLT, ¢DHTY LT %48
BLET, - BLET,
IO TIIHEP VL IEEL = e 3 ZORB UL HEPEVL IEBL
THELTT S, q\ THELTTEL,
@ Clamp the plug in the part of ¢ D. At this @ Clamp the ring in the part of ¢D. At this
time, clamp the plug so that it does not — ‘g time, clamp the plug so that it does not

incline.




(4) O TSI EIBLEEEDRETIMN || (4) o UL EIEL . EDREETIMY
BB (4d) EFRFLET, BRI (4d) ERFLET,
¢ d'EBIS TR DITERBER & B (H7) ¢ d'EBI3 TIFMDIBERIER & R (h7)
BEIC.KRE7 7 HIE6SLTICMIUL BEIC.KREA7Z7HIE6SLTICMIUL
TTF&u, TFEW,

@ FRFBED /N> KL ML 713 TN - @ K FRED /N KIL ML 1 TR
TRERSXESHICEY FLTTE _ THRERZENEEHICEY FLTTFE
Lo i Lo

E)TSITPECEEINRILMLY & R E)VVCIPECEIENRILNLT &

THan . T5TEBLLTTE L, RS Tanr. VT E2ESLTTEL,

@ Form the part (¢ d') clamped for the work — @ Form the part (¢ d') clamped for the work
piece with the plug still clamped. FAvAVAN piece with the ring still clamped.
Machine the part(¢d')to the same size Machine the part(¢d')to the same size
(H7) equivalent to the diameter of the (h7) equivalent to the diameter of the
work piece gripping part at the surface - work piece gripping part at the surface
roughness of 6S or less. roughness of 6S or less.

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

Note) If the plug is distorted, reduce the Note) If the ring is distorted, reduce the
handle torque or increase the plug handle torque or increase the ring
thickness. thickness.

(5) OB b5 TEMEEEL. Y || (5) O RN D55 TIEMEIEL. U
a-—DXPA—TVEEBLTFEL, I-DAXPA—TVEERBLTTFE,
O LIBETTVWMNIHEERXY v 7 = o LYJHIZFTV MITHEPRY v 7

NEODLE EFEBLTT IV, NENDL EFEBLTT S,

O IEEE MDY ) X AT R UBED ZHE:Y — O IBEE DY) ($ AR UBED ZEY
NEULTRET SV, W ELTHET S,

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

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

@® When the clamping the work piece, - @®When the clamping the work piece,
contact both the A-surface (O.D.)and B- B contact both the A-surface (0.D.)and B-
surface (end face) with jaw faces. surface (end face) with jaw faces.

U Fry75ALYN Y3 - o E
YAYr I DFEREE mm = g
Permissible value of > . o
jaw or jaw receiver 2 YRTITEA £
Model protruded from chuck periphery i 3 Jaw receiver v 5 L5 — gﬂ%ﬂ E A E R
SC-3F 3 _—E{ég Soft jaw kS ng_ Soft jaw
SC-4F 3
SC-5F 5 [
JNO6T 16
JNO7T/JTO7 16
JNO9T/JTO9 18 S H
IN10T 21 IN-T/ITE SC-F#
JN12T 30 Model JN-T/JT Model JN-T/JT

O LEHARRELENHE THFERALTTFI VL, £
FIBEEEEFLOAVE, Ya—EXTA—ILODIE
HEVERENSRET DA, Frv I BIELY
I—XITEMHPRELERTT,

O Be sure to use the chuck at the above permissi-

ble protruding range.

If exceeded the above

range, the engaged part strength between the
jaw and scroll becomes insufficient, thus scat-
tering the chuck jaw or work and resulting in

danger.
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RPLEEL D) SREBREEBIZENVTEET,

Forming method for high gripping accuracy

(ex. 0.D.gripping)

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

obtaining the high gripping accuracy.

