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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 oper-
ation.

{>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 warn-

ing items.

FRODOTEHEFERATEALIICKUNBRETEIZ &,

Please read this manual thoroughly befor saving it carfully.



[KITAGAWA] DL ANILAY 7F vy 7% TRV
EELSBILBELLETETS,
COBRIBEFHBAEICL > TLANILOY VF vy 7 D{FER
FEEELL CHBEW L&, BHOEEIISETE
FTLTFHNVAELEFRIEEVIIECET,

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

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

It is essential that you read the instructions and safety regu-
lations before you attempt to assemble or use this unit.
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Indicates an imminently hazardous sit-
uation which, if not avoided, will result
in death or serious injury.
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Indicates a potentially hazardous situ-
ation which, if not avoided, could
result in death or serious injury.

plLEEIhAZThIE, BEE/AEH
BENGEPRETELHLALVE
EN L ERIREZ T,

Indicates a potentialty hazardous situ-
ation 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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1. iBERH L OZEsLZE 1. Drawing and Parts list

ra—+v b TV v YRAZTYa—
Draw nut Plunger Master jaw

V7 hYa—

Soft jaw

HIN—

KE—22Ua2— Y7 —RT— Gk
Draw screw Rear body Body

Fig. 1 LAOYy Y Fvv Yy
Drawing of open Center Level Lock Chucks
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B BEEX  Parts list
No. w & B W Name of parts Q’ty ||No - Name of parts Q'ty
1 |RF— Body 1 | 14 | R"ARMLERY Hexagon socket set screw | 1
2 | UF7RTF— Rear body 1 || 15 |RARMFLEXY Hexagon socket set screw | 1
3|75 T« Plunger 1 16 | FVR=Zy T Grease nipple 1
4 |¥XBTV 73— Master jaw 3 || 17 | AF—ILEKR—I Steel ball 1
5 |v7hrhIa— Soft jaw 3 |18|0U>Y O ring 1
6 | kKA—7+v b Draw nut 1 19 (0)>7 O ring 3
7 | HIN— Cover 1 /20|0U>Y O ring 1
8 | FA—XU 11— Draw screw 1 (|21 [ Ar1agE> Parallel pin 3
9 | JMIINX Spring 1 22 |mYAILE ((fE&) Eyebolt (Accessory) 1
10 | F v v VBRIV b Chuck mounting bolt 6 || 23 |RAEZXINF (fFEER) | Hexagon socket screw key(accessory) | 1
11 | 23 —BFHRIL b Jaw mounting bolt 6
12 | RARMFRIL & Hexagon socket head cap screw | 3
13 | RARFHRIL K Hexagon socket head cap screw | 3
E) RV ARV ME10” LIEICHERER R, Note) Eyebolt is standard supplied for 10” or more.
M JEfESRE:  Consumables
No.| &% Consumables LU-06 LU-08 LU-10 LU-12 e
18|07 O ring JASO 1030 JIS B 2401 P 39 | JIS B 2401 P 44 |JIS B 2401 P 50A 1
19 (0)>7 O ring | JIS B 2401 P 40 | JIS B 2401 P 50 | JIS B 2401 P 60 | JIS B 2401 P 70 3
20|0)>7 Oring | JIS B 2401 G 35 | JIS B 2401 G 50 | JIS B 2401 G 60 | JIS B 2401 G 60 1




CERICHE-T. REDEDHIC FOR SAFE OPERATION

TERAOBIICEICHN > TEVWTWEEZ WD E . 5 Please read this manual and follow instructions care-

STWAEEEANZEETEDTHYET, Besm  fully.
AT AU, We cannot assume responsibility for damage or acci-

M OBES RO BEEEEIC DAL A o EE dents caused by misuse of the chuck, through non-
CEFETRES. BEHICOVWTOEEREV P RET compliance with the safety instructions.

DANGER

e BX

F vy 7ORAT. Rk, 8. T]REFICIE, BREEZYIS &,
SWITCH OFF power before setting, inspecting, lubricating or
e changing the chuck.

FEO—HPKBEPEBEZAETNDIERIFH S5,
Danger by catching of operator in a machine.

ON

of® |5
OFF

@ 7+ v 7 BAEHIIYIRAOREE L TIEES B,
)}\ Never operate selector valve and solenoid valve during spindle
rotation.
|

JAW gL?)S_EEg Manual selector valve
1\
Sysg ANTAN

" Cylinder
EEERICRET 5 L IBE L /- TP REL L Eha,

Danger by discharges of clamped work during spindle rotation.

v a—FH
JAW OPEN

@I 7 ) DEERE R FRRAANCHT sEEREHBEL A TSV (POSE)

)}\ Do not exceed recommended speed of chuck related with Max
permissible input force. (See page ()

F v 7R TIEH RE L R,

Danger by discharge of chuck or
work piece.




A WARNING

Never start the machine with door open.

)}\ ) ZROEVWTAEC NIVEEBL T3 A S B,

DSENE:]

S :
e 8
LATHE

1

I
R7HBE > THVEREGRDF v v 7 ICh . TEPPY a—PRET I EFH Y Bk,
Workpiece or jaw many discharge with door open.

O SFERAANIHFREERBATIES BV (PUOBER)
)}\ Do not exceed input force limit related with max. permissible input
force. (See page®)

Fry IPEELT, Fv v 7PTEYPREIL T
ek,

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

BE UV ZI3O Yy J/NILTJRNRBZFERHT 2 &

) EICEMFIIFAERINE Y AR ET S &
}\ In cases of power failure Kitagawa cylinders are fitting with check valves and pressure
release valves. When power is restored the solenoid valve resumes its normal function.

r%(u;”?aﬁbf I{’F%b‘ﬂk”ﬂlbf‘l‘ﬁo —— — — |

Grlpped workpiece may discharge by lighting or [ 1BE w3
interruption. | Clamp Unclamp ‘
1
- YU
T Cyllnder .

E BT

Solenoid valve

LIGHTING & &8
Il

INTERRUPTION {58

=
BER—- MIEZTFS_E&

Set work to correct gripping position.




A WARNING
2 =5

' & .
PN FVMIRE ML TREIFIT DL, (PBSE)
}\ Secure clamp bolts with correct torque. (See page @)

Fryv IPHELT, Fv v IRIEDH

B e of ohuck ’ g a—BERIL K
.anggr y dise argep chuck or work- Jaw mounting bolt

piece in case of damaging of chuck.

F vy VBRI
Chuck mounting bolt

-

.
PN fEHEHERICITI L (POSE)
?\ Do not forget to grease chuck! (See page @)

@IiSHTE L BENHET U TIEMH REL L Ek&.

Danger by discharge of workpiece related with

lowering gripping force caused by unsufficient @)
lubrication. o ( O)
©)
7U~z SN
Gl'eaSe O

JYU—Z2=Zvy 7T
Grease nipple

O ZEY T Y 3 —LUEDEVY 3 — 55V IINRIBEROAET VY
- 3—3fFEA LAV E,  Never use the jaw highter or outer dia.
gripping jaw larger than the standard soft jaw.

Fyy IHBIELT. Fv v IPIEYH
pii 1 O eA
Danger by discharge of chuck or work- ) o g—
piece in case of damaging of chuck. JAW
1 o
\ TE9
—J Workpiece
=<
Height




A WARNING
2 =5

FILA—IVRIIEYPERATERIEL TEES KLY,
Q@ Never attempt to operate a machine while under the influence of

0 alcohol or drugs.
FIFAHDE T RERIEICL U B, Danger by operational fault and lowering judgement.

