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AIR ASSISTED CLAMPS

New Ideas

for Automated Clamps

AIR ASSISTED CLAMPS

[Mechanical + Air = Hybrid]

AIR ASSISTED CLAMPS are IMAQ's automated clamps that satisfy
needs for much more efficiency and automation in production.

Our original mechanical clamp technology in combination with air
provides diverse lineup of products.

With our own know-how as a clamping tools manufacturer, we unitized
the clamping devices to support making compact automated fixtures.

Greater efficiency by automation.

Pneumatic clamping and unclamping improves work efficiency compared
- Work- to manual operations. Simultaneous controls or remote-operations are
friendly possible. Productivity and work efficiency are increased by automation.

Unitized to compact design.

. Conventional systematic pneumatic clamps required several components of such
— Design- | 4 eyiinders, hooks and guides. IMAO's AIR ASSISTED CLAMPS are unitized our own
friendly know-how to a compact design and provide high design-efficiency in fixturing.

Provide 2 advantages with
Mechanical + Air Mechanism

Pricing, ordering and CAD downloads available at fixtureworks.com @HIMAO fixturewlorks



COMPACT PNEUMATIC SWING CLAMPS PNEUMATIC PULL CLAMPS

High clamping force with small body Clamping workpiece with through hole allows multi-surface machining.

Wedge

N

Wedge mechanism provides high holding capacity. Wedge mechanism provides high clamping force.
PNEUMATIC OD HOLDING CLAMPS PNEUMATIC HOLD DOWN CLAMPS

Ideal for irregular-shaped or small workpieces. Magnetic sensor mountable.

Machine the jaw to
custom fit a workpiece. Wedge mechanism provides
high holding capacity.

More air-assisted products!

COMPACT PNEUMATIC WORK
PNEUMATIC SUPPORTS
WORK SUPPORTS

Pricing, ordering and CAD downloads available at fixtureworks.com @& IMAO fixtureworks



APPLICATION EXAMPLE for AIR ASSISTED CLAMPS

L
1' COMPACT PNEUMATIC SWING CLAMPS

T
Vertical machining center + NC rotary table Vertical machining center
Wedge style locking provides machining from 4 sides! Small body provides high productivity by

multiple-parts holding! 4
ple-p

(T

A Clamping

4 Clamping

]

& ] PNEUMATIC PULL CLAMPS

Easy workpiece loading without screw Clamping and holding with wedge
provides shorter setup time. mechanism enables 5-sides machining!
Stable clamping force offers accurate machining!
Q
Q
N
g
\
4 Clamping

J

Pricing, ordering and CAD downloads available at fixtureworks.com & IMAO fixtureworks
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PNEUMATIC HOLD DOWN CLAMPS

Machinable jaws allow clamping workpieces Less tool interference by low profile body!
of various shapes to boost productivity.

<« Clamping ‘\ 4 Clamping

Pricing, ordering and CAD downloads available at fixtureworks.com @IMAO fixtureworks
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COMPACT PNEUMATIC SWING CLAMPS COMPACT PNEUMATIC SWING CLAMPS COMPACT PNEUMATIC SWING CLAMPS
WITHROD WITH DETECTING PORTS (Gasket Piping)

Part No. AMWSW-W Part No. AMWSW-W-D Part No. AMWSW-W-AG

COMPACT PNEUMATIC SWING CLAMPS PNEUMATIC HOLD DOWN SENSOR BRACKETS
WITH DETECTING PORTS (Thread Piping) CLAMPS

Part No. AMWSW-W-AC Part No. AMWD-WS Part No. AMWD-WS-B

o

RN |
PNEUMATIC PULL CLAMPING PINS CLAMPING SCREWS
CLAMPS
Part No. AMWPD-W Part No. AMWPD-X Part No. AMWPD-M

PNEUMATIC CLAMPING CLAMPING PINS JAWS FOR EXTERNAL
MODULES FORM HOLDING
Part No. AMWFH-WP Part No. AMWFH-M Part No. AMWFH-O

Pricing, ordering and CAD downloads available at fixtureworks.com € IMAO fixtureworks
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JAWS FOR INTERNAL TAPERED SCREWS FOR PNEUMATIC OD HOLDING
FORM HOLDING INTERNAL FORM HOLDING CLAMPS

Part No. AMWFH-I Part No. AMWFH-IB Part No. AMCH-W

TIC
 —
°° o M
COMPACT PNEUMATIC PNEUMATIC
WORK SUPPORTS WORK SUPPORTS
Part No. AMINS-S Part No. BJ370

Pricing, ordering and CAD downloads available at fixtureworks.com €& IMAO fixtureworks



m COMPACT PNEUMATIC SWING CLAMPS

Ra&S

Body / Clamp Arm / Piston [ Clamping Spindle

S45C steel
Quenched and tempered
Electroless nickel plated

SCM440 steel
Electroless nickel plated

* Key Point
L Compact design! I

L1
L2
8 Rough Surface Finished Surface
20° Contact Contact
Counterclockwise | Clamping Spindle
Clamping ) .
2-B 2 D ﬁ
|
s s A %T ®

Clockwise Clamping \p. 0
Mounting Holes

Clamping Height
T
_IT
L}

M5x0.8

Unclamping Port

|
£ 4 = TN é
LM T i .
I o|flet T
v
)] 16 O —— )] 16 )] 16
[ ] Z ] B | & ]
Dz‘ i"‘ % = L3! Clamping Port ;L3
w [8) Clockwise Counterclockwise
» Clamping Clamping

Pricing, ordering and CAD downloads available at fixtureworks.com ®&IMAO fixtureworks




Clamping Height *)
Finished Surface Contact | Rough Surface Contact | S | L2 | La [W | L [Ha| B |Dp| H | D | Wi | W2 | Hz | Hs
Min. | Max. | Min. | Max.

Clamping

Part Number o
Direction

AMWSW16R-W | CW
AMWSW16L-W | CCW
AMWSW20R-W | CW
AMWSW20L-W | CCW

325 | 39 | 335|40 (1.2/37/45|65|30|12| 8.4/48| 85/30(16| 8.4/18|50

415| 51 |44 |53.5 (1.6/45/55|85|40(15(10.5/64|106|40(20|10.4| 22|65

OperatingAir | Clampig | Holding Weioht
Part Number M Hs | D1 | D2 | Hs | Ls | He | H7 | Pressure Force | Capacity (gg)
(MPa) | (kN) ™) | (kN)*)

AMWSW16R-W

AMWSW16L-W M 8x125|455| 16 |28 | 9| 10 | 81| 6 _ 04 0.8 500
AMWSW20R-W ke

AMWSW20L-W M10x15 |57 |22 | 35| 11 |13 [101| 8 0.65 13 1120

*) Clamping height can be adjusted within this range.
**) The clamping force and the holding capacity above are at 0.5 MPa.

How To Use

B Setting Clearance between Workpiece

A clearance between clamping spindle and workpiece should be roughly half of the clamping stroke.
The clamp arm swings horizontally.

Follow the steps below to adjust the clamping spindle to create proper clearance.

Clearance @;F[:L Clearance EJ—F[ZL

. Nuts 7]
between workpiece between workpiece {
Clamping Spindle

N B Y| M E'E©
? Workpiece % Workpiece

Workpiece
| / /
1. Apply air to the unclamping port 2. Rotate the arm manually to straight direction, and 3. Fix the clamping
with an air blow gun to move the create an appropriate clearance to the workpiece. spindle with nuts.
clamp to unclamping position. Putting a feeler gauge between the workpiece
and the clamping spindle facilitates this setting.
M Mounting-Hole Performance Curve
Dimension B
1.2
o _ =10 / AMWSW20-W
X
g 0.8
o
B M * 0.6
AN _DED 1 AMWSW16-W
d £0.4
8
, ©o2
ZZ

| 0 05 06 07
d Operating Air Pressure(MPa)

Part No.

