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Precision
screw cutting lathe

Simonet lathes — built on the unit
construction principle

DC-102 tool maker’s lathe
DZ-450 screw cutting lathe

These two types are mainly intended for the
precision machining of single parts or small
batches of parts. They ensure a wide field of
application: tool room, laboratory, repair shop,
assembly shop.

Production runs and second-setting machining
are performed on the

DR-102 capstan lathe

DDA-102 semi-automatic
second-operation lathe

DRA-102 automatic capstan
lathe

camless

Universal interchangeability of the units (head-
stocks, crosswise arranged slides, etc.) and a
large number of accessories and attachments
(clamping elements, grinding and milling at-
tachments, etc.) are the distinguishing features
of these precision machines. Thus they can be g
guickly adapted to deal economically with va-
rious kinds of workpieces.

On these lathes small-sized parts can be ma-
chined to a high degree of accuracy. The auto-
matic types permit high rate production,

DZ-450

Specifications

Screw cutting lathe DZ-450

Height of centres
Distance between centres
Swing over slide
Headstock with reduction gear
Collets W 20: Shank diameter
Range of diameters passing through shank
Range of diameters not passing through shank
Fine feed reduction gear
Thread pitches Number 29 British threads/1"

Number 24 metric mm
Longitudinal feeds
Travel of longitudinal slide
Travel of transverse slide
Travel of tailstock sleeve
Inner taper of tailstock sleeve
Spindle speeds
Weight with bench and drive

Space required with bench and drive length/breadth/height
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Semi-automatic second-operation
lathe DDA-102

SIMONET + CO. LTD

MACHINE TOOL WORKS
4500 SOLEURE/SWITZERLAND
PHONE 065/277 21

TELEX 34623
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Tool maker's lathe DC-102




Precision
screw cutting lathe

214

Headstock with reduction gear (1:5) for collets
W 20 shank dia. 20 mm, with special plain
bearings for speeds up to 2500 r.p.m., gear
running in oil bath

150

Collets W 20, shank dia. 20 mm, range of dia.
passing through '/:2—%/1s", range of dia. not
passing through */s—?/4"

155

Internal step collet blank 2" dia. without steps,
shank W 20

156

Internal step collet blank 3" dia. without steps,
shank W 20

157

Internal step collet blank 4" dia. without steps,
shank W 20

158
Clamping cone for collets No. 155, 156 and 157

227

Three-jaw s. c. chuck, 4%" dia., fitted on back-
plate, with 3 turning and 3 drilling jaws

226

Four-jaw s.c, chuck, 4%" dia., fitted on back-
plate, with 4 turning and 4 drilling jaws

SIMONET+ CO. LTD

MACHINE TOOL WORKS

4500 SOLEURE/SWITZERLAND
PHONE 065/277 21

TELEX 34623

142

Stop for adjustment of depth for collets W 20,
maximum depth 2"

165
External step collet blank 2" dia. without steps,
shank W 20

166

External step collet blank 3" dia. without steps,
shank W 20

167

External step collet blank 4" dia. without steps,
shank W 20

168

External step collet blank 5" dia. without steps,
shank W 20

222
Permanent magnetic chuck 4" dia., fitted on

backplate
223

Permanent magnetic chuck 6" dia., fitted on
backplate

518

Lever-operated quick closing attachment, for
collets type W 20, fits on headstock No.214
with reduction gear and change gear box

225

Chuck 4" dia., with shank W 20, and 6 jaws for
internal gripping and 6 for external

169
Closing cone for external step collet No. 165

170
Closing cone for external step collet No. 166

171

Closing cone for external step collets No.167
and 168

230

Face plate 72" dia. with 4 T-slots and tapped
holes, including 2 clamping dogs




Precision
screw cutting lathe

319
Fixed toolholder support for the back

249
Base plate with graduation in degrees

250
Vertical slide, slide travel 434"

252
Angle plate with 2 clamping surfaces 372" x 374"

SIMONET + CO. LTD

MACHINE TOOL WORKS

4500 SOLEURE/SWITZERLAND
PHONE 065/277 21

TELEX 34623

510

Bed surface-hardened and ground, length 397,
change gear box with fine feed reduction gear
(ratio 1:4), pick-off gears, apron for thread
cutting and turning, automatic disengagement,
crosswise arranged slides

272

Lever operated longitudinal slide, interchan-
geable, with 2 adjustable stops, slide travel
3%/ ve"

251

Dividing head for vertical slide, for W 20 collets,
incl. 3 indexing wheels with 48, 60 and 100
teeth

274

Rear interchangeable slide, with screw for lon-
gitudinal movement, travel 2"

154 246

245

Milling head, with drawbar for W12 collets,
cutter speeds 480-3000 r.p.m.

