MAO814PHG1 version 1.01
PWS06 HuikiiEHE Instruction manual
for PWSO06 type chuck.

LT DA PLS 24 TEIRERBAE LHHE T | The following instruction would be referred with

SHBLTT3ILY, the instruction manual of PLS type of chuck.
AEADEBEIL PLS 24 TEIKERBAZEIZRIE | The chapter number of this document supports
LTWET, the instruction manual of PLS type of chuck.

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

PWS 06 — 123

\— ZEHES S HIEE) Design No. (3digits)

FrvIFEVE((F) Nominal chuck dia.

PWSII1)—X PWS series

1—2 &R 1—2 Structural drawing
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version 1.01

” EER BE | HEET E
) Par:t name Quantity ) Part name Quantity
Body _ Hex. socket head‘cap screw
) SULE 1 ” ABRAFILE ;
Cylinder Hex. socket head cap screw
3 7509 i 24 Da—HRILE 6
Flange Jaw Mour]ting bf)lt
. EXF 1 . ABRAREDRILE .
Piston Hex. socket button head screw
T5o0% SkA
S Plunger 1 26 Set screw 3
7rIS5C oy
6 Plug C 1 27 O-ring 4
7+7545D e UPZi
! Plug D ! 28 O-ring !
Javy oYy
8 Block 1 29 O-ring 1
IRADI— oyvy
9 Masterj?w 3 30 O—ring\ !
10 FaoATva 3 31 oy 1
Spherical bushing O-ring
FN— oyvy
1 Cover ! 32 O-ring !
I3 — oy
12 Soft jaw ] 3 33 O—ring‘ !
Bearing O-ring
TFrvk ETEY
14 T-nut 3 35 Parallel pin 3
15 INRFyT 3 36 FTEY ;
Spring cap ‘Parallel pin
16 EY 5 37 TJY)R=wT L 3
Pin Greace nipple
aAM )L/ kAT
17 Coli Soring 3 38 Retaining ring i 1
18 =L 3 39 FVI4RTSY :
Seal Orifice nipple
NI F— aAJ)L/NR
19 Woodruff lfey 3 40 Coil spring 3
20 NAENRARILE 12 41 FAa Xy T ’
Hex. socket head‘cap screw Nylon cap
91 NANGRILE 8 49 =T vr 3
Hex. socket head cap screw Seal washer
;H¥ES  Consumable parts
No. Efmf&Fs  Part name PWS06
27 0!')>% O-ring JIS2041 P 7
28 0!)>%J O-ring JIS2041 P 22
29 0!)>%J O-ring JIS2041 P 30
30 0% O-ring JIS2041 P 40
31 024 O-ring JIS2041 G 135
32 0> O-ring NOK S 30
33 0> O-ring NOK S 135
34 0> O-ring NOK S 150
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3 &k 3 Specifications
3—1 ftH*x 3—1 Specifications
o=l PWS06
Type
P DA T AN m 111
Plunger stroke
SA—AFO—5 (BET) — .
Jaw stroke (in dia.)
B2 71 (T 7 [£0.6MPafF) kN 19
Gripping Force (Air pressure : 0.6MPa) (kgf) (1937)
1842 51 GlE 11.3MPak¥) kN 53
Gripping Force (Oil pressure : 1.3MPa) (kgf) (5404)
EHEER B (S} EHE)
Gripping range (Outside diameter gripping) mm ¢ 13~¢ 120
EHEER B (R ZEIEHE)
Gripping range (Inside diameter gripping) mm ¢ 70~¢ 160
HEREY/IFoa—30) ] »
Mass (include standard soft jaw) g
BHITEAS MPa 02~0.7
Norminal air pressure (kef/cm?) 2~7)
BEEAL7 LS MPa 07
Max. air pressure (kef/cm?) @)
wRRESD MPa 02~13
Norminal oil pressure (kgf/cnf) (2~13)
e fEHBESD MPa 1.3
Max. oil pressure (kef/cm?) (13)
EXUHEE (7700 vAM-95mm#p =Y ITEN06MPaES) 0.54
Air consumption (Plunger stroke 5mm , 0.6MPa) )
REDE / RRGE o 20~+50
Storing temperature / Operating temperature / =10~+40

&% Rference :