AMWSW16-W | 28 M 8X125| 48
AMWSW20-W| 35 |M10X15 64

Pricing, ordering and CAD downloads available at fixtureworks.com & IMAO fixtureworks



m COMPACT PNEUMATIC SWING CLAMPS WITHROD

ReHS
-
( * Key Point
&« . LCompact design! I
‘ _ Body / Clamp Arm / Piston Rod Clamping Spindle
= SCM440steel | SA5C steel S45C steel
- . . Quenched and tempered
\ = Electroless nickel plated | Electroless nickel plated .
n Electroless nickel plated
& L1
L2
20° o] Rough Surface  Finished Surface
Contact Contact
Ef;%?;gocm'se L Clamping Spindle
- S > |
2-B O D) %
[ = |
JitedD)] &3 B
[}
T
‘ oy ‘
Clockwise Clamping - D) ET Iﬁé'
Mounting Holes ] <
= o
L M5X0.8
DY Unclamping Port

[ [ -
:E) E | T | |
(L 0 £
| T T 9 l | |
L L O == L L L L
o] 7 = el ] & )
] o0 - U= M5%0.8 J
w m‘ 3 T Clamping Port
T €
©
8)
D2 © +L3 Lsf
w Clockwise Counterclockwise
5 : Clamping Clamping
RE 1
518 | %
S el
ERE ) uﬁ w
ik Ds
Pricing, ordering and CAD downloads available at fixtureworks.com @IMAO fixtureworks




Clamping Height *)
Finished Surface Contact | Rough Surface Contact| S | Lz {L1 |W| L |Ha| B |Dp| H | D Wi |W2[Hz2|H1| M
Min. | Max. | Min. | Max.

Clamping

Part Number 2. "
Direction

AMWSW16R-W-D | CW
AMWSW16L-W-D | CCW
AMWSW20R-W-D | CW
AMWSW20L-W-D | CCW

32.5| 39 | 335|40 (1.2/37|45/65/30|12| 84]|48| 85/30|16| 8.4|18|50|M 8X1.25

415| 51 |44 | 53.5|1.6/45/55(85/40(15|10.564|106|4020|10.4|22|65|M10X1.5

Operating Air | Clamping Holding ~ |Weight
Part Number |Hs|{D1|D2|Hs| Ls|Hs|H7| L4 |Ls|Le M+ D3|Ws PressurelMPa) | ForceldN)™) |CapacitytN) )| ()
AMWSW16R-W-D M3X0.5
AMWSWAGL-W-D 6516128 9(10| 81| 6 29|24 |17 Depth 6 6|5 Do 0.35 0.7 510
AMWSW20R-W-D M4X0.7 ' '
AMWSW20L-W-D 5 122(35/11|13/101] 8 |35]29|195 Depth 8 8|7 0.55 1.1 1130

*) Clamping height can be adjusted within this range.
**) The clamping force and the holding capacity above are at 0.5 MPa.

| Feature | Performance Curve

The rod on the bottom of the clamp can be used

for detecting clamping/unclamping with switches. . 1.0
z
<08 AMWSW20-W-D
S —]
S 0.6
éo 04 |__— AMWSW16-W-D
aQ

€02

B Setting Clearance between Workpiece ©

A clearance between clamping spindle and workpiece should be roughly 0O 05 06 0.7

half of the cIampir?gstroke. The (':Iamp'arm swings horizontally. Follow the Operating Air Pressure(MPa)

steps below to adjust the clamping spindle to create proper clearance.

g L1

Clearance Clearance Nut (
between workpiece ; o between workpiece ‘ % o
Workpiece Workpiece Workpiece
| / /
1. Apply air to the unclamping port 2. Rotate the arm manually to straight direction, and 3. Fix the clamping
with an air blow gun to move the create an appropriate clearance to the workpiece. spindle with nuts.
clamp to unclamping position. Putting a feeler gauge between the workpiece

and the clamping spindle facilitates this setting.

B Mounting-Hole @ _

Dimension

AM

d

| Part No. (+?2) M P
ZIZ AMWSW16-W-D| 28 |M 8x125 48

| AMWSW20-W-D| 35 |[Mi0x15 | 64

Pricing, ordering and CAD downloads available at fixtureworks.com & IMAO fixtureworks



COMPACT PNEUMATIC SWING CLAMPS
WITH DETECTING PORTS (Gasket Piping)

Ra®S

* Key Point
LCompactdesign! l

Body / Clamp Arm/Piston| ~ Holder  |Clamping Spindle

S45C steel
Quenched and tempered
Electroless nickel plated

SCM440 steel A5056 aluminum
Electroless nickel plated | Anodized

L1
Lo Rough Surface Finished Surface
. Contact Contact
20 8 Clamping Spindle
Counterclockwise
/W\Clamping / ﬁ
2-B S :

. 7

Clockwise Clamping
Mounting Holes

W1
W2
|
i
\
Clamping Height
]
_r
IS _ G _
& 1

=
L
M5X0.8
DY Unclamping Port
| | | |
| [FF =T | |
© T
i, = : Q . - fwsxos |
%¥ g D T Clamping Port
‘ 3 f% | *iL?" 1L3i,
[ ] 3 1] =< 7 [ 1% ]
I a0 ] = l—H l—H
iOF % 2 Detecting Port for ==
‘ © ‘ i ‘
M. Detecting Port for
D2 D3 M5X0.8 Air Outlet Unclamping
w Clockwise Counterclockwise
Clamping Clamping

Pricing, ordering and CAD downloads available at fixtureworks.com @IMAO fixtureworks



Clamping Height *)
Finished Surface Contact| Rough Surface Contact| S |Lz|L1|W/| L [Ha| B [Dp| H | D |W1{W2|Hz2|H1
Min. | Max. | Min. | Max.

325 | 39 | 335 | 40 |1.2|37|45/65|30(12| 8.4{48| 85|30|16| 8.4|18|50

Clamping
Direction

AMWSW16R-W-AG| CW
AMWSW16L-W-AG| CCW

AMWSW20R-W-AG| CW
AMWSW20L-W-AG| ccw | 415 | o1 44 53.5 |1.6/45/55|85|40(15/10.5{64|106/40|20{10.4|22|65

Part Number

Operating Clamping Holding  |Weight

Part Number M Hs | D1 D2 Hs| Ls [He H7 | Hs | Ds Air Pressure(MPa) |  Force(kN) ™) | Capacity(kN) ™) |  (g)
AMWSW16R-W-AG
AMWSW16L-W-AG M 8X1.25|45.5|16|28| 9/10| 81| 6 |52|20 0507 0.35 0.7 540
AMWSW20R-W-AG 2~U.
AMWSW20L-W-AG M10x1.5 |57 2235|1113 |101| 8 [62|25 0.55 1.1 1180

*) Clamping height can be adjusted within this range. **) The clamping force and the holding capacity above are at 0.5 MPa.

Performance Curve
Using with pressure sensors, clamping/unclamping =

kN

conditions can be detected. T (133

—— AMWSW20-W-AG

2 06
04 AMWSIWT6-W-AG
M Setting Clearance between Workpiece £ 0.2

o

A clearance between clamping spindle and workpiece should be roughly
half of the clamping stroke. The clamp arm swings horizontally. Follow the
steps below to adjust the clamping spindle to create proper clearance.

ir[:L Clearance

Clearance Nuts
between workpiece | 0 between workpiece < |

Clamping Spindle

0 05 0.6 0.7 Operating Air Pressure(MPa)

& Ll

Workpiece Workpiece Workpiece

1. Apply air to the unclamping port with an air blow 2. Rotate the arm manually to straight direction, and create an appropriate 3. Fix the clamping
gun to move the clamp to unclamping position. clearance to the workpiece. Putting a feeler gauge between the  spindle with nuts.
workpiece and the clamping spindle facilitates this setting.

