MAO0815PHG1 version 1.01

PUES06 HEuikinBAE Instruction manual
for PUESO06 type chuck.

LT MBI PLS 24 TELEREAZE E$H 1 | The following instruction would be referred with the

B TSHBLTTSLY, instruction manual of PLS type of chuck.
AEBMOEESIL PLS ZA4THIREHBAZIZ | The chapter number of this document supports
ML TULET, the instruction manual of PLS type of chuck.

1 BERBKLUE@RE 1 Structual Drawing and Parts List
1—1 BXRT 1—1 Chuck type indication

PUES 06 — 123

\— ZEHES S HIEE) Design No. (3digits)

FrvIHFOE A F) Nominal chuck dia.
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1—2 &R 1—2 Structural drawing
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1—4 Parts list

1—4 BER
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MAO815PHG1 version 1.01
" EER T | EER g
) Part name Quantity ) Part name Quantity
T — oyry
! Body _ ! 22 O—ring\ !
2 Io509 1 23 oyry 1
Flange O-ring
EXLY oyry
3 Piston ! 24 O-ring !
Pz oyry
4 Cylinder 1 25 O—ring~ 1
- T5UTx P P 1
Plunger ] O-ring
6 TRADI— 3 97 JI)A=ZwT )L 3
Master jaw Greace nipple
7355 aATAANY
/ Plug 1 28 Fixed plate 3
8 VI3 — 3 29 FAarFryT 9
Softjaw‘ Nylon cap i
9 F7rIS5C 3 30 FUTARTSY :
Plug C Orifice nipple
7F+735D kAT
10 Plug D ! 31 Retaining ring !
Javyy ETEY
1 Block ] 1 32 Parallel pin !
12 NETERILE 3 33 =Ly 3
Hex. socket head‘cap screw Seal washer
3 ARRFFILS .
Hex. socket head‘cap screw
” ABRAFILE )
Hex. socket head cap screw
15 NANGRILE 3
Hex. socket head cap screw
SkA
16 Set screw 3
SkA
17 _ Set screw 6
Ball screw
19 oy 5
O—ring‘
20 oy 1
O-ring
o vy
21 O-ring 3
;E¥ES  Consumable parts
No. HmAFR  Part name PUES06
19 o)y O-ring JIS2041 P 7
20 o)y O-ring JIS2041 P 22
21 oYy O-ring JIS2041 P 255
22 0!)>% O-ring JIS2041 G 30
23 o) 49 O-ring JIS2041 G 40
24 0)>%J O-ring JIS2041 G 135
25 Q)% O-ring NOK S 30
26 0)>%J O-ring NOK S 135
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MAO0815PHG1

3 fHk 3 Specifications
3—1 %R 3—1 Specifications
ozl PUES06
Type
P AN m 10
Plunger stroke
O3—XArO—Y (EET)
Jaw stroke (in dia.) mm 4.8
{12 S (T7 £0.6MPak) kN 20
Gripping Force (Air pressure : 0.6MPa) (kgf) (2039)
B4 71 GhIE F11.3MPak¥F) kN 57
Gripping Force (Oil pressure : 1.3MPa) (kgf) (5812)
RS (FEE D3 —) -
Gripping range (Standard jaw) mm ¢ 10~¢ 87
IBiREE (72 av v A) -
Gripping range (Optional jaw) mm ¢ 89~¢ 108
LR S (R R 23 —1E4E) -
Gripping range (Gripping by Master jaw) mm ¢ 44~¢ 70
HE(BE/IFoa—B0) - ”
Mass (include standard soft jaw) g
S HI7EAH MPa 0.2~0.7
Norminal air pressure (kef/cm?) (2~17)
ReERITES MPa 0.7
Max. air pressure (kef/cm?) (7)
wRAESD MPa 02~13
Norminal oil pressure (kef/cm?) (2~13)
&= EFARED MPa 13
Max. oil pressure (kef/cm?) (13)
Air consumption (Plunger stroke 5mm , 0.6MPa) )
RERE / ERRE o ~20~+50
Storing temperature / Operating temperature / =10~+40

