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HYDRAULIC CHUCK/CHR SERIES
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HYDRAULIC CHUCK/CHR SERIES

MEICX 2L R ZMHLRHEF Y v 7 TI,
Elastic deformation caused by a hydraulic pressure is utilized
for the precision chuck.

Actuating screw

Double clamp

i) ANA ROVUYIF vyl REEY TIVE (IHESE) H—#BEELE>TVET,
(Note) The body of the hydraulic chuck and the shell (Contraction parts) is an integrated structure.
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Clamping accuracy 3um or less
(within 4d)

Stable machining is evenly available.
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High accuracy machining

Reaming, End-milling for finishing are applied with the hydraulic
chuck.

i HLPRATE
AU 1 AET I OMERET,
SEHED 5> IO

T

Easy operations

Everybody can operate a repeatable
high accuracy clamping with a
hexagon spanner.
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Coolant machining is available

The spindle-through coolant is available. (except for HSK E)
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Multi-purpose applications

On top of the machining of work pieces, tool grinding and
measuring tools are also applied with the hydraulic chuck.
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BT30. 40. 50

HSK E40. 50

HSK A40, 50. 63. 100&ZE(CLine-upo

Several kinds of shank is available

BT30, 40, 50
HSK E40, 50
HSK A40, 50, 63, 100
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BT30+>/2 BT30 Shank

BM=XTJ5% Ordering Instructions

|BT30|—|CHR[3|—105|

BEZH OEHmETCORE (L)

Projection Length from Gauge Line
F+wIWE(d) Holding bore

X Model

BT+ >/% BT Shank

H
B/EQUG ((1E) E HEQUG ((1R) E
Adjusting screw G (provide) || ] Adjusting screw G (provide)
_DV al a 'c;V ala
\\ JV S B \ *Q*S AST
L Fig. 2 >
Fig. 1 L
_ BERAQLG (HE) H
AERUG ((FE) H Adjusting screw G (provide) E
Adjusting screw G (provide) E
\
# slalsls ololal &
\‘“_H_H ﬁ%ﬁ SRS 8 9 ©
. L. — 3
Fig. 3 C Li Fig. 4 L12
L
(Unit : mm)
EXES X ERHRE FAERUG
Model No. Fig. ¢d i D D, L L L. min max | Chucking range | Adjusting screw
BT30-CHR 6- 45 1 30 _ 45 7 _
- 75 2 6 2% 45 75 40 27 37 27 M5
-105 3 31 105 72 43
-CHR 8- 45 1 32 — 45 7 _
- 75 2 8 45 75 41 27 37 27 M5
-105 3 28 33 105 72 44
-CHR10- 45 1 34 _ 45 7 _ M6
- 75 2 10 30 45 75 36 31 41 31
-105 3 36 105 66 45 M8-1
-CHR12- 45 1 36 _ 45 7 _ M6
- 75 2 12 3 45 75 36 36 46 36
-105 3 38 105 67 45 M8-1
-CHR14- 90 3 14 34 45 37 90 52 46 36 46 36 M10-1
-CHR16- 75 4 75 35 — M10-1
~ 90 3 16 38 45 %0 50 15 39 49 39 N8
-CHR18- 90 4 18 38 51 44 90 41 31 39 49 39 M8-1
-CHR20- 75 44 75 26 16
T 90 4 20 0 53 46 9% o 31 41 51 41 M10-1

CBIGTEY v IRE h6

VY VOBCTSY MOYIREDSHDHITERERLIENTL

ZE0

cTBEY v ORBMFENEM EEAUTTERALES L,
CRFE AT TREZENAU EBALTH 51T o TLIEE L,

ZEDIFBRIBEDORREED T T,
-EBRUAL Y FIRABLTVET,

- IV RIVICKDFFIMIICITERTET B A

- The shank tolerance of a cutting tool - h6

- Do not use a cutting tool with a flat and notch on the surface of the shank.

- Insert the shank of a cutting tool into the chucking range (E) or more.

- Clamping should be practiced after inserting the shank into the chucking
range (E). If not, the shell might be broken due to idle contraction.

* A hexagon spanner is attached.

+ Do not recommend the use for the end-milling machining.



