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OPERATION MANUAL
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Please read these instructions before use and keep them where
the operator may refer to them whenever necessary.

SPECIFICATIONS

Clamping screw

Minimum
clamping length
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HOW TO CLAMP AND UNCLAMP A CUTTING TOOL

* A hole-through for coolant/air is not provided.
* Adjusting screw for tool length cannot be used.

Vent (1 place)

@ How to CLAMP r A CAUTION = = e e e oy
(DClean the shank of a cutting tool and the internal diameter of HYDRAULIC 1 . Use the shank of . | with the tol ithin h6 1
CHUCK with a clean cloth. (BI6) O, WIPER CLEANER is recommended to I se the shank of a cutting tool with the tolerance within h6. "
clean the internal diameter. I * Make sure that there are no dents and flaws on the shank of a I
(lnsert the cutting tool deeper than the min. clamping length shown in the I CE“'T(Q tool. Neyer use th_glcuttlgg toal, wr:nchhhaidents onits 1
table below. Loosen the clamping screw further if cutting tool is hard to shank because it is possible to damage the chuck.
insert into the chuck bore. I -Donotusea cutting tool, which has a flat on its shank except 1
(3Using the accessory wrench, tighten the clamping screw to the bottom I Weldon sha.nk (DIN 1?35 B,). o . 1
of the thread. Do not tighten the screw further. Strong contact of the I - Wrap a cutting tool with a waste securely, otherwise it is possible 1
clamping screw to the bottom may increase runout. In such a case, loosen I tocutahand with the cutting edge. 1
the clamping screw slightly and tighten it again. I - Never clamp HYDRAULIC CHUCK in the state that a cutting toolis |
] notinserted. Otherwise it is possible to damage the inside. 1
@How to UNCLAMP 1 - Acutting tool is not inserted beyond MIN. CLAMPING LENGTH, it |
(DLoosen the clamping screw 2 to 4 turns counterclockwise and remove the | is possible to damage the inside. 1
cutting tool. e L L Ty
TECHNICAL DATA
@HSK-E25 @ HSK-E32
Model Min. clamping length| Operating GRIP BAR model For Model Min. clamping length| Operating GRIP BAR model For
mm Temperature |confirming gripping force mm Temperature |confirming gripping force
HDC3s HDC3S TSB3
TSB3 16
HDC3XS HDC3.175S 5-50°C TSB3.175
HDC3.175S 16 5-50°C TSB3.175 HDC4S 19 41-122°F TSB4
HDC4S 41-122°F HDC6S 25 TSB6
TSB4
HDC4XS
HDC6S 21 TSB6
CHECKING CLAMPING FORCE
»*¢Check the clamping force @ PROCEDURE OF CHECKING
in order to use safely. (DThe environmental temperature should be 10-25 °C.
(@lInsert the exclusive GRIP BAR into the internal diameter of the
@ PERIOD OF CHECKING chuck beyond the minimum clamping length and tighten
« If the chuck is used after on use for a long time. CLAMPING SCREW.
(3Check whether GRIP BAR is easily pulled out. If so, it is possible GRIP BAR For

* If a cutting tool is exchanged 100 times, or every 3 months.

CAUTION (Handling with care)

that the clamping force has dropped.

confirming gripping force

BIG DAISHOWA SEIKI CO., LTD.

* Remove scratches, adhesions and chips on the chuck bore and the tool shank, and contamination on them with a waste cloth using a degreaser.

+ Apply grease (MOBILE XHP222 or its equivalent) to the clamping screw periodically. If movement of a clamping screw is not good even after grease is
applied, exchange the clamping screw (with charge).

+ A mischief prevention screw with a pin seals oil pressure. Never remove it.

+ For safekeeping, wipe the chuck carefully to prevent rust and apply anti-corrosion oil.
* Do not touch a toolholder and a cutting tool while they are rotating.
+ If a cutting tool is broken during cutting operation, check the runout accuracy of a toolholder and flaws on it.
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