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

version 1.01

XEDEGERETDHEHE. HELEZEEL. KFEN. BE. BREAEISBVDGRICREL TS,

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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MAO814PHG1 version 1.01
3—2 IT7EHEBEHLDER 3—2 Relationship between pressure and gripping force

#B#EH  Gripping force

. /

PWS06 GRIIEET) | —\
40 (Oil pressure) N /

/

\REP4
/e

10 7 \__

}BHE 71 Gripping force (kN)

PWS06 (T 7 H¥)

(Air pressure)

0 | |
0.2 04 0.6 0.8 1.0 1.2
[£ 71 Pressure (MPa)
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TERIESN D LB HER L £,

WARNING

v =
= =

A

version 1.01
4. Manufacturing of jaw
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

@ [ EWEIIRT D &, ¥ a—KONZORERERGIC
WERE DM D, TS OERE OFRE N+
DTRWVERERNEZ U, TIEmLY 2 — 3R
LCfaiTh b,

Q@ = ZFAMBEIIRELLTHE, ELAZEVE
BB ONTTIEMBRE L CTRERTH S,

@ L EWEA b —r = R TR L7=5A.
TAEM AR L TR W2 &0+ e R f1 28 H
TWRNWZ ENRDH Y, Iﬁ%ﬂmﬁbﬁ&f%é
AbE—7D7T5%LDHBA M —r 2 RN
VMZE CITER L2 nZ &,

@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
gripped 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
MEFH

version 1.01

@~ A Z  a—NAMICL > CERAICIEND L.,
7 FYa—ORRIENREE T,

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

IMPORTANT
MEFH

@2 L E S AME T AUTRNZE | 27705 LASENE
ORI LET D, WTRERIRVES T2 ENLE L
HEPEIZ D735,

@ D EN Y a—RCIEN AWV Y s — T EHENRKELAR
%o BEROKENVa—[3F vy /7 OERA LD 0]
T, R IHERDRKELRDO TUHISIHIARNZ /2
Do

Q| EWEIIET AEO~AZ g —DA ha—
7%, A —27ORRTHEHT20O08KET,
Bt bl b ZE L, BEENMEOLND,

@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 is stabilized at the
maximum in view of the mechanism, and high
precision is obtained.

IMPORTANT
R

@R L ESAMETAURR NEE | HHETI08 LABHE
ML LT T D, AIRERBREL A2 ENEE LT
HEPEIZ D723 D,

@5 SN EN Y a—REN AN g — T E 'S K&
%y BEROREN a—|IF vy OEHAZ L A5 S)
T, R IR RDKEL DO TUIHISHI AR/
2o

@ L EMEHIET HROYAZ T a—DA ha—
71E, A —27 OFRTHEAT LD RKE T,
B bR b ZEL, REENGLND,

@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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4—2 U—iNiEEmO#E L LT

Ta—O TAEWHWE O Fc & A B, BRI T
EATOT o 2T TTH (B BAE B ZE3 R
T, B AL BT, mEREkE oA HEL, £
NERLUIIREETITWET, Ya—oFkiE, &
BT 77 A e — 7 CHIELZRIET, T1EY
RO B I TN REIC R ECE BT D04
ERHVET, W77, SEETF vy K X
WA — & SR E R Y TR RE TR L E T,
(Fig.4-2 ZMR) W7 77 %40 +2L&DT ) H
BRIEEL, TEMAEIN T3 580 E LR UNA
TEDIZLET,

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—% B B BT L0 o720 | oA TH: BT
T2 ald, TR ST 3EL 72> T 5 HABER AR
LENIR T2 RSN F 925 ATREMES D 2,

@Y7 T b Ty 7 AR v — & SR Y
TRWTH P INTAATI &, ISR MK T 972 TRE
PR DD,

@77 7 O RAENE, TR R ZIm 750
RREEILET D,

@k Lt LT Ly a—%2F vy 7o —HED A
I, 72 E EORAT LR THHREE MK T2,

@z —DOHESFHTORRIZIE, Ya—No.b~vAKX T a—
No.z/bEnZ &,

@7 T 7 ORIWEN LY 720 E ARG EME T L=
D, ARa—2{EIESTD T DR ERD,

@®When the jaw is not finished on the machine, or it
1s 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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Fig.4-1 B 77 7 #4261 Example of forming plug gripping