- =)
7IIba—Jv Drugs
Alcohol

F, X273 1F2zBRALVTHRELTIL S KU,
Gloves and ties should not be worn when operating a machine.

BIICEBZAThER, Danger by catching in a machine.

j}\ LR AMEELEVD &,

Do not attempt to modify chuck.

Fry IPHIBLT, Fv v IPTEYMPREL T

fEb%o
Danger by discharges of chuck or workpiece in
case of damaging of chuck.
v ”
@y A “e ,b:nb




A WARNING

ZEHULIPRVER L 2TXHETH2E (POBER)
);\ When machlnlng a long work piece, support it with a center of tail-
stock. (See page @)

F—=ILA YD

— .

JL

Workpiece Center

L

REHULRSHPROVEIEMHAREIL BFR.
Danger by discharge of workpiece, if it is too long.
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\. %—yg?’&’l%*&t:%ﬂ%‘d‘éﬂ%t& TARIVERIE, RNV EFERT
n

U > (POOZR)
When lifting chuck, use eyebolt or lifting belt. (See page ()
EFIC LY B,

Danger by dropping. BANIL b

7ARILb
Eyebolt

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

FROMRPUEDER,
Danger of finger broken or cut.

TEEIRET 3. Frlr sV EdICTHIE,

. o0 - = —
PN F v 7. Ya—. TEY~NEREMA LN L, (PRZHER)
}\ Never hammer chuck, jaws or gripped workpiece. (See page 29)

Fr v 7HPBELT, Fv v 7 PITEMHPRE
L Thak&.

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

3-1. HHigE= 3-1 Specification
BE  ltem 2 Model LU-06 LU-08 LU-10 LU-12
77> I8 bH=7 mm 10 10 15 15
Plunger stroke
S5 — — yor&rd
va—Aha—7 (ERT) mm 7.2 7.2 10.8 10.8
Jaw stroke (In dia.)
HERAAN kN 15 25 35 45
Max. permissible input force (kgf) (1530) (2549) (3569) (4589)
¥1) RAHEEVICED kN 25.2 45 60 75
Max. static gripping force (kgf) (2570) (4589) (6118) (7648)
HERAMIEN MPa 2.15 25 33 3.0
Max. permissible oil pressure (kgf/cm?) (21.9) (25.5) (34.0) (30.6)
o) TS B mEn P
*2) FrEREEHERE min 3500 3000 2500 2000
Max. permissible speed (rpm)
iy T
Gripping dia. mm 31~165 37~210 47~254 50~304
g8 (E%V7 a3 —8b)
Mass (with standard soft jaws) kg 187 26 . 68
BEE—2 > b Lo
Moment of Inertia kg - m 0.045 0.143 0.373 0.8

SR

A /.) /9. Y1020R Y1225R Y1225R Y1530R
Operating cylinder

(1kN=101.97kgf 1MPa=10.197kgf/cm’)
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1) RABFHIIBESD

BRASHIEIESN & 13, 1SIEEEOIBEH T, HAMDIKEE.

FRHIJ)—X, a3 —D53FILVELYET, L

oo T HEHRICEHORKREFNIEIED X, ROIREE

ICH T BMETT, (Fig.28HR)

(1) ¥3—IE. KITAGAWADIEREY 7 b T 5 — & {FH
L. X2 3—XbA—on120BTAY —
ZIZH T, VI RT3 —DEED1/20ME T
WEHSHCTREL =28ETH 3,

(@) . EINFv v v I —%FERT S, (P-6)

(3) ¥a—WfIKRIL FDOFFFT L TIE. HBE LY T
45, (P-BSR)

4) TP~ "DANIE, FBERAADET 3,

(5) MERIZ. 20 /MmN EOMHHBTE 2 HDOAIER
EWRCTERV. EAETEIE. RTEEDE
HaAr bO—ILEBICED L., XiF. BRI
BERICEZHBDET D,

BOER3/8" (NE9Mm) ICTEELET,

3-2 Relation between total gripping
force and revolutional speed

*1) Maximum static gripping force

The static gripping force will vary depending on the

condition of lubrication, the brand of grease, the

height of jaw and other factors. Our standard values
written in the above specification table are based on
the following conditions. (See Fig.2.)

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

(2) Kitagawa chuck grease is lubrication for obtain-
ing the maximum efficiency of the chuck. (See
page D)

(3) Mounting bolts of jaw are tightened with speci-
fied torque. (See page (®)

(4) The input force of the plunger equals the maxi-
mum input force.

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

Flexble hose 3/8 inch (inner dia. 4 9mm)
should be used.

Fig 2

YRAZ2T3—

Master jaw ~

HERAADN

-

Max. permissible
input force

[N

as—%
Locator

RV RS
Lubrication to master jaws

1Z#Y 7 Y3 — KITAGAWA standard soft jaw

A=BD#F
When A=B;

—/

eI A5
KITAGAWA jaw force tester

i \ HBE ML IS & B3R (@~— JBE)

Tighten with recommended tightening torque. (See page (9)




¥2) HFAERSEERE
HFERSOEHEERE L. ROBLEEFEOET. EIRIIEIE
7 (BlERfDIBRAH) P RAEFIIEEHDOK1/3IC4E S
BEBFORAETRRILTVET,

1) Z7S>TvDUBIRX bO—TDhRELET,
(2) a—3BEVT N3 —DEREFRZRELET,
(3) BLEEBOF v v VIBBEHIIRABEBEABE LET,

*2) Max. permissible speed

Maximum chuck permissible speed is measured
under the following conditions. Thus, it is actual value
when dynamic gripping force during rotation is
reduced by about one third (1/3) of max. static grip-
ping force.

They are on the condition that the plungers are locat-
ed the center of stroke, the jaws are of the standard
soft jaws and the static chuck gripping force is at-
maximum.

CAUTION
OB

OIBHIZDNTDHEL

YIHIERGE 2 RET .
¥Eed 3,
BL. BEHIF. Ko7 - MERDM4EE. BBE
RERUCERT ) — ZAOMEEEIC L) EHFEL
BZOTEBTDIIE, BHICHAEMBEDE VWV HE
=y hEERTIHEICE. BRKEY—-VF
WIE. BEBEADP KEL D H. SEROBIE.
MAMBETICOENTZ2DT. JLF T TIKR—
2EZRAITZZELTC. Y—CEEERSHBETAD
Z &,

P-Q~P-Wx&£E&

OReference for gripping force

Refer to pages from @ to 4 when determining
cutting conditions. However, gripping force
varies according to the performance of pump
and reducing value, piping conditions, grease,
etc. Especially, when pressure regulators of
the pump or the reducing valve are not per-
forming correctly, excessive surge pressure
will be raised, thus increasing the gripping
force. As a result, parts will be damaged and
chuck durability reduced. Therefore, it is rec-
ommended to provide a throttle valve to lower
the surge pressure.

SREEEFICH T BEYHEIE. TEHDOIY v 7
PRECDOENBDDOTHRERT DI &, FAHF
BREMEBHEMEZL TWBH». EHMICERED
ZHEER T DI &,

oMz | L A DRSEEREMEVGZEIE. Z0D
EEEEICEbE DT &,

Since high speed machining with heavy cutting

can cause slippage or discharge the workpiece,

extreme care must be taken.

Periodically check that gripping force is ade-

quate.

