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Offset Chuck Instuctions

1. Drill a hole in the centre of the Front Plate (6mm) this is marked out already

2. Use the front plate as a template to drill a centre hole in the back plate (6 mm)

3. Use a 6 mm bolt to align the front and back plate

4. The other two holes can now be drilled ensure that the hole in the slot is on the centre line

5. Separate the two parts and open out the holes in the back plate to suit the threaded inserts 9 mm

6. Fit the two 6 mm threaded inserts from the rear of the back plate, these may protrude through
the front by a small amount and will need to be filed flush to the front face.

7. Drill the centre hole in the front plate to suit your screw chuck, then bolt the two parts together
using the bolts provided. The penny washer is used on the bolt that is fitted to the slot and the
normal washer on the pivot bolt.

8. Fit the parts to the screw chuck (front plate to the chuck) and turn the recess in the back plate to
suit your chuck jaws. Bore the rear of the recess to a depth of 16 mm this can then be opened out
when you fit the back plate to the chuck jaws.

9. Ensure both parts are aligned to each other and the bolts are tight. The outside diameter can now
be turned (the corners could be cut off prior to turning) turn the OD to 140 mm and bore or drill 20
mm spigot location hole in the centre of the front plate. After turning lightly sand the edge.

10. Remove the front plate, mark out drill and countersink the 8 (4 mm) holes, finish the bore in the
back plate.

11. The chuck is now read to be used, a jam chuck can be used to turn many items, turn a 20 mm x
18 mm spigot or tenon on the end of the jam chuck and fit to the faceplate with suitable screws.
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