246

Cutter arbors 6, 8, 10 and 13 mm dia., shank
type W12

154

Collets W 12, shank dia. 12 mm, range of dia.
passingthrough '/s—>/1¢", range of dia. not pass-
ing through */s—"/2"
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Precision
screw cutting lathe

290 291 288
Toolpost Toolpost with 2 screws Four-way tool post for tools %" x %"
283 285/111 287

284
Toolholder left-sided for tools 38" x 3"

235

Grinding attachment running in adjustable pre-
cision taper roller bearings, can be regulated in
height, with drawbar for B 8 collets, maximum
spindle speed 20000 r.p.m.

236
Insert for external grinding

Collets B 8, shank dia. 8 mm, range of dia. pass-
ing through '/5:—?/44", range of dia. not pass-
ing through "*/es—2/15"

SIMONET+ CO. LTD

MACHINE TOOL WORKS

4500 SOLEURE/SWITZERLAND
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Quick-change tool post, without toolholders

285/131
Toolholder for tools %" x %"

285/131b
Toolholder with prism for tools 3" x 3"

i
g i A

B

285/132

Double toolholder for tools 3" x 3%"

285/134
Cutting-off toolholder for tools 3" x 3%

L

Simple block toolholder for tools #/s" = */s"

296

Set of 7 internal turning tools, of high-speed
steel, with V-block

294

set of 12 external turning tools of high-speed
steel

295

Set of 10 external turning tools tipped with
carbide




Precision
screw cutting lathe

218

Tailstock with Morse taper 1, travel of spindle
sleeve 23%/.", with '/1¢" graduations along the
spindle sleeve

i“"‘h -

"'--._-11 —

100

Tailstock centre with Morse taper 1
102

Tailstock carbide centre with Maorse taper 1

101

Half centre with Maorse taper 1

"--...___1-'_

103

Tailstock live centre with Morse taper 1
| T R R e e T e e S|

104
Hollow centre with Morse taper 1

Half hollow centre with Maorse taper 1

S3
106

Drilling fork with Morse taper 1

s
107

Half drilling fork with Morse taper 1

SIMONET+ CO. LTD

MACHINE TOOL WORKS

4500 SOLEURE/SWITZERLAND
PHONE 065/277 21

TELEX 34623

108
Drilling plate dia. 2" with Morse taper 1

)
g’:u-q-._: e
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110
Drill chuck with Morse taper 1, capacity '/z2" to
3"
M
Keyless drill chuck with Morse taper 1, capacity

II'rJ'H_ alllﬂ-"

320

Lever operated tailstock with 4 adjustable stops,
with collet drawbar for W 20 collets, travel of
spindle sleeve 3%/:s"

322

Inclined tailstock turret head with W 20 shank
for 4 tools with shanks 12 mm dia,

323

Inclined tailstock turret head with W 20 shank
for 4 tools with shanks 20 mm dia.

335
Adaptor for No., 322

336
Adaptor for No. 323

321

Lever- and spring-operated tailstock, with
Maorse taper 2, travel 14"

182

Collet chuck for rubber-flex collets MNo. 183,
fitted on backplate

183

Rubber-flex collets with steel collet jaws., Set
comprising 10 collets for an infinitely variable
capacity from */:2" to1'/6", .1" range per collet

220
Hand rest
221

Rectangular table for hand rest 2%" x4

229
Fixed steady with 3 jaws, maximum opening 2"
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DZ-450
screw cutting lathe

415

Universally adjustable grinding drive, inter-
changeable, fits on all drives, with automatic
tightening of the cord, roller carried in ball
bearings, necessitates the cord pulley No.465
or 466

_

i

440

Hand switch in mounting casing, for running
in both directions, for single-speed motors

441

Hand switch in mounting casing, for running
in both directions, for two-speed motors

442

Hand switch with motor protection switch, in
mounting casing, for running in both directions,
for single-speed motors

445

Hand switch with motor protection switch, in
mounting casing, for running in both directions,
for two-speed motors