®Maximum speed will always be the lower speed
on either the cylinder or chuck.

BEZBDLEFICE ) O3 —ICE DAYV RELVIBEADY
BT LET, RCEHOHEHRIE. FEV T P a—%
BAWwWiedbD T, o3 —DKRESIXHIR. MATLEIC
FSWKZELERRNET S, EEFEEFSWVIHEICIE,
AE)IHBEEHET I & 2 FERRE P RETT,

Centrifugal force which acts on jaws occers by
increasing chuck rotation, thus reducing gripping
force.The diagram shows data using te standard soft
jaws. The gripping force is varied by the size, shape
and position of jaw.Consequenty, if chuck speed is
high, it is necessary to measure with Kitagawa jaw
force tester.
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3-2 Relation between total gripping force and revolutional speed

80 eSS
T~ OKITAGAWAIRIE HET %
\ LU-12. 075 LY v DRIBEIFR hA—rhk

g © N LU-10 OIREY T b 3 — DR

£ ™\

[ Y \/ Conditions
2 & 40 N LU-08 ®Kitagawa gripping force tester is used.
-Rg N I ®Plungers are located on the center of stroke.
%g I \ X LU-06 ®Jaws are of standard soft jaws.
=20

0 1000 2000 3000 4000
EI#R®E : min—! (rpm) Speed

3-3 72T v AN EMEADRERF
3-3 Relation between plunger input force and hydraulic pressure

Y1530R
50 ////
20 / A Y1225R
Ry ® / g Y1020R
Ng g
NS / /
=
* 10 //7/
0 1.0 2.0 3.0 4.0

J#ET : Mpa Hydraulic press

3-4 WEHETSLT v AHIDBEHR
3-4 Relation between total gripping force and plunger input force

80

LU-10
0 A

yd
/

[0
(8]
5 )/ LU-12
o LU-08 /
z'g- 40 \ /
.x_é%
RS
18T
22

; yd {Lu-06

0 10 20 30 40 50

752w A kN Plunger Input Force
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4-1 FO—/—DO8ME
RO—/NN—DRZIF. ROESICLTERELTFE U,

BL. ALNNBEYRS Y X EDEERICEEHNDTY,

4. Mounting

4-1 Manufacture of drow bar

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

Upper calculation is combination with Kitagawa Y
type cylinder.

Fig. 3 KO—/\—DFEHAX Fig. 3-1 FO—/N\—E{fX
Detail of draw bar Mounting of draw bar
ZNFHPIFONBE LT B, (Z@Em)
TRV e o X
This part should be worked so that Z J =7 ra-n A t ~ Kb Frv7
a spanner or the like can set here. Cylinder \ Draw bar\ Spindle
A
B
; [ \ |
» % ¥ w
- 1O _
© 7 Lh \
) L ==
E A sFF==
I ETETR L 5
Cylinder adapt
b . ylinder adaptor
mm
R 4
Model Cylinder A B C D E L
LU-06 Y1020R M20 | M16 35 30 35 M-73
LU-08 Y1225R M24 | M20 35 35 35 M-84
LU-10 Y1225R M24 | M24 35 35 45 M-88
LU-12 Y1530R M30 | M27 45 43 60 M-93

OFLY. Ltk (Fig3) @IV 8787282 E
> RIVIRE & DIEBM (Fig.3-1) PEZENIERET
2ET,

(f5l) @LU-08&Y1225RT. YU ET7RTRE
ZE > FIVIGEE DEBEM=800mNDIHE. K
O—/N—nN£EKlE. L=M-84=800-84=716
(mm) EHVET,

OAIMXUMIDEEIF, >V >H4EX Oy K
DR IICEDLE TIS6HE UBh.6gFEEE LT
Tauy,

OThe “L” dimension can be found by the above
table when the distance M between the cylinder
adaptor and the back plate is given. (See Fig’s. 3
and 3-1)

Example)

@®When the distance M between the cylinder adap-
tor and the spindle end face is 800mm with
chuck LU-08 combinde with cylinder Y1225R.the
total length of the draw bar is L=M-84=800-
84=716 (mm)

@Thread the part “A” to JIS standard 6H. 6h. 6g.
corresponding to the thread of cylinder piston
rod.

ORFA—N—%2BEL+RBEHLDICTEIENE
B, AERECHEITT 3 EBEAF—BEDS S5
ICkbh, TP REIL. BRTH 3,

OxTDhHHVIEVWE, IRBRVBETRED
FER&EE 3,

Olncrease the thickness of draw bar to secure
strength. The gripping force is lost if the chuck
is broken because of insufficient strength. As a
result, the workpiece discharges, thereby
causing danger.

Olnsecure threads will cause the drawbar to
vibrate.




4-2 F v v 7 OBRFFIR

4-2 Mounting steps of chuck

CAUTION
xR

OF vy &AL FILICRKET BERICIE. BB
BICEETZ-HIEL NIV —IEO#RE D E
VITHoZ & &eMBLTT I,

®When mounting the chuck on the spindle, con-
firm that the spindle nose fitting is appropriate
because it affects gripping accuracy.

DOy EANrFA—/N—FWFFIFE T,

O ) HEZOEX >AOy RIZRKO=/N—%23 VA
CI/E. EXbOy KPBRAENALRETRY
AATTFEV, (FEMLBCTHHTIFZEEX D
B IEDHPEHERLET,)

@YV HEERAESRIL (V)27 ET78) ICEfT

HEJ,

OYVHDIRNEMABL. E¥E G S5 (TAEERE %
v bLET, EE (0.4~0.5MPa, 4~5kgf/cm?)
T2~3F&HH L. EX b>Oy REBEHRICLT
TREYIVET,

@F vy v & RO—N—IIEE L £T, (Fig. 4888)

OF vv DTS5 T vIdB|I AT hAKETITH
TF &L, (HFEIREE)

OF vy 7Dya—., AN-XXiFOFr—&2 2845
LTTFEu,

OF v v 7 &I7L—FTHmY. IBEOXE> FIL
TNF vy TSR EEDE TTFE U,

(DConnect the draw bar to the cylinder.

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

(2Mount the cylinder to the spindle (cylinder adapter).

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

Move the piston at low pressure (0.4~0.5MPa,4

~5kgf/em®) two or three times and set the piston

at the forward end before switching power off.
(®Connect the chuck to the drawber (See fig.4)

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

ORemove jaws, cover or locator.

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

CAUTION
EOE
OF v U #HBICER T2, 714K FXIE
BUNILEFERHLIL—>TR32E, (81>
FLUTOF v v 73T7ARKILNEIHBL TWE
W) (P-02ER)
OFERBREVTEINT Z &

(OWhen mounting or removing the chuck,lift it
with the crane,using an eyebolt or lifting belt.
(For a chuck of 8 inches or less, eyebolt is
not attached.) (See paged0)

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

ORABEINFEZF v v 7FRDORICEAL., FA—
X7 a—BILENS FO—/IN—~"EFLTT
Ty,
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Olnsert the hex. socket screw key to the chuck
center hole and fit the chuck to the draw bar by
screwing the draw screw.

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

CAUTION
x =B

OMFTEIP—HTIETRIADLEVE, Xid2~
BEET—H L. ZhUERVADHAEVEFIE RO —
N—DRI AT IVEIHVET,

ORA—X7Y1—&RAO—N—%EET D&,
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EDERBIVLETYT, BEBICER TR . 77>
T v Dk, IBEBEERAREEEELET,

OThe drawbar length may need adjusting
when the drawnut canont be screwed cor-
rectly to spindle face.

