Design Features

A versatile range of 2, 4, 5 & 7 axis
turning centres with the ahility to
perform simultaneous operations and
finish components on a single machine,
with power tooling and ‘C’ axis control.
Machines can be supplied with gantry
and other types of loading to suit
customers requirements.

INCLUDE:-

@ Simuitaneous machining on each turret
substantially reducing cycle times.

@ Working area conveniently positioned on the 45°
slant bed —for ease of setting and for compatibility
with robot, gantry or other handling systems.

@ Tool breakage detection available - with the ability

to suspend operation or automatically replace with
hack-up tool.

@ Driven tooling avaifable on each turret resulting in
shorter rapid cycle times and complete secondary
operations.

@ Choice of C.N.C. controls offering full graphics,
operator prompting, diagnostics and other
features.

@ In-process gauging available —to enable

continugus monitoring of statistical process
control.

@ Automatic bar loading with magazine/storage —
increased efficiency by reducing loading time.

@ Spindle positioning available with 5° (21%°
optional} indexing increments and fully
programmable ‘G’ axis — offering turning and
secondary operations in a single set-up.

@ Rigid bed construction with isolated drive -
providing stability, high accuracy and consistent
quality.

@ Induction hardened ground ways with Turcite
coated mating surfaces and central lubrication
system.

@ Tool wear compensation available —tools are

automatically monitored for wear with data
transmitted to the C.N.C. for automatic
compensation of off-sets.

@ Part catcher within the C.N.C. cycle — avoiding

damage following parting-off cperation.

5 Axis Design Features

Whilst incorporating many of the features of the
2.3 and 4 axis machines, the 5 axis has in additien
a secondary operation spindle positioned at the
rear of the bed, and in-fine with the head stock
spindle. This allows components to be transferred
to the secondary spindie gnabling the parts to be
completed at one set-up where normally two
would be required on conventional machines.
The secondary spindle is served by a dedicated
disc turret on the lower slide, which is also
available with either driven or non-driven toals,
thus first and second operations are machined
simuttaneously on separate spindles within the
cycle time for producing the longest of the two
operations.




Modular Concept

©
:

Specification Specification

2 AXIS 4RXIS 5 AXIS HoneL ZAXIS 4 AXIS 5 AXIS
WORKING CAPACITY
52mm 52mm Bar capacity 7Bmm FHmm 7hmm
200mm 200mm Chuck cagacity 250min 250y 250mm
270mm ZImm Turming diameter with std, toolholder 270mm HOmm 270amm
555mm S55mm Turning length 555mm S59mm 325mm
S96mm 536mm Swing dizmeter ever bed 506 - BEEmm S8Gmm
555mm 5550t Slige travel — IoRgitudinal 555mm 585mm 325mm
210mm 210mm Slide lravel - Iraverse {upgier side) 2i0mm . 2Wmm 210mm
— 185mm (lower shde} — 185mm 185mm
— - Second operanon spindle - collel bore — — 52
— Secont operation spindie — pick-u stroke — —_ 1000mm
- i28mm Second operation spindle - geclan sroke — 125mm
MAIN DRIVE/SECONDARY SPINDLE BRIVE
18 5kW/22KW (25/30 hp) 1L5KW22RW (2530 hp) 19 5kWI22I (25/30 hp) S.SIW/RKW (7 5/11hp) Raling — contineous / 30 mins 22KWI26KW {30735 hpy 221NH26KW (30435 ) 220W/26KW (305N S.SKWIBKW {7.5/11hp)
4500 rpm 4500 rpm 4500 rpm Maximum speed 4000 rpm 4000 rpm 40340 rpm
Brdirectional Bi-directipmal Br-directional Direction of rotation Bi-durecional Brdirectional Bi-direttional
Encoder Encoder Encoder Pesttioning feed hack method Encodsr Encader Encoder
FEED DRIVE )
10mtmin 10amin 10mémin Rapid traverse rate _ 10m/min 10mimin 10m/min
13,0008 13,0008 13,0008 Fagd Lhngst 13,000 13.000M 13,0008
INDEXING
Duglomabic BSY-N Duplomatic BSV-N Duplomatic BSY-N Uit Ouplomauc BSV-N Duplomatic B8Y-N Dupioratic 8SV-N
30r0.7 45081 180%1.83 300/0.7 S570.81 18001 83 3007 508 1807 B3 Indexing lime — {degrees/seconts] 3050.7 d570.81 130%1.83 W07 45081 18080 0T A5HE 18083
UPPER SLIDE (2 azis)
Oriven disc Non-griven disc Driven disc Hon-denen disc Driven dise Nor-driven disc Turret type Derven disc Man-derven dise Driven dise Hon-drlven dise Driven gisc Hon-driven dise
4 — — q — Mumber of toeling statons — driven 4 - 4 4 - —
8 12 49 g 8ar 12 a0y Bort2 Mumber of waling stations ~ non-driven 8 12 49 g B 40 g Bori2
LOWER SLIDE (2 azis)
- Drrven Disc Ror-driven dise Driven dise. Non-drivan disg Turet type - Orwven Dist HNon-grwen dise Driven disc Non-dnven disc
— 4 — 4 4 — Number of tooling slatians — dnven — 4 - 4 4 -
- q F aog fori? Numiber of teelng stations — non-griven - 4 B q0r g Bor 12
LOWER SLIDE {single 2xis) -
- —_ — Turmet type — - —_
— - _ Number ol topling stations — dovern - — =
TAILSTOCK
F0mm 70mm 275 — Quill diameter amm 7dmm 2 T6in -
80mm 8tmm 315 - Quill stroke: 80mm g0mm A15in —
Rehm lve centre Aghm bve cenire - Quill nose Rakim lint cenlre: Rghm iivg genire —
100 Litres 100 Litres 100 Lives HYDAAULIC TANK 100 Litres 100 Litres. 100 Litres
125 Litres/0.375kW/58 Litres per min 125 Litrastd 375KW/GB Lities per min 125 Lilres/D I7SKWIG2 Lilves per min CODLANT PUNF 125 Litres/0.375 kW/68 Litres per min 125 Litres/D 375KWISS Litres per min 125 Litresf0.375KW/52 Lires per tin
{33 Galis} {1818 Galls per mmn) {33 Galls] {12 US Galls per min} (23 Galls) (18 LIS Galls per min} (33 Galls} 18 US Galls per min) (33 Galls} (18 US Galls per min) {33 Balls} {18 US Galls per mir}
DMMENSICHRS
3515mm 3515mm S115mm Lengt A515mmm 3B15Mm S135mm
2000mm 2000mm . 2049mm Depth ZG0mm 2000man E040mm
2150mm 2150mm 2275mm Qverall beight 2150mm 2150mm, 2275mm
6.400%g 5.660xy 7.280ky WEIGHT 5,500k 5.7604g 7,380k
32kW (43np) 33KW {44hp) 40.5kW (54np) POWER RECUIREMENTS I15KW {4200} 32540 (44 hp) ADKW (53hp)