HYDRAULIC CHUCK/CHR SERIES

BT40/+ /2  BT40 Shank

BMXTJ5% Ordering Instructions
|BT40|—|CHR|[6|—135|

LE‘E&D\ S55imE CDRE (L)
Projection Length from Gauge Line
L Model
BT+ 2% BT Shank

F+wIWFE(d) Holding bore

FEERQLGC (HE)
Adjusting screw G (provide)

s
‘\ J@s

FERL6 ((R) "
Adjusting screw G (provide)

D
1 lod
@D
D1

Lo

Fig. 1 ] L Fig. 2 o
L
(Unit : mm)
ERES H {EFFRE ARG
Model No. Fig. e ol oD L L L. min max | Chucking range | Adjusting screw
BT40-CHR 6- 65 1 27 65 19 =
- 90 90 48 42
35 2 6 2% 45 135 85 “ 27 37 27 M5
-165 165 89
-CHR 8- 65 1 29 65 19 i M6
- 90 90 48 42
-135 2 g 28 = 135 81 14 & & 2 M5
-165 165 99
-CHR10- 65 1 31 65 20 i
- 90 90 48 43
35 2 10 30 45 135 o . 31 41 31 M8-1
-165 165
-CHR12- 65 1 33 65 20 i
- 90 90 47 43
135 2 12 32 45 135 84 . 36 46 36 M8-1
-165 165 96.5
-CHR14- 90 90 47 44
-135 2 14 34 45 i85 89 16 36 46 36 M10-1
-165 165 94.5
-CHR16- 75 75 36 35
- 90 45 90 47 45
35 2 16 38 135 912 o 39 49 39 M10-1
-165 50 165 119
-CHR18- 90 45 90 49
-135 2 18 40 135 84 48 39 49 39 M10-1
-165 50 165 119
-CHR20- 90 45 90 48 46
-135 2 20 42 135 95 41 51 4 M10-1
-165 L 165 119 e
- BRIEY vV ORE 6 « The shank tolerance of a cutting tool : h6
Y VOBIC TS Y MRUIREDHDITEIFFERULENWTL - Do not use a cutting tool with a flat and notch on the surface of the shank.
ral AN + Insert the shank of a cutting tool into the chucking range (E) or more.
cTEY vV ORRMIFEEU EBA UL TTERLEEL, - Clamping should be practiced after inserting the shank into the chucking
- TR TIEZET AU EEA UL TH ST TLEE L, range (E). If not, the shell might be broken due to idle contraction.
ZEFDIFEIBDRER LD FT, - A hexagon spanner is attached.
BB URAL Y FIFMEBLTWVETD, - Do not recommend the use for the end-milling machining.

- IV RIVICKDTFRIMTICIHERTET B Ao



I\ ROYYIFvvI/CHRVU—X

BT40Y v > URiES A 7 BT40 Shank rigid type

B=XT75% Ordering Instructions
|BT40|—|CHR|25/H—[135]

L Lﬁ%ﬁ%UB%ﬁivwﬁéuo
Projection Length from Gauge Line
B4+~ Rigid type
F+wIAE(d,) Holding bore

=X Model
BT+ >/% BT Shank

RWERUG (R H BERUG (WE) "
Adjusting screw G (provide) E Adjusting screw G (provide)
|
— 23 N i
Fig. 1 L Fig. 2 L
L L
H
BERLG (IE) £ BRELQUG ([1E) !

Adjusting screw G (provide)

h
L%
@D

Il

Adjusting screw G (provide)

, Fig. 4
Fig. 3 T L
L
(Unit : mm)
EXES 2] IFRE FEERUG
Model No. Fig. ¢d ¢ PD: L L min max Chucking range | Adjusting screw
BT40-CHR20H- 75 1 20 49 - 75 45 41 51 4 M10-1
-CHR25H-105 105
R 2 25 55 62 e 25 47 57 47 M10-1
-CHR32H-105 3 60 75 105 16
T . 32 0 = T = 51 61 51 M10-1

cBRIBEY v UIRE ' h6

VP VOBICTTY MRYIREDHDTEFERULEWLWTL
ZEL

cTEY vV ORBMFETEUEEA UL TSERL S,

- WEFRBTIEZETEU EEALTH ST TLIEE L,
ZEFOIFHFIEDRREEDFT,
AEEIRURALYFIEIMEBLTVETD,

- IVRIVIECKDTEMIICEFHEETEF B A

- The shank tolerance of a cutting tool : h6

+ Do not use a cutting tool with a flat and notch on the surface of the shank.
* Insert the shank of a cutting tool into the chucking range (E) or more.

- Clamping should be practiced after inserting the shank into the chucking

range (E). If not, the shell might be broken due to idle contraction.

- A hexagon spanner is attached.
+ Do not recommend the use for the end-milling machining.