OIf the connecting of the chuck and drawbar
is difficult, check the thread. If connected by
force, the plunger will be damaged, thus
resulting in poor accuracy.




- Olf the draw bar is insufficiently screwed into

OKO—Z2U 21— o345 FO—/S— D% Sk H draw screw, the thread will be damaged,

. . ; o . thus eliminating the gripping force momen-
REDRYBNE TR L CRE T 2B tarily. It will result danger due to discharge

DS BICKkbN, TIEYH RAEL D%Bﬁ—("ﬁao of Workpiece.
Fig. 4
9 RE—/\=  FA-2YYa— N\voTL—b 729 TP
Draw bar

2E RV F oy TBYERIL b FYZZyTIL NABZINS
Spindle Mounting bolt Grease nipple Hexagon socket screw key
@F vy 7 EZAEL FARAMEICEDE TR ET, (4) Mount the chuck to the spindle
ORABEINFTZBELTCF v v VD TREDIE > R OTurn the hex.socket screw key so that the chuck
IVRAEAESICRE T BIREICLE T, is properly attached to the spindle mounting fase
OF vy 7BMAANL b 2HFCHHETTT S0, oggmﬁrht ok ina bolts in 1
) . niformly tighten chuck mounting bolts in the
R —2—+3—>4—>5—> \;—f',‘ TiE . .
(Fig.5) 1 8 56 (FH—nfEfizsn order of 1, 2, 3, 4, 5, and 6 as shown in fig. 5.
DERERS,)

(Uneven tightening will cause run-out. For speci-

(B AIL S ORERER bV 7 P-SH) fied torque of mounting bolts, refer to page.)

Fig. 5 RJV MFEFFIE
Bolt tighting steps

OF v v VBRIV bSRERERT bIL 7 THERTE T OTighten chuck mounting bolts at the speci-
nNEBESsEV, B MLIPTRBLAEY ., KET fied tightening torque. If the tightening
XZERILRPHEBL., F+ v 7P TIEMHREL torque is insufficient or too strong, bolts will
LERTH B, %7, ERABERRICKRIL FOE be damaged and the check or workpiece
B NPT B may fall. Periodically check that bolts are not

loosened.

OWALHBOMA R bRUSSBEALEVZ Eo T OUse only attached Kitagawa brand bolts.In
DKL ERBT ZBEREEXS12.9 an unavoidable case, use bolt with strength
(M2211E10.9) I EEL. BEIICHREETDRZ code 12.9 (M22 or more: 109) or more
Eo and sufficient length.




RV MY 14X Bolt size #fT MJLZ  Tightening Torque

M4 4N-m

M5 8N-m

M6 13N+m
M8 33N-m
M10 73N +m
M12 107N -*m
M14 171N m
M16 250N - m

BOFTZ Ty DUBERELET,
OFA—X7J1—%REFEtARICEHE S . BE
PIEIE U Z2KB8 D 5 BEEHARIC150~210" DFE
BETI7Fxzy b ESRTIEDHTTEL,

E5IS. ASTIENROTE

B X | A (mm
NiChso e sRBLTT | (mm)
s LU-06 6~7

LU-08 9~10

LU-10 |10.5~11.5

LU-12 | 9.5~105

(5) Adjust the plunger to the correct position.

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

Confirm that the dimen-| Model | A (mm)

sion A is within the range [ | J.05 6~7

shown in the table below.
LU-08 9~10

LU-10 |10.5~115
LU-12 | 9.5~105

CAUTION
B
CORBHFT+HEHBE. MENY 3 —R bO—
shEeNEL o). BMRBEKIEBTEI LN S
NEY,

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

®Ta—&EHIN-REOF—2 2B F . Frov oD
IRhEHERBLET,
OF v v 7ONERN, EIRNI1F0.02mmITE L T
Ty,

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

CAUTION

F OE

DI DVWTIE T HOBEREHRAEICRE D
&

For the cylinder, refer to the instruction Manual.




5.2 3a— bMF—/\HB{5+ 5.Short-Tapered Spindle
5-1 L~NJOy 7 F vy U~Fk 5-1 Level Lock Chuck dimensions

OBIXRRIERDIRICHE > TWVET, OType expression of chucks.

LU-08 6-123

T HEHES (3HEH)  Design No.

E#iRA X Shape of main spindle end
5:A-5 /—X nose
6:A-6 /—X nose
8:A-8 /—X nose
S: XML —bA2O— Straight faucet

F vy VIEUE (4 >F) Nominal chuck dia. (inch)

08:(8 1 >F. 8inch)
10: (101 >F. 10inch)

LANJIAy 7F+ v 7 Level Lock Chuck
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BREEMILTFEI L,

ONyZ7TL—bDIRNIZ, BIEF v v I DOBEICE
BLExILs. mEAEIDIRNAEU A >O0—0Dik1 3.
0.005mmELTFIC LT TR &Ly,

OF v v VBT > A—E8RUCEmDOINTIIE. BTH#RK
ICEBLTPLMILET &, BEEALELET,
ONy 77T L—bhDOF vy VRO —881F. Ta2
EAETEATEIZBEA-0.03mmIC THIIZ L TR AL,

OFig. 6l&. JISY 3 — b T —/NRIEDIFETT,

5-2 Manufacture and mounting of back plate

OActually measure the spindle before machining the
close fit diameter of back plate.

OAs the run-out of the back plate will influence chuck
accuracy, the run-out of end face and that of sock-
et and spigot part should be less than 0.005mm.

OMachine the socket and spigot part mounting the
chuck and face with the chuck set to the setting
equipment to increase accuracy.

OMachine the chuck mounting socket and spigot
part on the back plate to the value A-0.03 mm as
per reference size A in the table below.

OFig. 6 shows JIS short tapered spindle.

Fig. 6
Ny 7L—h D
Back plate .
BRIV b
Mounting bolt m
| &
KA—/N— A
Draw bar - —
2RIV EYH?J’U.I« bk
Spindle 7| 0.005TIR #] 0.005TIR | Mounting bolt
mm
R &) ATiE (1 >0—1) EDINRIBICE S TUVWET,
155 ~Model | | U-06 | LU-08 | LU-10 | LU-12
ltem Note) A” Dimension mounting recess diameter is
A(Hs) 140 170 200 250 according to DIN standard.
B 104.8 1334 1714 1714
C 75 85 105 120
D(£%) |18(A:-5) |20(A=-6) |25(A-8) |25 (A:-8)

ONy 7 7TL— FBUFRIL M IZ+DBEE (F.
A, ME) EEITH HDE L. BERST ML
TR &, (P-19SER)

W RNLVIDPARBLANKETES ERILED
WL, Fyrv VP RELEKRTH D,

OMount the back plate with bolts which have
sufficient strength  (dia., pcs., and material)
and tighten it with specified torque. (See
page 1)

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




5-3 KO—/\—D84E

FO—N—DREIE. ROEIICLTRELTTF I,
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5-3 Manufacture of draw bar

Determine the draw bar length as follows.
Upper calculation is only in combination with
Kitagawa Y type cylinder.

Fig. 7 NO—/\—FEHX

Detail of draw bar ANFHPYENBESCT B, (Z@EMh)

This part should

be worked so that

a spanner or the like can set here.

