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Remarks

When machining a bar stock, keep in
mind that the chuck may lose stable
gripping force and the work piece may
slip because a long work piece may
vibrate and the top jaws cannot firmly
grip a work piece with a smaller diam-
eter. In such a case, secure a greater
gripping length in the axial direction to
improve gripping stability. Figures 7 and
8 show examples of top jaws formed to
secure a greater work piece gripping
length by moving the gripping location
of the formed plug from near the chuck
end face to the upper jaw surface. The
tops jaws are also formed to increase
the gripping stability so that the work
piece can be gripped just as if the jaws
were rising in the forming condition.

Formed plug
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Formed plug

Z) | Vﬁ

-

Method for gripping formed
plug near the chuck end face,

Fig. 8

Method for gripping formed
ring on the top jaw surface,
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24 Power Chuck

4-4 Precautions for operation

We are the chuck manufacturer, and
are not responsible for the safe opera-
tion of the combined chuck and lathe
or machining center into which the
chuck is installed. There exist numer-
ous rules and guides for overall safe
operation among the most respected
is ANSI B11.6- 1984. Nonetheless, while
reference may be made to ANSI and/
or specifications, mere mechanical
compliance with ANSI and/or other
standards does not ensure safety. All
standards should be considered only
as elements of an overall safety con-
sideration, and when considered alone
constitute only minimum standards.
What follows is a partial enumeration
of universal precautions, which should
be taken in the normal course of oper-
ation. Particular steps beyond or in ad-
dition to those, which will be discussed
below, must be determined by the indi-
vidual user after a complete review of
all aspects of the work to be done.

&WARNING

A failure to guard the machine as
whole may lead to serious injury or
death to the operator or bystanders.
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Before gripping work piece

AWARNING

Before beginning operations, check
to be sure that the pneumatic or hy-
draulic pressure needed to operate
the chuck is being supplied to the cyl-
inder. If not supplied or not sufficient,
the work piece could slip out and fly off
as the cutting starts, and may cause
severe injury or death to the operator
and/or bystanders.

NOTE) ANSI B11.6-1984 prescribes in-
stallation of an interlock cir-
cuit for preventing rotation or
an audible or visible warning
system activated when the re-
quired pressure is not supplied
to the cylinder gripping side.

To make sure that there will be no inter-
ference of the top jaws or stopper with
the turret or tools, do a test run cycle at
low spindle speed without work gripping.

&WARNING

Perform a test run at low speed before
cutting to verify that the top jaws or the
stopper does not interfere with the turret
or tools. Should there in fact be interfer-
ence, the resulting sharp collision may
cause the top jaws or the stopper to fly
off, which may lead to severe injury or
death to the operator and/or bystanders.

To comply with ANSI B11.6-1984 section
432, you need to install a check valve
and an accumulator in the connecting
area with the chuck so that the hydrau-
lic or pneumatic system does not loose
pressure in case of failure. Besides check
valve and accumulator, it is essential to
install a shielding cover that separates
the chuck and work piece from the oper-
ator or bystanders. Without such a cover,
the work piece, chips or tool fragments
will fly out, causing severe injury or death
to the operator and/or bystanders.
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When Gripping Work piece

&WARNING

When gripping the work piece with the
chuck, be careful not to get any part
of your body caught between the top
jaws and the work piece or between
the work piece and the machine. The
operator’s hand may be injured.

NOTE) ANSI B11.6-1984 prescribes in-
stallation of a shielding cover
(guard) so that no part of the
operator’s body can be caught
between a part of the chuck
and the surface of the work
piece when the space in be-
tween exceeds 1/4 inch with the
jaws fully opened.

During cutting operations

&WARNING

In any of the following cases, the tool
impact on initial cutting contact may
result in an unexpected cutting force
in excess of chuck work holding ca-
pacity: The back end of the work piece
is away from the chuck’s stopper face.
The rotating center of the work piece is
not aligned with the chuck center. The
work piece is a casting or forging part
having a projecting gate or burr. This
may; in machining, cause severe per-
sonal injury or death to the operator or
bystanders. If this situation is possible,
begin tool contact with the work piece
initially during a low rpm test run.
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A DANGER

Never operate the cylinder selector
valve while the spindle is rotating. Oth-
erwise, the gripped work piece may
come off and fly out.

