The 3-Jaw Chuckg 140 mm (5,5”’)

For centrically clamping of round, hexa-
gon and twelve-sided workpieces.

Exchanging the jaws:

Each chuck is provided with a set of
outside and inside stepped jaws. When
exchanging the jaws please note that
jaw no. 1 is placed into groove 1, jaw
no. 2 into groove 2, etc.

Clamping the workpileces:

7o obtain max. run-out accuracy only
fghten the pinion which is marked with
zero (0).

The 4-jaw Chuck & 140 mm (5,5’)

For centrically clamping of round,. squa-
re and octogonal workpieces.

Exchanging jaws, clamping workpieces see
3-jaw chuck. ’
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Clamping capacities for outside and inside
stepped jaws for 3- and 4-jaw chuck
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Soft jaws for the 3-jaw chuck A

The steps on the jaws must be turned
by yourselves. Clamp a piece of metal

of appropriate size when turning the
jaw steps.

Safety tip 1

The jaws never must extend 14 mm
(0,55") otherwise a tooth of a jaw could
brake and the jaw could be ejected.

Safety tip 2

‘The turned depth of jaws must ensure
save clamping.



The Chuck Guard : Each jaw can be adjusted individually.
Workpieces can be clamped centrically
and excentrically. The turned rings on
the face serve for orientation.

Clamping capacities of independent chuck
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The chuck guard is mounted with two wﬁ TS BT B t4 | 179 | 3 |'ss | vs2 | 17

socket head screws (1) to the head- 6" | 0.12"| 3.03" 142" | 5.671 70514| 0.12%| 158 | 599"} 7.05"
stock.

When loosening the two hexagon bolts
(2), you can move the chuck guard axi-
ally. The two positions (chuck guard
opened and chuck guard closed) are al-
tered by turning clamping body.

Note:

Use chuck guard whenever possible. Be-
fore starting the machine, be sure
that the chuck guard does not rub
against any rotating part.

1
The Independent Chuck &5 152 mm (6”°)

The workpieces are fixed to the clamp-
ing plate with bolts and nuts. When
workpieces are mounted unbalanced,
mount a counter-balance weight to the
clamping plate, especially when you
are working with high speeds.

For clamping round, square, rectangular
and uneven shaped workpieces.
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The Collet Holder

tlamping capacity:
(1/16"-35/64")

1,5-14 mm

Using collets, workpieces can be clamped
with highest round running accuracy.
Collets leave ho clamping marks on the
workpiece.

Mounting:

~ Mount collet holder (1) onto spindle
nose.

- Insert the collet in the nut (2) so
that the groove of the collet is posi-
tioned in the ring (2) of the nut.

~ Mount nut with collet on the holder.

Clamping the workpiece:

"sert the workpiece and tighten the nut

th the pin clockwise. To counterhold
the main spindle, a pin is inserted in
the radial bores.
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Clean and o0il collet after use.

Dismounting the collets:

Open nut.
The collet is automatically ejected by
the ring of the nut.

Care:

When
mounting collets, the cones of collet
holder and nut must be free of chips and
dirt to prevent damaging the collets.

The ESX-25 collets:

The metric and inch capacities are en-
graved in the collets. Larger or smaller
diameters must not be clamped.

Clamping capacities of the single collets

Individual collets ESX-25

Nominal dia. in mm_Chucking capacity in mm Shaft dia. in inches Order No.
2,0 15-2,0 Yi6=Yea 225020
23 2,0-2,5 Yaz 225025
30 2,5-3.0 Vo4 225030
4,0 3.0-40 Va-Y64—%32 225040
5.0 4,0-5,0 Vl/pa-Y16 225050
6,0 5,0-6,0 13/54--7/a2~15/64 225 060
7.0 6,0-70 Va-17/64 225070
8,0 7,0-8,0 Ya0—19/54-%/18 225080
9.0 8,0-9,0 21/g4-11/32 225090

100 9,0-10.0 23/64-3/5-25/64 225100

11,0 10,0-11,0 1%/a0-27/5e 225110

12,0 11,0-12,0 7/16--2%64~15/32 225120

13,0 12,0-13.0 3lpa= iz 225130

14,0 13,0-14,0 33/64—17/30-3%54 225 140




The Quick-Action Collet Chuck
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Type SSF 20

The gquick-action collet chuck is used
primarily for serial work. Workpieces
can be mounted and dismounted without
stopping the machine.

