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HILMA.DUO 
Jaw widths 24 – 120 mm 

HILMA.DUO Double workholding system 

• clamping against the central fixed jaw 

• mechanically operated 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 NOTE 
The content of this operating manual is based on an earlier ver-

sion produced by HILMA-Römheld GmbH. 

 

The manufacturer and the party legally responsible within the 

meaning of the Machinery Directive is STARK Spannsysteme 

GmbH. 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

  

http://www.stark-roemheld.com/


 
Operating manual 

WM-021-509-00-en 
04.05.2026 

 

STARK SPANNSYSTEME GmbH • 6830 Rankweil • Römergrund 14 • Austria • +43 5522 37400 

www.stark-roemheld.com  

 

 

 NOTE  
The content of this operating manual WM-021-509-00-en is based 

on an earlier version number BA-3870-0622 produced by HILMA-

Römheld GmbH. 

 

The manufacturer and the party legally responsible within the mean-

ing of the Machinery Directive is STARK Spannsysteme GmbH. 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

Declaration of incorporation 

Manufacturer: 

STARK Spannsysteme Gmbh 
Römergrund 14 
6830 Rankweil 
AUSTRIA 

The products: 

938720101 
938720201 

are designed and manufactured in line with the relevant ver-
sions of the directives 2006/42/EC (EC MSRL) and in compli-
ance with the valid technical rules and standards. 

In accordance with EC-MSRL and EN 4412, these products are 
components that are not yet ready for use and are exclusively 
designed for the installation in a machine, a fixture or a plant. 

According to the pressure equipment directives the products 
are not to be classified as pressure reservoirs but as hydraulic 
placing devices, since pressure is not the essential factor for 
the design, but the strength, inherent stability and solidity with 
regard to static or dynamic operating stress. 

The products may only be put into operation after it was as-
sessed that the incomplete machine / machine, in which the 
product shall be installed, corresponds to the machinery direc-
tives (2006/42/EC). 

The manufacturer commits to transmit the special documents 
of the products to state authorities on request. 

The technical documentation as per appendix VII part B was 
prepared for the products. 

Technical documentation officer: 

Martin Greif 

STARK Spannsysteme GmbH 

Römergrund 14 

6830 Rankweil, Österreich 

 

 

 

Rankweil, 04.05.2026 
Martin Greif 
CEO 
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Double Workholding System DUO 
Jaw width 80 mm 
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1. Validity of documentation 
This documentation is valid for the following products: 
 

1.1. Double workholding system DUO 

 
9.3872.0101 DUO 80-200 

9.3872.0201 DUO 80-240 

 
 

 

2. Product description 

 

2.1. General description 
The products are designed for universal external workpiece clamping on machine 

tools. The DUO series is available in width of 80 mm and lengths of 200 and 

240 mm.  

The product is a mechanical double workholding system. The operation is done by 

torque wrench at one operating point. By turning the spindle, the two clamping 

slides are moved in opposite directions. 
 

The system offers an adjustable third-hand function. This function allows a work-

piece to be inserted first. This is held by an integrated holding system while the 

second workpiece is inserted. The actual clamping is then initiated simultaneously. 

It is possible to clamp workpieces whose length varies by up to a maximum of 

2 mm. 
 

Clamping is done by turning to the right, unclamping the system accordingly by 

turning to the left. 

Please observe chapters 7.3, 9 and 12. 
 

 
 

3. Target group 
The target group is considered to be specialists, fitters and set-up men of machines 

and installations with hydro-mechanical expert knowledge. 
 
 

3.1. Qualification of the personnel 
Expert knowledge means that the personnel must: 

• be in the position to read and completely understand technical specifications 

such as circuit diagrams and product-specific drawing documents, 

• have expert knowledge of the function and design of the corresponding compo-

nents. 

 

A specialist is somebody who has due to his professional education and experiences 

sufficient knowledge and is familiar with the relevant regulations so that he 

• can judge the entrusted works, 

• can recognize the possible dangers, 

• can take the required measures to eliminate dangers, 

• knows the acknowledged standards, rules and guidelines of the technology, 

• has the required knowledge for repair and mounting. 

 

 

4. Symbols and signal words 
 

 WARNING 
 

Personal damage 
Stands for a possibly dangerous situation. 