NOTE) ANSI B11.6-1984 prescribes the
installation of a safety circuit to
nullify opening or closing of the
chuck during machining, and the
need to protect the operator from
inadvertent opening or closing
of the chuck, usually by a shield.
ANSI B11.6-1984 also requires that
when a foot pedal switch is used,
it must be protected from inad-
vertent operation.

End of operations

&WARNING

Remove the work piece from the chuck
at the end of operations. If the work
piece is left gripped in the chuck, the
cylinder supply pressure may de-
crease, or the work piece may fall oft
due to mistaken operations, it may
cause severe personal injury and ma-
chine damage.
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Lubrication

The most frequent cause of chuck fail-
ure is insufficient or improper lubrica-
tion. If lubrication is insufficient or if a
non-specified lubricant is used, not
only will wear be accelerated, the grip-
ping force will be inadequate, with the
possibility of the work piece coming
off while machining. Adhere to the fol-
lowing guidelines for lubrication. As for
this chuck, a grease nipple is provided
for the front end of the chuck body.
Through this nipple, supply grease to
the sliding surfaces of wedge plunger
and master jaws. When refueling in
the condition to have opened the top
jaw(X1), grease is supplied to the in-
ternal circumference of the wedge
plunger part. When refueling in the
closed condition, grease is supplied
to the sliding surfaces of master jaws.
(%1: HO12D4 model is a position with 2
mm diameter in front of the end of the
jaw open.) One place of grease dis-
charge hole is provided for outside of
chuck body. When the movement of
draw sleeve becomes heavy with the
oversupply of grease, remove a plug,
and make open and close jaw and dis-
charge surplus grease. After work end-
ing, always install a plug.
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MCA & BiC| SIH0)| QL= T2 A LIE
MCH : OFAE] & BThof Q= J2|A LIS

MCA : Grease nipple on the top of chuck body
MCH : Grease nipples at the periphery end of each master jaw

MCA : & EERYEEAS
MCH : ETRIRA9EB A

D2|3E EP(CIRIIA) (FUie] B2 =6 SU8 J2|AS ARBSHIAIR)
Moly Kote EP Grease(DOW CORNING CO.LTD)
sE{EFMoly Kote EP Grease(DOW CORNING CO.LTD)#IE 5
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&WARNING

Insufficient lubrication will lead to low-
er gripping force and create abnormal
friction and seizure. If the cutting is
done in such conditions, the work piece
will come off and may cause severe
injury or death to the operator and/
or bystanders. Lubrication with non-
specified lubricants may also permit
extraordinary corrosion and/or wear
and will lead to a loss of gripping force.

The operator and/or bystanders may
be seriously injured or killed if improp-
er lubricants are used. Improper lubri-
cants may reduce gripping force of the
chuck and permit work pieces to fly out
of the chuck.

Failure to use an anticorrosive cool-
ant can cause rust build up inside
the chuck that increases friction. This
causes serious injury or death to the
operator and/or bystanders, as well as
damage to the machine.
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I ALE S O|of WAMA| Of2Ht 22 S X If there is a Steady Rest malfunctions, FORERIEFRERER, BRELL
SIOISIA| 0 AL QI2ES A EKITS| HHSE  stop the lathe and try the following TF/LEESAATBR, RITENEIRE
of c2|AisLct countermeasures. FEIRIR A,

EXE / Trouble / IA#R !/ Cause / IRE CifH / Action / ¥&HE

X 2Z0| miEE|0] QT
The inside of the chuck is broken.

REE IR

=olf 2 wekSi}
Disassemble and replace part.

FENEE R

0| BS54
Chuck does not operate

A ENE)

F&5F7H 501201 Tt
Slide way seizes.

