
    [B1] Check for any loose mounting bolts.
    [B2] Avoid leaving the chuck with work pieces clamped 
        for long periods of time. The best practice is to unload 
         the chuck jaws daily.
    [B3] Clean the chuck and keep it oiled daily
    [B4] Do not use a high pressure blower to clean the chips 
        from the chuck. Instead, use a vacuum or a brush to 
         clean the chuck after use.
.
[C] If you can not unload the chuck jaws daily for maintenance   
, at least unload the chuck jaws after 40 hours use. Remove the 
jaws from the chuck body and clean the chips away from all 
slots/rails. When finished cleaning, make sure all of the rails are 
properly lubricated with oil. Do not use grease or any solid type 
of lubricant that will collect debris.

[D] If you find any parts that are faulty or damaged, please 
disassemble the chuck according to diagram no.14 and order 
the parts from Precision Matthews. 

Precision Matthews
Pittsburgh,  PA

www.precisionmatthews.com 

    [E3] For best grip on odd-shaped materials, jaws can also be                      
          rotated 180 deg to contact more surface area for 
          clamping.
    [E4] Make sure the center point of the work piece does not 
           wander away from the spindle centerline while the jaws 
           are being tightened.
    [E5] When making fine 
          adjustments , please 
           loosen one jaw and 
           tighten the opposite 
           jaw slightly until the
           work piece is correctly 
           aligned.

○ ○Maintenance & Repair 

[F] Only use high speed gear when the work piece is properly 
set up and aligned; otherwise, please remain in low turning 
speed. (figure no.13)   

[A] Proper maintenance will ensure optimum performance 
and durability of the chuck. Do not hammer the chuck, 
jaws or the objects on the chuck. Keep the chuck away 
from flame, water or anything abrasive.

[B] The following is the maintenance schedule. 

As per figure no.1 

A. Chuck Outer Diameter: 8" (200mm) 

B. PCD: 3.25" (82.6mm) 

C. (to sharp corner): 2.5" (63.513mm) 

D. (bore): 1.969" (50.0mm) 

E. (depth): 0.512" (13.0mm) 

F. (thickness): 2.953" (75.0mm)

OD clamping: 0.39" - 6.89" (10~175mm)   *1

ID clamping: 2.56" - 7.48" (65~190mm)   *1

JLxJWxJH (Jaw): 3" x 1.18" x 1.18" (75x30x30mm) 

STUD: Ø5/8" (15.875mm)

SCREW: 1/4" -20-UNC x 1/2" 

Mounting Type: D1-4

Maximum Speed: 3000rpm   *2

Chuck Weight: 29 lbs (13kgs) 

Gross Weight: 33 lbs (15kgs)

Country of Origin: Taiwan
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○ Specification ○

Remark 1 : please refer to Operation [E] .
*Remark 2 : The max turning speed depends on the balance of the material
                     that is clamped by the chuck.  Please refer to Operation [F].

* Gripping Range
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○  ○Introduction

        The model PM-8 uses direct mount D1-4 camlock system 
where the camlock studs are directly threaded into the chuck 
body instead of being threaded to the back plate.  
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○ ○Removal 

[A] Before turning on the lathe, make sure the chuck key is 
removed.  A thrown key can cause a serious injury to the 
operator.  

[B] Before touching the chuck or work pieces, make sure the 
spindle is completely stopped.  Make sure two operators 
don't work with the same machine at the same time to 
prevent touching power source or hitting any switches.

[C] When tighten the 4 jaws on the chuck, do not hammer the 
jaws for fine adjustment.  This will cause a damage to both the 
chuck and the parts. 

[D] Do not attempt to modify, drill holes, or mill chuck body, jaws 
or any parts to prevent any unpredicted dangers.

[E]Gripping Range : (figure no.12)
    [E1] When the diameter of the work piece is larger or         
          smaller than the gripping range of the chuck, select          
          and use a different, properly sized chuck.
    [E2] When the work piece is longer than the max gripping 
          range, use a steady rest of tailstock for support.

○ ○Operation 

[A] Make sure the power is off.  Turn the gear to neutral.

[B] Loosen the 1st camlock by turning the chuck key counter 
clockwise one-third of a turn until it fall between 9 to 12 o'clock 
(figure 9).  Then loosen 2nd, 3rd and so on camlocks by having 
these camlocks pointing at 12 o'clock (figure 10.)
 
[C] Lay a piece of plywood under the chuck and over the bed 
way or use a hanger (w/ cloth material) to hold the chuck to 
prevent the chuck from falling (figure no.11).
 
[D] Last, turn 1st camlcok so it points at 12 o'clock.  The chuck 
then could be removed horizontally. 

[A] When installing the chuck, removing the chuck, and doing 
maintenance, make sure the power is off. 
 
[B] Clean all of the debris and oily substances from the mating 
surface of the spindle and the chuck.  Any fine scratches or 
dusts could affect the accuracy of the chuck (figure no.2). 

[C] Make sure the camlock stud retaining 
cap screws are snug but still allow the 

studs to be rotated back and forth.  Align 
the chuck with the spindle so the studs 
and camlock bores are corresponded 

correctly.  The chuck outer diameter should 

be out of true roundness by ≦ 0.025mm 

(figure no.5). Do not rest the chuck on the 

lower studs (figure no.3. 4).  Tighten the camlocks in an  
incremental force (eg. snug the camlcoks on the first pass, 
then moderately tighten on the 2nd pass and then fully tighten 
on the last pass).
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○  ○Installation

[D] When the chuck is correctly seated with the spindle nose, 
the cam line will fall between 3 to 6 o'clock (figure no.6). If it 
falls between 12 to 3 o'clock, loosen the camlock stud 
counter clockwise by one pass (figure no.7). If it falls between 
6 to 12 o'clock, tighten the camlock stud clockwise by one 
pass (figure no.8) .


