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Precision-machined Step Chucks and Closers 
Step Chucks are used for accurately holding work up to 6" in diameter.  Castings, moldings, 
stampings and machined parts are held rigidly and accurately. Tubing can be held without crushing 
or distorting.  Regular-Depth Step Chucks will grip up to a depth of 1�¹2".  Extra-Depth Step 
Chucks will grip up to a depth of 11�¹4". Step Chuck closers are required.  Refer to brochure 
2348 for detailed information.

FlexC™ Vulcanized Collets
Hardinge FlexC Collets are available in 42 and 65mm round smooth, round serrated, hexagon 
serrated, square smooth, emergency and S-master styles.  Collets change out in seconds and 
have a true parallel grip with high grip force to eliminate push back or rotation. FlexC collet 
blocks can be found on page 4. Refer to brochure 2365 for detailed information.  Hardinge 
FlexC collet systems are also available for lathe spindles.  
	 42mm Compression Wrench - Part No. C-4200000-WREN
	 65mm Compression Wrench - Part No. C-6500000-WREN	
Sure-Grip® Expanding Collet Systems
Hardinge Collet-Style Expanding Collet Systems mount directly into the spindle and instantly 
locate on center.  The Hardinge design provides true parallel gripping with high gripping force 
even when gripping on half of the collet body.  Interchangeable collet heads have a gripping 
range of +.015 to -.001" (+.38 to -.025mm). Available in 5C and 16C styles for pull-back style 
collet blocks found on pages 6, 8 and 10.  Refer to brochure 2270 for detailed information.

Precision-machined Collets
Precision-machined Collets are manufactured to exacting standards from 
special alloy steel.  Threads are heat treated and the body is spring tempered to 
assure accuracy and durability at low cost.  All collets are available in fractional 
sizes of round, hexagon and square to capacity. In addition, many round collets 
are stocked in metric, decimal, letter and number sizes. Most of the popular 
sizes of round serrated, taper hole and rectangular collets are available from 
stock.  Refer to brochure 2348 for detailed information. 

DIMENSIONS   CAPACITY
 

Collet 
Style

A 
Back Bearing 
Diameter

B 
 

Overall Length

C 
 

Thread

D 
Head 

Diameter

 
 

Round

 
 

Hex

 
 

Square

Collet
Wrench
Part No.

1C .335" (8.51) 	1.438" (36.53) .322" x 40 RH .500" (12.70) 1/4" (6.35) 7/32" (5.55) 11/64" (4.37) 7799-85

3C .650" (16.51) 	2.688" (68.28) .640" x 26 RH .855" (21.72) 1/2" (12.70) 7/16" (11.11) 11/32" (8.73) 7799-84

5C 1.250" (31.75) 	3.281" (83.34) 1.238" x 20 RH1 1.470" (37.34) 11⁄16" (26.99) 29⁄32" (23.02) 3⁄4" (19.05) 7799-83

16C 1.889" (47.98) 	4.312" (109.52) 1.870" x 1.75mm RH1 2.265" (57.53) 15⁄8" (41.28) 113⁄32" (35.72) 19⁄64" (28.97) 7799-82

3J 2.000" (50.80) 	3.750" (95.25) 1.988" x 20 RH 2.205" (56.00) 13⁄4" (44.45) 117⁄32" (38.89) 11⁄4" (31.75) 7799-81

22J 2.562" (65.07) 	4.000" (101.60) 2.550" x 18 RH 2.780" (70.61) 21/4" (57.15) 115/16 (49.21) 19/16" (39.69) 7799-80

35J 3.875" (98.43) 	5.000" (127.00) 3.861" x 18 RH 4.150" (105.41) 31/2" (88.90) 3" (76.20) 27/16" (61.91 7799-79

1 - Internal Stop Thread:  (5C: 1.041" x 24 RH), (16C: 1.687" x 20 TPI  RH), (20C: M53 x 1mm RH), (25C : 25�¹8" x 24 TPI RH), (3J : 1.79" x 24 TPI RH).

Collet Capacities

Collets, FlexC™ Vulcanized Collets, Sure-Grip® 
Expanding Collets and Collet Wrenches
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?What are the minimum and maximum  
part sizes that I can grip in a collet block?

A 1C collet  for the 1C collet block can be ordered with a 
gripping diameter as low as .008" (.2mm). 35J collets have 
a maximum capacity of 31/2" (88.9mm).  Select 5C and 16C 
collet blocks will use a step chuck and closer for larger diam-
eters up to 6" (152.4mm).

What components do I need for  
a simple pneumatic configuration?

If you are grouping multiple collet blocks, you will need to 
mount them on a fixture plate along with a control valve 
to turn the air on and off.  You can use one valve to clamp 
and unclamp all parts simultaneously or configure multiple 
valves to control each block or row of blocks independently 
from others. Select models will plumb together with con-
nector bushings for internal plumbing.  Collet block models 
that don't use connector bushings will have to be plumbed 
externally. Refer to the schematics on page 16.

