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AØ BØ C DØE F-G Jaw Stroke
(Each)

Max. Gripping
(Kgf)

Max. Speed
(R.P.M.)

Max.Pressure
Kgf/cm2

Weight
(kg) Matching Chuck

TL-100-4 100 169 26 1�-� 1�-�1 7.4 1,500 800 8 2.9 ��������

TL-125-4 125 197 26 1���-� 1�-�1 7.4 1,500 700 8 3.9 ������1��

TL-160-4 160 247 31 1���-� 2�-�� 8.5 1,750 600 8 6.2 ���1���12�

DIMENSION
MODEL

Material:SCM440

DIMENSIONS UNIT:mm

INSTRUCTIONS FOR JAW BORING FIXTURES

Reverse turning range Obverse turning range

JAW BORING FIXTURES   TL-TYPE(               )

FEATURE

Set the jaw into the correct position. Machine to the required size.

$GMuVt thH -aw BoriQg Fi[turHV to Iit thH 
bolt holes, then turn it in the opposite 
direction of the chuck clamping force.

8QOock thH chuck aQG rHPoYH thH -aw 
BoriQg Fi[turHV�

/ock thH chuck to cOaPS thH -aw BoriQg 
Fixtures.

If these steps are operated correctly, the 
work SiHcH wiOO haYH a EHttHr 7�,�5�

STEP.1 STEP.4

STEP.2 STEP.5

STEP.3 STEP.6
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AØ BØ C DØE F-G Jaw Stroke
(Each)

Max. Gripping
(Kgf)

Max. Speed
(R.P.M.)

Max.Pressure
Kgf/cm2

Weight
(kg) Matching Chuck

TL-100 100 169 26 1�-� 1�-�1 7.4 1,500 800 8 2.7 ��������

TL-125 125 197 26 1���-� 1�-�1 7.4 1,500 700 8 3.5 ������1��

TL-160 160 247 31 1���-� 2�-�� 8.5 1,750 600 8 5.6 ���1���12�

DIMENSION
MODEL

Material:SCM440

DIMENSIONS UNIT:mm

INSTRUCTIONS FOR JAW BORING FIXTURES

Reverse turning range Obverse turning range

JAW BORING FIXTURES   TL-TYPE(               )

7o coQIorP to C1C /athH�

7hiV t\SH with a coQtiQuouV Picro aGMuVtPHQt iV to SroYiGH accuratH 
position, to reduce the abrasion of soft jaws.

Soft jaws can be bored with just some simple steps.

:ith aQticOockwiVH Oock� thH PachiQiQg ¿HOG caQ EH HaViO\ H[SHQGHG�

7o coQIorP to C1C /athH�

7hiV t\SH with a coQtiQuouV Picro aGMuVtPHQt iV to SroYiGH accuratH 
position, to reduce the abrasion of soft jaws.

Soft jaws can be bored with just some simple steps.

:ith aQticOockwiVH Oock� thH PachiQiQg ¿HOG caQ EH HaViO\ H[SHQGHG�

FEATURE

Set the jaw into the correct position. Machine to the required size.

$GMuVt thH -aw BoriQg Fi[turHV to Iit thH 
bolt holes, then turn it in the opposite 
direction of the chuck clamping force.

8QOock thH chuck aQG rHPoYH thH -aw 
BoriQg Fi[turHV�

/ock thH chuck to cOaPS thH -aw BoriQg 
Fixtures.

If these steps are operated correctly, the 
work SiHcH wiOO haYH a EHttHr 7�,�5�

STEP.1 STEP.4

STEP.2 STEP.5

STEP.3 STEP.6
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