If it is not avoided, death or very severe injuries can be the consequences. 
 

 CAUTION 
 

Light injuries / property damage 
Stands for a possibly dangerous situation. 

If it is not avoided, minor injuries or property damages can be the consequences. 
 

Hazardous to the environment 
 

 

The symbol stands for important information for the proper 

handling with materials that are hazardous to the environ-

ment. 

Ignoring these notes can lead to heavy damages to the en-

vironment. 
 

 NOTE 
 

Mandatory signs with important information 
This symbol stands for tips for users or especially useful information. This is no signal 

word for a dangerous or harmful situation. 
 
 

5. For your safety 
 

5.1. Basic information 
The operating manual serves for information and avoidance of dangers when in-

stalling the products into the machine as well as information and references for 

transport, storage and maintenance. 

Only in strict compliance with this operating manual, accidents and property da-

mages can be avoided as well as trouble-free operation of the products can be gua-

ranteed. 

Furthermore, the consideration of the operating instructions will : 
• avoid injuries, 

• reduced down times and repair costs, 

• increased service life of the products. 
 

5.2. Safety instructions 
The product was manufactured in accordance with the generally accepted rules of 

the technology. 

Observe the safety instructions and the operating instructions given in this manual 

to avoid personal or material damage. 
• Read this operating manual thoroughly and completely, before you work with 

the product. 

• Keep this operating manual so that it is accessible to all users at any time. 

• Pay attention to the current safety regulations, regulations for accident preventi-

on and environmental protection of the country in which the product will be 

used. 

• Use the product only in perfect technical condition. 

• Observe all notes on the product. 

• Use only accessories and spare parts approved by the manufacturer to exclude 

danger to persons because of not suited spare parts. 

• Respect the intended use. 

• You only may start up the product, when it has been found that the incomplete 

machine or machine, in which the product shall be mounted, corresponds to the 

country-specific provisions, safety regulations and standards. 

• Perform a risk analysis for the incomplete machine, or the machine. 

Interactions between the product and the machine/fixture or its environment 

may result in risks, which may only be identified and minimized by the user, 

e.g. : 

- forces generated, 

- movements initiated, 
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- influence of hydraulic and electrical control, 

- etc. 

• Use of personal protective equipment is to be considered for all work steps. 
 
 

6. Use 
 

6.1. Intended use 
The products are exclusively designed for external clamping workpieces in indust-

rial applications.  

The hydraulic workholding systems may only be operated with appropriate hyd-

raulic oil. 

In addition, use in compliance with the intended purpose includes: 

• Use within the capacity indicated in the technical data sheets. 

• Use as described in this operating manual. 

• Compliance with maintenance intervals. 

• Qualified and trained personnel for the corresponding activities. 

• Mounting of spare parts only with the same specifications as the original part. 

• Only filtered HLP hydraulic oils may be used. 

Filter performance = 10 µm. 

• Only clamping jaws may be moved. 

• Only suitable tools, e.g. torque wrench, Allen key, etc., may be used. 

 
 

6.2. Inappropriate use 
 

 WARNING 
 

Injuries, material damages or malfunctions! 

Do not modify the product! 
The use of these products is not admitted: 

• For domestic use. 

• On pallets or machine tool tables in primary shaping and metal forming machi-

ne tools. 

• If due to physical/chemical effects (vibrations, welding currents or others), da-

mages of the products or seals can be caused. 

• In machines, on pallets or machine tool tables that are used to change the chara-

cteristics of the material (magnetise, radiation, photochemical procedures, etc.). 

• In areas for which special guidelines apply, especially installations and machi-

nes: 

- For the use on fun fairs and in amusement parks. 

- In food processing or in areas with special hygiene regulations. 

- For military purposes. 

- In mines. 

- In explosive and aggressive environments. 

- In medical engineering. 

- In the aerospace industry. 

- For passenger transport. 

• For other operating and environmental conditions e.g.: 

- Higher operating pressures than indicated on the data sheet or installation 

drawing. 

- With hydraulic fluids that do not correspond to the specifications. 

- Higher flow rates than indicated on the data sheet or installation drawing. 
 

Note:  Special solution requests must be clarified with the manufacturer. 
 

