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Part Number | D1 | d | H | Hz | D | Hi | Hs (1?.32) Dp (iOI.DOZ) P M M
AMCHO080-5W | 65 | 19 | 90| 10 |110]80 | 72 | 65 98 49 | 45 | M 8X1.25-15L | M4X0.7
AMCH100-5W | 90 | 23 |100| 15 |130| 85 | 74 | 66 118 59 | 55 | M10X1.5 -20L | M5X0.8
Part Number | D2 | T | Fumished O-Ring ngg:'(rﬁﬂgpil)r*) C|a”EEI'\T)g,J;°rce V\I(T('gg;] t

AMCHO080-5W | 18 | 4 P5 05 4 42

AMCH100-5W | 22 | 6 ) 6 6

*) Operating air pressure range: 0.45 - 0.55 MPa.
**) The clamping forces above are at 0.5 MPa.

[ supplicawitn
-1 of locking ring

-2 of O-Ring

-1 of diamond pin

Technical Information

-Workpiece locating repeatability : £0.03
-Jaw locating repeatability : £0.02

Unclamped

jaw is pulled down.

circumference of a workpiece.

(DWhen airis applied to the clamping
port, the central bottom part of the

(@At the same time the 4 jaw sections
tilt toward the center to clamp the

‘Do not actuate clamping without a workpiece
inserted to avoid damage and deformation.

Do not machine the jaw beyond the machinable area.
-Changeable Jaws are available.

Use clean air by removing moisture and debris with
an air dryer and air filter.

-Impurities in the compressed air can cause malfunction.

*The diaphragm clamping mechanism allows securely
clamping a workpiece with 4 jaw sections.

- Different irregularly-shaped workpieces can be clamped.

-The allowable compression diameter is 0.6 mm,
making it ideal for lost wax, die cast, extruded, drawn,
and premachined workpieces.

CF> Continuing on Next Page



|__HowToUse

HBody Installing

With Side Ports
-Attach the furnished o-rings to the bottom ports.
-Plate surface must be flat (sv-3/) to get the bottom ports sealed up.
-Check if there is no air leakage from the area of the bottom ports.

Check if the ports on the bottom surface
are sealed and there is no air leakage.

With Bottom Ports
-Attach the furnished o-rings to the bottom ports.
-Plate surface must be flat (%/) to get the bottom ports sealed up.
-Refer to the figure below for the hole positions for ports.
-Ensure that the furnished air block plugs are attached to the side ports.

Attach the air block plugs and check
if there is no air leakage.

Air Passage
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AMCH080-5W
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- Machinable jaws allow clamping workpieces of
various shapes.

- Ideal way to hold workpieces for machining on small-
size machining centers, tapping centers, small-size
5-axis machines, CNC rotary tables, etc.

.

Changeable Jaws are available.



MJaw Setting
At jaw installation, ensure that air is applied to the unclamping

tand the socket-head is fully | d. Jaw E.
port and the socket-head cap screw is fully loosene: Socket-Head Cap Screw

(Furnished)

BJaw Machining
1. Set the locking ring in the jaw.
(using a bolt facilitates setting)
2. Apply air to the clamping port to clamp the locking ring.
(After clamping, remove the bolt from the locking ring.)

Socket-Head W
Cap Screw
Note: Locate the locking ring

above the cap screw's socket.

Machinable

B Workpiece Setting
1. After machining apply air to the unclamping port to take out the locking ring.

2. Mount a workpiece and then apply air to the clamping port for clamping.

Workpiece

Locking
Rlng ~ P
*) Following the above steps for jaw

machining, the clearance between
the jaw and the workpiece will be
0.3 mm in diameter.




