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(BIG) HYDRAULIC CHUCK

BIG DAISHOWA
OPERATION MANUAL

OPERATION MANUAL DOWNLOAD SITE
http://big-daishowa.com/manual_index.php

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

SPECIFICATIONS

Adjusting screw )
Left-handed screw Clamping screw

(sold separately) $
i iusti Minimum
(sold with adjusting screw) clamping length

- Clamping screw
Adjusting screw i
Left-handed screw % inimum
(sold separately) clamping length

Lo
TN

\Vent (2 places)

Vent (2 places)

%Adjusting screw cannot be used with the Super Slim Type.
%BCV shank models are compatible with coolant supplied through both the center and flange of the spindle.

HOW TO CLAMP AND UNCLAMP A CUTTING TOOL

— AN -CAUTION= = = = — — e e

- Use the shank of a cutting tool with the tolerance within hé.

- Make sure that there are no dents and flaws on the shank of a cutting
tool. Never use the cutting tool, which has dents on its shank because
it is possible to damage the chuck.

- Do not use a cutting tool, which has a flat on its shank except Weldon
shank (DIN 1835 B,).

- Wrap a cutting tool with a waste securely, otherwise it is possible to
cut a hand with the cutting edge.

- Never clamp HYDRAULIC CHUCK in the state that a cutting tool is not
inserted. Otherwise it is possible to damage the inside.

- A cutting tool is not inserted beyond MIN. CLAMPING LENGTH, it is
possible to damage the inside.

+ Aroughing endmill with nicks gives pulling force and is not suitable for HYDRAULIC
CHUCK. In this case, (BIG) NEW Hi-POWER MILLING CHUCK is recommended.

- For safekeeping, wipe the chuck carefully to prevent rust and apply
anti-corrosion oil.

- If fretting corrosion is caused around the cutting tool shank, lower the cutting
parameters. Neglecting to do so could result in shorter service life of the holder.

TECHNICAL DATA

@ Clean the shank of a cutting tool and the internal
diameter of HYDRAULIC CHUCK with a clean cloth.
(BIG> O WIPER CLEANER (03-012),
and (BIG® TK CLEANER (913-042) is recommended to
clean the internal diameter.

@ Insert the cutting tool deeper than the min. clamping length
shown in the table below. Loosen the clamping screw
further if cutting tool is hard to insert into the chuck bore.

@ Using the accessory wrench, tighten the clamping screw to
the bottom of the thread. Do not tighten the screw further.

@ When coolant is supplied through the spindle, apply sealing
compound to the accessory screws and plug the vents.
%#Jet-Through Type is not equipped with the vents.

@ Loosen the clamping screw 3 to 7 turns counterclockwise
and remove the cutting tool.

. Min. . : Min. . : Min.

Clamping ; Operating |GRIP BAR model| [Clamping ; Operating [GRIPBAR model|  [Clamping : Operating [GRIP BAR model
Dia. CIIaemngl?‘g Tm%peratl?re forchecking Dia. c'?em‘gl?‘g Tengpera’tugre forchecking Dia. CIlaemng{?‘g Ter?]peratgre for ci}ecking
mm A “© clamping force mm mm °C clamping force inch - e clamping force
3S 16 TSB 3 11 33 TSB11 .250 1.1 TSB .250

4 12 38 .375 1.3 TSB .375
19 TSB 4
4 125 | 36 TSB12 500 | 15 TSB 500
5S 22 TSB 5 13 38 TSB13 .625 17 5-50 | TSB .625
6 28 TSB 6 14 TSB14 .750 ' TSB .750
6S 25 5_ 50 15 5_ 50 TSB15 1.000 2.1 TSB1.000
7 o8 TSB 7 16 43 TSB16 1.250 2.2 TSB1.250
8 TSB 8 18 TSB18
8S 31 20 TSB20
9 28 TSB 9 25 52 TSB25
10 32 56 TSB32
10S % TSB10 42 65 TSB42

CHECKING CLAMPING FORCE

Check the clamping force in order to use safely.

@ PROCEDURE OF CHECKING
D The environmental temperature should be 10-25°C .

@® Insert the exclusive GRIP BAR into the internal
diameter of the chuck beyond the minimum clamping
length and tighten CLAMPING SCREW.

@ Check whether GRIP BAR is easily pulled out. If so, it is
possible that the clamping force has dropped.

HIGH SPEED CUTTING

The standard products are pre-balanced. If vibrations at high
spindle speed are on your minds, post-balanced products are
available (with charge).

@ PERIOD OF CHECKING
@ If the chuck is used after on use for a long time.

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

GRIP BAR for
checking clamping force

ADJUSTING SCREW

In order to adjust the projection length of a cutting tool, an
adjusting screw sold separately is available.

Depending on the internal diameter and projection length of a
toolholder, the adjusting screw is different.

Refer to the catalogue of (BIG) HYDRAULIC CHUCK.

When an adjusting screw is attached to the #50 taper models,
consult with BIG .

%*Adjusting screw cannot be used with the Super Slim Type.

However, the maximum spindle speed is 20,000min".
When using a straight collet and a adjusting screw or depending
on a shape of a cutting tool, some balance may get worse.

STRAIGHT COLLET

Exclusive high-precision straight collets are available. (Please refer to the catalog for collet models.)

Nose coolant supply type

PJC COLLET

Central coolant supply

PSC COLLET

1 =&A- CAUTION: = = = = = = — o e e e e

I . When using a straight collet, insert the straight collet until its flange surely contacts with the end face of a toolholder.
- When using a straight collet, be aware that runout accuracy and clamping force decrease.
* PJC12 collet models cannot be used with the HYDRAULIC CHUCK.

CAUTION (Handling with care)
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- Remove flaws, built-up metals and chips on the internal diameter and a shank of a cutting tool, and clean dirt by using a cloth with
kerosene or degreasing fluid.

* 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).

- Do not remove a vent screw sealed with a transparent resin.

* 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.
+ Do not use the retention knobs that suffer hit flaws on the head part and the bent body.

* A retention knob made by @BI&) should be used and exchanged every 2 years.

BIG DAISHOWA SEIKI CO., LTD.
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