o Hydraulic precision chuck

Type “G” for overhead routers.

Specification

Hydraulically self-centering high precision router chuck. A self
contained sealed hydraulic system within the chuck
simultaneously centralises and clamps the cutting tool with the
turn of one actuation screw.

A unique two-part safety system comprising double seals for the
hydraulic system and a further mechanical safety guard ensures
tool retention in any circumstances.

Application
For use on overhead routers, choice of ten different mounting
shanks including the new HSK63F.

Shanks available, MK2, MK3, 1SO40, SK30, SK40, BT30, BT35, BT40, HSK
63F and SCM (30)

Operation

Tightening the pressure screw acts on the piston to force the (=

pressure medium in the hydraulic system into the narrow | |
space around the clamping part, which then centres and —
clamps the tool.

Full clamping pressure is obtained when the pressure screw B

is tightened to the end of it's travel. Releasing the pressure i

screw reduces the pressure and the clamping part returns to m J
Hydraulic \

s Cover ring

it's original dimensions. The tool can now be removed.

Safety guard B

Clamping Mechanism chamber | —

The mechanism for clamping is designed to give maximum
security. It consists of a pressure screw and piston. The piston
has two independent sealing systems, hydraulic sealing in the
form of an o-ring and mechanical sealing using a steel ball into
a spherical seating. When the pressure screw is tightened to
it's end position then both systems are brought into operation,
the tool is clamped, and the cover ring is twisted to cover the
screw and protect from dust etc.

Mechanical safety guard

The safety guard consists of a spring activated disc. When the
guard is pressed in, the mechanism is opened and the screw
head of the tool can pass. When the guard is released the tool
is prevented from falling out by the disc retaining the head of
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