B Mounting-Hole B Connection with Pressure Sensors
Dimension M -— To check clamping/unclamping conditions, pressure

sensor is required. Refer to the figure below for piping.
30°

] o Connected to detecting
port for clamping
Pressure sensors
‘ i Connected to detecting -

¢4 Hole for air exhaust port for unclamping
d (Unnecessary with
\ Connected to —
o d1_ |y, Srimoshiod Comected 0 o] —
— Aj\ /V /I Connected to _ -
I | J -?- :T:r other clamps -
(8N - y. [
®IT|© A =7 = 2
PartNo. | S H |y Hi[He|de| e |Pi[HalHs| M [P

AMWSW16-W-AG| 28 | 10 [ 20 [ 23 | 6| 21 |560rmore| 12 | 26 | 54 | M 8X1.25| 48
AMWSW20-W-AG| 35|12 [ 25|29 | 10 | 26 |66ormore| 16 | 32 | 64 | M10X1.5 | 64

Pricing, ordering and CAD downloads available at fixtureworks.com & IMAO fixtureworks



COMPACT PNEUMATIC SWING CLAMPS
AUAVRAVANEN® i DETECTING PORTS (Thread Piping)

Ra®S

% Key Point
LCompact design! l

_ Body / Clamp Arm / Piston Collar Clamping Spindle
‘ SCM440 steel A5056 aluminum 545C steel
e Electroless nickel plated | Anodized Quenched and tempered
) P Electroless nickel plated
°
L1 o
Rough Surface  Finished Surface
L2 Contact Contact
20° 8

-~ Clamping Spindle
Counterclockwise :
/W Clamping / % I
2-B o \
O
T ‘

W1
W2
1
|
\
Clamping Height

Clockwise Clamping . O)
Mounting Holes ’

—
L
M5X0.8
D1 Unclamping Port
[P =T | |
T | % | |
T - * Q1 . M5X0.8
— 1 D T Clamping Port
| < - L3 L3
T I _92) \ i ] i,
T T O = » i 16 L .
CEo T s ] B 1 C 1% ]
T 1 m{ .tén\ 2T | M5X08
D2 T g' 2|2 Detecting Port
o I o for Clamping
Collar for piping 8 M5X0.8
W with sensors Da M5X0.8 Alr Outlet fDetlerctlrg Pgrt
< Retaining Ring i ornclamping
Clockwise Counterclockwise
Clamping Clamping

Pricing, ordering and CAD downloads available at fixtureworks.com @IMAO fixtureworks




Clamping Height *)
Finished Surface Contact | Rough Surface Contact| S |Lz|L1 |W| L |Hs4| B |Dp| H | D [W1|W2[Hz|H1
Min. | Max. | Min. | Max.

Clamping

Part Number 2. "
Direction

AMWSW16R-W-AC| CW
AMWSW16L-W-AC| CCW
AMWSW20R-W-AC| CW
AMWSW20L-W-AC| CCW

325 | 39 | 335 | 40 |1.2/37|45(65/30(12| 84|48| 85|30(16| 84/18/50

415 | 51 44 53.5 |1.6/45/55|85|40|15|10.5|64|106|40(20|10.4/22 65

Operating Air| Clamping | Holding Weicht
Part Number M |Hs|D1|D2|Hs| Ls |He|H7|Hs| P [Ho|D3s|Hw| Pressure Force Capacity (g‘(’;
(MPa) (kN) ™) | (kN) ™)

AMWSW16R-W-AC

AMWSWI6L-W-AC M 8x1.25 |455(16(28| 9/10| 81| 6 |25|14|52 /32|18 v 0.35 0.7 580
AMWSW20R-W-AC kg

AMWSW20L-W-AC M10x15 |57 (22{35/11|13|101| 8 |31|18|62 38|24 0.55 1.1 1240

*) Clamping height can be adjusted within this range.
**) The clamping force and the holding capacity above are at 0.5 MPa.

| Feature | Performance Curve

Using with pressure sensors, clamping/unclamping

z _
conditions can be detected. % 10
o 82 —— AMWSW20-W-AC
c 0.
) ) ® 04 AMWSW16-W-AC
B Setting Clearance between Workpiece g 02
A clearance between clamping spindle and workpiece should be roughly S

half of the clamping stroke.The clamp arm swings horizontally. Follow the 0 05 06 0.7 OperatingAir Pressure(MPa)
steps below to adjust the clamping spindle to create proper clearance.

Clearance Clearance Nuts 1
between workpiece 0 between workpiece <

- @)
Clamping Spindle # r
Workpiece Workpiece

1. Apply air to the unclamping port 2. Rotate the arm manually to straight direction, and 3. Fix the clamping

Workpiece

with an air blow gun to move the create an appropriate clearance to the workpiece. spindle with nuts.
clamp to unclamping position. Putting a feeler gauge between the workpiece and
the clamping spindle facilitates this setting.
B Mounting-Hole B Connection with Pressure Sensors
Dimension 7 @ To check clamping/unclamping conditions, pressure
sensor is required. Refer to the figure below for piping.
o 4 Connected to detecting

portfor clamping Pressure sensors

B {} Connected to detecting —
\ M port for unclamping

"—j Connected to other clamps <€— =
I

Conngcted to other clamps <€ =

Part No. M 2 H

oy < Note
AMWSW16-W-AC| 28 |M 8X1.25| 48 |160rless Attach the collar and the retaining ring to the product by yourself.
AMWSW20-W-AC| 35 |M10X15 | 64 |220rless The collar rotates for 360°freely. Set the collar to your desired position.

Pricing, ordering and CAD downloads available at fixtureworks.com & IMAO fixtureworks



m PNEUMATIC HOLD DOWN CLAMPS

RaHS

%
d1 O-Ring

Section X-X

Pricing, ordering and CAD downloads available at fixtureworks.com

H1

% One Point <
Magnetic sensor mountable! )
Body Clamp Arm
. SCM415 steel
ﬁgzgjelgmmum Carburized-hardened
Electroless Nickel Plated
L
L4 L1 ILz ‘
Ls | ‘
©

M
<
2 M5X0.8 Unclamping Port  M5X0.8 Clamping Port
fn Unclamping Position
c
sl [S1, P P2
: |
@) o ]
v 1 =5 o (&
[ . €
T
ARSI
_ el Ly A
;é Mouting Slot
8 M3X0.5 Mounting Hole for Sensor Bracket for Sensor Bracket
£ (On both sides) (On both sides)
1S
‘Gﬂ
3 Unclamping Port Clamping Port
g (O-Ring) (O-Ring)
1S
S P1 \ P2
% \
& ef
© ©

T\

€IMAO fixtureworks




Part Number | Wz | L4 M ls | Hi | S |S1 | L[ Wi|H|W| T /|d]| L |L]|Ls
AMWD16-WS | 12 | 20 | M4X0.7 | 4 | 20 | 2 9 90|25 (36 |44 | 845|120 12| 5
AMWD25-WS | 18 | 32 | M6X1 6 /30| 3 [ 15/135]40 |54 65|12 [65/30 20| 8
Operating Air Pressure | Clamping | Furnished | Weight

Part Number| P | di | P1 | P2 | H2 (MPa) Force (N)*) | O-Ring (&)
AMWD16-WS | 35 |122| 53 | 27 | 28 03-10 140 P9 250
AMWD25-WS | 53 |18 | 84 | 38 | 33 o 320 P14 850
M *) The clamping forces above are at 0.5 MPa.
2 of O-Ring

800

700

AMWD25-WS

600 P
2 g
g 500 “
3 //
oo 400 v
C
£ e
1S e
« 300 /
O AMWD16-WS

100 —

03 04 05 06 07 08 09 1.0
Air Pressure(MPa)

AMWD-WS-B| SENSOR BRACKETS

CF Continuing on Next Page

&IMAO fixtureworks
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-Wedge mechanism provides 150% clamping force.

Workpiece
150%

100%

7 Ak

b
1

-The allowable counterforce is shown in the chart below.
-Wedge mechanism prevents the clamping force from immediate decrease if air pressure lowers.
Note: The clamping force may be decreased by excessive vibration.

Workpiece
Allowable Counterforce (Per Clamp)
- Part Number |Allowable Force (kN)
© © S
0 —= AMWD16-WS 1
° AMWD25-WS 2.2

Lond \ Plate

. Note

- Use clean air by removing dust with filter or draining with dryer.
- Impure compressed air may cause malfunction of the products.
- Using lubricator is recommended.