 
 

7. Mounting 
7.1. Risk of injury from dropping 
 

 CAUTION 
 

Injury by dropping parts! 
• Some product types have a considerable weight. 

Weight specifications see chapter "Technical data". 

The product must be secured against dropping during transport and handling. 

• Should the product nevertheless drop, it must be checked for damage to exclude 

any potential danger. 

• Keep hands and other parts of the body out of the working area. 

• Wear appropriate personal protection equipment! 

 
 

7.2. Things to know 
 

 NOTE 
 

Aggressive media: 
If there is a possibility that aggressive cutting and cooling liquids including swarf may 

ingress the inside of the clamping device, the clamping device inside must be cleaned by 

the customer. 
 

Ease of movement: 
When mounting, always ensure that the system runs smoothly. 

 

 

 

 

 

 

 

 
 

7.3. Technical design 

 
shown by the example: DUO 80-200 

 
 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 
 

 

 

 

 

 

 

 

 

7.3.1. General Information 

The double workholding system DUO is a compact mechanical clamping system suitab-

le for multiple clamping.  

The alignment can be horizontal or vertical.  

By turning the right-left threaded spindle (02) to the right, the movable clamping jaws 

(11 and 12) are guided via the clamping slides (03 and 04) to the central fixed jaw (10) 

and thus the workpiece is clamped.  

 

7.3.2. The third-hand function 
The product has an adjustable third-hand function. 

This means that it is possible to insert the workpiece in clamping zone A first, then the 

second workpiece in clamping zone B. 

An integrated pre-clamping system holds the workpiece inserted first (clamping zone A) 

in its position, while the second workpiece is positioned.  
 

The stroke delay of clamping zone B must be set between 1 and 3 mm. Once this value 

is set and fixed, it remains the same, regardless of the workpiece length to be clamped. 
 

The third-hand function can also be used to compensate for workpiece lengths that differ 

by up to 2 mm.  

If the workpieces vary up to the admissible 2 mm, the delay stroke must be 3 mm. 

 
 

7.3.3. Presetting the third-hand function 
The stroke delay from clamping zone A to B and thus the loading clearance of clamping 

zone B is preset by operating the adjustment screw (06) in conjunction with the spindle 

(02) and fixed by the stud screw (07). 
 

Procedure using workpieces: 

1. Move the slide inwards to loosen the stud screw (07) slightly.  

The screw must not protrude beyond the plane surface. 

2. Insert workpiece A in clamping zone A, likewise workpiece B in clamping 

zone B. 

3. Use the spindle (02) to lightly press clamping zone A against the workpiece. 

4. Set the stroke delay of clamping zone B to 1 to 3 mm using the adjustment 

screw (06). The spindle must always be readjusted so that the workpiece in 

clamping zone A is always slightly clamped. 

5. Once the desired setting has been achieved, it is fixed with the stud screw 

(07). 
 

Procedure by measuring: 

Instead of inserting workpieces, the corresponding lengths can also be set by measuring. 

The remaining steps are identical to the procedure using workpieces. 

Especially for vertical assembly, e.g. on a workholding tower, this variant is certainly 

useful to prevent workpieces form falling out. 

The setting is made as follows: 

Clamping zone A = nominal workpiece dimension 

Clamping zone B = nominal workpiece dimension + stroke delay  
 

 WARNING 
 

For occupational safety, it is important that the specified sequence of contact is observed. 

If the workpiece of clamping zone A is held, there must always be a stroke delay gap of 

1 to 3 mm to the workpiece in clamping zone B. 

If the sequence is reversed, safe clamping is not guaranteed! 

 

 

 

 

 

 

 

 

 

 

7.3.4. The clamping process 
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Once the stroke delay has been set, the workpieces can be clamped. 

Workpiece A is inserted in clamping zone A and clamped by means of the spindle (02). 

The workpiece is held by the spring force. 

Workpiece B is inserted and also clamped by means of the spindle. 

The joint and uniform clamping force build-up can then take place. 

The clamping is actuated by means of a torque wrench, wrench size SW12. Correspon-

ding force charts can be found under 12.1. “Technical data”. 
 

The workholding system can be equipped with both standard and workpiece-specific 

special clamping jaws. 
 

7.4. Types of installation 
 

7.5.1.   Alignment 
Two positioning holes (A) of diameter 12 F7 in the centre of the workholding system are 

used to align the workholding system.  
 

