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A # % Important Notes
FF@BRARAET AR ILBERARES -

Before you use the product. Please read this insturction carefully.

ARAETFLERT UGB AAR IR > FHULRATILNGERE -

Keep the instruction carefully. If the user of the product altered, Please hand the instruction to the new user.




— ~ LHERBRU Installation assembly

WMEBE IR
Draw Tube From Rotary Cylinder

EEAEE
Flange Adaptor

P B B A
Expanding Mandrel

IRE

Expanding Sleeve

1R IR 44

Expander Pin

— ~ ERACH Optional Assesorry
LARd - SFE R — [ AR ERETIRR ]
Flange-Please fill the sheet [spindle and draw tube info]
2B RAIENE - JEHAS TR AR B A AR IR AR
Adapte Nut-To cnnect between draw tube and expander pin
3. iy 5] %E iz BT
Axial Stopper

= ~ LHERT¥ENE Preapration for Install
. 5% PTG RV | S Eimineg

Prepare the bolts ,take data sheet as refference
2. R ABRS]_EIR = FUARHI ST / TS ZE s

Limit to input force=Max draw force/Rotary cylinder piston area pull side
3. hfEs e AL AR R HERE

Make sure the draw tube push to the end



/g ~ Z3E5EF Install Step by Step
1. e

Mount flange onto spindle
2. $H L RE RS
Screw 1n the adaptor nut
3. VAR I EL ORI ERFTE 2 0.002mm
Accurate the flange's concentricity and parallelism to spindle within 0.002 mm
4. RN RRAICTAFESH AR
Mount the Mandrel onto flange
5. REIEAARACTHEE ] 0B E 2 0.002mm A » FIEES B fE] -

Accurate the mandrel within 0.002mm,indicate points see drawing below

6. HH » B A A EfiL 1 FAESELoad
in axial stopper if needed

T EARE - HANIIRIESR E TR ERE (S5 HEERER R )
Load in the sleeve,then scew in the expander pin until contact with the sleeve (Ensure
expander pin dont expand sleeve)

8. FEATFF T, S ARIARIRAR B B FF 5 T4

Load in workpiece to position > screw in the expander pin untill sleeve grip the work piece



0. BN - Wi pHRIEHRIRGR - (7L E e BT Ay I FLIE i -

See drawing below.Retreat the expander pin unclockwise and find the first available pre load

position can meet the pre load adjustment screw

fRIFL B aE 4R 44
Pre Load Adjustment Screw

AFEEE(=A/MNA/7 /)
Pre load position
(Triangle/Square/Hexagon)

10.

11.

12.

13.

N L MR ZEE RS RS o SN B EEAER O FIR— R MIFLEE H
Remove the workpiece and confirm the loading clearence. If not enough, repeat step 9 to find the
next pre load position.

A MFLE IR EIE - MERN SR sk nl L 8 g - HA B = FE)
Tighten pre load adjustment screw,ensure expander pin is still able to make radial and axial
movement

sE LIERLT » IR = ABE ST - SEFH 72K -

Set working pull force and limit maximum input pressure

Please notice do not expanding the sleeve without workpiece

ZEESERK > A LARERE T

Installation done,mandrel 1s ready to work




4 ~ IREETEEA

PR ARER] - ESRLES A R T - A MBI EREE - SRR
FaRE R -
In the condition of sleeve still with workable flexifility,user can re-grind the sleeve as following
steps.
1. SEHESRRRE ARG L DS A L o s (i BRI T
Ensure mandrel and sleeve double angles are clean and without any burrs.
2. (FRRETRE £ HAER ST 0.1mm
Expanding sleeve over 0.1mm than the target diameter
3. HHBHEESME 2 HFERST A 0.025~0.05mm ]
Rough grind the sleeve to over target size by 0.025~0.05
4. HUMIRE > FHRIREHB(EAGE - HRREEN 255 3 KT
Take off the sleeve ,clean throughly the sleeve and mandrel,expnd the sleeve to size as step3
5. IEHTERRE 2 HAER ST
Finish grinding the sleeve to target outer diameter.
6. fad K B E LV
Check finish size and concentricity
7 AEGERK

Done regrinding
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Standard Type Sleeve
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Draw Tube and Spindle Info

N:imax
N:min

SHE A NI & Please fill in information as following
A: F il 0w Spindle Nose [ JA2-4 [ JA2-5 [ JA2-6 [ JA2-8 [ JA2-11
B:#& oF £ & Thread lenghth mm
C: LIEACD LIS RT) LM (Outer T) LI A-(Inner T)
AIFFES K~ Tread Size

D: F#if#8FL.{& Spindle Through Hole: © mm
N/ THZPiston max: mm min; mm

*3[E|#BUET Wi Brand Name of Rotary Cylinder :

*EldE T IS Model Name of Rotary Cylinder -

N\ B4 ECompany Name :
#54% A Contact
Gras B Tel

{E+HEmail

40
TR oPuiion gl By g




PR E R AR A E]
JATO Precision CO .,L.td

B E - T LU = ER4938 237321297
NO.32-1,Aly. 23, Ln. 493, Sec. 3, Zhongshan Rd.,
Tanzi Dist., Taichung City 42754, Tawian

TEL * +886-4-25311712 FAX : +886-4-25311776
EMAIL : OA @ jato-precision.com/luke @ jato-precision.com

PR ERES T ¢ +86- 21-518276801H6018
Eelll ARSEE © +86-512-36839041
WWW.Jato-precision.com