Fwv D Fovd
Chuck Tt Chuck
I KT S
Forming
[0 IO T - S ———
az7—=%o
or—9 /!
Locator Locator \

Sz

Quter diameter
gripping

R T=Z7

Forming
Plug
Fov I Frovo
Chuck Chuck
N B 752
ay—4~ Forming
Cocator |J U plug
HNEIEE
Inner diameter
gripping

4—3 YI+OI—O

D817

4—3 Forming of soft jaw

ORMTST 2L EHA.HE  Forming method on machine by forming plug

@

O
©

IR IR

Outer dia. sripping

¢ d

NEEE

[nner dia. gripping

Q7T rEHELET,
Q7T JOWRRIIVV VAL BIFTRRE L L, KRESEEFRVE
XOHHLDE LET,

) BT 7 ORE 3L M S D SMERITTT,
F) 7T ez v ST L, AL N TRNT A L8R TT,

@Prepare the forming plug.

@®The gripping part of the forming plug is about VV'V/
finishing and it is to have a suitable wall thickness so
that it does not warp largely.

Note) It is recommended to prepare different size forming
plugs in advance.

Note) It is recommended to tap the forming plug center and
to be guided with a bolt.

aog—5
Locator

I BE

Outer dia. gripping

@1\ 77 ORI R T D560, Ta—J0E TORYHT
DREE X, v — 22 e BT E 7,

@/ a—ZHEL T, Ya—No.b~vAZ Y a—No. S CHYT
TET,

Q@ /TN a3 T T U ThR —ZIT AN HE)UH
BN CA Gl ClEEd,

@ Mount the locator, when using for the datum end face of the forming
plug or it is hard to mount after the jaw is mounted.

@Prepare the soft jaw and mount it with the jaw No. matched to master
jaw No.

@ Additionally process the soft jaw in advance so as not to interfere with
the locator even if it is clamped under a no load.
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®

VINY3—
Soft Jaw

@ UM A EL T o 7T P RfBELET
®D i (RIEHITZ 7 a4tz i) ZRIE L £T,

Fvv o
chuek 3 ez @ oD “HEL, ¥V a—HmKRA br—7 (EROHILHI THYETE %
$ SHEELET,
1 BIE7Z7 7R % ¢ d T HE,
) g E —
Locator W ¢D:¢d+ v A @Hijztx }‘ = 7
3 S @ Unclamp the chuck by using the switching valve.
J @®Form D-part (part gripping a forming plug).
¥ ’ @®Next, set ¢ D dimension to grip around the middle of the
J/ /F maximum jaw stroke (diameter),
H Forming Plug dia. : ¢ d
o2 B MR IR OD = ¢ g + M JaW stroke
Outer dia gripping Inner dia gripping
© @UIHEHMEL T, 6D EIHIET S/ AR L ET,
e @ =D, KT T /BN 5 0 — A, UTRT—%
| } EICHIH 7T 7 B LT TS,
) HalF v X VER LR T T 72 ZE ST T EENY,

R F=T
Forming ||

H
»d

SMRIEE

Outer dia. gripping

d

WNFIEE

Inner dia. grirping

=5

E) YDA o F o TEIEIZ LN T 7Z &N,

@Grip the forming plug in the ¢ D part by operating the
valve.

@At this time, press the forming plug to the locator end
face or the body surface so that the forming plug is not
inclined.

Note) Repeat chucking several times to stabilize the

forming plug.

Note) Do not perform the inching operation of the switching

value.
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®

b)

od
®d

IMERE NELE

Quter dia. gripping Inner dia. gripping

@\ 7T U afHE LT £ OB CTT/RAER (¢ d7) ZRldP
LET,

@RI BEANZ T T, A EEBRE LI HE TRHOBRIC,
BEAINLEATV Y, FHOMIET'T 7 240 L T RPN AT O E T,

@ 4’ HIFTLIEOIRRER LR HT) FREIC/RD K512
TLTLESNY,

@ RO IR, TN TR & [RIE, UEEDIickEy LT
TEE0N,

@ =R RIETT 7 R I- £ EOMRAE T, TR, T~
AP — 7 TR X O THDE, TVT TV AR AR E & T
S T%i—g«o

@Form the gripping part of work piece (pd) with the forming

plug still grasped.