HYDRAULIC CHUCK/CHR SERIES

BT50Z/ +>/27  BT50 Shank

BMXTJ5% Ordering Instructions
|BT50|—|CHR|6|—135

LE‘E&D\ S55imE CDRE (L)
Projection Length from Gauge Line
L Model
BT+ 2% BT Shank

F+wIWFE(d) Holding bore

AERUG (HE)

Adjusting screw G (provide)

H
E
} % 'OWD (=
\\ BESE
L
L1
L
(Unit : mm)
EXES H FRE FEEERUG
Model No. ¢d 2L @ L L L. min max Chlﬁ(ﬁg range A(;jljsting screw
BT50-CHR 6-105 105 48
-135 6 26 45 135 69 44 27 37 27 M5
-165 165 84
-CHR 8-105 105 48
-135 8 28 45 135 78 45 27 37 27 M6
-165 165 108
-CHR10-105 105 48
-135 10 30 45 135 78 45 31 4 Sl M8-1
-165 165 85
-CHR12-105 105 48
-135 12 32 45 135 68 45 36 46 36 M8-1
-165 165 88
-CHR16- 90 90 43.5 40
-105 105 48.5 47
35 16 38 47 135 78 . 39 49 39 M10-1
-165 165 108
-CHR20- 90 90 — 45
-105 105 48.5 47
35 20 42 50 135 78 . 4 51 4 M10-1
-165 165 108
-CHR25- 90 ~ 90 B 46
-105 105 61
35 25 63 68 135 78 o 47 57 47 M10-1
-150 70 150 92
-CHR32- 90 — 90 — 47
-135 32 72 78 135 78 62 51 61 51 M10-1
-165 80 165 108
CERIEY v URE h6 + The shank tolerance of a cutting tool : h6
Y VOBICTS Y MRUIREDHDITEIFFERULENWTL - Do not use a cutting tool with a flat and notch on the surface of the shank.
ral AN + Insert the shank of a cutting tool into the chucking range (E) or more.
TRV vV ORBRMIFEEU EBA UL TTERLEEL, - Clamping should be practiced after inserting the shank into the chucking
- BT ERTFIEZET AU EBEA UL TH ST TLEE L, range (E). If not, the shell might be broken due to idle contraction.
ZEHEDIFBIBORERELDFR T, - A hexagon spanner is attached.
EBRURAL Y FIFMEBELTVETD, - Do not recommend the use for the end-milling machining.

* TV REVICKBFRIMIICIIHETEE BA,
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HSK A40/A50%/ +>/27  HSK A40/A50 Shank

B=XT/5% Ordering Instructions

Projection Length from Gauge Line
F+w MR (d) Holding bore
L Model
HSK=/+ >/ HSK Shank

'HSK A40—CHR6—
L tL BEEEED 5ItimE CORE (L)

I—SUMMHEI 1T ((IB) AERLG((IE) H
Coolant supply pipe (provide) Adjusting screw G (provide)/ E
!
Sl ala
L1
Lo
L
(Unit : mm)
ERXES H {EfFRE FERQLG
Model No. i o oD L L L min max Chucking range | Adjusting screw

HSK A40-CHR 6-70 6 26 33.8 70 28 36 27 37 27 M5

-CHR 8-70 8 28 33.8 70 28 36 27 37 27 M5

-CHR10-75 10 30 33.8 75 34 41 31 41 31 M6

-CHR12-80 12 32 33.8 80 40 46 36 46 36 M6
HSK A50-CHR 6-70 6 26 41.6 70 27 — 27 33 27 M5

-CHR 8-70 8 28 41.6 70 27 — 27 34 27 M6

-CHR10-75 10 30 41.6 75 32 — 27 88 27 M8-1

-CHR12-85 12 32 41.6 85 42 — 36 46 36 M8-1

-CHR16-90 16 38 41.6 90 48 — 39 49 39 M8-1

-CHR20-90 20 41.6 — 90 64 — 41 51 4 M8-1

cEBRIBEY Y IRE h6

Vv VOBICTSY MRYIREDGHDTERFERULLENTL
Jraray A

- TEY vV ORMFETEUEEA UL TTSERALESL,

- FESFIERTTEZETEULEBALTH ST TLEEL,
ZERFDIFIBORERELFDFY .

- EERQURLYFRHEBLTVET,

IV RINIERDFTINLICIFHERTET B Ao

- The shank tolerance of a cutting tool : h6

- Do not use a cutting tool with a flat and notch on the surface of the shank.
- Insert the shank of a cutting tool into the chucking range (E) or more.

- Clamping should be practiced after inserting the shank into the chucking

range (E). If not, the shell might be broken due to idle contraction.

+ A hexagon spanner is attached.
+ Do not recommend the use for the end-milling machining.