Y ( :

AN
E
D L
mm
BR[| vusa—
Model Cylinder Al B C ) D |E L

LU-06 Y1020R | M20 | M16 | 35

30 35 M-+N—73

LU-08 Y1225R | M24 | M20 | 35

35 35 M-+N—84

LU-10 Y1225R | M24 | M24 | 35

35 45 M-+N—88

LU-12 Y1530R | M30 | M27 | 45

43 60 M-+N—93

OFLVW. LTk (Fig. 7) VL ET7HETRERE
S RIVIRE E DEEEME. Ny I TL— FDEAN
(Fig. 8) " EZNITRETEZET,

(1) ®LU-08&Y1225RT. Y UL EF7RT & E

ZE > FIVIGEE DIEBM=800mm& /Ny 7 7
L— FDEHN=20mmDiHE. KO—/N—0D%
KElE. L=M+N—84=800+20—84=736
(mm) &EHVYEF,

OAEXUIMIDERIE. YU H4EX Oy R
DFJICEDE TISBHR U6, 6gEE E LT

ODimension “L” (fig. 7) is determined by the dis-
tance “M” between the cylinder adaptor and the
spindle end face,and the backplate thickness “N”
(fig. 8)
Example)

®Distance “M” betweenthe cylinder adaptor and
the spindle end face : 800mm
Backplate thickness “N” 15mm
Draw bar whole length : L=M-+N—84=800+
20—84=736 (mm)

®Thread the part “A” to JIS standard 6H. 6h.

Tauy, 6g. corresponding to the thread of cylinder pis-
ton rod.
Fig. 8 FO—/\—E{fX
Mounting of draw bar
PZ S ETET 4 RE—N— PSR Frod
Cylinder Y)ylinder adaptor Draw bar
N
1IN —
- - 3 - <
X
|
1IN =
[
N Ny TL—+
M Back plate
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6. Testrun

CAUTION

e T JmE%E EICAIFTIESD. TS T 4L %,
RZAN—ZFTRICFHBEL TSR T —XIZZ
SRERT S,

OEEESIE. £ $MEE (0.4~0.5MPa, 4~5kgf/
em®) ICEREL. Fr v VOEERUV T 3 — D
BAZ LT &Ly,

@D, TZTTRPLT I —ZAPHH L =HEE
HEW->TTFEL,
(HFBEREEDND T ) —XE#HALTWET,)

07 ) — DA ZVERL, FFADT U —X =
TN EN) T =B THRMLTTF I,

T T EHLEELVHBDTTF I,

O LEEDFIETHICEEI» BT NIERIZTTATT
Ty,

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

®Set the oil pressure to a low level (0.4~
0.5MPa, 4~5Kgf/cm®) and ensure the jaws
open and close.

®|f excessive grease comes out of the plug
through the grease nipple on the opposite by
using a grease gun, remove the ring.

®|f too much grease leaks, apply some grease
through the grease nipple on the opposite side
by using a grease gun.

®Retighten the plug as ever.

®|f no particular abnormal condition is observed,
go the next step.

OIEME X L FILEERE % 100~200min' THEER &
. IBEREEGHE LT E T, BEIRENBAD
BFlE, SUCH Fryy RO RFO—N—0DR
NEBRIRTD2ULEPHIET,

OF vy DT a—EMATSIIEICENF Yy Y
HEADTIVZR=y T, DWW, Kh&E~T X
293 —BEEWH,r ST —IPHTL 2BE5H
HBVET, JUVU—XEHEWM->THLEIE R

@®Set the lathe spindle speed at 100~200min™,
and increase the speed gradually. When
excessive vibrations are observed, it is neces-
sary to re-chuck the run-outs of cylinder, chuck
and draw bar.

®While operating the jaw of the chuck, the
grease may be leaked out from the grease nip-
ple provided on the chuck O.D. face or from
the sliding parts between the main body and

07 ) —RPEEBEHATH TS JAIICHEF>TWh
EF—N—70O0—FBAREMEIP KRS LN ET,

oL L THHEESEAETIE. JU—XPHEFV
ICFHFBELTWVWBDTA—N—TBE—-LELHY
£,

IZEBEIETTEL, the master jaw. Wipe off the leaked grease
OLENFIETHICEEF & FNIEHEALTTE before starting the spindle.

(A ®|f no particular abnormal condition is oberved
during the above procedures, the unit can be
put into regular operation.

IMPORTANT
NOTE-NOTICE
BEEHR

®The possibility that grease overflows increases
if more grease is to the plug side.

®The possibility that grease overflows increases
after rotating the chuck because more grease
is moved to the periphery of the chuck.




7.7 7 N a—DE
FXroOs—2ORE

eVUT NUa— BLUAr—xii. TEMDOIIK.
StE. ME. BEE. sLUOVEIEGEEEEEL
TELEDBDEFERALTTSI L,

OIBEMEBEIX. 75T v X bAO— T DHRMETHE
ALTTaW,

OZDF vy VOFEREIG. BHAMIEOS — & TEE
WMEBEHREL. ¥FEFAMELa—TBELE T, £
ST, BEBEICKESHEETION [VI Y3
—ORFE] & [Br—2081E] TY,

7. Forming of soft jaws and
manufacture of locator

®Use the best suitable jaw and locator,taking into
account the shape, size, material and surface
roughness of the workpiece as well as cutting con-
ditions.

@[t is most desirable that a workpiece is chucked at
the central part of the plunger stroke.

®|n using the chuck,the locator sets the datum posi-
tion for the workpiece in axial direction while the
laws grip the workpiece in radial direction.
Therefore, itis “forming of soft jaws” and “man-
ufacture of locator” which influence the gripping
accuracy.

Fig. 9

Ja—
Jaw

T{EH
Workpiece

I

Ar—%

Locator

OIEMEHIET BEFENOYR 23 —DX hA—
i A MA-TVDOHRRFCBEER O — T &
ERNTHEATINOIRET. L DK
EL. SBEr851%, A bAO—JIT> Nk
CTO/ERG. TEMZELREBEL TV EVW &H
By TEMPRELERTH 3,
Ta-—MERIL NI+ D LEREEZRETEILNE
L. MEMT ML T THREFTED 2 & (P-BFR)
R RMIVIDPRELAEWKETES ERIL MDY
BIEL. a3 —PIEMrRELERTH 3,

Olt is the most desirable that the workpiece is
gripped at mid stroke of the master jaws. To
grip the workpiece correctly, avoid gripping at
stroke end because it is danger due to dis-
charges of workpiece.

Mount the jaw with bolts which have sufficient
strength and tighten it with specified torque.
(See page @)

If tightening torque is insufficient or too strong,
bolts are broken.

Also, the workpiece discharges thus resulting
danger.
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7-1 Forming of soft jaws

Forming of soft jaws should be done in the following

procedures.
oY T EREBELET, ®Prepare the ring for forming.
) TONRIEVYVIEETFEEE Forming outer dia, of ring is limit-
L. EEHEVEIDHZHDE(E D ed to VVVV finishing. Ensure the

AT, (Fig.10288)

EED) U TONESTEIE. Y3 —
2 bhA—T7DOFRICED LD
BET 3L,

FER) U JHRICZy T L
RIL N TERT B EEFTT,

7

ring is strong with a suitable wall
thickness. (See Fig. 10)

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

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

®F v v UEKTEMIES £ (ERIKAEICEK
EFL. VT &BELET,
DO, U TIPEPEVE D F
vy JEIEICYU T ERUAMT T
RN THEVWELSICIBELTTE
(A

Ring

Jaw

®Set the hydraulic pressure to the
working condition, and gripthe
ring, then push the ring to the
chuck evenly so that the ring does
not tilt.

o) JEIMBLAEENIRETIMHE
MIBEE (4 D) 2HRBLET,
¢ DEBIEF TEMOIBEBEBERE ER
®F (H7FEE) ([, REMEE6S
BIFICIMILTFE U,

O TBEDES L. TIEMIMIAE SR
EXEEHICtEy RLTTFEL,
FEE) U IUPECEHIEIVCTEE

CLTTFEL,

Jaw

®Form the part ¢ D For gripping the
workpiece with the ring still grip-
pied. Machine the part ¢ D to the
same diameter (H7) as the work-
piece and surface roughness less
than 6S.
®Set the gripping pressure for the
jaws to the approximately the
same as when the workpiece is
gripped.
Note) If the ring distorted, alterna-
tively use a stronger ring with
additional wall thickness.