7.5.2   Fixing: 
The workholding system can be fixed with external clamping claws, 2 on each side, or 

directly via the four threaded holes (B) in the base. 
 

 

 

 

 

 

 

 
 
 

7.5. Mounting the interchangeable clamping jaws 

When determining the clamping jaws, make sure that the clamping stroke required for safe 

clamping is sufficient. 

The system DUO80-240 has two mounting options for the clamping jaws on the clamping 

slides.  
 

 

For the repeatable assembly of the clamping jaws, proceed as follows: 

1. First fix the clamping jaws with approx. 30 Nm. 

2. Clamp parallel workpiece with maximum clamping force. 

3. Tighten the screws with approx. 70 Nm. 

 
 

 

            
 
 

 

 
 
 

 WARNING 
 

• Only use recommended fixing screws! 

Tightening torques see 12.1."Technical data". 

• The thread of the fixing screws must not protrude more than 14 mm at the bot-

tom of the interchangeable jaw. 

• It is recommended to use only original clamping jaws. 

 

7.6. General safety instructions for mounting 
 

 WARNING 
 

7.6.1   Risk of injuries due to improper product fixing! 
 

If the product is fixed improperly, it may loosen from the machine table or pallet and be 

damaged during clamping or machining. 

• Mount the product as instructed in the present operating manual. 

• Before mounting the product, make sure that the mounting surface of the pro-

duct base and the machine table are clean. 

• The mounting surface of the product base must be even and have a minimum 

overlap of 75% on the machine table. 

• The mounting surface must be free of contamination. 

• Mount the product in accordance with the torque specified in the operating ma-

nual. 

• Fix the product so that it may not be displaced by the machining forces. 
 

7.6.2   Bruises, burns and bone fractures caused by dropping  

              workpieces! 
 

Workpieces may cause injuries when dropping. 

• Protective footwear with a safety level of at least 1 (S1) must be worn during 

the work. 
 

7.6.3   Injuries due to improperly attached actuation keys. 
 

An improperly attached actuation key, such as an Allen key or torque wrench, can slip off 

during operation and cause injuries to the operator. 

• The actuation key must be checked for correct fit. 
 

7.6.4   Risk of injury due to restricted range of movement of the actuation 

keys 
 

When cranking or turning, limbs can be crushed between the operating tool and objects in 

the range of movement. 

• The range of movement of the actuation key must be freely accessible. 
 
 

8. Start-up 
 

 WARNING 
 

Risk of injury and poisoning from hydraulic oil. 

See “Mounting”. 
 

 NOTE 
 

8.1.    Lubrication before start-up! 
The elements are delivered with minimal lubrication. 

The sliding surfaces have to be lubricated lightly with slide way oil, ISO VG 220, before 

start-up. 
 

8.2. Product operation on grinding machines 
When the workholding system is used on grinding machines, the product will be more 

heavily contaminated. 

• Clean product from contamination regularly. 
 

8.3. Observe clamping force and temperature difference! 
 

The product is to be used in such a way that the temperatures occurring as intended do not 

lead to inadmissible clamping forces. In particular, the following points must be observed: 

• Durability of seals 

• Expansion of media. 

• Admissible temperature difference of the product in clamped condition is 

max. ±10°C. 
 

 CAUTION 
 

Check the correct tightening torque of all fixing screws and, if necessary, tighten accord-

ing to the chart value (“Technical data”). 
 

 WARNING 
 

Risk of injuries or damage to property by collision with system compo-

nents! 
In the range of motion of the system components, persons may be injured by collision 

with system components, or damage to property may be caused by collision with other 

system components. 

• Check the range of motion of the system components before start-up. 
 
 

9. Operation 
 

9.1. Hazard note when operating the product 
 

 WARNING 
 

9.1.1   Danger of crushing when adjusting the workpiece width! 
There is a danger of crushing when adjusting the loading position of the slide.  

• During cranking or turning, no part of the body may be in the clamping zone of 

the workholding system. 
 

9.1.2   Risk of injuries when loading the workpiece! 
In unclamped mode, the gap between the workpiece and the clamping jaws can be greater 

than 4 mm, especially with the mechanical workholding types. 

