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SIDE LOCK ID HOLDING CLAMPS

6X60°

6-M4 Hex Socket
Countersunk Head Screw
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Dia.*) Force (N) | Torque(N-m) Range of Dia ) of Dia. (g)
MBSID-M | ¢17.8~¢28.7 358
15,000 47 0.02~0.18 0.30 Mo
MBSID-L $17.8~¢53.3 720

*)You need to machine the clamp to suit the diameter of your workpieces.
**) The recommended tightening torque to machine the diameter for custom fit is 13.5N-m.



Furnished Parts

1 of locking ring

-Can hold workpieces on an inside diameter by turning a socket
head cam cylinder on the side.

- Perfect for multiple-parts holding arrangement.

+Can be machinable to suit your workpieces.

- Do not tighten the clamp screw without the workpiece set to prevent damage and deformation.

- The minimum radius of corners at the machined part should be 0.5mm for clamping
small workpieces. To prevent stress concentration on these corners, make the radius as large as
possible.

- If the radius will interfere with the bottom of the workpiece bore, we suggest a ring or rest-pads
be fixed to the flange.

Machining Instructions
Locking Ring
(included)

Insert the locking ring to the groove of the upper surface and clamp it, ]
and then machine the clamp to your bore size.

Spring

Tapered Plunger

Rotating the cam cylinder both clockwise and
counterclockwise expands the clamp.