O TN HET L7=5 .
LTTFEu,

o — 2 EEY)FHIF TT &L,

OTEMEIBEL T3 —DX bA—
JEMERBL TR,

O LYJBEIZITV . MIHEER I U v
THE DG EEBLTTI,

O 3 —DEY ) HEEDDHE N TIEM
DR DL ) RIFEIBE
MHEFT,

T EB) 5

Ja—
Jaw

AN

Ar—2 )
Locator Forefront
contact

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

®Mount the locator.

®Grip the workpiece to check the
jaw stroke.

®Perfrom trial cutting to inspect
machining accuracy, etc.

®When the gripping contact of the
jaw is stronger in its forefront part,
the workpiece can be gripped bet-
ter with less vibrations at end of
the workpiece.

OMNH LAY 3 —EBERIMITS

HBEICIE. ULTOARICEELTT

Ty,
oy g —EFMMKRIL b TIREELET,
oF v v VEEMENEEE (0.4~
0.5MPa,4~5Kgf/ecm?) (ZEREL. U
ST EIBELES,
CHOE. VTP EIPEVEDF
Yoy VETECD > T ER UM T,
RADP THEVWEDICHEEBLTTFS

Ja—BEHRIL b
Jaw mounting bolt

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

®Fix the jaws temporarlly with jaw
mounting bolts.

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

Lo Ring b
Jaw
CAUTION CAUTION
E B x =B
2T EIBEL . RiEDHHI T If the temporary jaw fixing is not
DTHEVEEE Y a—»FE LY tight enough, the jaws are lifed
Y. IEFELEY) A HEELEVWE when gripping the ring. The ring
PHNVEFTD _GEEﬁ LTTF&E o will not be set forrectly.
OZTDFEFDIKRAET Y 3 —MIHKIL b ®Tighten the jaw mounting bolts to
ERTE ML TROMF T TTFE 0, the standard torque when gripping
the ring.
Fig. 10 c -
19. A Model
/‘ =7 LU0 | LU-08 | LU-10 | LU-12
HE ltem
/ A 26.4 32 40.6 42.6
s B
B 17 17 20 20
B C M8 M8 M10 M10

M EEETARIREEY T b3 —FRABOSETEELET,
*¢Above dimensions show the reference dimensions using

the standard soft jaws.
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7-2 Manufacture of locator

®Workpiece is gripped while it is strongly pressed

against the locator by pulling force of the chuck.
Therefore, the run-out of the datum surface greatly
influences finish accuracy of the workpiece in terms
its perpendicularity and paralleiness.

The datum face should have sufficient hardness
and accuracy.

Fig. 11

Locator

FyvT

IE¥)
Workpiece

[x]

O TEIFTRESRMLTT I,

®For dimensions, refer to the table below.

Fig. 12
Fry IRTF—
Chuck body
ovry o4 —%
Oring }/ Locator
= ~ o
al m =
- -
3-B K
/ l 0.003 I P'
mm
Mo F vy A O — 2{alt i 0Y>7 Oring
- Chuck dimensions Locator dimensions *?; A 775_'2)9
Model A B c| ol el Fla |l H|J]K (Maker)
LU-06 40 MY D 8 7 50 | 33 | 55 | 30 1 27 5 | S 30 (NOK)
LU-08 53 | mYB&I%e | 10 | 65 | 45 42 3 2.7 5 | S 42 (NOK)
LU-10 62 | wYeA2, | 12 | 75 | 50 472 | 3 | 27 | 5 | S 46 (NOK)
~P
LU-12 75 | waeais | 10 | 90 | 60 572 | 3 27 5 | S 56 (NOK)
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8. Soft jaw dimensions

Fig. 13
B
D ] L
|
- )
€ s +——-—F—Fx
LN - — - _
— S —t— L] ) - -
it = e
. T i
| Nl
I
' La
E
mm
H B
ltem
B A B C D E F G H J K L M
Model
LU-06 35 34 70 10 6 10 3 43 — 22 21 15
LU-08 40 445 84 16 7 12 35 53 26 19 29 13
LU-10 50 495 | 100 18 7 15 35 62 32 22 32 15
LU-12 60 545 | 120 20 7 17 3.5 78 36 25 36 17




9. Precautions

9. R EDZEE

0 5 —DYIMA DFRIF. IRNWIEERIFD =D HH
HVWEBEARICERLTT S W, &b, U3—
DREBATE. TEMEREL O3 —BFHIL b
ERTE bILT TR T TT S0,

O TEMDFZIK. UIHIRHICEDE ThHENZ v
FLUTTFE W, /N TROIIEM ESIESN TH
FTHET e ECHEBZNDPHVET,

OILIEL - TIEME N TETINC 2L IE. BER
Uz BaVWEREE L. BILETOT
PHTTE,

ORVWIEMEIBIET 2B EIE. DT TIHERIRY
IEHEEFEAL TARKEEEICIFEL RS

LYo

®When replacing the jaw, clean the fit-in part
carefully in order to maintain the running accu-
racy.
After provisional mounting of the jaw, let it grip
the workpiece and fasten the jaw mounting bolt
with specified torque.

®Set the hydraulic pressure to the shape of a
workpiece and to the cutting conditions. If a
pipe- like workpiece is chucked by high pres-
sure, if may be strained.

®Never strike a workpiece, which is kept on the
chuck, by a hammer or the likes. If striked, the
working accuracy and functions of the machine
will be much damaged. And the life of the
machine will be also shortened remarkably.

®When chucking a long-sized workpiece, use a
tail stock or stebdy rest. And support the free
end of the workpiece without fail.

DANGER

A PR

o[mlgxrh (3. BB L = TIEMD RENT B /=8 (CHEST
ICF v v VRBARIEE LAEWVWTT E L,

oF vy U NDEREBIEREIL. HHRICHERL Z8EERN
THERLTTFEL,

oF v v JDET. A&, fGH. TREFICIE. ER
Yo TH 5T TTFE L,

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

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

®Cut off the power supply when chucking, greas-
ing or changing to chuck.

oty = REFEILE D 2B IE. TEMEF v v 7 &
DL TR0,

OTIEW%IBIET N A L2 —DA MO—7
. A PO—TDFRTHERATZIOIFRRET.
WELL-LBREL. SREIPESLET,
2 bhA—7I2 NELSTOBTBIZ. BRELIFE
L HYNEBADTEEITTTEUN,

OEENE, T—TIRZFICLY ., Frv IRIEIE
WMHH. XEIMEIEML . EBES5 A -
BEICIE. E5ICEEHELED T, XE> Kb,
Fryv ZICRBE A0y, BEBEESEANT
T&Euwy,

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

®|t is most desirable that a workpiece is chucked
at the central part of the stroke of each master
jaw. And in this case, the most stabilized high
accuracy can be obtained at the standpoint of
the mechanism. Avoid chucking at the near
part of the stroke end in view of the safety.