Headstock Assembly

The Headstock is of a substantial, rigid design to take
advantage of bearing technology, permitting higher
spindle speeds.

The hardened and ground spindle is supported af the
front by & pre-loaded pack of three precision angular
contact bearings, and at the rear by a pack of two
precision A/C bearings. In addition the Wickman
Bennett Design incorporates an outrigger ball race
support bearing for the drive pulley and hydraulic
cylinder assembly, which ensures even further spindle
stiffness under the heaviest cutting loads.

MAIN SPINDLE

Substantial and torsional stiffness in spindle
provides rigidity under heavy cutting loads at high I
speeds. =" 8 - = === W = e

Spindle rotation is reversible. 1‘“

SECONDARY SPINDLE

The secondary operation spindie is capable of
synchronous running with the main spindle.
Therefore when revolving components are
transferred to the rear turning position (during
parting-off operation in the case of bar machines),
any likelihood of run-out, part off pips, and
marking on chucking diameter are eliminated.

Part catcher with the G.N.C. cycle at the secondary
operation spindle —to eliminate damage, and
orientate components for compatibility to robot or
gartry unloading.

When the machine is equipped with the rotary 'C’

axis servo drive, spindle rotation under cut perfhits
contour milling in conjunction with the driven tools.

Secondary operation spindle

Spindle positioning for auto-loading or cross
milling and drilling operations is available without
the necessity for a rotary ‘G’ axis on the spindle.
The spindle is automatically positioned in
increments of 5 degrees {or 2.5 degrees as an
optien), and locked in positicn with an electro-
mechanical device.

CNC Control Systems

Features include:-

Fanuc Series 0T 2 Axis @ Conversational multi-language programmingand @ Graphic displays for convenient programme
QOption Fanug Series OTF diagnostic systems. verification. The trace function can monitor the

. : : ctual machining ir real time on the C.R.T. display
Fanuc Series OT i @ All data can be stered in bubble memaries to actua !
Option Fanuc Series OTF 4 Axis protect against loss of data during power failure. ?égﬁéngutr?ﬁgoﬁg‘gg;ﬁil;[rl‘ow exactly where fis

i @ Calculations for inter-section points, co-ordinated )
Fanuc Series 15 TT . -
Option Fanuc Series 15 TTF 5 Axis values, and other complicated data are no longer

required. By entering the data described on the
workpiece drawings, selected controls can do the
rest.
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