TYPE AS

e Accuracy Adjustable

within 0.005 mm. and

repeating to within 0.013 mm.
Toolroom Accuracy in Production.
Costly fixtures eliminated.
Inexpensive to install.

Long life due to jaws theeth,

scroll threads, body jaw ways,

body knob hardened & precision
ground
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DIMENSIONAL DATA
Nominal H Weight. in kg| FOR APPLICATION ON
Size A = c 2 E F G H7 J K 3JAW [ 6JAW | *® Cylindrical & Internal Grinders
80 80 | 56 | 16 | 12 |105| 32| 67| s6| 3 | me| 25 : loals Culler Ginglor

Precision Lathes
100 100 | 65 | 20 | 18 | 14 41 83| 70| 3 | M8 | 45 : Dividing Headis

125 125 75 33 21 5 48 108 95 4 M8 6.0 7.0 6 JAWS TRUGRIP CHUCKS
® Soft Metals Gripped firmly without

160 160 | 85 | 42 | 20°| 18 65 | 140 | 125 | 4 | wm10 | 105 | 115 undue marking.
¢ Fragile Components such as rings
200 200 95 | 55 31 22 .80 | 178 | 160 4 | M10 | 130 | 175 and tubes fo be held Securely
with Less Pressure and minimum
250 250 | 110 | 76 36 [2850| 98 | 224 | 200 5 | Mi12 | 345 | 38.0 distortion.
315 315 | 117 | 107 36 | 2850 | 118 | 286 | 260 5 | Mi4 | 450 | 48.0

Hold the workpiece in this chuck in normal manner. Slacken the adjusting
screws with dual purpose key provided. Place the dial indicator against
workpiece and rotate the chuck till lowest reading is obtained. The adjusting
screws nearestto low reading is then tightened until gauge needle moves half
the total eccentricity reading. The same procedure is repeated till the desired
level of concentricity is achieved. All adjusting screws then finally be checked 5 Thfe)t;e Ttiies
for full tightness. No further adjustment is required for repetitive machining For Mounting
of similar jobs of same dia whichis possible within 0.013 mm accuracy. ADJUSTING PROCEDURE
Always use NOMINATED PINION for reptitive gripping accuracy.

ADJUSTMENT
SCREW

Trugrip Chucks are slightly unbalanced
due to adjusiment feature and may
cause spindle vibration at high speed.




