
CP741 PRECISION ONE-TOUCH CLAMPING LOCATORS

Wedge

Body Piston Knob

SCM440 steel
Induction hardened
Nitrocarburized

SUS303 
stainless steel

SCS13 
stainless steel
(Equivalent to 
SUS304)

Ball Spring
SUS440C  
stainless steel

Equivalent to 
SWOSC-V steel

Reference
How To Use PRECISION ONE-TOUCH 
CLAMPING LOCATORS

CP741-1660L
(Tapered)

CP741-1660S
(Straight)

* The knob should be assembled after mounting the clamping locator on the plate.
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CP741-1660L
(Tapered)

CP741-1660S
(Straight)

3000N Clamping Force!
3μm Locating Repeatability

★Key Point



How To Use

Part Number Style Clamping Force
（N）

Weight
（g） Locating Receivers

CP741-1660L Tapered
3000

410 AMWF40-BU-T,AMWF40-BU-D
CP741-1660S Straight 400 AMWF40-BU-S

■Mounting Hole Dimension

■How To Install

■How to Remove
For removal, insert screws into the tapped holes 
and screw it.

1. Ensure that the piston is 
in unclamping position 
and the balls are 
recessed.

Adding alignment marks at the clamping/unclamping 
positions helps to identify the operating status.

2. Fix the body on 
the plate.

3. Assemble the knob. 4. The knob position can 
be changed by 90°. 
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