TBENER A E NG

28 S S0{22 B9I= M 4 9 meRict

Disassemble and repair damaged part with
oilstone or replace it.

HFEEERE NGRS H B iR

B Qe MRICP} XS5 o,

Rotating hydraulic cylinder does not work.

TER BRI B

RUAESE ZARRITE,

Check that pressure reduction valve, change
over valve and horse system are correct.

WERERS.

DAEIZS| AEZT HE
Insufficient master jaw stroke

REMBTETRE

0| LiK0f| BO] S047t QUCH.
Chips are deposited in the chuck in large
amount.

REHANKZE

ol S eitt

Disassemble and clean.

HFEEER.

OFAE{ZO| AE23T} HESICE,

Insufficient master jaw stroke.

BEMBTIET B,

SEES Ofefe i OpAE A}
UE=E DICE

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

AT B,

AEZ 30| 5% 220

0| LEBICH.
Insufficient pressure.

BRZESTo

S 2R g2g oIk
Increase pressure to the set level.
BEDRSINEE KT,

RS
Workpiece slippage
MIFmEALRE

HE| A XIE0| SEE XIEut F 5K Qh=Ct.
Formed dia. of top jaw does not match

workpiece dia.

TMA R ER S TR ERR .

ek ol 7| s RpESICH
Reform top jaw according to correct method.
BB IEMRL AL 5 A B R A AL,

EAEO| XL L

=217

Cutting force is too high.
PIElyapur=

TafRig Oijtieln Ao| Aflol XIS Selsict,
Calculate cutting force and reduce it up to
chuck specifications.

HETIES, WIAENREFERKNRASR,

OtAE] Zof HEHO| 20| #E3|LL.

Insufficient lubrication at master jaws
and sliding parts.

S5 MBS DB 2.

J2|A LER J2|AS S50t HES 3 H oEEL

Supply grease from grease nipples and open/
close the top jaws a few times while no work
piece is gripped.

Rl asitelgiE, HAELETULR.
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SHE / Trouble / IS

2101 / Cause / BH

CHAH / Action / $HE

H Rt =521 et
Periphery of chuck is run out.

SLHINERE D,

9fF U I ES2US Solstn A FARICE

Tighten chuck bolts correctly.
CEINEMBEG, ARk,

AET E2HO FEE.
Stopper end face runs out.
HBRIREEE.

AEH 2HO| YULE HECL
Correct the run-out stopper end face.
TS IR E RIS E.

OFAE] 22t M|2{|0]d £20i| O[ZHO| AC B&S|
HEEE} =P MZR(0] QUX| SiCt.

Foreign matter is caught in serrations
between master and top jaws. Top jaw
mounting bolts are inadequately tightened.

ETHIERSEMIE Y. TUT BN REL,

HEE Mo = Mo 42 E HASID RO HZEES
8 EIE NSt

Remove top jaw and clean serrations thoroughly.
Tighten bolts to correct torque.

ATV F TR R L SR AE AR TR SR TR,

EIEO| JAYHO| TSR] ALt

Forming of top jaw is inadequate.

SHEA 0 THHO| el ot W0 A X
QUU=THRISIC], EESH A (O] RUH HECSS 2RIGHL
Check that forming plug is parallel to chuck end
face and plug is not deformed due to gripping
force Also, check hydraulic pressure while