15 2

TR BB
PrOJectlon

I ;‘ z/—=
EL EILk Fu b

@ ik F
7,
L TIROTL— MI3HEERTEY (1)
RN -Fy b (Bl2) EEFTET,
VTR EEFHEVWVEIDHZ2BDEFERL
TFEu,

BREEHARBLEY., (MHh&bvoHy)

@ Prepare jigs (available on the
market)

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

which is hard to distort.

forming

Pin Bolt, nut
(2) @SC-FDZEIF. V7 hY3— EEICEE | @In the case of SC+F, bore the upper face of soft
REMIT 3 ELXRIEKRIL N EEATTRERIBRTICA &N iaw tWzlere the above pin or bolt can be
inserted.
[::/ Boring ILET. . . | ®@Bore the soft jaw face where the jaw is too
. hog— O RIMTid. VU EELARHCI 32— | protruded from the chuck periphery when the
/7 b3 Fry VHEEUROM LT E 45 VEEE | ring is clamped.
~._ Soft jaw LEd @®In JN-T, JT, since the counterbor on the bolt is
N TO U, AL TR EERT B used, the boring is unnecessary.
®JIN- T, N N
DTMIAETT,
(3) O@/NCFRILEELT, V7 b3 —EEDRN | @Insert the projection of forming jig into the

~NEFRAEDRHIEFEAL Y > T &8
BLET, COBREABEDTL — M
EEEY T b3 —Gi@Ec LD TR
P THEVRICIEBE L TF &V,

@ a—NFry IHBALURVUHELTET
HBOPHEERLTTIW,

O KB D /N KL ML 1. TN TR
SUBMEDICEY FLTTEW,

upper face hole of soft jaw by turning the
handle and clamp the ring with the plate end
face pushed to the front soft jaw in order to
eliminate the run out.

@ Check that the jaw is not too extruded fro the
chuck periphery.

@ Set the handle torque for forming rather lower
than the torque when the work piece is
machined.

O AT RARR ZHIE L £ TDRETIEN
BT (gd) ERFLET,

¢ dFBIE TAFMDOICEIER ERE (H7F2E)
(2. REAE S F6SLITICAITL T &L,

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

[<—

®

O o5, TEMEHREL. U3
—DZX+O—TEFEBLTT S,

oA LYHIZHEZ LV, MIBERIU YT
NENDPLEEEBLTT S,

O BEENY Y &, AMRUBEND_EYY)

ELUTIELTTEL,

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

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

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




7. RF IR 7. Maintenance and Inspection

OF vv 7 e REBRRORETERAT 2 H(ICIE. B OTo maintain the chuck for a long period of time, it is
BIGBHNEETH D, MBERRICED T TLEL necessary to lubricate the chuck on a regular basis.
T. FHAR. IBEEEOERT. EEER. &2 Inadequate lubrication will cause malfunction, reduced
TEPEZSND, X BEHDETICLY IIEH gripping accuracy, abnormal wear, and seizure. Also,
PRELERTHZ, Lir - T, HBiEhEHESE reduced gripping force may cause the workpiece to fly
T2 2 &, out. To prevent such troubles, never forget lubrication.

W UNE!
hIE S CHUCK GREASE PRO FENFES (SEOAL/NMLIERE)
X¥2HTFr v 7T —-2R ek
EUI—-MEPYTU—ZX RL-473—=2J6) BXREADH
ek Chuck—EEZ%J'!) — X Kitagawa—NorthTech Inc. @ JEKithis;
EUIa—KF TP—42 Aya—=>7 TFMN - 7O THIE
1) 2—/N—~"—ZX  ME31-52 JVa—N—=-)2T)F5—=3> £HtR7

AEREDT ) —R=Zy TENTY XA L& FE>THRBL TSV,

l SCE
ISO VG 32tH%iHEH
AEREDAR—IVHy TL)HELEE> TRRML T 2S00,
H Model : JN
Genuine kitagawa genuine product
CHUCK GREASE PRO
product (kitagawa distributor of each conutry)
kitagawa chuck grease Conventional product
Molykote EP Grease TORAY Dow Corning (only inside Japan)
Conventional
g Chuck EEZ grease kitagawa-Nothetech Inc. (North American region)
product
MOLYKOTE TP-42 Dow Corning (Europe,Asian region)
Kluberpaste ME31-52 Kluber lubrication (worldwide)
Apply grease from the grease nipple at the chuck surface with a grease gun
H Model : SC

Lubricathion oil equivalent to
ISO VG 32

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

OFY—REPFRICRTIEEY U —X&FEAL TL OUse the designated grease specified in Table.