@When quenching the gripping face, quench it after forming at
a dimension considering the finish allowance, and finish the
gripping part again with the forming plug grasped.

@Machine the part of the @d’ so that it will be the same
diameter (H7) as the gripping part diameter of the work
piece.

@Set the hydraulic force in forming to the same as in work
piece machining or slightly higher.

@®When the work piece or master work piece is fitted to the

gripping part with the forming plug grasped after forming
the jaw, any clearance or forming mistake can be checked.

TiEY %
Workpiece
’ I
- % \4
o7—9 =
Locator
[ TE4
H ¥ Workpiece
o ov—9 /
Locator
IHERE AEILE

Outer dia. gripping Inner dia. gripping

Ok, v —F 7 EVETEn AT, TAEETREL, ¥
a—DA bu—7 ZHER L T TZSNY,

@ LUHIZATV Y, IR A Y » T80, 7 SRR LT 72
YN

@After forming jaws, attach required parts such as locator,
etc., and check the jaw stroke.

@ Perform trial cutting to check machining accuracy,
non-slippage, etc.
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WARNING
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4—4 Jaw with grip pieces

When using the grip pieces, the gripping face increases
frictional force. As a result, it becomes hard to slip the
work piece in machining. However, the work piece will
be damaged.

@/ )y T —AfTa—EMT L5 LEHATIN

EIRBAMTDID Do
EATEA LWL ) RICHEET L2 &,

RELARY, YVa—RTFy b, BftARL F~K
RNFHIEIR ) 2 8 2 74

@ When the jaws with grip pieces are used, a
retracting force becomes large and a great load
will be applied to the jaws, T-nut and mounting
bolts. Therefore, take extreme care so that jaws
are not used at a gripping force exceeding the
maximum static gripping force.

OZVy7e—2 U-1 BRI EEZ Y2 — 0 e
2B fE TELHT2D | RO R SITRB D72V, R
WZEN T, 2y e —2 R-1 BUISED NS
DB DO BRIEY % L DR THIETHE .
BTN ES T, 2Z2TiE, Yy 7B —2RU— 174
AT HYa—2o0n T, BUWEFIEZRLUET,

(OThe grip piece model u-1 is especially effective when
short—gripping area of work is chucked because the
gripping area is arranged near the front edge of jaw.
The grip piece model r—1 is easy to mount the different
work s of intricate shape. The following explains
forming steps for jaw, which uses the grip piece model
u-1.

Fig.4-2
14.
2 4.2 35
0
o8 ‘ 4 -
! [=Y=
A7\ p . N
J ~ : - < N
R NMS N =2 NMS S
Al
& s 6.5:02 6.5:02
8t0.2
J 1233 |
gy JE—-X U- 18 Uy 7E—X R- 138
Grip piece Madel U-1 Grip piece Model R-1
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1) AN TAE O A2 R E LET, IR T
EY) HCRINPED m <\ HRMESR T A3 H Y, TXDHTE
TRV KHRFEIE TR TREZKZDHZEDTELGT
RSVLEPHVET,

2) TAEM OB E N E LD, 7y 7 e — A LIS
DR IS TAEMCF W LI NIy a— DT R Ak
FELET, ZOHEAE 7y Y — 2L, FIoRT
BD 2 5O MEEMAT-NEE (A+2B) ZFF>HfEme L
FT, HIEHDT ——D%AE Uy =Dl
DO, T72bbYa— R HCIE T B =58t
IZBITOMEAREE A LLET,

version 1.01

1) First, deciding the gripping area of work piece. It is
necessary to select the position on which there is high
stiffness, the standard edge face near gripping area and
all processes are concluded with reverse revolution as
few as possible.

2) After deciding the gripping area of work piece,
decide the jaw shape so that the area except the grip
piece does not interfere with the work piece. The face
for mounting the grip piece is a cylindrical face that in
inner dia. (A+2B), thus adding the two—time values of B
to the gripping diameter A. When the gripping force
tapered, the outer diameter at distance C from the
front edge of jaw is decided as the gripping diameter A,
thus positioning the medium of grip piece crest.