&% Rference :

1 kN =101.97 kgf  1MPa = 10.197 kgf/cm’

version 1.01

XIDHMRERETHEE. MHLEZEL. KFh. HE. RENECSBVMGRRICREL TSN,

When storing this product , the product should be subjecter to the antirust treatment and stored in a place

Free frin wettubg m cindensation , or freeze.
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3—2 IFENLEENDE R

EED

50
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o

w
o

3842 5 Gripping force (kN)

N
o

3—2 Relationship between pressure and gripping force

Gripping force
/
PUESO06 (T B%) )
(Oil pressure)
W&\
/ PUES06 (T 7 B)

(Air pressure)

0.2 0.4 0.6 0.8

1.0 1.2

[£ 71 Pressure (MPa)

5/15

version 1.01



MAO815PHG1
4. oa—DHE4E

4. Manufacturing of jaw

4—1 Ua—8EDHE
INLRSREST 2D TAEMOAFEIE LT, TR, %,
FEEE, ML BEANOYa—2HETOUNERHY
\ij«O

Va— w2 T IR O T IERHVE T,

OffEOfFEREY 7 hya—28 ERRPL T A O EE
327715,

R E OMANECHVE 2N, BIAEEICEFTEDHE
WORRDRHET,

O DY 7 b a—&5i B L T, i hES
AN B T EPIN T AL TER 5051k,
o OmAEIZENE T,

OftlgDtE#ey 7 a—%BNEL TRIEL, /&
BERHET D15,

BEDT — 0% —HBDOF X /I TUNTL 5542
WTWET, Kifi, Va—mEnm<nn, Bi&b k&
L72BDT, YIHIGHENRARFNC /2 E T,

OV 7 ra—&fHE TR OVa—%2000
BUWET2HIA,

TAEM IR IR E T B2 encEET, i, B
TEMEELL 720 E T, ZOHEIT, KITAGAWA (2
RSN D Z L2 HER L £,

WARNING

A A
= &

A

version 1.01

4—1 Outline of jaw manufacturing

Prepare the jaws that have the shape, dimensions,
accuracy, plane roughness and quenching suitable for
production of the work piece. The following method is

recommended for manufacturing the jaws.

OHow to form attached standard soft jaw on the
machine for using a raw material as is.

Although it is inferior in durability of a gripping face,
advantages include production that can be started
immediately.

OHow to use the included standard soft jaw after
roughly forming, quenching their gripping faces and
finish machining on the machine.

It excels in durability of the gripping face.

OHow to form the included standard soft jaw as a
master jaw and to manufacture the sub—jaw separately.
These jaws are used when some work pieces are
machined by one chuck. On the other hand, since a jaw
height becomes high and a mass also becomes large,
the cutting conditions become disadvantageous.
OHow to manufacture a special shape jaw from scratch
without using the soft jaw.

The work piece can be formed optimally. On the other
hand, manufacturing is difficult. In this case, it is
recommended  to manufacturing  to

KITAGAWA.

request

@ L EWZEART D &, ¥ a—KONZORERRERSIC
IERERDNIMND, T OEREDIREE N+
DTRWEREEREZ v, TIEmSLY 2 — 2RI
LT Th b,

Q@ s —EAMEIIRELLTHE, EOLAZLD T
BB ONTTIEMRRE L CTRERTH D,

@ [ EWEA b —r Ty RiL THR L85G,
TAEM AR L TR W2 &0+ e R f1 28 H

TWRWZ ERH Y TIEMPRE LR TH 5,
Aba—7D7T5%X VA ha—r7 2 FIZiT
UVZE TIEEEA Len 2

@If a work piece is gripped, a great force will be
applied to the jaws and components. If each
strength of these components is not sufficient,
the chuck will be damaged and the work piece or
jaws will scatter, thus creating danger.

@If jaws are enlarged remarkably, the gripping
force is lost by centrifugal force. As a result, the
work piece will scatter, thus creating danger.