465
I Cord pulley, normal dia. 7"/3%" /24", for
grinding attachment 5000-18 800 r.p.m. (motor
3000 r.p.m.)
TV-45 466
Electric individual drive with geared reduction Cord pulley dia. 10" /7" /33", for grinding
drive for speeds 1:1 and 1:6, toothed wheels attachment 5000-26000 r.p.m. (motor 3000
hardened and ground running in oil bath r.p.m.)
'Il Individual drive TV-45 Headstock speeds
: Motor: Headstock with reduction gear W 20 ltem 214 X
Speeds r.p.m.- ey
| Output HP Item No. Number of steps r.p.m.
1500 410 12 14-1380 r
,!I v 417 12 22-2080
| 3000 412 12 28-2750
1.1
) 3 421
1500/30 411 24 14-2750 .
[l 0 ?5?;’; 1 e Guard for flat belt between individual drive and
' ' headstock

SIMONET+ CO. LTD
MACHINE TOOL WORKS

4500 SOLEURE/SWITZERLAND
PHONE 065/277 21
TELEX 34623




Precision
screw cutting lathe

610

Box-form bench of sheet steel, with 3 swi-
velling tool drawers, 1 tool shelf, central lock
for drawers and snelf, bench top 25'2" x 477,
height 34"

615
Swarf tray with drain pipe

620

Coolant equipment with tank (capacity 6% gal.)
electrically-driven pump with built-on switch
(delivery 8 gal./min.), including fittings

625
Lighting fitting with switch and 3-pole plug

Planer

SIMONET + CO. LTD

MACHINE TOOL WORKS

4500 SOLEURE/SWITZERLAND
PHONE 065/277 21

TELEX 34623

Horizontal jig boring mill

Assembly shop

Illustrations and specifications are not binding / Printed in Switzerland
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Screw cutting lqihe DZ-450
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Working Instructions
DZ-450

Screw cutting lathe
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TRANSPORT

For the transport, the machine remains completely assembled

together, The cross slide is clamped to the bed by means of

the clamping eccentric 12, which is located behind on the
l cross—slide guide. When receiving the machine, clean all

e Vs

grease—-covered parts with a cloth soaked in kerosene.

ACGCURACY OF THE MACHINE

Before leasving our works, the lathe is tested with regard to
o b | =
accuracy in sccordance with the accompanying test report. 1t

has no error greater than the values permitted according to
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1 Prof. Gs Schlesinzer's "Testboolt for dachine Tools".
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This accuracy, however, is to a large extent dependent on tae
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accuracy with which the precisely scraped latne-be

und

ranverrau! sind

Firma. Ohne unsere schrift-

liche Genehmigung diirfen sie weder kopiert noch

and levelled. (See sheet 2).
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Leitspindeldrehbank DZ-450
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Bench lathes DC-102 DD-102 DR-102 DZ-450 |
I SETTING UP THE MACHINE |

The lathe must be set up or erected in such a way that no twisting stresses can be
caused in the lower part or in the bed.

precision spitit level,

Check and level the bed accurately longitudinally and transversely by means of =& ‘
i
If any errors are found when checking, proceed as follows: ‘

a) Lathe mounted on box stand, item No., 610
Loosen the four locknuts of the through-going fixing screws B, |
Re-adjust and level with these four fixing screws B.

Tighten moderately the locknuts of the four fixing screws B,

The alignment of the centres must be checked with a checking arbor and a dial gauge.
Preferably, first overbung in the headstock, and then between the centres.

b) Lathe fixed on & workbench (wooden bench)
Fix the two cast-iron fixing plates onto the bench from below with the four wood
screws . After inserting two bushes E which must agree with the thickness of
the bench, place the bed in position, and fix it moderately with the two fixing j
screws A. The highest point on left-hand and right-hand Lush £ is designated by :
a punch mark and must point outwards. Then accurately set and level the bed i
longitudinally and transversely with the four fixing screws B.

All four screws B must then take part in the fixing. |

Tighten moderately the locknuts of the four fixing screws B.

The alignment of the centres must be checked with a checking arbor and a dial gauge.
Preferably, first overhung in the headstock, and then between the centres.
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Bench lathes

DC-102 - DR-102 DD-102 DZ-450

HEADSTOCK WITH REDUCTION GEAR, Item no. 214

The spindle can be locked in 12 positions by the rotary knob on the rear portion

of the bearing. For very sccurate dividing work, the eccentrically supported index
pin is adopted. It has to be set onto the suitable circle of holes (48, 60, 100)

and clamped with the set screw. For such dividing work, it is necessary to tighten
the threaded pin S on the stepped pulley; in this wey the pulley is connected direct
with the spindle. In this case, the headstock reduction gear must of course remain

disengaged.