- Use the clamp within the clamping stroke.

o o)
S S
£ 2
a a
5 -
o ©
C —
E /A 5 £ 2 @
= ® © % &/ ®
1 (s 1 o | T °
The wedge mechanism works to clamp the workpiece securely. The wedge mechanism does not work.
=
8l
| 9
2|
(SR
g o Le
g (_Eg ‘ Minimum Range of Arm Projection
E|lO ’ Part Number S H1 Le
S|wn —
TS| | = O AMWD16-WS 2 20 19
=) —— AMWD25-WS | 3 | 30 | 305
Q o

Pricing, ordering and CAD downloads available at fixtureworks.com € IMAO fixtureworks



How To Use
XWith Side Ports

‘Ensure that the furnished air block plugs are attached to the bottom ports.
‘Remove the air block plugs on the side ports and connect the piping.
-Refer to the figure below for the hole preparation.

Threaded Joints

Air Block Plugs

XWith Bottom Ports

-Ensure that the furnished air block plugs are attached to the side ports.
-Remove the air block plugs on the bottom ports and attach O-rings (included) to it.

63
-Plate surface must be flat (v/) to get the bottom ports sealed up.
-Refer to the figure below for the hole preparation.

Air Block Plugs

Remove the air block plugs
and attach O-rings.

Air Passage

XHole Preparation

|
| | 2-d2 (For use with the bottom ports)

Part Number P | L | L | P2 m d2
-+ AMWD16-WS | 35 | 12 | 21 | 27 [M4ax0.7] ¢2- ¢4
AMWD25-WS | 53 | 20 | 34 | 38 |M6X1 |02- ¢6

Clamping Port

Unclamping Port

Pricing, ordering and CAD downloads available at fixtureworks.com €&IMAO fixtureworks




NN ALEE 3 SENSOR BRACKETS

5.4

Ra&S o= =
—
LO
o oy
N~
'J/ o g | T
_ ) ik | !
6 4.3
[ /AMWD16-WS-B| ‘ 17 *—l
| AMWD16-WS-B |
5.4 .
o
) %
N oy
’ /AMWD25-WS-B| — 0‘2
o 81— |
Weight Proper L 9 4.3
Part Number (2) Seras ) LEJ 4__]
AMWD16-WS-B| 55 | Bod
AH006-S, N ody
AMWD25-WS-B | 6 | AMWD25-WS-B | SUS304 stainless steel

*)Magnetic Proximity Sensors of ASA ELECTRONICS INDUSTRY CO., LTD.

Please refer to their catalog for details of sensors.

-Using proper sensors enables to detect the
piston positions.
-Prepare the sensors as needed.(Not available from Imao.)

2 of M3x0.5-5L Hex socket button head screw

Related Product
AMWD-WS|PNEUMATIC HOLD DOWN CLAMPS

-Must be used with 1 pc. each of AHOO06-S (S pole)
and AHOO06-N (N pole).
-Adjust the detecting positions by mounting
sensors of S and N poles as shown below.
AHO006-N
(Unclamping Side)

/S pole Magnet

L L

N pole Magnet

=N\,
©

0

AH006-S
(Clamping Side)

Pricing, ordering and CAD downloads available at fixtureworks.com

-Only Magnetic Proximity Sensors AH-006 of
ASA ELECTRONICS was tested with
PNEUMATIC HOLD DOWN CLAMPS.

-Ensure to follow the criteria below before using
other magnetic sensors.

- Can be mounted in the 7mm slot of the clamp

body.
==
c——~
1
- Can detect the internal magnet of the clamp.
- Brackets should be made by the customer

referring to the datasheet of AMWD-WS-B
SENSOR BRACKETS.

SENSOR BLACKETS

&IMAO fixtureworks



m PNEUMATIC PULL CLAMPS

RaHS
Body Cylinder
S45C steel
*Key Point Induction hardened (top surface) | SCM440 steel
. . . ] Black oxide finished Nitrocarburized
High clamping force by wedge mechanism. Precision ground

6-For M6 Socket-Head

4-For M6 Socket-Head
Cap Screws

Cap Screws

| AMWPD40-W | | AMWPD63-W |

M-Checking Port D2

(Threaded) d M-Unclamping Port
G (Threaded)
o

T 1o | T LT T 7 LT
T N i R ENE: \@
T ¥ e m# Py T
I | T »d
T A ] a—
Do_ D1 M-Clamping Port
D (Threaded)

/ | 9 Clamping Port
(O-ring)
O-ring (P4) $7.2 X\

Section X-X

Checking Port
(O-ring)

Unclamping Port
(O-ring)
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d H D1 Dp
Part Number (F7) D2 (0.01) D | Hi (6) Ha | H2 ) M Hs | Hs
AMWPD40-W 8 | 40 40 75| 38 | 50 | 15 | 30 | 63 | M5X0.8 | 26 6
AMWPD63-W 12 | 63 50 105 47 | 75 | 19 | 35 | 88 Rc'/s 31 [ 10
. y Operating Air | Clamping Force | Weight
Part Number Furnished O-ring Elaanuy N ES) (kN) *) (kg)
AMWPD40-W 1 1.3
AMWPD63-W_| ' 0.3~1.0 25 3.2

*) The dimensions above are for ports with o-ring.
**) The clamping forces above are at 0.5 MPa.

B High Clamping Force
-Wedge mechanism increases clamping force to
200% compared to the air cylinder of the same size.
When the air pressure is lowered by such as an air leakage, wedge
mechanism prevents prompt lowering of the clamping force.
Clamping Force at 0 Mpa Air Pressure (by spring force)
-AMWPD40-W- - -160N
-AMWPD63-W- - -500N

Clamping Pin
Clamping Force 200%

AMWPD-X
\ I

' Output 100%

Workpiece

U

Fixture Plate

Technical Information
M Allowable Counterforce (Per Clamp)

Part Number Max. load(N)
AMWPD40-W Clamping f ¥
AMWPD63-W amping force

-[AMWPD-X]CLAMPING PINS

- AMWPD-M|CLAMPING SCREWS

-Use clean air by removing dust with filter or draining
with dryer.

-Impure compressed air may cause malfunction of
the products.

-Using lubricator is recommended.

Pricing, ordering and CAD downloads available at fixtureworks.com

B Checking Hole

Can check if the workpiece is clamped properly by
applying air through the checking hole.

Clamping Pin
AMWPD-X
Air Output Hole Workpiece
s
raul
I
r_{r

‘ Fixture Plate

b

Performance Curve

5
v AMWPDG63-W
~4 v
<
= v
S3 pd
o
L
o0
E 2 A
g— |_—1AMWPD40-W
3 =
/
0 030405060.708091.0
Air Pressure (MPa)

CP Continuing on Next Page
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B How to Locate Workpiece

1. Basic Method

Workpiece
PR—Il
i i
[T
e
T T ‘ \ T i
P S \7777L777j‘
L I B
Locating Pin
2. Method for clamping and locating at a time
Locating Accuracy £0.08
+0.02
(Clamping-Pin Holes Spacing on Workpiece)
Clamping-Pin Hole (F7)
Note: Refer to the D1 dimension of Workpiece
CLAMPING PIN. FT
i
i
E
T T T T
Lo Lo
I R
\ *0.02
l

(Pull-Clamp Locating Hole Spacing)
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B How to Install
1.With Side Ports
-Attach the furnished o-rings to the bottom ports.
-Plate surface must be ﬂat(GvB/)to get the bottom ports sealed up.
-Check if there is no air leakage from the area of the bottom ports.

Side Port

Fixture Plate
Check if there is no air leakage from the area

of the 3 bottom ports.

2.With Bottom Ports
-Attach the furnished o-rings to the bottom ports.
-Plate surface must be flat (%3/) to get the bottom ports sealed up.
-Refer to the figure below for the hole details.
-Ensure that the furnished air block plugs are attached to the side ports.

Attach the 3 air block plugs and
check if there is no air leakage.