HYDRAULIC CHUCK/CHR SERIES

HSK A63</ +>/27  HSK A63 Shank

WX /5% Ordering Instructions

HSK A63—CHR6—
tL BTN SR ETOES (L)
7

Projection Length from Gauge Line
F v wIAE(,) Holding bore
X Model
HSKZ/ 472/  HSK Shank

FERUG ((1E) y
— o FAEERUG (@) Adjusting screw G (provide)
— it 8 —. e
Z 7JH’“*$/ \47. () Adjusting screw G (provide) H =SV tHE) (T () \ E
Coolant supply pipe (provide) E Coolant supply pipe (provide) & X
i & oA el
L\ | ;’L RS O RSTsY
L1
‘ L. L
Fig. 1 L Fig. 2 | L
(Unit : mm)
EAES H {EFFRE FAERQLG
Model No. Fig. ¢d P eD L L L. min max | Chucking range | Adjusting screw
HSK A63-CHR 6- 70 70 24 =

-120 120 70
150 1 6 26 50 150 44 00 27 37 27 M5
-200 200

-CHR 8- 70 70 24 = 32
-120 120 70
150 1 8 28 50 150 m 00 27 37 27 M5
-200 200

-CHR10- 80 80 89) =
-120 120 70
150 1 10 30 50 150 45 00 31 4 31 M6
-200 200

-CHR12- 85 85 40 =
-120 120 70
7150 1 12 32 50 150 45 o0 36 46 36 M6
-200 200

-CHR14- 85 85 40 —
-120 120 70
150 1 14 34 50 150 45 00 36 46 36 M8-1
-200 200

-CHR16- 90 90 =
120 1 16 38 50 120 46 8 39 49 39 M8-1
-150 150 100
-200 200

-CHR18- 90 90 =
120 1 18 40 50 120 46 8 39 49 39 M8-1
-150 150 100
-200 200

-CHR20- 90 90 =
mlc) 1 20 42 50 120 48 [t 41 51 4 M8-1
-150 150 100
-200 200

-CHR25-120 2 25 5 63 120 51 — 47 57 47 M8-1

-CHR32-125 2 32 60 75 125 56 = 51 61 51 M8-1

- THORTFDEFEETZSRULTLEEL, - Please refer to the notice under the table in the page 7.
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HSK A1002/ +>/Z  HSK A100 Shank

O—SVMMtE/ (T (($8)

B=XT/57% Ordering Instructions

Projection Length from Gauge Line
F+w MR (d) Holding bore
L Model
HSKZ/ >/  HSK Shank

HSK A1 OO—CHRB—
L tL BEEEED 5ItimE CORE (L)

FEERUG (1)

Adjusting screw G (provide)

Coolant supply pipe (provide) H

1

Li

L2

(Unit : mm)
ERES H 1BFRE FAERQUG
Model No. L el oD L L L min max Chucking range | Adjusting screw
HSK A100-CHR 6- 75 75 26 _
-120 6 26 50 120 44 27 37 27 M5
-165 165 100
-CHR 8- 75 75 2 _
-120 8 28 50 120 44 27 37 27 M5
-165 165 100
-CHR10- 90 90 2 3
-120 10 30 50 120 45 31 4 31 M8-1
-165 165 100
-CHR12- 95 95 B
-120 12 32 50 120 47 36 46 36 M8-1
-165 165 100
-CHR16-100 100 _
-135 16 38 50 135 53 39 49 39 M8-1
-165 165 100
-CHR20-105 105 _
-135 20 42 50 135 59 41 51 4 M8-1
-165 165 100
-CHR25-110 25 57 63 110 62 — 47 57 47 M8-1
-CHR32-110 32 64 s 110 62 — 51 61 51 M8-1

cBRIEY v IRE h6

VP VOBICTTY MRYIREDHDTEFFERULEWLWTL
ral AR

cTEY vV IRMTFETEUEEA L TSERL S,

D EAFTEZETELUEBALTH ST TLEEL,
ZEREOIFTHIEDREREFEDFT,

EEIRQURALVYFREEBLTVWET,

- IV RZIVICKBDFRINLTICIFHRETEFT B A,

- The shank tolerance of a cutting tool - h6

- Do not use a cutting tool with a flat and notch on the surface of the shank.
- Insert the shank of a cutting tool into the chucking range (E) or more.

- Clamping should be practiced after inserting the shank into the chucking

range (E). If not, the shell might be broken due to idle contraction.

+ A hexagon spanner is attached.
* Do not recommend the use for the end-milling machining.