Fig.4-3

o A B|C|D|E
0 o 2.50| 4.5|9.52]7.29
2 TAERIC &0 PE 2.65| 4.4 9.46 | 6.96
4 ) 2.80 | 4.3 9.40 | 6.63
6 The value 1s.var1edbywork 29542 1934]6.30
8 (pl\lli‘é) 3.10 | 4.1]9.28[5.97
10 3.25]4.09.225.64

| D) RHREEET A, (EETImm LT5)

N (Note)The serration penetration should be about 1mm on

3 diameter.

3) Wt 7V 7' — A ¢ (A+2B) DRBIE
IR R L CTITWET, 4—3 YT7RVa—0
B A2 )

4) TAEO AL o 7357 LUF O 8413 72 F (4
LU, a D50 ZEBROE AL, TAEMEO THEE
7=\ a—OFHNCIR (Fig.4-4) D L5737 — /8 —
AR ET,

3) The cylindrical part ¢ (A+2B) of grip piece
mounting face is formed with forming jig gripped.(Refer
to 4-3 Forming of soft jaw )

4) If the slope of work piece is less than 5, it may be
usual cylindrical face, while if it is more than 5, provide
the taper at the front side of jaw as shown in figure
(Fig.4-4) to prevent the work from interference.

Fig.4-4

L

(PA+2B)
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5) RIZTVa—DRIENODOALEIZ (15° — ) 724
RN IESED YV S — AR B AR T ET, U
o HNWTT )y T —ADEIEMET LG E T
TV Y DIEREARIEIZINA T FIVY,

6) T2V 7 —20%IE., Frvr 1 Bloox
6fEEL ., ZDRLE X TAEMNE AL S WK THHEE,
RNERIGESTDLERHVET,

version 1.01

5) Next, provide the grip piece mounting seat of depth
E sloped only (15° -« ° ) at position D from jaw front
edge. When adjusting the height of grip piece with a
washer, and the washer thickness to the depth E.

6) Number of grip piece used is 6-piece per chuck. If
the work piece is liable to be distorted, it is necessary
to arrange to 6 equal parts as near as possible.

Fig.4-5

TR BAEIR L, XA YV =T/ Uy 7 E—
ADEEOF A ZHEFHAIY  %5Va— DTy 7T e—
ADEGSEFEEST D HIETITHH AL, Ty vy DES
RS HZETITVET,

7) With the forming jig chucked, read respective
differences of grip piece with a dial gauge and adjust the
grip piece so that they uniform to lowest grip piece
height. In this case, it is possible to adjust the grip
piece height by regulating the washer thickness.

Fig.4-6
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5—5 A7—42WaE0RT
PWS I — R Inr—2 BB Cd,  PWS U U—X13,
TAEMET Yo 7 F 7 AR 350 L [RIEE R
— XY TET, s —XIITAIEMOEFEIZHE
Lo R, SHE . ME BANLOLOEZHEL
TLIEEWY,

IMPORTANT
MEFH

version 1.01

5—5 Attachment of locator and jig

The locator is required for the PWS series. The PWS
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,
accuracy, and quenching suitable
production of the work piece.

material for

@ r— X A L7 C LA e Licraid, 2
PEFEEEDELS 2R D ATREMED & %,

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

5—5—1 O—32NOHE4E
0 —2 5T o 7 ICRAT I R T —FK DXy
TRLPLEOA v —REMALES, nr—& 3k
YESR T ORI . TAEM O B FEIC & 4
DIz FEYESG X+ o0 7o i LA S BT,
FUE R OFEE 2 W LS A7-0120F BEANE L
72t F Yo 2 A TR BEE T B IN T A THZ
ZHERELUET,

5—5—2 RT—~@DEMMNT
F Yo I REIH T IR EOBEMM T2 T, vt
— BT T2 WAL, R T —~O BN T3
ATRETY,

5—5—1 Manufaturing of locator

To mount the locator to the chuck, use the tap hole on
the body surface or the faucet hole on the central part.
Since the run out of the locator datum end face
remarkably influences the finishing accuracy of the
workpiece, sufficient hardness
required for a datum end face. To improve the accuracy
on the datum end face, it is recommended that the
locator is finished with it mounted to the chuck after

and accuracy are

quenching.