• Make sure that the gap for loading the workpiece is less than 3 mm. 
 

Workpieces can be sharp-edged.  

• Appropriate safety precautions must be taken when loading by hand. 
 

9.1.3   Risk of injuries when clamping the workpiece! 
The workpiece properties may induce personal injuries during clamping if the workpiece 

is not clamped properly. 

Please note the following: 

• Remove contamination on the clamping surfaces before clamping. 

• Observe the material properties of the workpiece. 

Flexible or soft workpieces can be insufficiently clamped due to their proper-

ties. 

• Observe the shape of the workpiece. 

• Observe the contour and condition of the clamping surface of the workpiece. 

• Observe the mass inertia of the workpiece. 

Vibration affects the workpiece fixture and results in an improperly fixed workpiece. 

An improperly clamped workpiece may be catapulted off the product during machining 

and result in personal injuries or damage to property. 

• Exclude vibration on the product if possible. 
 

9.1.4   Risk of injury due to insufficient clamping force! 
If the clamping force of the product is insufficient and the workpiece is therefore insuffi-

ciently clamped, it can be thrown out of the workholding system during machining and 

cause damage to property and personal injury. 

• Have the product checked for its operational reliability by a qualified expert af-

ter extended downtimes, repair work, and at regular intervals. 

• Have the product checked for its defined clamping force by a qualified expert. 

• Have the product checked for visual damage or wear by a qualified expert. 

• Check whether the product is fixed properly before product start-up. 

• Check whether the workpiece is clamped properly before product start-up. 
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9.1.5   Clamping with grip clamping jaws! 
Grip jaws penetrate into the workpiece during the clamping process. This leads to a plastic 

deformation and thus to a loosening of the clamping. To compensate for this effect, the 

workpiece should be clamped twice. 

The penetration into the workpiece must be taken into account when designing the 

clamping stroke. 
 

9.1.6   Risk of injuries by crushing of extremities during the clamping 

process! 
The product is to be used in a manner so that the operator's own or other persons' extremi-

ties may not be squeezed during clamping. 

• Keep your own or other persons' extremities off the clamping area during clam-

ping. 
 

9.1.7   Risk of injury when unclamping! 
When unclamping, higher forces have to be overcome initially. Persons may slip off the 

product during unclamping and be injured. 

• Be careful and proceed slowly when unclamping the product. 
 

9.1.8   Risks of burns caused by hot workpieces! 
Machining can cause temperatures of over 70 °C to occur on the surface of the workpiece 

and the clamping device. This can lead to burns if parts of the body are touched. 

• Wear heat-resistant protective clothing. 
 

 
 

 NOTE 
 

Machining with the actuation key attached is not permitted! 

• All loose parts such as Allen key or torque wrench must be removed before ma-

chining. 

 

10. Maintenance 
 

10.1. Hazard note when maintaining the product 
 

 WARNING 
 

10.1.1   Risks of burns caused by hot parts! 
Machining can cause temperatures of over 70 °C to occur on the surface of the workpiece 

and the clamping device. This can lead to burns if parts of the body are touched. 

• Maintenance and repair work should only be performed in a cooled down con-

dition and/or with protective gloves. 
 

10.1.2   Risk of injury from broken parts on the product! 
During operation, product parts may break, and this may cause personal injuries. 

Observe maintenance intervals for all parts pursuant to this Operating Manual. 
 

 

10.2. Maintenance plan 
 

Maintenance works Interval Realisation 

Cleaning As required Operator 

Lubrication After cleaning Operator 

Regular checks daily Operator 

Repair As required 
Qualified 

personnel 
 

10.3. Cleaning 
 

The element must be cleaned at regular intervals. The frequency depends strongly on the 

application and must be assessed by the operator. 

 

 CAUTION 
 

Damage to moving components! 
Damage to the moving components and sealing elements must be avoided. 
 

Aggressive cleaning agents 
The product must not be cleaned with the following, otherwise sealing elements may be 

damaged: 

corrosive or caustic substances or 

organic solvents such as halogenated or aromatic hydrocarbons and ketones (cellulose 

thinner, acetone, etc.). 
 

10.4. Regular checks 
 

• Clamping force control by pressure control. 

• Check the ease of movement. 

• Check compliance with the maintenance intervals. 