et -
Poo:ochuoroc TAMBI AR 7 S5 R 5o, forming Td face ro/gghne\ss.\ N
0" Y WERAETFRTTITIAEE KENLETE
REETS TRTRENTRESF. B9, HEMENORE
MEEEES,
E150| 507} 50} BV} Hsoh |z 5k P
HHEZ2EI =0{Lt ol Hit=l mViE o T — el B
ﬂeé_ .f SOILF2AEE ) Reduce height of top jaw by replacing with
Top jaw is deformed and top jaw bolts are | stqndard size jaw
extended because top jaw is too high. T . . o =
TR S, BT, g, | P BIBE, (BIRAL AN IR
Dol el ors S S MR 7HB8t 4 Sl e ILIOIM THolIS Kot e wxsict
é\/ﬁgéﬁ)ﬁéO@zSeformed by too much Reduce gripping force to prevent deformation.
. = 42 (T i finee A
%}%ﬁﬁgi TR, ENTEEREEEF T, BHIETR,
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Fig. 10
K|/ Dimension / R¥%&
A
Type on | @8 | @c | oD E F G H J K N |uPeD)| Q oR T
Gt
MCA-04 148 10 20 - 90 15 75.5 27 55 23 M8 130 - 9 M10
MCA-06 203 165 25 20 95 15 103 36 72 31 M8 185 58 m M10
MCA-08 248 210 36 30 106 15 125.5 42 95 35 M8 230 68 m M10
MCA-10 | 300 | 254 | 50 | 43 | m0 6 | 1475 | 46 | mo | 40 | M0 | 280 | 80 13| M2
AR¥ / Specification / RS
oferd
sl eebie  Soibe || MoxCompraroros! || MaxAl seeie || Wl
e AT o M2 (ER) Shig BABEESES B8
= [mm] [kN(kgf)] [MPa(kgf/cm?)] [kg]
Max. Min.
MCA-04 110 10 52 75 0.7(7) 73
MCA-06 165 23 52 21 0.7(7) 16
MCA-08 210 30 6.3 33 0.7(7) 28
MCA-10 254 50 6.3 48 0.7(7) 43
Instruction Manual 31
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MCA
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Fig. 11
Xlg=/ Dimension / R¥&
A4l
Type QA oB @C D E = G H J K L M N
L
MCH-06 210 165 25 100 15 20 30 36 72 31 26 80 103
MCH-08 255 210 36 m 15 20 30 42 95 35 26 80 1255
MCH-10 300 254 50 121 15 20 30 46 110 40 26 80 1475
R
Type Omax. | Omin. Pmax Pmin. Q R S T U oV oW X Y
A=
MCH-06 419 39.3 9.25 4.75 20 6-M8 6-M10 4-0M 18 110 185 2-010 | 2-PT1/4
MCH-08 53 49.85 14.75 8.8 30 6-M6 6-M10 4-0M 25 136 235 2-010 | 2-PT1/4
MCH-10 66 62.85 16 85 43 6-M10 | 6-M12 4-013 35 160 280 2-@210 | 2-PT1/4
Q¥ / Specification / FEAREBEK
ety A|CH MX 90tz
nl e 174 i =HEe me=
A4 2488 ) Grip Dia. BaE=s (7_<|7c.>) 2l ]IF_;'F_E' Max. Hydraulic %.%F
Thru Hole Dia. T SEE Jaw-Stroke Dia. Max. Clamping Force Weight
Type " o 7 J—10 sz ey Pressure =
7 BILER Imm] MiTiR(ER) RS = o 2
ey RAREES
[mm] - [mm] [kN(kgf)] M , [kgl
e Min. pa(kgf/cm?)]
MCH-06 110 110 10 52 75 0.7(7) 73
MCH-08 110 165 23 52 21 0.7(7) 16
MCH-10 10 210 30 6.3 33 0.7(7) 28
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MCA HEE [ Parts list / SR S
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pey 42 s
No. £2%/ Name | BB Qty B
RS HE =
1 HIC| / Body / #{4 1
2 FUIXI 22X / wedge Plunger / {112 1
3 ORAE & / Master Jaw / &/ 3
4 44 Z30|E / Back plate / [G1R 1
5 I|AE Z20|E / Piston plate / SEZER 1
6 HH / Cover [ EF 1
7 OHLIZE / Manifolder / ZIE 1
8 A HH / Seal cover / BEtEF 3
9 T-HE/ T-Nut / [9mE] 3
10 ATE X / Soft Jaw / BT 3
1 HH Z247 / Cover Plug [ 7% 1
1o | 8% FYEO| £E / Hexagon Socket Head Bolt / 75/ | &
[FE S Yiod
13 S22+ AHE0| £E / Hexagon Socket Head Bolt / 12
AV ESS = s
14 22t 1HE0| 2E / Hexagon Socket Head Bolt / 6
pavz]RESS i
15 {2 JHE0| 2E / Hexagon Socket Head Bolt / 3
A7 A B IRS
16 2+ AHE0| £E / Hexagon Socket Head Bolt / 2
A=l E TS Y s
17 A= 20 HAIHE| ZH2LIAL Fist Head Cap Screw / 6
TR
18 AXFEE0[HAIME| ZR2LIAL/ Fist Head Cap Screw / 1
FRA-FIRIG
19 HIE ATR / Set Screw / EE 25T 4
20 PT 2213 /PT plug / PTZE 2
21 23 /0-Ring/ OfIF 1
22 22/ O-Ring / ORUIF 1
23 22/ 0-Ring / OBYIF 2
24 28/ 0-Ring / O&UIF 1
25 27/ 0-Ring / O&UIF 1
26 22/ O-Ring / OBYIF 3
27 23 /0-Ring / OfIIF 1
28 J2|A LIE / Grease Nipple / Sl 1
} 29 PVCE2{1/PVC plug / PVCEE 2
Fig. 12
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BEH /Ports list / iR