. . If grease other than the designatde grease is used,
o =1—N N — =48 A A\
EEW, ‘#aml«lﬂ@ 7Y Xk%ﬁﬁﬁ LS. +4 sufficient effect may not be obtained.
BIRIPESNEVWAIESEI» H Y T, OOnce or twice a day.
OEBH1~2E. BEEF-TL< LSV, BL, 2% However,when the machine is operated at high
Eé5. AAMOEEE SBICERT 3184%. @A speed rotation or a large amount of water soluble

cutting oilis used,more of lubrication is needed

FECEDE TIRAEREZEL TILEL, according to service conditions.



O, BEMEN F v v JRE (Xv0—Ib, ¥¥—
) NA-EBEIE. BEICF v v 7 EBS L AR
BRLTCEZ Y,

OfFERTEICIE, Fyov 7 RTF—PRBEEEIVH
CHETRTERLTTIL,

OFgEXRD S B HHIKEFERLEVWE. Frvv IR
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Olf swarf of foreign matter is caught inside chuck
(scroll, gear part) , remove the chuck immediately
and disassemble and clean it.
OAtfter machining, clean the chuck body and slideway
with air gun, etc.
OuUse rust prevention coolant oil so that rust does not
reduce gripping force.

CAUTION

E B

OF vy 7du CHFFIA, RI2AEHIC (3
ME EDYHITIH2, BICIERE) HBRERET
o, BEOEFRPBHI LWL EE L GANDBE
BHERRBT B L,

ORI, /v IE > EZF L EHITHRVTHN =
ERSLL TLZE W, (PO Fig.12/R)
BICINBLE & EE=F 2RISR B VED
N—lgsnELh,

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

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

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

OPFEBMEIEE. JN. JN - R, JS. JTRROAH/N—H
TRV Mg, BEFRE LT TS TTFEN, (P
WsR) FHE ML THAIEVWEEZF P ADR
EBiL. EZF > OEEAR ELRVBEHDETIC
S TIEMP RS 2RI H ) ET,

X, /v IE R TVEETROME MLy ThEY)
STTFEW, WIS EVWTF vy V7 5MOERI LD E
E-AHRELTERTT,

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

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

W/ vy oY fMFhLY

M Knock pin tightening torque

‘ it vy \
JyECHAX HWRF v v 78
Tightening torque
Knock pin size Chuck model
N+ m(kgf * m)

M6. M8 3.0 (0.31) SC-3. 4. 5

JNO6. 07.
M8 7.5 (0.77)
08 (RA) . 09. 10
M10 7.5 (0.77) JN12. SC-14
M12 7.5 (0.77) SC-16
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KITAGAWADERFEE X 1d . KITAGAWADFZEANSBHE L DT &L,
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8.

Troubleshooting

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

Problem

Possible Reasons

Countermeasures

Chuck will
not operate

Chuck parts broken.

Disassemble and replace part.

Slideway is seized.

Disassemble and remove seized part and
repair or replace it.

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

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

Top jaw mounting bolts are inade-
quately tightened.

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

Forming of jaw is inadequate.

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

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

Reduce height of top jaw.