10.5. Exchange seal kit 
 

The exchange of the seal kit of hydraulic systems has to be made in case of external 

leakages. In multi-shift operation, we recommend to change the seals at the latest after 

1,000,000 cycles or 2 years. 

The seal kits are available as spare parts. 
 

 NOTE 
 

Seal kits: 

• Do not install seals which were exposed to light for a longer time. 

• Observe storage conditions (see chapter "Technical data"). 

• Only use original seals. 

To replace the seal kit, please refer to the separate data sheet. 
 

 

 
 

10.6. Maintenance and care 
 

 CAUTION 
 

The system is under spring force influence. 

• When loosening the fixing screws of the flanges, make sure that you unscrew 

the screws alternately piece by piece so that the system releases evenly. 

When removing contaminations, dangerous parts such as sharp swarf can be whirled up 

when blowing out with compressed air.  

This can lead to injuries, especially to the eyes. 

• It is essential to take protective measures to avoid this. 
 

 
 

Procedure for disassembly 

(see sketch) 

1. Clean the clamping mean from the outside. 

2. Disassemble the mounted clamping jaws. 

3. Loosen the locking screw (07) and unscrew the adjusting screw (06) to ap-

prox. 15 mm. 

4. Remove the fixing screws of the flange (05) as well as the flange on the op-

posite side alternately piece by piece so that the spring in the system slowly 

releases.  

Please observe the safety instructions above. 

5. Pull the spindle (02) together with the two clamping slides (03 and 04) out 

of the base body (01). 

6. Clean the elements.  

Please observe the safety instructions above. 

7. Check for wear. 

8. Apply lubricant to the thread of the spindle as well as to the pressure spring 

and guide surfaces.  

Recommendation:  

EP2 grease, DIN51825: KP2 K-30, ISO/DIN6743g: ISO-L-XCCHB2 

9. Assembly in reversed sequence. 

When mounting the clamping jaws, observe point 7.5. 
 
 

11. Trouble shooting 
 

Trouble Possible cause Remedy 

Clamping slide 

has too much 

play. 

Guide worn out. 
Replace clamping device or 

corresponding components. 

Sluggish 

actuation 

Contaminations in the 

system. 
Cleaning the system. 

Damage to the system. 
Replace clamping device or 

corresponding components. 

Breakage of 

parts 

Improper use of the 

system. 

Wear 
Replace clamping device or 

corresponding components. 

Leakage 

Wear of the seals 

Replace the seals. 
Damage to the seals 

during assembly. 
 
 

12. Technical data 
 

12.1. Clamping forces 
 
 

Mechanical workholding system max.  

Torque [Nm] 10 20 30 40 50 

Clamping force 
[kN] 

2.5 5 7.0 9.5 12.0 
 

Please observe the following safety instructions for the clamping forces! 

 

The previously specified clamping forces refer to the utilisation of the complete clamping 

width. 

The complete clamping width of 80 mm corresponds to 100% clamping force. 

For smaller workpieces with a smaller clamping width or offset clamping jaws (special 

jaws), the clamping force must be reduced on a percentage basis. 

 
 

 CAUTION 
 

For workpieces smaller than the clamping width, the clamping force must be further 

reduced in percentage. 

 
 

12.2. Tightening torques for fixing screws 

related to fixed jaws and clamping jaws 
 

 NOTE 
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The following specifications are valid for: 

Workpieces and set screws made of steel with metric thread and connecting surface 

dimensions as per DIN ISO 4762, 4014, 4017 and 4032. 

 
 

Thread 
Tightening torque (MA) in Nm 

8.8 10.9 12.9 

M6 10 15 18 

M8 25 36 45 

M10 49 72 84 

M12 85 125 145 

M14 135 200 235 

M16 210 310 365 

M20 425 610 710 
 

The table values for the tightening torque (MA refer to: 

• Design steel on steal, friction value ges = 0.14, not oiled. 

• Utilization of the minimum yield point = 90% 
 

The values given are to be regarded as guide values. Depending on the application, these 

values may be reduced. In this case, they are to be designed by the user. 

 

 NOTE 
 

 

12.3. Weight 

The weight of the workholding systems without clamping jaws is: 
• DUO 80-200 approx. 7.1 kg 

• DUO 80-240 approx. 8.4 kg 

 
 

12.4. Storage 
 

 CAUTION 
 

Proper storage: 

• The product must not be exposed to direct sunlight. 