Collets

Rubber-flex collets

Each rubber-flex collet has a clamping
capacity of 2 mm diameter {(o,08"). These
collets can be obtained in a set of §
pieces (total clamping capacity 4~-20 mm,
0,15"-0,80") or individually (capacity
4-6 mm, 6-8 mm etc. - see catalog).

Mounting

1. Mount the backplate (1) onto the
main spindle nose.

2. Turn the centering diameter and the
face of the backplate so that the
quick-action collet chuck fits play-
free. Turn a recess (A).

3. Mount the quick-action collet chuck
with the hexagon head screws (2).

4. Place the bracket (3) with the groove
in the pin of the spanner and fix it
with the hexagon screws to the head-
stock.

5. Insert the bolt (4) into the spanner
and mount it to the headstock.

Mounting the rubber-flex collets

Dismount the serated ring (5) by turning
it counterclockwise and insert the re-
guired rubber-flex collet.

Clamping the workpieces

Insert workpiece into rubber-flex col-
let. Turn the serated ring (5) clock-
wise, until the workpiece is clamped
tightly, when the clamping lever is
swivelled towards the front.



The Drill Chuck

The morse taper arbor is required for
mounting the drill chuck. Clamping
capacity 1-13 mm (o,04"-5").

The drill chuck serves for clamping
twist drills and center drills. Feed is
achieved by turning the tailstock hand-
wheel. Accurate feed is enabled by the-

_scale on the pinion and the graduated

scale ring on the tailstock handwheel.

Supporting the Workpieces

Longer workpieces must be supported to
prevent the bending by the pressure of
the tool and to prevent that the work-
plece is pressed from the clamping de-

vice {(danger!).

. Supporting with Dead Center

The friction between dead center and
workpiece causes heat. To reduce it,
lubricate dead center permanently other-
wise it will melt. For speeds higher
than 500 rpm., use revolving center.

2. The Revolving Center

The center is supported by bearings and
revolves with the workpiece. It is high-
ly recommendable when working with
speads higher than 5o0 xrpm.
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Note:

The center bar in the workpiece:
The size depends on the diameter and
welight of the workpiece.

—

| _-%ﬁ

.Q%

dq

Recommended sizes for center bars in
millimeters ( lmm = O,04" )

Diameter of a2
. al t
workpiece
bis 5 1 2,5 2,5
5 - 15 1,6 3,8 ‘3,8
15 - 20 2 5 5
20 - 30 2,5 6,3 6,3
30 - 4o 3,15 7,5 7,5
4o - 6o 4 1o lo
6o - loo 5 i2,5 12,5
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Workpiece between centers. A center
bore on both sides is necessary.

The Safety Lathe Dog

The lathe dog is covered by a plaée.\

3. The Tailstock Chuck

If workpieces are not or cannot be cen-
tered, the tailstock chuck serves for
“supporting the workpiece.

Technical data:

Dia. of chucks 1lo mm (4.3")

Clamping capacity 5-4o0 mm (0.2"-1.57")

'Taper chuck is a drill chuck taper:

B 16 DIN 238 '
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Mounting:

- Insert morse taper arbor MT 2 (ref.
no. 641 530)

- Mount chuck into tailstock ram.

- Clamp workpiece with the pinion
marked with "O" to achieve maximum
centering accuracy.

The bearings (1) are mounted on excen-
tric bolts (2). When adjusting or re-
placing the bearings, loosen socket
head screw (3) and turn the excentric
bolt so that all three bearings are
running centrically.