Fixture Plate

Air Supply Hole
for Unclamping

M Hole Preparation (42.9)

Air Supply Hole
4-M6X1 (30.7) for Unclamping

P.C.D. 93
P.C.D. 88

4

= Q%@’/Air Supply Hole

P.C.D. 63

Air Supply Hole . :
, . Air Supply Hole for Clamping
Air Supply Hole for Clamping , .
o Airpl.F:eZkage Cecng 3-02~93 for Air Leakage Checking 3-62~¢3
(With Bottom Ports) 6-M6X1 (With Bottom Ports)
¢ 50H7 ¢ 75H7
| ‘ |
A
2 © J S
4 I I I
| AMWPD40-W | | AMWPD63-W |

Pricing, ordering and CAD downloads available at fixtureworks.com @& IMAO fixtureworks



VL0, @ CLAMPING PINS
) Lo L Workpiece Thickness

M L1

1 L3
M-Hex-Socket Setscre;\

Knurled Head

Note: L dimension is adjustable by =1mm to fit actual
workpiece thickness.

Shank Head
SCM435 steel S45C steel
Induction hardened (taper seat) | Quenched and tempered
Precision ground Black oxide finish
D2 | Ds L*)

Part Number ) | 7 | By 0.1mm) D L2 L Ls | Ds M
AMWPDA40- 8- (L Dim. in mm) 8 <| < )
AVWPDA010-(Loim nmm) | 8 707 4SLs64 | 16 | 15 | 38 |24 | 43 | M5X08 -5L
AMWPD63-12- (L Dim. in mm) 12 < 18
AMWPDE3-16-(LDim inmm) | 12 77| O<LS00 5,7 23 | 48 |315| 65 | M8x1258L

Part Number M Proper Pull Clamps W?Sht

AMWPD40- 8-(L Dim. in mm min. 30~max. 60

( )
AMWPD40-10- (L Dim. in mm) min. 31~max. 77
AMWPDB3-12-(L Dim. in mm) min. 70~max.160
AMWPD6346-(LDim. inmm) | MeX125 | AMWPDESW = o " oe 2o 065

*) For ordering, specify workpiece thickness.

How To Use

The length of L dimension should be decided
depending on the workpiece thickness.

M5X0.8 AMWPDA40-W

Locking Screw

Head

. 1 Adjustable Range

L Workpiece Thickness
(Custom Dimension)

@) Workplece

B Ordering Example

j " ”é AMWPDA40-8 - 10.5
Shank Size L Dim.
AMWPD40-8 for 10.5mm

——
\ Fixture plate thickness workpiece.

Pricing, ordering and CAD downloads available at fixtureworks.com @HIMAO fixtureworks
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m CLAMPING SCREWS

R&HS
L1 L
L2
M L3
= |k
AN F—
a) 4 - _ W-&T 5
.
- 4
_ =
| F I .
C EEEE;
Body
SCM435 steel
Quenched and tempered
Black oxide finish
P Weight
art Number D M Li | L | D | L2| Ls | Dz2| W [ProperPull Clamps (g)
AMWPD40-M 8 M 8X1.25| 9 16
AMWPD40-M10 8 M10X15 | 11 38 | 12124 |15]43| 6 | AMWPD40-W 20
AMWPD63-M12 M12X1.75| 13 50
AMWPD63-M16 12 M16X2 17 48 | 20 |315/2 |65 10 | AMWPD63-W 64
B Recommended Spacing Tolerance in Lise of Clamping Screws
0.2 .
(Clamping-Screw Holes Spacing on Workpiece) /w
T i T ‘ /4
m ! ! M
(N ! ! (]
L‘ﬂ 5 I 5 I JHﬂ
| |
| |
\ \
I [ \\ T T T
| — — |
:rC:::‘ti::ﬁl EE \ EE :rC:::‘ti::ﬁl
Locating Pin |

< Note
Cutom Clamping Screws (different screw thread sizes) are available on request.

Pricing, ordering and CAD downloads available at fixtureworks.com & IMAO fixtureworks



m PNEUMATIC CLAMPING MODULES

RaHS

8-For M Socket-Head
Air Outlet for Cap Screws
Seating Check
O-ring installed

™
T

Section: C-C

d1 (Locating Hole)

Rc1/8 Rc1/8 A D
(For External 08;\ So B
Connection) '
_ b « < ) [ >/
] T
Turbo Air I| &%
Inlet Unclamping m o
O-ring [ | d2 dz | ] Air Inlet D2 i
1 T (For Internal N O-ring D1 S
R Connection) R
Detail: A Detail: B
*K_ey POII’.It ] Body Ball Spring
Single-acting clamping module. S55C stoel .
Work as quick change &form holding system. Black oxide finish |2US440C |Equivalent to
HRC50-60 stainless steel |SWOSC-V steel
D D H> P dr .
FREINUIMOET ooy oy 22 | 1 o omy | 1 [R8) 29 ) ) | B qeey| 2 OTE
AMWFH105-WP | 105 | 80 | 79.5/51|26 25 M5|17| 88 46 46| 8 |72 P4
AMWFH140-WP | 140 | 110 [109.5|65|33 32 M6 23| 120 62 62| 10 |82 P5

Clamping Force (kN) | Operating Air Pressure | Weight
Part Number
w/o Turbo|w/ Turbo (MPa) (kg)
AMWFH105-WP 4 9-12 0.6-1.0 2.2
AMWFH140-WP 8.5 19-26 o 4.8
___SuppliedWith |
-Do not plug the turbo port as it functions as an air vent -/AMWFH105-WPJ: 1 of diamond pin BJ722-08001
even when not using turbo function. [AMWFH140-WP]: 1 of diamond pin BJ722-10001
Mounting a filter prevents contamination. -1 of locating pin
-If seating confirmation by monitoring air flow is -1 of orifice plug
required, internal air supply must be provided. The -8 of plastic mounting hole caps

detection switch and related components should be
prepared by the customer.

-Use clean air by removing moisture and debris with an
air dryer and air filter.

-Impurities in the compressed air can cause malfunction.

-1 of plastic locating hole cap

Pricing, ordering and CAD downloads available at fixtureworks.com @&IMAO fixtureworks



B Clamping Mechanism

*This module clamps the plate with spring force, and can be boosted by supplying air to the turbo port. Supplying air
to the unclamping port opens the module, and releasing air allows the spring to hold the clamping pin for clamping.
*Available with either external threaded connection or internal connection. |

. Clamping Pin %
Fixture Plate
AMWEFH-MT Tapered Piston

Clamping \
Force \
‘ 7
4+ <= Air Supply
Turbo N el
Base Plate/
Releasing air allows the spring to push the tapered piston downward, Supplying air raises the tapered piston,
which presses the balls and retracts the clamping pin. releasing the pressure on the balls and
The clamping force can be boosted by supplying air to the turbo port. unclamping the clamping pin.
-Precise dual contact provides excellent locating repeatability at 5um.
Tapered Seating
Tapered Surface
| Surface Dual
— S Gap ua
N Contact

1. Standby 2. Clamping

-Use the furnished diamond pin and the locating pin for single module applications.

o Da

"N

I—m .
e 77 |
l\ ﬂ‘ & ‘

i B (W .

. [ l

< l |

T U m 1 m )

Part Number |D3(h6)| Ha |Da(h6)| Hs

AMWFH105-WP 8 10 10 6
AMWFH140-WP | 10 12 12 7

-This module works as a form holding clamp for O.D. clamping or I.D. clamping by mounting optional jaws.
Fixture Plate ® ©) External Form Holding Internal Form Holding

Fixture Plate

i N
pet 4
©) @ ® @ Diamond Pin
Clamping Pin  Jaw Jaw Tapered Screw Diamond pins are not required for rotational positioning
(D-a: AMWFH-MT (External Holding) (Internal Holding) (Internal Holding) ~when using multiple modules. If the modules are also
@-b : AMWFH-MS AMWFH-O AMWFH-| AMWFH-IB used for O.D. clamping or I.D. clamping, install diamond

pins beforehand.

C’F Continuing on Next Page
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B Blow-out Function B Mounting Hole Cap
-Keep the top surface of the module clean by inserting the plastic cap into the mounting hole.

Y Installation Removal

Tap in with plastic hammer

Mounting Hole Cap * Soft Metal Piece
(Furnished) iy

an |

Socket-Head Cap Screw

Orifice Plug

Replace the installed plug with  -Place the mounting hole cap over the socket-head -Insert a pointed tool into

the supplied orifice plug to cap screw hole and tap it in using a plastic hammer. the cap to remove it.
enable air blow at the clamp pin  -When tapping, always place a piece of soft metal
insertion hole. between the hammer and the plastic cap.