@®When the work piece is gripped near a stroke
end, because the work piece is not completely
grlpped or the gripping force is insufficient, the
work piece will scatter, thus creating danger
Never use the chuck when the work piece is
clamped near the stroke end more than 75% of
the stroke.
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IMPORTANT
e T

version 1.01

@~ A XV a—nAMICEs TELRICIEND S, VY
7~V a—ORRIENREE T,

@Forming of soft jaw is difficult, because master
jaw 1s swayed from side to side by load.

IMPORTANT
HEFH

@2 LESHOMETF AUTIE NEE | {2108 LAENME
ORI LT T D, ATRERIRVE D2 ENLE LT
FEPEITDTRNNA,

@ 5 X EN g —RIED AN s — [ TE BN RKE
5y BEOREWa—3F v/ DEERIC I SiE ]
T RIS KRELARDO TYHIS I AR 22
60

@ [ EMEIIET AEO~YAZ g —DA fr—
J1E, A b —27ORRTHEHATLDONRKET,
W R OZEL, BRENELND,

@When the gripping center height becomes as low
as possible, the gripping force, retract motion and
accuracy are stable and this will result in stable
production.

@The high jaw and wide jaw increase mass. A jaw
where the mass is large increases the gripping
force loss because of centrifugal force by chuck
rotation, and cutting conditions become
disadvantageous.

@The stroke of the master jaw to grip the work
piece is best when using it at the stroke center. At
this time, the work piece 1s stabilized at the
maximum in view of the mechanism, and high
precision is obtained.

IMPORTANT
I ]

@ {2 L LESHOMETF AUTIE NEE | {27108 LAENME
OB IZET D, ATRERIRVIRLS 52 EMEZE LT
HPEITD7eD3 D,

Q@5 INEHN T a—RCEN AN Vg — T E BN RKEL
%y BEOREINa—13F v/ OEREC I AiE )
T, R ITHERN KE L7250 TUIHISAH AR 72
60

@ [ EWAEIIET IO~ ZAZ g —DA ha—

J1E, A —27OHpRTHERT2ORHKE T,
R RO ZEL, BBENSELND,

@®When the gripping center height becomes as low
as possible, the gripping force, retract motion and
accuracy are stable and this will result in stable
production.

@The high jaw and wide jaw increase mass. A jaw
where the mass is large increases the gripping
force loss because of centrifugal force by chuck
rotation, and cutting conditions become
disadvantageous.

@The stroke of the master jaw to grip the work
piece is best when using it at the stroke center. At
this time, the work piece 1s stabilized at the
maximum in view of the mechanism, and high
precision is obtained.
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MAO0815PHG
4—2 Ta—{EEEOH LT

Va—O TAEHE f O fe kA BiFIE L EBEI2IT
EATOT oo 2 BT TITH (B B BUF) Zens kR
T, B BT O 7S EREL. £
NEERLIREETITVWET, Pa—0FIRiE, &
W77 wAba— 7 fe TR L7 IREE T, TAEW
4R O BTN T RIREIC AR5 IO B E T D4
ERHVET, RIET T2, WiEiasT vy 7 &YX
e — & N Y R TR LT,
(Fig.4-2 BR) RIET 77 %4 R L&D A
REEIL, TAEWZIN L3 5O EE LRI U
TEOIZLET,

IMPORTANT
I ]

version 1.01

4—2 Jaw gripping face finished on machine

The jaw gripping face for the work piece is finally
finished with the jaw mounted to the chuck for actual
processing (on the machine). At this time, processing
on the machine is carried out in a state where a suitable
forming plug is used and is gripped. Thus, the jaw
gripping face for the work piece must be finished with
the forming plug gripped at the stroke center.

The forming plug is gripped with its end face contacting
the chuck surface or locator datum end face.

(See Fig. 4-2.)

Set the cylinder setting pressure when the forming plug
is gripped the same as the set pressure when the work

piece is machined or has slightly high pressure.

