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Type Body
SKD12 Steel
[MBSC}A Quenched & tempered
Black oxide finished
HRC45~48
SKD12 Steel
TC [MBSCFB | Quenched & tempered
HRC45~48
SKD12 Steel
Quenched & tempered
[mBSC}TC Tungsten carbide coating on
clamping surface
HRC70
[MBSCI-C | Brass
SKD12 Steel
HRC43
L
S

|
/

@)
NS/

| || A (Masimum mechinable widt)

é Parallel pin
e (included) for machining I
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(Machinable edge)
-A(Knife edge) &
Clampin Clamping | Allowable Screw | Weight
Part Number | W | H Stm‘;eg Hi| L | P Lf M Wi Fome"(Nﬁ Tonuelbm) (gg)
MBSCO025A | 95/1.9] 019 | 36| 95| 38/ 7| M 25X045-8L | 2| 28 1.8 3
MBSCO04A [127/25] 0.4 48127/ 5110 | M4 X0.7 -12L | 3| 6.6 5.6 7
MBSCO06A |19.1/3.8| 0.6 710191/ 76/13| M6 X1 -16L| 5| 16 225 21
MBSC10A ([254/6.4] 1.2 |11.4/25.4{10.2 20 M10 x1.5 -25L | 8| 17 40.6 65
MBSC12A ([381/9.5] 1.9 116.3/38.1{15.2 M12 X1.75-30L | 10| 50 145 200
-B(Blunt edge; Steel)
Clampin Clamping | Allowable Screw | Weight
e Stroieg ) L) P b ad Forcep(N§ Torque(N:m) (gg)
MBSC025B | 95/1.9| 0.19 | 36| 95/ 38| 7| M 25x045-8L | 2| 2.8 1.8 3
MBSC04B |127/25| 04 48127/ 51/10 | M4 X0.7 -12L | 3| 6.6 5.6 7
MBSC06B [19.1/3.8]| 0.6 71191176/ 13| M6 X1 -16L | 5| 16 225 21
MBSC10B [254]6.4| 1.2 |11.4/25.4{10.2 20 M10 x1.5 -25L | 8| 17 40.6 65
MBSC12B [38.1/9.5] 1.9 |16.3]38.1]15.2 M12 X1.75-30L | 10| 50 145 200




-TC(Carbide Edge)

Clampin Clamping | Allowable Screw | Weight
PeG NumEar | G [ Stroieg | b P e Wi Forcep(N§ Torque(N+m) (gg)
MBSC025TC | 95/1.9] 0.19 | 36| 95| 38/ 7| M 25X0.45- 8L | 2 2.8 1.8 3
MBSCO04TC [127|25| 0.4 48127/ 5110 | M 4 X0.7 -12L | 3 6.6 5.6 7
MBSCO06TC [19.1/3.8] 0.6 710191/ 76/13 | M6 X1 -16L | 5| 16 22.5 21
MBSC10TC [254]6.4] 1.2 |11.4/25.4({10.2 20 M10 X1.5 -25L | 8| 17 40.6 65
MBSC12TC [381/9.5| 1.9 116.3/38.1{15.2 M12 X1.75-30L | 10| 50 145 200

-C(Blunt edge; Blass

Clamping Clamping | Allowable Screw | Weight
L g ey | [ stoke | | Y| P L b L Force(N) | Torque(N'm) | (g)
MBSCO025C | 95/1.9| 0.19 | 36| 95| 38 M2.5%0.45- 8L | 15| 0.8 0.6 3
MBSC04C |127|2.5| 0.4 | 48/12.7| 51/10| M4 Xx0.7 -12L |25| 1.7 2.8 7
MBSC06C [19.1/3.8] 0.6 | 7.1[19.4/ 76/ 11| M6 x1 -16L |4 4.2 5.6 23

MBSSC| (Machinable type)

Clamping Clamping | Allowable Screw |Weight
Part Number | W | H | A Stoke L|Hi|L|P|Lf M Wi T

MBSSC10 [254]6.4 1.5 1.2 |27.2/11.4]254]10.2 M10x15 -25L| 8| 17 40.5 68

MBSSC12 (38.3/9.5/45| 19 |43 |16.3/38.1/15.2 20 M12x1.75-30L| 10 | 50 145 213

-_ Furnished Parts (Only for Machinable edge type

o

—_

-Simple and compact design is perfect for Parallel pin 1 of $3.175X%19. 05 [MBSSC|10
clamping thin workpieces. 1 of $6.35 X31.75[MBSSCJ12

-The knife edge of [MBSC|-A allows firm clamping.

MBSCI-B and[MBSC]-C are perfect for clamping

the workpiece on its finished surface. -Use parallel pin for proper location for
*When the clamp is unclamped, the clamping machining clamp.

edge is lifted by the O-ring. -Only forMBSC-C, a hex socket button head
[MBSC|-TC has tungsten carbide coated clamping screyw ismded’.

edge to provide high holding force.

Application Examples

{Installation Instructions)

1. Machine a slot for the clamp.

2. Drill and tap a hole for the cap screw.

3. Assemble the clamp and loosely screw to fixture.
At this step, there is a clearance created by the
O-ring for Installation/removal of workpieces.

4. Insert workpiece and tighten cap screw.