By a light pull on the flat belt, the shifting operation of the gear can be
facilitated. This shifting may only be done with the lathe at rest.

The two headstock bearings must be sufficiently lubricated periodically with a good
mineral oil free from acids (viscosity sbout 3 - 4° E at S0° C). The oil level in

the reduction gear should not be higher than the middle of the inspection window.

The two ball bearings I with sealing discs are supplied filled with grease and

do not require any attendance.

As gear o0il we recommend the following makes: (In alphabetical order)

Caltex 0il Regal AZ 2:9% E at 50Y C
tsso Standard Teresso 43 2,8° E at 50° C
Shell Vitrea 27 30 E at 50° C

Vacuum 0il (Mobil 0il) DTE light 2,8% £ at SG° C

The re-adjusting of the bearings requires a certsin amount of care and should
only be carried out by men skilled in such work. The desired radial and axial
play of the front bearing can be adjusted accurately by the threaded ring A,
which is located behind the front taper bearing and is secured by two set screws,
the bearing Eeing touched up on the front face, if necessary. Whem doing so, take
care that the contact surfaces remain strictly plane. The rear cylindrical
bearing can be re-adjusted by tightening the threaded ring C on the side of the
stepped pulley, and then at the same time the threaded ring E at the left must

be loosened and possibly the insert in the bearing f may have to be re-machined.

Nr.

PD-50-90 A
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Bench lathes DC-102 DR-102 DD-102 DZ-450

Maximum speed 2500 rpm.

Motor speeds in rpm,
‘...i

Initial speeds of the individual drive in rpm.

Headstock speeds in zpm, Reduction gesar disengaged

Headstock speeds in rpm. Reduction gear engaged

,"'"f
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Digmantling

Remove caver K and unscrew threaded ring R. Screw out set screw 5 and loosen

grub screw L until sleeve 0 18 free to move on the spindle. Then the spindle

together with the front bearing can be withdrawn to right,

Personen mit-

Nr.
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Bench lathes

CROSS SLIDE No. 216, 217 and 510

VERTICAL SLIDE No. 250

INTERCHANGEABLE LEVER-OPERATED SLIDE No., 272

SLOTTING ATTACHMENT No. 270
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All slides can be taken to pieces quickly and easily. They should be thoroughly
cleaned once a week and at the same time lubricated with a mineral oil fres
from acids and having a viscosity of 3 - 4° £ at s50° C. (Clean well behind the
wedge guide, but do not lubricate).

By screwing out the conveying spindles or by loosening the flange of the
lever-operated slide,the slide guideways are rendered easily accessible.

The ball bearings of the feed screws are provided with a permanent grease
packing and do not require any attention in service.

The play of the slide quides can be adjusted along the wedge guide by means

of the threaded pins. In order not to stress the conveying -spindles

laterally, the bearing flange should be loosened and then screwed tight again
in the foremost position. Any backlash appearing in the feed screw bearing can
be taken up by means of adjusting collar A and the associated set screw. |
After having taken up backlash, check and make sure that the bearing runs free.
The screw-nut A can be rendered accessible as follows: Take out the taper pin
5 and remove the crank, intermediate bush and dividing drum. If the conwveying
spindles and nuts have become much worn, these parts must be replaced by new
ones. The same elements can be used for the longitudinal sliée and the crn%a

ElidE )

7777 N 2 |
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These parts have been

secured by Loctite.

(Retaining compound)

SIMONET & CO. A.G.

SOLOTHURN SCHWEIZ

PD-50-97A

DC-102,DR-102, DD-102,DZ-450.
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TAILSTCCK Item No. 218

The tailstock spindle sleeve can be screwed out completely for cleaning and for
lubricating the bore as well as the traversing nut. Lubricate with non-acid

mineral oil, viscosity at 50°C = 3 to 4°E.

The ball bearing of the traversing screw is provided with the so-called permanent
lubrication and does not require any attention in service; the thrust needle
bearing is delivered likewise with a "permanent" crease packing.

If the bearing has too much play,it can be taken up by tightening nut M. When
doing this, the bearing should go on running free, i.e. when the tailstock
spindle sleeve has been screwed out, the handle of the handwheel should bear

downwards by reason of its own weight.