@ s—7% B B BT L0 o720 | o BT BT
o5 ald, TR ST 3EL 72> 7T 5 HABER AR
LENIR T2 RSN T35 ATREME3 2,

@\ T it Ty 7 Riewr— 2 g -
TRWTH BN TAATI & SRS ME 972 ATRE
PR D,

@7 7 7 O RAENE, TR R ZIm 758
BRI LET %,

Otk Lt EF LY a—%2TF v v /o —HED A
R A2 F ORISR ME T2,

@ = —DOBfHTOBRIZIEL, YVa—No.b~vAX Y g—
No.Zfb¥nZ &,

@7 T 7 ORWENIE Y 7pn SRS EME T L7
D, Abra—I(EIMNEST-VTDFERE D,

@®When the jaw is not finished on the machine, or it
is finished on another machine, the contact for the
work piece becomes worse, thus resulting in an
unstable retracting motion or reducing the
gripping accuracy.

@ When finishing the jaw without touching the
forming plug end face to the chuck surface or
locator datum end face, the gripping accuracy may
be impaired.

@®When the gripping position of the forming plug is
near the gripping face of the work piece as much
as possible, the gripping accuracy becomes stable.

@®When the jaw finished on the machine is removed
from the chuck once, the gripping accuracy
becomes low as compared with when it is attached
asis.

@®When mounting the jaw, match the jaw No. to the
master jaw No.

@If the forming plug rigidity is insufficient, the
gripping accuracy becomes low or stroke position
1s out of order.
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1. BEBRORARE
RIBIRE A BXOB ZHELET, s ENRORmHIIE
25s FRIELL , BERVWEZDHLHEIRIZL TIES 0,
(Fig.4-1 )

1. Preparation of the forming jig

Prepare the forming jig A and B. The surface roughness of the

inside diameter is to be approximately 25s, and make a shape

with sufficient thickness which does not distort.

(Refer to Fig.4-1)

b d

2. iiEiaR A OIRE
Va—bar—42R0HLET,
IEIEE A 2T vo 2 BICRE, VI a—a2 BT E
T Va— BTV NIBUE ML 7 TREGHT TLTZE0,
SUH DIE S EARIE0.4~0.5MPa)lZF% E L iRIBTIEE A
FRELET, ZORE, IR EMED 72NN T v 7R
IR B2 UAHT TR 2y o iziiz L Tt
Jt={AN
2. Grlpplng of the forming jig A
Jaw and locator are detached.
Fit the forming jig A to the chuck and attach the soft jaws.
Always tighten the bolts at the specified torque.
Set hydraulic pressure to 0.4 — 0.5 MPa and grip the forming
jig A. Then push the forming jig to chuck evenly so that the
plug does not tilt.

[ Soft Jaw

V7Y 33—

3

\

i

D4

Forming J1g8 A

3= —BTRIL~
Jaw attaching bolt

FeRA

3. R
TR B A AR FEORETHRIFIGE B fEHEH( ¢
DDZRJEL £, @D1 #IIRIEIEE. B OWNALL[FELE (HT)
FEREICL, REHLEIT 6s BLF I TLTLIEE Y,
T RE O N L TAE AN TRF LRI T, BTl h
LTLIZENY,

3. Temporary forming
Process the gripping part (dimension ¢ D1) of the forming
jig B in the state that the forming jig A is kept gripped. The
¢ D1 part is to be approximately the same diameter (H7) as
the diameter of the forming jig B, and process to be surface
roughness at 6s or less.
Set the hydraulic pressure during forming the same as
during processing of the work, or slightly higher.

N
P\
& |
_—= ®©
A
=
N
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4. gigaR A DRYSIL =
FXwIET 7T L YT a—E— BRI, iIETR
H A ZBOBREET,