®\When maloperation and tape error cause a cut-
ter and cutter holder contact the chuck, imme-
diately stop the machine to rechuck the spin-
dle, chuck, and gripping accuracy.




O TEMEIBIET 3T a3 — 4. EEpFICEERDN
HEBERIDZH. FARBEICKELTEIZ L
2fERETY,

OF vy UDHEWN T, THRICHER L ZE8EEAT
FRALTTFEV, HFHGOET. HEORR LS
VBT,

O TEMIMITHICIEEH W ILETRDOHEL LV
HBEHDHPEFEERT L. TEMPRET I L
PHWETDTL) L EDOYRA £4K— hofr
BOBWRIRERTITOIHEICIE. EREFERY
HIf & h 72 K88 T TEM O BIE % 17 5 LML
ICLTTFEL,

(Fig.14&H8)

07 UNT L ADITEM&IBIEY 215 E 4. EiEM
EERE TN AT A bEMT. RS, TF
OO L ERFSTRPBETT

OF vy URF—KEIOF—2XBEEWMFTITS
BEIE. BMISEERANICEZ Y 7XIiE. KRBT %
ToTTF&W, (Fig.15&8)

E) BMIXEBERMGFICED T NT 2 RIC
FEELTFEW, PN AN HYETE
IREVEDE U TIEMREERRICEZELE T,

®Since the jaw gripping the workpiece receives
the influence of centrifugal force directly during
rotation, unnecessarily large jaw can be dan-
gerous.
®The chuck thrust should be kept within the
specified allowable range during operation. To
operate with excessive thrust can be danger-
ous, as it will deteriorate service life and cause
failure.
®When abnormal srop of the supplied pressure
is caused by power failure or breakdown of
pressure source during work machining, the
workpiece may be disengaged and thrown off.
In case the change-over of cylinder is made by
use of the 4-port 2-position solenoid controlled
valve, the hydraulic circuit should be so
designed as to grip the workpiece when sole-
noid controlled valve is demagnetized. By so
doing, the above danger can be avoided.
(See fig.14)
®When gripping an unbalanced workpiece, turn
the chuck with adequate speed.
When mounting the locator or jig to the chuck,
bore and tap it within additional machining
range.
(See fig.15)
®Note) Take care so as not to unbalance the
workpiece for additional machining or jig
mounting. If unbalanced, it will cause
vibration, etc., thus reducing the work-
piece accuracy.

P

| Cylinde-r_—]

[ Yoo SieRem

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

N

il

4K — 2 BYRR
4-port 2-port solenoid controlled valve.

Fig. 14



Fig. 15
F v v VHE SHEERE I T AT EEEE B
Chuck outline Shaded area : It is possible to bore or tap
additionally
a
1= S
E
mm
IEI =]
t
em A B c D E
B
Model
LU-06 275 42 17 524 25 W¥
LU-08 325 52 20 66.7 8 UF
LU-10 40 62 25 85.7 4 AT
LU-12 45 62 25 85.7 4§r ilé{sF
A, B, CEEINITAR]~FE A,B,C : Additional tapping or boring are not
E, # v 7XIZRFATAIRER & allowed.
E - Possible depth for tapping or boring.

Oy —2XiE, BEEZWMM T 2FICIEEDAHIS OFor the locator or jig, prevent discharging
L DMEFFIEXR (KR TN ECSE) £ L. caused by centrifugal force with dwell pin, etc.,

+AEBEDRIL N TEMAIFBZ &, and tighten it with bolts having sufficient
strength.
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OF vv 7 e REFZRROKETHERT 3 RI1C(13.
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10. Maintenance and Inspection

T V) — X ERE

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

ORefer to the procedure shown on the Test
Operation (p-@) when greasing the chuck.

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

AR fERH7 Y -2 G I ¢ Scleuc';ir(i)(r:'lattz(;)e Grease useds Lubrication cycle
T j A AL . 17 )iﬁ o Apply grease KITAGAWA | Once a month,
NEED T ) —Fry 77 —Z BL.SROE KB from the Chuck However, when the
2=y TIIE ) |XEEYVI-F FHmESEICFER grease nipple  |Grease or machine is operated

R . . o A ~ at the Moly Kote at high speed
JY—=XHAE|EPTU-Z T356%F FEREMN periphery end  |EP "Grease rotation or a large
> THML T EV473-2VT0ICE b £ THAE of body with a (DOW Corning ) amount of water

grease gun. Toray Co.,Ltd/| soluble cutting oil is
E FEPLTTEL, y used, more of
e o . St eodm . lubrication is needed
OT’E%fﬁ@fTﬂ?tifi CFr v IRTFXBE@ETITH according to service
CHEETRTERLTTE L, conditions.

OBFsENRD & B YK EFRALEVWE. Fv v IR
BRICSEEECIBENET 2SI EPrHET,
TEETE W,

OAfter machining, clean the chuck body slideway
with air gun, etc.
OUse rust prevention oil so that rust does not reduce

gripping force.
CAUTION
X E

OFvv 7P EHFFICT1E. XiF107E
BIC @FEWMEEDYHEITIE2 » RIC1IERME) 2
BERETV. BROERPBRICVWHLEE
SKANDBREIBEEERBRT I &

Ot +2iamL AP S5HEI TS &,

(ODisassemble and clean the chuck at least
once per 6 months or every 100.000th used
(once every two months for the casting). See if
parts are worn or cracked and replace it if
required.

OLubricate the chuck before reassembling.
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UL TOBABICIE+AEELTTE L,

@FEILEF v+ v VRICT U R E+2MLTT S0,

Disassembling steps (See page @)

®For safety’s use lifting belt or lifting eyebolt in order

to fix the chuck fully and prevent its dropping during

the job.

(DLoosen jaw-fixing bolts to remove the jaw.

(2Remove the locator from the chuck surface.

(®While loosening the chuck mounting bolt,unfas-
ten the draw screw using the hex. socket screw
key and disconnect the draw bar. Then, dis-
mount the chuck.

@Remove rear body.

(B®While keeping the plunger at the innermost posi-
tion, turn it about 60° to disjoin from the master
jaw. Then, pull out the plunger.

@Pull out the master jaw.

®After disassembly, perform cleaning carefully with

washing oil and dry the system.

Remove clips, seizures and scuffs from the sliding
faces of inside of the body, the plunger and the
master jaw. Then, feed the fresh grease. In that
instant, use Kitagawa molybdenum disulfise added
chuck grease. Depending upon grease used,
chucking force may be reduced to a half, or poor
quality grease may cause seizure.

®Re-assembly should be done in the reverse order of

the diassembly procedures. Check O-ring damage

carefully.

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

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

Problem Possible Reasons Counter measures
Chuck willnot | The inside of the chuck is broken. Disassemble and replace part.
operate

Slideway seizes.

Disassemble and replace part with oil stone or replace
it.

Hydraulic cylinder is not operating.

Chuck that pressure reduction valve, change over valve and horse
system are correct. (Refer to Instruction Manual for cylinder)

Insufficient mas-
ter jaw strokes

Too much swarf in chuck.

Disassemble and clean.

Draw bar is loose.