A single 5C fail-safe pull-back (page 6) or a single 5C low-
pressure (page 8) flange mount collet block can be mounted 
directly to the t-slot of your machining center and quickly 
connect to your standard shop air line.

What is the purpose of using the standard  
manifold with a quick-disconnect handle?

The standard manifold does NOT allow you to disconnect 
the fixture from the hydraulics and maintain a clamped  
position, but it does give you a faster method of remov-
ing the fixture from the machining area without having to 
unscrew each of the lines from a standard control valve.

Can I damage a collet by applying too much 
draw bar force?

Yes, you must not exceed a specified input pressure  
depending on the collet style (5C, 3J, 1C, etc.). Collet threads 
can be stripped when applying too much pressure. Refer to 
the chart on page 3 for maximum input pressure. 

Why would I need to choose  
a high-pressure collet block?

High-pressure collet blocks are recommended for larger  
diameters, heavy machining, off-center drilling and other 
high-force machining applications.  The part may slip in the 
collet if you don't have enough gripping pressure for the 
high-force operation intended.

When do I need to use an accumulator?

An accumulator is required when using the quick-disconnect 
handle and manifold with check valve. It serves as a backup 
reservoir that will maintain hydraulic pressure during the dis-
connect period to maintain the required clamp position if a 
leak should occur.

What do I need to buy for a hydraulically- 
operated collet block fixture or tombstone ?

If you don't already have a hydraulic source at your machine, 
you would need to purchase a pump along with a 2-position, 
4-way control valve. You can use one control valve to clamp 
and unclamp all parts simultaneously or configure multiple 
valves to control each block or row of blocks independently 
from others.  The control valve would mount on the fixture 
along with the collet blocks and connect to the pump out-
side of your machine. Refer to the schematics on page 13.

A quick-disconnect system is optional.  A quick-disconnect 
handle with standard manifold allows for a quick disconnect, 
but will not maintain the clamp position when removed from 
the fixture plate.  To maintain the clamped position when 
removing the disconnect handle, you would use the manifold 
with a built-in check valve.  This option is ideal for preloading 
pallets.  A 3-position, 4-way control valve and an accumulator 
is required when using the check valve option and the con-
trol valve would be mounted outside of the machine.  The 
accumulator is available in a vertical or horizontal mount and 
will mount on the fixture with the collet blocks.  Refer to the 
schematics on page 13.

How many connector bushings do I need?

Select collet blocks are connected using two connector 
bushings per side. If you have one row of four collet blocks, 
you would need six connector bushings. If you had two rows 
of two collet blocks, you would need eight connector bush-
ings to plumb all sides together for a continuous loop.  

Will my first block have the same pressure as  
the last block in the row on my fixture plate ?

Yes, equal pressure distribution is maintained throughout the 
continuous passage made by the connector bushings.  You 
are pressurizing the entire unit and there is no flow involved. 

Frequently Asked Questions
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Hardinge is a leading international 
provider of advanced metal-
cutting solutions.  We provide a 
full spectrum of highly reliable 
CNC turning, milling, and grinding 
machines as well as technologically 
advanced workholding accessories. 

The diverse products we offer 
enable us to support a variety of 
market applications in industries 
including aerospace, agricultural, 
automotive, construction, consumer 
products, defense, energy, medical, 
technology, transportation and more. 

We’ve developed a strong global 
presence with manufacturing 
operations in North America, 
Europe, and Asia. Hardinge applies 
its engineering and applications 
expertise to provide your company 
with the right machine tool solution 
and support every time.

Hardinge Companies Worldwide

Americas
Hardinge Corporate
1235 Westlakes Drive
Suite 410
Berwyn, PA 19312

Hardinge 
One Hardinge Drive
Elmira, NY 14903
P. 800-843-8801
E. info@hardinge.com
www.hardinge.com

Hardinge
1524 Davis Road
Elgin, IL 60123
P. 800.843.880

Asia
China
Hardinge Machine
(Shanghai)Co. Ltd.
1388 East Kangqiao Road
Pudong , Shanghai 201319
P. 0086 21 3810 8686

Taiwan
Hardinge Taiwan Preci-
sion Machinery Limited
4 Tzu Chiang 3rd Road
Nan Tou City 540
Taiwan
P. 886 49 2260 536
E. cs@hardinge.com.tw

Europe
Germany
Hardinge GmbH
Fichtenhain A 13c
47807 Krefeld
P. 49 2151 49649 10
E. info@hardinge-gmbh.de

Switzerland
L. Kellenberger & Co. AG
Heiligkreuzstrasse 28
CH 9008 St. Gallen
Switzerland
P. 41 71 2429111
E. info@kellenberger.net

United Kingdom
Jones & Shipman
Hardinge Ltd.
Murray Field Road
Leicester LE3 1UW
P. 44 116 201 3000
E. info@jonesshipman.com

800-843-8801  •  info@hardinge.com  •  parts@hardinge.com  •  service@hardinge.com

www.hardinge.com  •  www.shophardinge.com