4. Removing of the forming jig A
Unclamp the chuck, then remove the soft jaws and the
forming jig A.

5. fifi¢’aR B DiLE
BIBIR R B 2F vy 7m LICRYE Va—2BUTHRV TR
MO LET, PV DOMIE T &K 0.4~0.5MPa) 27 E
L. BOBIR BAER L $97, 2ok, BOBTIE BAMED 720D
(ZF v ZHTHENIZRIG IR B2 LA T IR 722 nds
(TR L TIEEN,
ZDOFEEDORIE T a— TSRV N HLE ML TR TS
2SN, BIBTE R R L7l O 23+ TRV 6
TVa—NFEE B0 BRI B TERWGERHVET O
THERELTESN,
Fxw a7 07T L PVF OMIET) I LR O E
MR EL., BEREIAL B 2HEL TS, 2O, i)
AR E B MEDRNEIICF vy ZRTEICHIBIA R B 24HL
T T IRNA WIS ITHIREL TEE0Y, B '
5. Grlpplng of the forming jig B ?‘F/'OfanH;f?i/E“é'\
Fit the forming jig B to the chuck and fix the jaws temporarily
with jaw attaching bolt. Set hydraulic pressure to 0.4 — 0.5

Soft gaw

X238 88
Jaw attaching bolt
MPa and grip the forming jig. Then push the forming jig to

chuck evenly so that the forming jig does not tilt.

Tighten the jaw attaching bolts by specified torque in a state
as is. If the temporary jaws fixing is not tight enough, the jaw
are lifted when gripping the forming jig. The forming jig will
not be set correctly.

Unclamp the chuck and set the hydraulic pressure to the
working condition. Then grip the forming jig B again. Then
push the forming jig B to chuck evenly so that the forming jig
B does not tilt.
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6. Bz
IR B B Z 4R L 72 EOREE T LAEM IR ER( ¢ D) Rk
FELET, ¢ D HIX TIEM OB R (HT) RIS
L., RIAFET 6s LLFITIITLTLEZE N,
R RE DI E 11X TR THREE R U2, BRIty h
LTSN,
EJUF/ BENELREXITMENZEE T JIBIEREE2E

IZWTIRIZZE R TLIZENY,

6. Forming
Process the gripping part (dimension ¢ D) of the work in the
state that the forming jig B is kept gripped. The ¢ D part is
to be approximately the same diameter (H7) as the diameter

of the gripping part of the work, and process to be surface
roughness at 6s or less.

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

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

7. B4l T E4
R B ROBRE BB — R BRI, T Lo eiece
ERAATHRL TVa— DA — /%R TS0, 7
RUIHIZAT U N THEEE R A » 7 A3 ) S 2 R L T} |
7230, )
7. Trial cutting S
Remove the forming jig and attach the locator and the jigs
necessary, then grip the work to check the jaw stroke. P
Implement trial cutting to check the process precision and
that there is no slip, etc. _M

Locator

11/15



version 1.01

MAO815PHGT
Fig. 4-1 i FABE~TER (%)

Fig. 4-1 Forming jig (Reference)

.

C
) °<C.£ a)
| <
©
E ITJ
| L|ooz |Pl——7+
x 4-1
Table 4-1
PUESO06
Tj-iﬁ =11/ N =] =TT RN=]
ﬁkﬁ?ﬁqln =HA ﬁiﬂﬁﬁﬁzan
Forming jig A | Forming jig B
® A 89 90
¢ B 130 130
€i:33) ULk Lk
(Recommended) Over Over
C 8 18
¢ D 105 105
E 4 9
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5—5 O4—ANRE0OHT

PUES 2V —XZar —X B33 C9, PUESTU—
X, TEMZ T > 7 507 IR 3 5D L [F
RRlonr —ZICL Y CTEY, v —XXTEMO
AR LT, AR, B RSB MR BEANLD
HLOEHABELTLESN,

IMPORTANT
MEFH

version 1.01

5—5 Attachment of locator and jig

The locator is required for the PUES series. The
PUES series grips the workpiece in the chuck radial
direction and simultaneously, presses the workpiece
to the locator.

Prepare a locator that has the shape, dimensions,
and quenching suitable for

accuracy, material

production of the work piece.

@ —Z ZfHH LW T T/ AHR L3 5T,
RSN 72 A 0REMEN S B,

@®When gripping the work piece without using the
locator, a gripping accuracy may become worse.