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 machined.

IMPORTANT
A

@ r—# X, JREITE LN X ATREE xR (Fw
TR ) whL, HO7BEEORL R TSI S Z
&o

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

DA

ﬁﬂﬂlﬁfﬁgﬁﬁ Additonal machjning area
NN I Jj:z§4 ;\
o
/@
L] ~— @?/’ /
5
T o ~ N
L \/\j hy
o o
(S8
= /
H L E— “ 2 =t
il //////**J7Wﬂ Al B |l c| D]| E]|F
I~ ] Model
‘ E PWS06 162 | 30.17 64 31 20 40
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6—3 Hf# 6—3 Disassembling

-4 EimRES L TTEE N,
CAUTION

A R

version 1.01

Refer to 1-4 Parts list.

Q@ L D=8, FHENDLDTF v v 7 OB LIZIE, B
YL b, BAWNET A RV R ERFA L, YEEPIIE
¥(EETRESICEEL, Fx v 7 Wb E oI
LTEETDZ &,

@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.

OIEERTI LT D E B AT > TEEN,
@uy I \VT 2=y MfEHLTWDGE ., 2 7 FTD
Xy S AT 22— 431 NERO T 2R 2 ([T & 720
HpoLKVERD =T B RICHEHEN =D& MR L T
MHAL TR,
@va—[12]ETHy M4 BN TRFEN,

@OF ¥/ REMIalr —2 WAL TFE,

O NSRRIV R21) &8RS 77 V3] Hvst L
TLIEEWY,

G®RAT[38]%4M L, AR A[4) 2 E0DAR L TLIZENY,
DR ATV 23)588D U Z[2]2H0s L
TLIEEWY,

@R 7 v = [10]OEUfF AL 20] 213 3L, ~=*
#o—[9)2Fio T, EAICEILAENSERE T vl
AT NT RS, CEAXF—[19]1 %L T2
WDDSHERRL T RELY,)

@7 Z7rrx 5]k, AT —[1]OHLRDB RO
EALUTHREHLTREW, (B 2TV 7T AR IRkE
DIBENEIIS ¥ 7 MO A TIIHVFR A, 7T Ty
2 3 rATDEHEDOYE 1 7L BT —ERAEL.
EE L 72> TWNET, )

OR7YV7 1311k, 77 U5 lICERHR & ST
WET, X7V, TP BRI RIS L TE
N THEI72IBIT L, ERINEE D EID)NFIT~TY
VA DA e o RN Q) 7/ [51 | B NS e gV
HNEZRD TFIN, X7V T DEE D D5
AlE KT ERADOTHZEZEZ TFE,

(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 [12] and T-nut [14] .

®Remove the locater from the chuck surface.
(®Loosen the socket head cap screw [21] and remove
the flange [3] .

(G)Remove the Retaining ring [38] and remove the
piston [4] .

(MLoosen the socket head cap screw [23] and remove
the cylinder [2] .

(®Remove the mounting bolts [20] of spherical surface
bushing [10] and turn the master jaw [9] in the right
and left direction before removing the spherical surface
bushing together with the master jaw (check to see that
no woodruff key [19] falls).

(QRemove the plunger [5] by inserting a wooden bar
out of the center hole of body [1].(The slide area with
body is not only shaft. Thus, one portion among
three—Projected portions is engaged with the body. As
a result, this portion is slid with the

body)

10 The bearing [13] is spherically engaged on the
plunger [5]. With the bearing turned up against the
plunger spherical surface, align bearing width position
to a notch of spherical surface inner diameter and turn
the bearing in order to search a removing position. If a
bearing direction is opposite, the bearing won’t remove.
Therefore, change the bearing to correct direction.
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Fig.6-3-1 kil 7 o = B A A Spherical bushing assembling jig
XaI9AT vy a - =)
Sephrical bushing Seal .
ATIDE> DL, [—.
Parallel pin
IRIT=—
Master Jaw
S
<| o © N N
o o ©
i &N
kol va
------------- A1}
e e St s I
LE B = ]
gonl spring B Pr; MH// : ¥