-

wWhen, due to wear, too much backlash occurs, the traversing screw and nut must
be .replaced. The flange F is secured by 2 taper pins.
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Individual drive TV-45

INDIVIDUAL DRIVE TV=45, No, 408-419, Works no.:

The headstock is driven horizotally from the individual drive TV-=45,

Built within this are the motor and also the toothed—=wheel reduction gear

(1316). The latter is actuated by means of the lewer on the casing.With the

lewer in the middle position,the gear remains disengaged.(ldling position).

The shifting operation may be facilitated,if necessary,by a light pull on the
headstock driving belt.The gear may only be shifted when at rest.The tightness of the
headstock driving belt can be finely regulated as desired by means of the

tightening screw. The rapid tightening lever in the baseplate serves for changing
the belt quickly from one step to another,as well ss for relieving the belt pull.
The tightness of the belt bstween motor and gearing can be re-adjusted at the

upper pulley (gearing).By loosening the thereaded pins and simultaneously

adjusting the countersunk screws (as uniformly as possible along the whole periphery)

the V=belt can be tightened or loosened.

As gear oil, we recommend the following makes:

(In alphabetical order)

Caltex Qil Regal AZ 2.9 at 50° C
Easﬁ Standard Teresso 43 Z.HDE at s0° C
Shell Vitrea 27, 3° E at 50° C
Vacuum 0il (Mobil 0il) DTE light 2.8°E at 50° C

When working 8 hours daily,the ball bearings of the motor should be thoroughly

cleaned once every 2 years and provided with fresh grease.

Initial speeds of the individual drive: ___

V-belt: Motor/Gearing:profile 13 x 8 mm,inner length mm
Flat belt: Individual drive/Headstock: profile 13 x 3 mm,inner length 1140 mm
V-belt: Individual drive/Headstock: profile 13 x B8 mm,inner length 1120 mm

Motor for 240 switchings per hour.

Motor no individual drive

Motor no coolant pump 2l S
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Bench lathes DC-102 DR-102 DD-102 DZ-450

Wiring disgram
Motor with two speeds for rotating in either direction.

RS T |
Wiring point with motor protection
e | Motor Voltage 220/240 V | 380/420V [ s00 v
_J _ lSDDfﬁﬂDﬂr.p.m1 Rated current 2,4/3,2A l,dfl,554 1,1 /1,44
sk | : G, 05/%; 1HP Motor protection |2,4/3,75A l.ﬁf?,ﬁﬂ‘ 1,2/1,B64

!
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Beilagen, dl¢ dem Emplanger anvertraut sind, ver-

bleibt jederzeit unserer Firma. Ohne unsere schrift-
liche Genehmigung durfen sie weder kopiert noch
vervieltaltigt, auch niemals dritten Personen mif-

geteill oder zuganglich gemacht werden

Hand switch
H4 B6.41.004

Leading-out wire Motor
JUOU Tepeme

Tag board
Motor

Leading=-out wire Motor
1500 re.p.m.

SIMONET & CO. A.G. oty W jpm——
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Screw cutting lathe DZ-450 —]
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| SCHEW CUTTING AND AUTOMATIC LONGITUDINAL FEED

E

First of all, make sure that the clamping eccentric
o

1
the cross slide is lUOEEHEﬁ; this eccentric clamps the slide
Ul 0

t0o the bed during transverse t ing. After removing the collet
| tube and the protecting cover, the change wheels are accessible.
aAccording Lo the change-wheels table which is provided inside !

the protecting cover (see also sheets 1% and 14), the desired
piten of thread or feed can be selected., The change wheels are

| fixed, according to the given diagram, on the change-wheel bolts
and guadrant or on the lead screw respectivelv., The fine-fesd

gear (l:4) can be engased or disengaged by the handle 4. By

changing—over the lathe-dog lever 1, the lead screw is ensgsced or
: disengaged, or its direction of rotation is changed with respect f
to the direction of rotation of the headstock spindle. (Ieft-

and thread or chanze of direction of feed). The lead screw has

a groove alons its whole lensth and serves at the same time as
feed shaft. The longitudinal feed thus imparted by the apron to
the cross slide amounts to about 1/3 of the pitch of thread
producted by the change wheels,

For thread cutting, the engaging lever 10 must be pushed to the
back and held in a notch.

i

The levers of the fine-feed gear 4 and of the lathe doz 1 may

only be moved when the lathe is at rest., The shifting operation
may be facilitated by pulling the flat belt. I

Any play that develops in the longitudinal suides of the cross
slide can be eliminated by re-adjusting the two wedge-shaped
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Screw cutting lathe DZ-450

THE AFPRON

This transmits the nmovenents of the combined lezd scerew and feed

shaft to the cross slide.