5—5—2 RT—~MEMMNT

F I RIEIZ 7RI EDBMIM TEML T, v
— AR BT WDES I, AT — ~OB I L
"RECT,

5—5—2 Additional machining for Body

When the locator is mounted by boring tap holes
additionally on the chuck surface, the body can be

additionally machine

IMPORTANT
MBI

@ m—# XL, 1REISE N X ATREBG LR (R
TR EhEL., Ho7RE DRV R TTHRHT A Z
ko

@For the locator or jig, prevent discharging caused by
centrifugal force with dwell pin, etc. And tighten it
with bolts having sufficient strength.

B0 T e REER Additonal machining area
C
B
o
==
==
! ! /
| ——
— 1.
| 1o
F
FrovOmR|l B C D £ F
Model
PUES06 165 70 102 30 18.5 20LL°F
under
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6—3 Hf# 6—3 Disassembling

version 1.01

-4 HmFRESZ L TLESN, Refer to 1-4 Parts list.

g CAUTION
i

Q@ LD, FHENDLDTF v v 7 OESLIZIE, B
LR, BANTITA R REFF L. EETIE
¥(BEETRESICEEL, Fr v 7 Wb E oI
LTEET D2 L,

@For your safety, when dismounting the chuck from
the lathe, fix the chuck onto the workbench
sufficiently under work by using a eye belt or
hanging bolt so as not to drop the chuck from the
workbench.

OIEERTIC TR D FEIF A > TE S,
Quy I\ VT 2=y MAEHL TWDIGE . 2 7 FTD
Xy T AT 2 —[43)ENE DT 28R 2 ([THRE TR0
BipoLKVERD =T N EAICHEH SN =D& FEREL T
MBI TR,

@va—I[8]lE#B4 L T &Y,

@F yvrRELVr—2E BN TFEN,
ORARMSRNVNMI3NERED, 7T V2] B0t L
TLIZEN,
®FAT[31]Z244 L, EAR 3] 2 EA L TE S,
OV VSERVIZN O6) ke 7o NDNZ 4 €Y k9 i UZI NP
TLIZENY,
®SIA[17)%#ED . R — 27 2—[ 185 FED FE T,
@7 T Vx5 RKITILIAAIZIRRET, ~ AKX Y
a—[6]% 90 ERERSETT I Vv DM EHEE
HLET,

W~vAZVa—[6]E5|xHhExET,

(D Turn off the main power of the machine before
starting work.

@If the lock valve unit is used , loosen slowly two cap
screws

[43] while bleeding the air gradually from the inside ,
and after making sure that the air is epelled
completely ,

remove the screws.

(@Remove the jaw [8] .

(@Remove the locater from the chuck surface.
(®Loosen the socket head cap screw [13] and remove
the flange [2] .

(G)Remove the Retaining ring [31] and remove the
piston [3] .

(MLoosen the socket head cap screw [15] and remove
the cylinder [4] .

(®Loosen the set screw [17] and loosen the ball screw
[18].

(QRotate the master jaw [5] by 90 degree with the
plunger [6] pushed in the maximum, then remove the
combination with the plunger.

(0Remove the master jaw [6].
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HmE1 N Additional instruction 1 Outside view
4{
] ATz —
| Master Jjaw
3-J
C/ o
E@J
grip confirmation Ny SRR
(=} - e
o (] w1 MO
8 8 THR—T] a1 SR
//
/ ‘
/ ﬂJ
(o hmanED) . “ > -l .
Air supely port for i FIRA A
open/close S| ¥ pore 7o
open/close A
i 47
[ D / RC1/8 80 1
- P s g s
Ov o7 (Ly-3)TUP / Oy DUt 7 2= e (LV-23) i | A ip-con’ et on
Locc valve (LV-3) area L\/ocjs?a ,fﬁuz t (Ly-3) specificatin
5N A B C D E F G H J K L M
Model h7 max. min.
PUES06 | 203 165 165 125 157 23 45.7 445 31 M6 40 37 33
7N N P Q R S T U ) v W X Y
Model
M6
PUESO06 30 65 E Depth 12 185 M10 11 103 1387 60 47 45 55
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