e SAMCIHUL LY

=AM i
No. £ZY /Name / B2 Qty
WS e
1 HIC| / Body / #l{4 1
2 HYXI EHH / Wedge Plunger / 18112 1
3 OIAE & / Master Jaw / /T 3
4 ATE &/ Soft Jaw / FTL 3
5 T-HE / T-Nut / F9M§T 3
6 Z3X HE / Plunger Nut / {1 Z125 1
7 8 Z24|0|E / Back plate / f[G1R 1
8 HH / Cover / EF 1
9 TAE / Piston / ;&2 1
10 OAE Z3X] / Piston plunger / JEEME 1
11 TAE S| / Piston head /SEZEk 1
12 SoHE| 82 PHEOC| ZE / Hex. Round Head Bolt / 3
Bk A7 f B R RG
13 |2} PHE0| £E / Hexagon Socket Head Bolt / 6
A=l ESS s
14 82t 1HE0| 2E / Hexagon Socket Head Bolt / 6
A=l ESS = s
15 |2 1HE0| £E / Hexagon Socket Head Bolt / 6
A=l ESS Y s
16 S2HIX| HAIHE| EE / Hex. Socket counter sink bolt / 1
FRERNARL
17 S2RIX| HAIHZ| £E / Hex. Socket counter sink bolt / 6
FRERN AL
18 J2|ALIZ/ Grease Nipple / il 3
19 A/ Seal / B 1
20 A/ Seal / B 2
21 A/ Seal / Z5t 1
22 22 /0-Ring / ORYR 2
23 AR E217 / Expansion sealing plug / K212 2
24 WAHARI Z217 / Expansion sealing plug / B/ RKBETZE 2
25 L #lIX|(3,5,8) / L wrench(3, 5,8) / L #xF(3,5,8) 3
26 2|8l / Rivet / §05T 3
27 AT/ Spring pin / SBE5 1
28 PTZ2{1/PTplug/PTE 2
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Quality warranty

We guarantee our quality as stated below.

Model MCA / MCH
Size
Serial No.
Warranty period Twelve months

Purchased date

This product has been manufactured under rigid inspection and quality management.
In case of quality problem, Should be guided from our distributors or service center.
The retention period of parts of model for 5 year. (Specifications are subject to change
without notice.)

Free service guide

If quality problem occurs naturally under warranty, We will provide free service as stat-
ed term of warranty.

Paid service guide

1. Out of warranty period

2. Under warranty period
- Malfunctions caused by careless usage
- Malfunctions caused by unprescribed reform
- Malfunctions caused by force majeure

Service center

[405-820] 99, Namdong-daero, Namdong-gu, Incheon, Korea
Incheon, Korea

TEL. +82-32-899-8965

FAX. +82-32-721-7607

@ SAMCHUL LY
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