Remove and retighten it.

Workpiece slip-
page

Insufficient master jaw stroke.

Position master jaw so that it is in stroke center when
workpiece is gripped.

Insufficient clamping force.

Check hydraulic pressure adequately set.

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

Reform jaw according to correct method.

Cutting force is too high.

Calculate cutting force and reduce it up to chuck speci-
fications.

Insufficient lubrication on master jaws
and each slideway.

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

Speed is too high.

Reduce speed up to necessary gripping force.

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

Secure alignment to eliminate whirling.

Poor accuracy

Periphery of chuck is run out.

Tighten chuck bolts correctly.

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

Remove the jaws and clean each face.

Jaw mounting bolts are inadequately
tightened.

Tighten bolts to correct torque.

Forming of jaws is inadequate.

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

Also, check hydraulic pressure while forming and face,
roughness.

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

Reduce height of jaw replacing with standard size jaw.

Workpiece is deformed by too much
gripping force.

Reduce gripping force to prevent deformation.

For service and maintenance

OPlease contact your local distributor or agent.

If no distributor or agent locally, then contact KITAGAWA japan.

Domestic offices are listed on the back page.
OOn receipt of the product, we will inform you immediately of repair schedule.
OPlease telephone us if you find any difficulties.
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12. Assembly drawing

Fy vV EEBRE
Construction of Chuck Unit

ya SULETET R rFO—/N— AEC RV Foyy
Cylinder Cylinder adaptor Draw bar Spindle Chuck
\ h l R -
1 — ] _— -
D | - - _‘
'_HU_— | I‘—‘—n;
|
B, TEHLETAEDORZWN l
TLEXITWR—ITIIHIZE, ||
For piping, use the flexible hose S
which has as large I.D. as possible. : YR— b Back plate
\ Support
N Lt~

| KL 2hR—X
Drain hose

=00/

[EHREXY Ko7
Pressure adjustment screw  Pump

i

EHE

L g
= =M Fapimsn

¥ \Manually operated valve

Pressure gage

FANT 1A
QOil filter

227
Tank

I

—J
HEEICRTZE

The discharge port of drain should be
located upper the oil level in the tank.

oF vy UREBEIF., Frv U, BEAED ) H. T
FOOMEIZ Y MCEWBEREINhTVWET, EED

TEFIEICEF v v 7 & RIS IEEEHAE S
AEWM)FUEEFE FO—N—TCERZINET,

®The chuck unit consists of a chuck, rotary hydraulic
cylinder, directional control valve and hydraulic unit.
The chuck is mounted at the front of the lathe spin-
dle and the rotary hydraulic cylinder at the rear
thereof; both are linked with a draw bar.

>
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] LU-06
No. LU-06
18 JASO 1030
19 JIS B 2401 P40
20 JIS B 2401 G35
)
| Parts list LU-12
No. No.
1 1 |12 3
2 1 |13 3
3 1 |14 1
4 3 |15 1
5 3 |16 1
6 1 |17 1
7 1 |18 1
8 1 |19 3
9 1 |20 1
10 6 |21 1
11 6 |22 1
] LU-12
No. LU-08 LU-10 LU-12
18 JIS B 2401 P39 JIS B 2401 P44 JIS B 2401 P50A
19 JIS B 2401 P50 JIS B 2401 P60 JIS B 2401 P70
20 JIS B 2401 G50 JIS B 2401 G60 JIS B 2401 G60




o LU P11 e LU Instru ton man &l Pagell
31 3- 1. Spe ffications List
Model LU- 6 LU- 2
Plu ger stroke mm 10 15
Jaw stroke mm 72 1®
N 15 45
Max.permis le input drce (k B (L5380 (4589
N 22 75
Max.static grip g orce (k B 25Y0 (7648
MPa 215 30
Max.permis wble oil pres sre KH o) (2 D) (3 ®)
Max.permis ible spe d (rom) 3 500 2 000
Grip ing range mm @3 @l1l6b6@50 @30
Mas s With standerd soft jaws) 13 68
2
Mome hof In gia kg m 00 8 08
Operating cylinder YIORO Y1580

o LU P14 e LU Instru tion man &l Pagel4
32 3- 2. Relation of Total Gripping Forc eand Speed
80
I N
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o LU-12
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O 1000 2000 3000 4000
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o LU P14 e LU Instru tion man &l Pagel4
33 3- 3. Relation betwe e piu ger input forc eand
hydraulic press
50 / Y1530R
e 8 /
M5 40
o
N o
< g 30 /
b S /
n
/\ S 20
!\ e
N <
o >
0 1.0 2.0 3.0 4.0
HE/] - MPa  Hydraulic press
o LU P14 e LU Instru tion man &l Pagel4
3-4. 3- 4. Relation betwe e total gripping ofce
and plu ger input drce
80
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= / LU-06
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Plunger Input Force




o LU P15 e LU Instru tion man &l Pagel5
4-1. 4-1. Man tacture of draw bar
mm
Mode | | Cylimde r| A = € = E L
LU- 06 YIO020RM20 M1 6 35 35 35 M- 7 3
LU- 12 YI530RM30 M2 7 45 4 3 60 M- 9 3
o LU P18 e LU Instru ton man &l Pagel8
4-2. 4-2. Mou ting stepsof c h k¢
Bolt size Tighte mg Torgue
M4 4 N m
M5 8 N m
M6 13 N m
M8 33 N m
MD 73 N m
MP 10 N m
MHX 17 N m
Mb 26 N m
(5) Adjust th eplu ger to th ecor @ t position.
mm
Model A
LU- 06 6 7
LU 12 95 105
o LU P20 e LU Instru tion man &l Page20
52 5-2. Man facture and mou ting of back plate
mm
Mode \ 1y 06| LU-12
Ite m
A H6) 140 220
B 108 174
C 75 120
D ( ) 18A- 5] 25A4- 8




o LU P21 e LU Instru ton man &l Page21
5-3. 5- 3. Man tacture of draw bar
mm
Mode | | Cylimde r| A = € = E L
LU- 06 YIO020RM20 M1 6 35 35 35 M+ N- 713
LU- 12 YI530RM30 M2 7 45 4 3 60 M+ N- 913
o LU P25 e LU Instru tion man &l Page25
7- 1. 7- 1. Forming of soft jaws
mm
Mode \ 1y 06| LU-12
Ite m
A 2 6 45
B 17 20
C M8 M1 O
o LU P26 e LU Instru ton man &l Page26
7-2. 7-2. Man tacture of locator
mm
: : : : O
lte ;n Ch u dikee niah s Locator dime nich s Orin gsize
)
Mode | A B C| D E FI1 G| HI|J K (Mak B
M4 8
LU- 06| 40 M4 Depth 8 71503355130 1(27] 5 S 3 ONOK)
M6 15
LU- 12 75M6Depth15 10090 60 9 |52 3 |27] 5 S5 6NOK)




e LU Instru ton man &l Page27

o LU P27
8. 8. Soft jaw dimensions
mm
temale|lc|plelrlec|ulalk]|L]|wm
Model
LU- 06 351 34| 70| 10| 6 10] 3 4 3| - 22 211 15
LU- 12 6054612020 7 17, 35| 781 36| 25| 36(17
o LU P30 e LU Instru tion man &l Page30
9. 9. Pre autions
mm
IternA B C D E
Mode |
25
LU- 06 2 b 42 17|52 oiesls
48
LU- 12 45| 62| 25| 8Y% oiesls