HIX, Model A|B|C|D]|E

F|G|H|J | K| L M| N

PWS06 75 |1 62 | 59 | 7.5 10

39 139 | 55|72 6 | 718 | M5|5.5

®WITHN. FNEE R L E T, v AZ—Va—[9lTFAT ®The following is assembly procedures. Incorporate a

v [35], A R[17], [ 16 VA A 2 ER 7T~

v a[10NZ— v [18)&1d 8 | BRifi 7 v o = & i il

MHEEDOEDREIZEY LT RFEW, ZORF, BRiE 7

T a®D R EONIHE U ER NI LIA B 7235

7 v aDEFLE BN Rz — T HET/IAR

BREDTTIEV, 22T 2-3 [ENARZDDHDT-DEED

7ZOL T FREW, BRI 7 vy 2D 0283720 T

7
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Ty ainty NEINTIRBE CHEFRF T E T,

ORT V7 (18] ZAAALTETZ U [6] %2R
77— [1] Iz y FLTFEW, A& O ERRICHE
BELTRSLY,

BRIy hENERE T v = [10] ZideiAAE
T, ZORE, X7 Y7 [18] OFEEERTS -
THEOETEBNT I, vA¥—Ta— [9] OF—
LT ) T OXEEDOEARIN D, RT—Hk
BRICERE T > > 2 21 XiA, 1BEORmZ -7~ %
7RI BIEDIAA T FEVY, TREOBISH AT A
VZHHR U7 CERIE Y > 2 DRV M RLE A B
. AL b [20] ClFED L TR, 2 TREAE
K7 = pbih L, AV R EREHT TS,

QU I RS & D FINA TN 2/ To T 2SN,

17721

parallel pin [35] , coil spring [17] and pin [16] into
the master jaw [9] before sealing [18] the
sphericalbushings [10] and set the spherical
bushings with the master jaw placed between both
bushings. At this time, check the seal is thoroughly
inserted into seal flute. Also, with the lower
spherical bushing gripped by vise, tighten the vise
until the half-separated rings of spherical bushing
are completely corresponded each other. Also,
repeat the tightening and loosening of vise two or
three times, thereby eliminating the deviation of
bushing.

©@With the spherical bushing chucked with the vise,

and set the spherical bushing assembling jig as shown
in the figures before tightening the bolts, As a result,
the spherical bushing remains set on the master jaw
even if it is removed from the vise.

(0Set the plunger [5] in which the bearing [13] is

incorporated to the body [1] . Pay attention to
arrangement.

Fix the spherical bushing [10] set in the jig. In this

time. align the key flute position in advance. With
the key of master jaw [9] aligned to the bearing [13]
key flute, set the spherical bushing in the
body-engaged hole and insert it, striking the front jig.
When the back of jig comes in contact with the front
body, put together the bolt holes of spherical bushing
before temporarily tightening the bolts [20]. At this
time, remove the jig from the spherical bushing and
tighten the bolts.

(2After this, make it up from the disassembling and a

reverse procedure
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Additional instruction 1

PWS SV —XTCTAEMZEARE T DO T T VX ~D
ATNE, FLAICHE 2281 T EH A, SR
2. WEAERIZD )OO T 5 [ XAICEH 2052 S
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(Fig.1 &)
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version 1.01

Change of inner/outer diameter gripping

The input force to the plunger cannot be used at the
pushing side when the work piece is gripped with the
PWS series. It is necessary to use the input force at the
pulling side regardless of outer diameter gripping and
inner diameter gripping. Since the master jaws are
faced reversely at the outer diameter gripping and
inner diameter gripping, it is necessary to change the
master jaws.( See Fig. 1).

In the single master jaw, the direction to grip the work
piece is constant regardless of outer diameter gripping
and inner diameter gripping.

WARNING
N
=n=
@75 U ~DANEUNT LT TR L @When the work piece is gripped with the input force
PO T o 2 NERASHER U CHUE JAME F L to the plunger set to the push side, there is a danger
£ / ’E#Zﬁ)?k‘%( L f”ﬁjii <& %;‘ N A because the inside of the chuck is damaged, the
»E ° gripping force is low and the work piece will scatter.
Fig.1

8 A B

% = E| =

5L o Al e

& s =

C° =i C° =i
T52I90AA || T2 ||
Plunger input Plunger input —
' &l -
| b o
et B ol A
IMEIEHE AR E
Quter diameter grioping Inner diameter Eripping
OWAMRAER DU X TIIA (OChange steps of inner/outer diameter gripping

Qva—ETH YR L TR,

QOF vy rFKiHEVasr—2%0 Wit BARVALT
—Féb \o

@R > 2D EST RV ES LT RELY,

(Fig.2 Z:HR)

(DRemove the jaw and T-nut.