For Further Assistance;

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

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

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

TEL
TEL

TEL




0. BEME 9. Qualitystandard

*ﬁuod§ ﬁgg);gig}]eral %Trmt TRARMN=%DHPALEOIRN  Gripped test-bar runout (mm)
MEUE C=4  REWE
Size a b [fage| 2 c d e f 9
SC-3(F
g5 S8 (F)
SC-4 (F) 0.05 0.05
110 =1 38 0.05 ~ 0.05 —
SC5(F
130 3¢5
JN0B % H 0
165 ——— -4
JNO7 Master
190 — pinion ~004| 002 | _004| 002
INOB| 002 | 002 50 0.03 | 0.05 0.05
N . '
230 N9 REDLELSH
JN10 peE~—a~
273 T— Master
pinion
310 \JN12 other than 0.05 0.05
455 —SC"14 75 0.05 0.05 —
soTs 0.03 0.03
405 >
oK FRARULY Test ring (mm)
Model 7 hN—EE (mm)
Dia. of Test Round B SC,SAHE TC,TAR
NN ia. of Test Roun ar
U I 5 2 " E g =
Size Inner dia. | Outerdia. | Innerdia. | Outer dia.
gs 223 F) g 10 15 — 40 60 — —
110384 P g 15 20 — 50 80 — —
30 3C5F 15 25 — 60 100 — —
165 —2N0B| 45 19 30 37 81 134 86 134
190 —2NO7} 45 16 25 37 102 168 107 166
010 —INO8I 12 25 37 50 — — 107 166
ogp —INO9 12 25 37 50 122 196 128 196
07y —IN101 42 25 37 50 144 223 151 223
310 —N121 19 45 55 70 157 245 162 247
553014 30 70 90 — 188 290 188 290
205 25718 50 70 90 — 208 315 208 315
TR MN=% DD AEEEOIRNCH0.03mmEL EDEFF . Reduce runout a amount of the main body if runout ¢
AEDIRhaz/NELL LTLEZ L, amount is 0.03mm or more when gripping the test bar.
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https://www.kiw.co.jp

H https://www.kitagawa.com

‘b I t a g aW a https://www.kitagawa.com.cn

et LN FHHD sOa—NN N R HoR=—

T726-8610 [EERAFFHITET7-1 Tel.(0847)40-0561 Fax.(0847)45-8911

Kitagawa Corporation Kitagawa Global hand Company

77-1,Motomachi,Fuchu-shi,Hiroshima,726-86 10,Japan Tel.+81-847-40-0561 Fax.+81-847-45-8911
m EA
E A 1 BEEX (V- E it SR 1-405-1 T331-9634 Tel. (048) 667-3469 Fax. (048) 663-4678
i & ZEEETE EHEAHERX AFIE4-15-13 T984-0042 Tel (022) 2326732 () Fax. (022) 232-6739
ZHEE¥R BHMEZHETR)IX _ESIE2-62 T454-0873 Tel. (052) 363-0371 (f£)  Fax. (052) 362-0690
KBRE ¥R KIRFFARA{EZ IXIEINE E3-2-9 T559-0011 Tel. (06) 6685-9065 (f£)  Fax. (06) 6684-2025
LEE¥R REEFFHITRI77-1 T726-8610 Tel. (0847) 40-0541 Fax. (0847) 46-1721
NN EZ EEETE & B a8 % Xk {17-6-39 T812-0888 Tel (092) 501-2102 (fX)  Fax. (092) 501-2103
BHEER LB ERFFRHITRI77-1 T726-8610 Tel. (0847) 40-0526 Fax. (0847) 45-8911

M 54} / OVERSEAS

America Contact

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

Europe Contact

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

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

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

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

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

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

Asia Contact

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

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

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

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

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

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

Oceania Contact

DIMAC TOOLING PTY. LTD. https://www.dimac.com.au
69-71 Williams Rd,Dandenong South,Victoria,3175 Australia

Tel.+61 3-9561-6155 Fax.+61 3-9561-6705

AERHAERHOERE[NESERVUNERSE | O[HHESEES | RUTHEAES | ORFIMNREN TT, REICEDE. BEEEEAEICLD
BHEAI A DBEELIBENTEVWET, BAENNELHENZHEIE, 52 UHLUICTHHELC LS,

The products herein are controlled under Japanese Foreign Exchange and Foreign Trade Control Act. In the event of importing and/or exporting the products,
you are obliged to consult KITAGAWA as well as your government for the related regulation prior to any transaction.
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