Technical Information

. Holding Force (kN)*)
Clamping Clamping  Fastened From the | Fastened From the
Modules Pin Size Clamping Pin Top | Fixture Plate Top
(Class 8.8 Screw) | (Class 12.9 Screw)
AMWFH105-WP | [AMWFH105-M8 17 21
AMWFH140-M12 47 100
Fastened from Fastened from AR AMWFH140-M16 74 140
the top of the the top surface *) Exceeding the holding force will result in product or screw failure.
clamping pin of the fixture plate

This value does not include a safety factor.Measured at 0.6 MPa.

BMounting Hole Dimensions B Machining Accuracy

Air Outlet
for Seating Check

8-M Spacing tolerance between mounting
Section: E-E holes should be £0.02.

Ds
to2 04 Ds Part Number (1(5.202) Ps | Dp Ms
H AMWFH105-WP | 46 |46 88M5X0.8 Depth 10(Hole Depth 14)
N mL ] = T _AMWFH140-WP | 62 |62 |120]M6X1.0 Depth 13(Hole Depth 18)
c| < T ’*/67[ <
7? . Part Number (87) hi| Ds (5;) D7 |ha|hs
‘ ®
F \ / 2 AMWFH105-WP | 8 |10| 92| 80| 79.8|27 |14
D7 a7
</ AMWFH140-WP | 10 |12 | 124 | 110 | 109.8 |34 | 19
Section: D-D {’//I/

Detail: F
**) Not required for external connection with Rc1/8 ports.
***) Refer to Internal Pneumatic Connection for the details of hz and hs.

Pricing, ordering and CAD downloads available at fixtureworks.com @&IMAO fixtureworks



B Internal Pneumatic Connection

Prepare channel holes for turbo, unclamping, and (if needed) seating check in the base plate. Each
channel should connect to a vertical hole with a diameter of ¢ 2-4.

1. Actuating Two Modules

¢ 2-4 Depth h2

Channel for Unclamping( ¢ 6)

Part Number h2 hs

AMWFH105-WP | min.21 min.18
AMWFH140-WP| min.23 min.20

Note: The depth is set as the minimum to avoid

. interference with the M1 tapped holes. Make sure
Th h of | hol 2-4) shoul ha.
e depth of vertical holes (¢ 2-4) should be h- the channel is placed at this depth or deeper.

Channel for Turbo (¢ 6)

¢ 2-4 Depth h2

2. Actuating Multiple Modules

Part Number h2 hs

Unclamping Channel | min.21 | min.18
Turbo Channel min.31 | min.28
Unclamping Channel | min.23 | min.20
Turbo Channel min.33 | min.30

Note: The depth is set as the minimum to avoid
interference with the M1 tapped holes. Make sure
the channel is placed at this depth or deeper.

The hole depths for the unclamping and turbo sides
can be reversed if needed.

AMWFH105-WP

AMWFH140-WP

Channel for Turbo (¢ 6)

Channel for Unclamping (¢ 6)

‘The depth of vertical holes (¢ 2-4) should be ha.
-Make sure to set different depths for the turbo and unclamping channels to avoid interference.

-Use one air supply port each for turbo and unclamping, and plug the unused ports.
Screw plugs should be prepared by the customer.

-[AMWFH-MCLAMPING PINS

-[BJ722)DIAMOND LOCATING PINS
-[AMWFH-O]JAWS FOR EXTERNAL FORM HOLDING
-[AMWFH-]JAWS FOR INTERNAL FORM HOLDING

Pricing, ordering and CAD downloads available at fixtureworks.com @&IMAO fixtureworks



D

Body
SCM415 Steel
; £, : Carburized-
: & hardened
= Black oxide finished
(Locating, Round) (Locating, Diamond) ~ (Clamping)
/AMWFH-MT| |AMWFH-MS| |[AMWFH-MD|
(Round) (Clamping) (Diamond)
Part Number Type M Di |[L|D|L|d]|L | W|Lf W(eég)ht Pneumatic Clamping Modules

AMWFH105-M 8T| Round 1506 219
AMWFH105-M 8D| Diamond |M 8X1.25 4 | |385(105(45| 6/16| 55 || AMWFH105-WP
AMWFH105-M 8S | Clamping 15-8 5 24
AMWFH140-M12T Bound 2506 349
AMWFH140-M12D| Diamond | M12X1.75

AMWFH140-M12S | Clamping 2584 34

16.5(6.5|10| 24| 170

AMWFH140-M16T | Round - > " o1 AMWFH140-WF
AMWFH140-M16D | Diamond | M16X2 g ' 185/7.5(12|30]| 140
AMWFH140-M16S | Clamping 25-3 1 34
How To Use
B Use of Single Pin B Use of 2 Pins
Type T Round Pin: 1 pc Type T Round Pin:1 pc Mounting Direction

Locating Reference Rotational Reference

T Type D Diamond Pin:1 pc

Round o?ﬂ
- P O -
D Round Diamond

Key Slot T
. Locating Reference
B Use of 4 or More Pins
Type T Round Pin:1 pc
Type D Diamond Pin:1 pc Round\ Clamping
Type S Non-Locating Clamping Pin: 2 pcs or more S ~ Rotational Reference Mounting Direction
D 90°
X ©)
\ V‘,/
T Clamping Diamond

Pricing, ordering and CAD downloads available at fixtureworks.com € 2IMAO fixtureworks



How To Use

Bl Mounting Hole Dimension B Spacing Tolerance
Should be £0.02 for Type T and D
d Locating Pins. The required tolerance for
]

Type S non-locating Clamping Pin is £0.1.

%

%
%Y
e

) dr
[AMWFH105-M8]| 15 45

[AMWFH140-M12| o 56
[AMWFH140-M16) '

Note: The tolerance of di for Type S non-locating Clamping Pin is 3" .

B How To Install
M2 Socket-head Cap Screw

\ Fixture Plate

_Lh

™)

i

M1 Low-head Cap Screw
Top Fixing Bottom Fixing

Size M Lfq M2

[AMWFH105-M8| M 6X1 -45L 11 M 8
[AMWFH140-M12] | M10X1.5 -60L 15 M12
[AMWFH140-M16| | M12X1.75-60L 16 M16

The screws should be prepared by the customer.
The length of screw differs by the thickness of fixture plate.

Pricing, ordering and CAD downloads available at fixtureworks.com € 2IMAO fixtureworks



I-YYIZTEe I JAws FOR EXTERNAL FORM HOLDING

Ru&S

* Key Point
|| Machinable jaws for AMWFH-WP |

Jaw Locking Ring
ﬁ;g;i:éummm S45C steel
Black oxide finish
Blue
H
al Seating Surface
H2 | Seating surtace
(Machinable Range) | M Hex Socket
Button Head Screw
Py i HF Button Head Screw
2 i M
< 4 @ﬁ
= [T = 7
Bt U?E = C
= TH ;
5 I D1
|_
D77 ] :%A “_—1
i

Locating Hole Locking Ring

D2%)
Part Number (D | d | H [H1[H2 M
min. | max.

. Pneumatic ]
M1 |Dn _I_We|ght Clamping Clamplng
(ke) Modules Pins

AMWFH105-1200 |120] 25 | 56 | 45|20 | 26 | 110 | M 8x20L Across Flats 5 |M6X1 |24 (5 | 1

AMWEH105-WP | AMWFH105-M 8S

AMWFH140-1600 |160] 29 | 64 [ 53 | 25 | 30 | 150 | Mi2X25L Across Flats 8 [M8X1.25/ 28 | 6 | 2.2

AMWEH140-WP | AMWFH140-M12S

*) Values are for reference only. The remaining jaw thickness should be determined considering the machining load.

-1 of Locking Ring
-1 of Hex Socket Button Head Screw

Cl i
mL%ﬂg M The central bottom
|

part of the jaw is pulled
down by supplying air
to the turbo port.

@The 10 jaw sections
tilt toward the center
to clamp the external
form of workpiece.