HYDRAULIC CHUCK/CHR SERIES

HSK E40/E502/ +»2/Z7  HSK E40/E50 Shank

B=XT57% Ordering Instructions

HSK E40—CHR6—
tL EEREN SR E COES (L)
iz

Projection Length from Gauge Line
F v wIAE(,) Holding bore
X Model
HSKZ/ 472/  HSK Shank

ARG (BB H
Adjusting screw G (provide)\

/J_\_/_l

F—3 | gl g g
‘ L+
L2
L
(Unit : mm)
ERES H IBFRE FAERQUG
Model No. ¢d 2k ¢, L L L min max Chucking range | Adjusting screw
HSK E40-CHR 6-70 6 26 33.8 70 28 36 27 37 27 M5
-CHR 8-70 8 28 33.8 70 28 36 27 37 27 M5
-CHR10-75 10 30 33.8 75 34 4 31 4 31 M6
-CHR12-80 12 32 33.8 80 40 46 36 46 36 M6
HSK E50-CHR 6-70 6 26 41.6 70 27 = 27 a7 27 M5
-CHR 8-70 8 28 41.6 70 27 — 27 37 27 M6
-CHR10-75 10 30 41.6 75 32 — 31 4 31 M8-1
-CHR12-85 12 32 41.6 85 42 = 36 46 36 M8-1
-CHR16-90 16 38 41.6 90 48 = 39 49 39 M8-1
-CHR20-90 20 41.6 — 90 64 — 41 51 41 M8-1

CEBRIBEY v IIRE h6

VY VOBICTTY MRYIREDSHDTERERAULLEWNTL
ZEL

cTEY v VIRBMTETEUEBA UL TTERLEE L.

T EATIEEETEUEBALTH ST T EEL,
D IFBIBEDOREREEDF T,

AEERURALVFIIMEBLTVET,

- TV RIVICKBDFRINTICIFHRTET B Ao

- The shank tolerance of a cutting tool : h6

- Do not use a cutting tool with a flat and notch on the surface of the shank.

+ Insert the shank of a cutting tool into the chucking range (E) or more.

+ Clamping should be practiced after inserting the shank into the chucking
range (E). If not, the shell might be broken due to idle contraction.

+ A hexagon spanner is attached.

+ Do not recommend the use for the end-milling machining.

10
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7oty ACCESSORIES FOR HYDRAULIC CHUCK
ZRLU— L w NCSH  STRAIGHT COLLET

BM=XTJ5% Ordering Instructions
—%
Jbw RAER(D,)  Collet Bore

JbLw R942(D,)  Collet External Bore
2% Model

(Unit : mm)
L Ls FRES BEF vy D
Model No. 0, pd P, L L Ls L Applicable chuck
I CSH12- 3 3
J [h—1 ¢ « X g 0 | o
S — 12 . 16 | 465 2 CHR12
-7 7 30.1 13
L1 L. -8 8
CSH20- 3 3
-4 4
75 5 26
-6 6
~7 7 19.5
-8 8
-9 9 16
-10 20 10 24 52.5 2 CHR20
-1 11 37.5
-12 12 37
-13 13 37.5
-14 14
7
-15 15
-16 16 f
-17 17
CSH32- 6 6
Y 8 27
-10 10 26
12 1 19.5
-14 32 14 36 63.5 & 16 SHR32
-16 16
-18 18
-20 20 48.5 8
-25 25

N ROVUYIFvwIECERDRERICIE. BIff 'Y—U2F 504 ] CAT.No.KT127D
[Z2lCHBFEVLERELRDIC] TY—U Y IHRBEFEEIE] ZATBHHF<IEESL,

Before you use a hydraulic chuck, please read "To Ensure Safe Use of Products"and "Tooling/Common
Cautions(1) & (2)" instructed in TOOL HOLDERS CATALOGUE (CAT.No.KT127).

% EE) *E T ﬁﬂﬁ*t cat.no. KT 153-6

N # T212-8560 JIBHEXTER239 B044(555)3800(Kf) URL http://www.kuroda-precision.co.jp
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KURODA pRrECISION INDUSTRIES LTD.
Head Office: 239, Shimohirama, Saiwai-ku, Kawasaki, Kanagawa 212-8560, Japan

Telephone : 044-555-3801 Fax: 044-555-1479
http://www.kuroda-precision.co.jp E-mail tlg_j@kuroda-precision.co.jp

West Coast Branch: 2900 Gordon Avenue, Suite 100-7, Santa Clare, California 95051 U.S.A
Telephone : 408-738-9738 Fax : 408-738-9739

Chicago Office: 505 West Golf Road, Arlington Heights, lllinois 60005 U.S.A.
Telephone : 847-228-6473 Fax :847-228-6475

OFXNY O FREWRDIcD. FEFLAREET DI EHHDET,
@AIl dimensions subject to alteration without notice. Printed in Japan 2008.10 Linguists