@Remove the locater and other jigs from the chuck
surface.

@ Remove the mounting bolts of spherical bushing
surface. (See Fig.2)

18/21




MAO0814PHG1

version 1.01

Fig.2

BNYRILS C45R)

Mounting bolts
(4 Places)

IAI—I3D
Master Jaw
a7
Spherical

bushing.)

@ERE T v ak v AE g —L—IIR T —FKEmD
B TESRRE B &RV TR &Y,

@R 7 v 2B B (6-3 28R) 2 V¢, Bk~
VY alL AR a— ey ST
IWEBZRFFLDOF RN TIIV, CEAX—2%
HTWRWDHERRL T FEW) ZORE, BRI v =
T AR a—IPOAN2OZEINTG AT, S EImEm o
AR T Ay N B BRE | K43 - 15 2 &
STtk “AV—RU L1212 (RIRAT A7 b)) "%
WAL TR, TO%, B 7 vy a2 BfHE Bty
RLTFEW,

ORTV T %X — IO EZ B2 180° /K -[mllxR
LTTFaV, (Fig. 3 &)

@Pull up the spherical bushing together with the
master jaw to the extent that the side of spherical
bushing appears a little.

(®Remove to set the spherical bushing in the spherical
bushing assembling jig. (See 6-3) (Check to see that no
woodruff key falls.) If spherical bushing separated into
two parts, apply the new sealing compound “Three
bond company Seal compound 1212” to the separated
surface after remove the old sealing compound,
moisture, oil stain, and others. Then, set the spherical
bushing in the spherical bushing—assembling jig.

®Turn the bearing to 180 degree horizontally to aim
the flute of bearing. (See Fig.3)

Fig.3

&

DUANEE mE iy

( ZE[)
Outer diameter
gripping(Before)

180 O
Turn to
180 desgree

*—B
Flute

NPT
Bearing

AR IE RS

( ZEE )
Inner diameter
gripping(After)
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(Fig.4 Z 1)
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0. NANRAIERTEROANL, SEE O ) — 2=y
TNENT V=TT AT LATRE R Y b7 — A
NHDETT—REHIML, TDOB T 77 BT T
TEVY, )

version 1.01

(DAfter remove the old sealing compound, moisture, oil
stain, and others, apply the new sealing compound
“Three bond company : Seal compound 1212” to the
body and the fitting surface of spherical bushing. (See
Fig.4)

(®Fix the spherical bushing set in the jig. With the key
flute, set the spherical bushing in the body—engaged
hole and insert it, striking the front of jig. When the
back of jig comes in contact with the front body, put
together the bolt holes of spherical bushing before
temporarily tightening the bolts. At this time, remove
the jig from the spherical bushing, and tighten the bolts.
(If the grease is in short supply, remove the hex. socket
head less set screw from tap hole at the chuck
periphery and lubricate the grease into the grease
nipple with grease gun until the grease overflows from
the tap hole.)

Fig.4

EMma
XJ=MRRHAHI1 212
(BRIRIDR T =)

The place of appllying
Three bond company
‘Seal ing comeound 12127

g CAUTION
EE

@ik v = AL EZ VAT, R —E 0 @ Cover the surface of the spherical
TNV B L LD T — 5515 B3 m |2 | bushing-assembling jig with an packaging tape or

MO TR SV, £ BRI A7 v FiveEs
(ZHCRER (FE T 2 4 BFILL ERGmER) M T S
Wy,

others. Because of the chuck not to be damaged.
And should use the chuck after sealing compound
dry. (It is after 24-hour or more progress at
normal temperature.)
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Additional instruction 2 Outside view
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Model

h7

min.

PWS06

203

164.5

162

118

30.17

5.5

M6

£ Depth

44

19.3

38.07

29.36

15

g
Model

u

v

PWS06

67.5

47.1

50.8

185

M10

11

103
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47
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45
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