Pricing, ordering and CAD downloads available at fixtureworks.com

Technical Information

-Workpiece locating repeatability:£0.03
-Jaw locating repeatability:+0.02

*The diaphragm clamping mechanism allows

to clamp the workpiece securely with 10 jaw
sections.
Various shapes can be held.

-The allowable compression diameter is 0.6 mm,
making it ideal for lost wax, die cast, extruded,
drawn, and premachined workpieces.

€IMAO fixtureworks



B Jaw Mounting

1.Fix Clamping Pin 2.Mount on Clamping Module
-Fix clamping pin with the furnished -Supply air to the unclamping port and mount the jaw.
button head screw. -Mount the jaw by inserting the round pin into the locating
Hex Wrench A hole.

Ground Surface

Hex Socket Button Head Screw
(Included)

Locating Hole

Round Pin
Jaw

Clamping Pin Supply air to the

Hex Wrench B unclamping port. Note:
Press the jaw until the
Jaw Clamping Pin Hex Wrench A | Hex Wrench B ground surface of the
AMWFH105-1200 | AMWFH105-M 8S|  Size5 Size 6 moduieiscovered
AMWFH140-1600 | AMWFH140-M12S Size 8 Size 10

For mounting instruction of Clamping Module, see AMWFH-WP|datasheet.
B Jaw Machining

1.Set the locking ring in the jaw. 2.Release air from the unclamping port and clamp
(Using a screw facilitates setting.) the locking ring by spring force of the module.
Screw Locking Ring Remoye the screw from the locking ring after
(Not incIudey (Included) clamping. ﬁ
4+ Release air from the

& L0 unclamping port.

= C

Yl ® d

3.Machine the jaw to the contours of the workpiece,

Note: within the machinable range.
Be sure to securely set the Machinable

locking ring at the bottom Range (D2)

of the hole in the jaw. 7:’\
Supply air to the N 1 ‘ )

unclamping port. ;; y,
A> 2 -
. . <
B Workpiece Loading £%
1.Supply air to the unclamping port and remove rE‘é %0
[a's

the locking ring.

E Performance Curve
4~ Locking Ring 12 AMWFH140-1600

kN)
o

8

AMWFH105-1200

Clamping Force (

6
4
2

0O 0.6 0.7 0809 1.0
Air Pressure (MPa)

Do not actuate clamping without a workpiece to
Supply air to the turbo port. avoid damage and deformation.

Pricing, ordering and CAD downloads available at fixtureworks.com & IMAO fixtureworks



m JAWS FORINTERNAL FORMHOLDING

RaHS

H

H1 Jaw

Machinable Range Ho A7075 aluminum
r / Anodized
\’ Il T Seating Surface
|
(
i
. _ “Hift-~ TAPERED SCREWS FOR

1 -E] E INTERNAL FORM HOLDING
1l / | AMWFH-IB(Sold Separately)

L :EL
% Key Point M
LMachinabIejaws for AMWFH-WP] ocating Hole
D1%) . Pneumatic .
Part Number | D |H [Hi|Ho— W(T(Ig)ht Clamping ?cﬁigsj CIaPTnpsmg
min. | max. | € Modules

AMWFH105-1201120/51/40(20| 36 | 119 | 1 AMWFH105-WP | AMWFH105-1201B [AMWFH105-M 8S
AMWFH140-160I [160/59 48|25 40 | 159 | 2.1 ||AMWFH140-WP|AMWFH140-1601B|AMWFH140-M12S

*) Values are for reference only. The remaining jaw thickness should be determined considering the machining load.

m TAPERED SCREWS FOR INTERNAL FORM HOLDING

R&HS -~
=
2
Weight Body
Part Number D | L M L[ Dy W T Jaws SCM435 steel

AMWFH105-1201B | 29 [ 36 [ M 6x125 | 11 [132] 6 | 85 |[ AMWEHIOS-20 | e senee
AMWFH140-1601B | 33 | 43 [ Mi2x175 | 15 [18 | 10 | 140 || AMWFH140-1601

-The jaw sections expanded by the tapered
surface hold the workpiece securely.
-Various shapes can be held.
o~ dl

(o]

— ~ The allowable expansion diameter is 0.6 mm,
making it ideal for lost wax, die cast, extruded,
drawn, and premachined workpieces.

Clamping
Unclamping | @The Tapered Screw is
| ® | © | pulled down by supplying
[ =\ T ‘ air to the turbo port.
(’”ﬂl;;ll;'””*, @The 10 jaw sections Technical Information
expand to clamp the -Workpiece locating repeatability:=0.03
internal form of workpiece. -Jaw locating repeatability:£0.02

Pricing, ordering and CAD downloads available at fixtureworks.com €2IMAO fixtureworks



M Jaw Mounting
1.Fix Clamping Pin

-Fix clamping pin with the Tapered Screw.

2. Mount on Clamping Module

-Supply air to the unclamping port and mount the jaw.

-Mount the jaw by inserting the round pin into the locating
hole.

Hex Wrench A

Tapered Screw

Clamping Pin

Locating Hole

Ground Surface

Note:

Press the jaw until the
ground surface of the

Supply air
Hex Wrench B to the unclamping port. module is covered.
Jaw Clamping Pin Tapered Screws X VXrench 23 V\érench
AMWFH105-1201 | AMWFH105-M 8S | AMWFH105-120IB| Size 6 | Size 6
AMWFH140-1601 AMWFH140-M12S | AMWFH140-160IB| Size 10 Size 10

For mounting instruction of Clamping Module, see AMWFH-WP|datasheet.

B Jaw Machining

1.Release air from the unclamping port. The Tapered
Screw is pulled down and the jaw expands.

Release air
from the unclamping port.

B Workpiece Loading
1.Supply air to the unclamping port and load the
workpiece.

Supply air to the unclamping port.

2.Supply air to the turbo port and clamp the

workpiece. Workpiece

Supply air to the turbo port.

Pricing, ordering and CAD downloads available at fixtureworks.com

2.Machine the jaw to the contours of the
workpiece, within the machinable range.

D1 Machinable Range

Performance Curve

AMWFH140-160I

—_
N

Y
o

AMWFH105-120I

Clamping Force (kN)

(NS e I 0 o]

0O 06 0.7 0.8 09 1.0
Air Pressure (MPa)

Do not actuate clamping without a workpiece to
avoid damage and deformation.

& IMAO fixtureworks



AMCH-W PNEUMATIC OD HOLDING CLAMPS

RaHS

BOdy Jaw
$45C steel A707§ aluminum
i Anodized
Electroless nickel plated Ble

qv

4-For M6 Socket-Head 6-For M6 Socket-Head

Cap Screws Cap Screws
AMCH100-5W
5
[«5)
[
K<)
=
D1 =
d s Unclamping Port
=
;jrrjiuﬁ:)gtliig) T ;E", (Rc 1/g Thread)
| | T 1
Diamond Pin tﬁ i e IR
e pp—— g B
: T LS 1 T ,_}
(for body locating) m T U ol 2| £ T B @ T: .
o © ™ il ©o| T
° @~
% J [
i l Y
e
¢ 8h6 = 10 || |10
¢ 6397 M Socket-Head Cap Screw Clamping Port
9 (Rc 1/g Thread)
D

Mh

Unclamping Port
O-Ring (P5) (O-Ring)
s ®)
! - D2
' Eééz & L7 1
3 s ——

$8.2

Section X-X

Clamping Port Locking Ring

(O-Ring)
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Ha P
Part Number | D1 | d | H |Hz2| D | Hi | Hs (+0,02) Dp (£0.02)

AMCHO080-5W | 65 | 19 | 90| 10 [110/ 80 | 72 | 65 98 | 49 |45 | M 8x1.25-15L | M4X0.7
AMCH100-5W | 90 | 23 | 100 | 15 [130 85 | 74 | 66 118 | 59 | 55 | M10x1.5 -20L | M5X0.8

P+ M Mn

. " Operating Air Clamping Force | Weight
Part Number | Dz | T | Fumished O-Ring Pressure(MPa) " (kN) *) (kg)
AMCHO080-5W | 18 | 4 P5 05 4 4.2
AMCH100-5W | 22 | 6 ' 6 6

*) Operating air pressure range: 0.45 - 0.55 MPa.
**) The clamping forces above are at 0.5 MPa.

| SuppliedWith ./ Note |

-1 of locking ring -Do not actuate clamping without a workpiece
-2 of O-Ring inserted to avoid damage and deformation.
-1 of diamond pin -Do not machine the jaw beyond the machinable area.