• The product must be stored in a dry place and at an even temperature. 
 

SCS workholding systems are lubricated with grease and mineral oil as standard. The 

exterior of the products is protected against corrosion. These measures ensure six months 

of internal corrosion protection when stored properly. 

 
 

 NOTE 
 

For extended storage periods, the product must be filled with a non-resinating corrosion 

inhibitor, and the outside surfaces have to be treated. 
 

12.5. Accessories and spare parts 
 
 

 NOTE 
 

Due to the large number of accessories and spare parts, we ask you to refer to our clam-

ping device catalogue. 

If you have any questions, please feel free to contact us. 

Contact see “12.6. Service”. 
 

12.6. Service 
 

Maintenance by the manufacturer: 

Please return the product freight prepaid with a short description of the error. 
 

Contact: Hilma-Römheld GmbH 

Auf der Landeskrone 2 

57234 Wilnsdorf-Wilden 

Germany 
 

Phone maintenance: +49 (0) 6405 / 89-400 

E-mail: service@roemheld.de 
 
Phone service/repair: +43 (0) 5522 / 37400-0 

E-mail: service@starc-inc.com 
 

 

13. Disposal 
 

Hazardous to the environment 
 

 

To avoid potential environmental damage, the individual 

components have to be disposed of by approved expert 

companies. 

All materials have to be disposed of in compliance with the applicable codes and regulati-

ons as well as environment protection regulations. 

Particular importance is to be attached to the disposal of components containing residues 

of pressure liquids. The notes regarding disposal in the safety data sheet have to be 

observed. 

As regards the disposal of electrical and electronic components the country-specific 

statutory requirements and regulations have to be complied with. 

 

 

 

14. Declaration of incorporation 
 

Manufacturer: Hilma-Römheld GmbH 

Auf der Landeskrone 2 

57234 Wilnsdorf-Wilden 

Germany 
 

Phone:  +49 (0) 2739 / 4037-0 
 

E-mail.: info@hilma.de 
 
The products: 
 

9.3872.0101 

9.3872.0201 
 

 

are designed and manufactured in line with the relevant versions of the directives  

2006/42/EC (EC MSRL) and in compliance with the valid technical rules and standards. 

In accordance with EC-MSRL and EN 4412, these products are components that are not 

yet ready for use and are exclusively designed for the installation in a machine, a fixture 

or a plant. 
 

According to the pressure equipment directives the products are not to be classified as 

pressure reservoirs but as hydraulic placing devices, since pressure is not the essential 

factor for the design, but the strength, inherent stability and solidity with regard to static 

or dynamic operating stress. 
 

The products may only be put into operation after it was assessed that the incomplete 

machine / machine, in which the product shall be installed, corresponds to the machinery 

directives (2006/42/EC). 
 

The manufacturer commits to transmit the special documents of the products to state 

authorities on request. 

The technical documentation as per appendix VII part B was prepared for the products. 
 
 

15. List of the used standards 
 

Product Safety Act - ProdSG; November 2011 
 

DIN EN ISO 12100 
2001-03 

Safety of machinery; 

basic concepts, general principles for design 

(Replacement for parts 1 and 2) 
 

DIN EN ISO 13857 
2008-06 

Safety of machinery; safety distances to prevent 

hazard zones being reached by upper and lower 

limbs. 

(Replaces: DIN EN 294) 
 

DIN  EN 349 
2008-09 

Safety of machinery, minimum gaps to avoid 

crushing of parts of the human body. 
 

DIN EN 81714-2 
2007-08 

Design of graphical symbols for use in the technical 

documentation of products. 

DIN EN ISO 4413 
2011-04 

Fluid technology - General rules and safety requi-

rements for hydraulic systems and their compo-

nents. 
 

DIN EN ISO 82079 
2010-10 

Preparation of instructions, structuring, content and 

presentation - Part 1 

 
 

 

 

Technical documentation officer: 

Thomas Willingshofer, Tel.: +49 (0) 2739 / 4037-193 
 

Hilma-Römheld GmbH 

Nico Hanke 

Managing director 

 
 

Wilnsdorf-Wilden, June 29.2022 
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