Technical Information -Changeable Jaws are available.

-Workpiece locating repeatability : +0.03 -Use clean air by removing dust with filter or draining

. = with dryer.
-Jaw locating repeatability : =0.02 . .
-Impure compressed air may cause malfunction of

the products.
-Using lubricator is recommended.

The diaphragm clamping mechanism allows securely
clamping a workpiece with 4 jaw sections.

- Different irregularly-shaped workpieces can be clamped.

-0.15mm clamping stroke of each jaw section is perfect
for clamping of lost-wax parts, die-cast parts, extruded
parts, solid-drawn parts, prefinished parts, etc.

(DWhen air is applied to the clamping
Unclamped port, the central bottom part of the
jaw is pulled down.

' Clamped ‘
(@At the same time the 4 jaw sections
@ | @ tilt toward the center to clamp the
%% circumference of a workpiece.
- | =
L] * L
10
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How To Use

B Body Installing
With Side Ports

-Attach the furnished o-rings to the bottom ports.
-Plate surface must be flat (%3/) to get the bottom ports sealed up.

-Check if there is no air leakage from the area of the bottom ports.

Check if the ports on the bottom surface
are sealed and there is no air leakage.

With Bottom Ports
-Attach the furnished o-rings to the bottom ports.
-Plate surface must be flat (%3/) to get the bottom ports sealed up.
-Refer to the figure below for the hole positions for ports.
-Ensure that the furnished air block plugs are attached to the side ports.

Attach the air block plugs and check
if there is no air leakage.

M Hole Preparation i i
p Air Supply Hole for Clamping Air Supply Hole for Clamping

6-M6X1

P.C.D. 118

ogv

Air Supply Hole for Unclamping Air Supply Hole for Unclamping

2-92~¢5 2-¢2~ 5
¢ 63H7 (With Bottom Ports) ¢ 63H7 (With Bottom Ports)

n !

| %@%g | / l%g

4910.02 59£0.02

A

11

I
AMCH080-5W AMCH100-5W

= -Machinable jaws allow clamping workpieces of
various shapes.
‘ f -Ideal way to hold workpieces for machining on small-
D - ‘

size machining centers, tapping centers, small-size
g =)\ 5-axis machines, CNC rotary tables, etc.
\J > i

Changeable Jaws [CP121] are available.
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MJaw Setting

At jaw installation, ensure that air is applied to the unclamping

(Furnished)

tand th ket-head is fully | d. Jaw
port and the socket-head cap screw is fully loosene ﬁ\Socket-Head Cap Screw

Note: Apply air to the unclamping port.

BJaw Machining
1. Set the locking ring in the jaw.
(using a bolt facilitates setting)
2. Apply air to the clamping port to clamp the locking ring.
(After clamping, remove the bolt from the locking ring.)

]

(Bolt) (Bolt)

Socket-Head V
Locking Ring Cap Screw
Note: Locate the locking ring

7, above the cap screw's socket. —=

3. Machine the jaw to custom fit a workpiece.

Machinable
Depth

BWorkpiece Setting

1. After machining apply air to the unclamping port to take out the locking ring.
2. Mount a workpiece and then apply air to the clamping port for clamping.

Workpiece

Locking
Rlng S /

Pricing, ordering and CAD downloads available at fixtureworks.com €& 2IMAO fixtureworks



m COMPACT PNEUMATIC WORK SUPPORTS

R&HS
> 0
o
Body Piston / Locking Shaft Cylinder
% Key Point A5052 aluminum | S45C steel A5056 aluminum
Provide high support capacity Anodized Electroless nickel plated | Anodized
even with small body.
| L |
\‘ |
=
e o Ry
£ 2-d
o
g
Mh
. i
<
[s2] ‘ T
T
I /\
Liil2] P Pneumatic Port
o M3X0.5
Part Number H H1 M H2 D L w d M Ls
AMNSO06-S 25 33 M4Xx0.7 7 36 8 | 3.4 |M3X0.5Depth6| 7
AMNSO08-S 32 44 M6X1 105 | 6 46 10 | 4.5 | M4X0.7Depth8| 9
Operating Air Support | Piston Spring | Weight
et Numoer |- [ i ze[las Pressure (MPa) | Capacity(N) | Force(N) | (g)
AMNSO06-S | 6 10 10 3 0.4~07 20~40 | 0.2~03 | 22
AMNSO08-S | 75 13 13 5 ' ' 40~70 | 0.3~04 | 49
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-The piston can be locked/unlocked by air operation.
-This compact work support can be used as a support in surface mounter.

B Operating Instructions

1. Load a workpiece on the support.

2. The piston strokes to fit the workpiece by the inner spring.
3. Clamp the workpiece.

4. Apply air to the pneumatic port.

5. The piston is locked.

6. The piston is unlocked when the air is released.

M Installation Instructions
Side or bottom surface mounting is possible.

Side Surface Mounting Bottom Surface Mounting

Workpiece .
Workpiece

Block L IMAC)
AN O O
T h
(I 1Yy
T 1T
Ly
‘LL ‘LL

\. Plate Plate \ Screw

/ Note

-Use a nut to attach a tip on the piston as

70 AMNSO08-S directed below. o
The piston rotates 360" freely.

60
50

40 AMNS06-S
30 vz

e

20

Support Capacity (N)

10

0 0304 05 0.6 0.7
Operating Air Pressure (MPa)

‘In machining applications, use clean coolant
without sludge to prevent trouble.

Pricing, ordering and CAD downloads available at fixtureworks.com & IMAO fixtureworks



BJ370 PNEUMATIC WORK SUPPORTS

RaHS

Body Piston Locking Shaft
A5052 aluminum | K02 St e4ne cregl
Anodized Quenchec & tempered Electroless nickel plated
Black oxide finished
L
M1 \ M For Hex Socket-Head Cap Screws
g
D o
Wa, & Pneumatic Port
n Piston M5X0.8
S d M
| "-r—,J — T
|1 | | -
@ HIREE: .
i I -
T N T
Part Number| H H1 S M D L W M H2 P Hs | Wi | Hs

BJ370-05001| 25 | 30 | 3 | M5X0.8Depth0| 8 | 50 | 26 | M3 | 21 | 16 |125| 7 | 45
BJ370-06001| 30 | 36 | 4 | M6x1 Depthi2| 10 | 60 | 30 | M4 | 25 | 20 |15 8 | 55

Operating Air Support | Piston Spring | Weight
Pressure(MPa) | Capacity (N) | Force(N) | (g)
BJ370-05001 | 11 4 12 300~500 1~1.9 92

BJ370-06001| 13 | 5 | 15 0.3~10 500~700 1~22 | 165

Part Number | Li L2 W2
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The piston can be locked/unlocked by air operation.

B Operating Instructions

1. Load a workpiece on the support.

2. The piston strokes to fit the workpiece by the inner spring.
3. Clamp the workpiece.

4. Apply air to the pneumatic port.

5. The piston is locked.

6. The piston is unlocked when the air pressure is released.

M Installation Instructions
Can be mounted on both top surface and bottom surface of plate with hex-socket head cap screws.

Mount on Top Surface of Plate Mount on Bottom Surface of Plate
(For lower positioning of workpiece)

Workpiece

Workpiece

Hex-Socket Head Cap Screw /7

i)

Q

T
S——"

O

Hex-Socket Head Cap Screw

*When installing a tip on the piston, lock the piston
_ 700 BJ3N70-0‘600‘1 == using a wrench to prevent it from receiving any torque.
Z 600 —
2 500 ] Tip
S 400 1] (Setscrew, Hex nut)
© L— - .
S L — BJ370-05001 Piston
et 300
2 200
o
& 100
0 0.2 0.4 0.6 0.8 1.0
Operating Air Pressure(MPa)

‘In machining applications, use clean coolant
without sludge to prevent trouble.
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