Longitudinal turning:

When the lever 10 is drawn to the front, the longitudinal feed

is engaged. It can be disconnected at ény time by pulling the

disconnecting knob § out, quickly and energetically.

Automatic disconnecting device

Iwo stops 2, clamped with holders 3, are provided, one on each

side of the apron. The disconnecting rail 5 runs onto the stops

to the left or to the right and disconnects the operations of

-~

longitudinal turning or thread cutting. The stop screw 6 serves

as fixed stop during longitudinal turning. In order to ensure
correct automatic disconnecting, at the monent of disconnecting
there nust always be a clearance of at least 0.Cl" between stop

screw and stop contact. After the disconnecting, the slide is

moved to the fixed stop © with the handwheel 8. In this way the
| turned length always remains unchanced. The stop screw 6, however

may not be used for adjusting the turned lengths.
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Screw cutting lathe DZ-450

Thresd cutting:

When lever 10 is pressed to the back, the split nut is closed.
In order to reduce wear, this should only be done when the lead
secrew is at rest; the correct position is found by moving the

| handwheel 8.

Because of this single-~lever operating, errors in gear shifting
are rendered impossible.
Also this novenent can be interrupted by pulling the knob 9 out.

This pulling must be done quickly and energetically. When thread

cutting, the return is made by reversing the sense of rotation
| of

the motor.

OVERLOADING THE AFRON

In order to prevent breakage or deformation when the apron 1is
overloaded by mounting-up, etc., the change wheel D is coupled
to the lead screw as shown in the sketch below. If the feed is

brought to a standstill by an external force during longitudinal

turning or thread cutting, and the motion still renains engaged,

the brass pin will shear (Safety shearing device).

= lLlead screw
Change wheel D f

Coupling sleeve

Brass pin

| |
g2mm /
| T

ki ! Ay
HHF ~ /Retaining ring
i g ring |
_jég Only ORIGINAL shearing pins may bDe used
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: Screw cutting lathe DZ-450
| .
CHANGE~WHEEL TABLE
| |. : . -
I METRIC PITCHES | ENGLISH PITCHES
] Ihread pitech | A.C _FPitch in mm | Threads per .A.GL" 2204
I in mm with o 3 - inch with B.D 3 X threads
per inch
lever pos. Change wheels Lever pos. Change wheels
- 4 ; 3
I I II I e s o e e (8 L b A | B Bl D
0.2 | 0.05 36 |120| 28 (126 28 |112 36 |120 (127|126
i 0.25 | 0.06 | 36]108| 30]120 24 | 96 36 |108 (127|120
0a3 0,07 36| 90| 30 (120 22 88 %36 (108|127 (110
I 0435 | 0,08 36| 80| 28 (108 20 80 36 (100|127 (108
Oed* | O, 1% 36| 70| 28[108 19 T6 36 95127 (108
0.45 | 0.11 36108 | 54 (120 18 72 36| 90127 (108
I 0.5 PR 7, 36| 54| 30120 3 { 64 36 (108 (127 | 80
0.6 0.15 '5@ 100 | 70 (126 14 56 36108 (127 | 70
I 0.7 0,17 361100 | 701|108 12 48 361120127 | 54
0.75 | 0,18 36108 | 90 (120 755 44 36 |110(127 | 54
l 0.8 | 0.2 136|100 | 80 (108 10 | 40 36 100|127 | 54
0.9 | 0,22 36100 | 90 (108 9 36 36| 90|127| 54
I 1 025 36| 90100 (120 8 52 36| 801127 | 54
1.25 | 0.3%1 36| 80 100 (108 T 28 36| 70127 | 54
l.5% | O, %7#] 36| 80[120|108 o 24 36 (108|127 | 30
I Yo 15 | 043 3| 54 70 80 5 20 36| 901127 30
2 0.5 36108 |120| 60
l 2,5 | 0,62 | 36| 954|100 80
| 3 0.75 | 36| 54|120] 80 =
: A=36
¥ 3.5 | 0.87 | 36| 60|105| 54 - ()
& 36108120 | 30 ..’v‘
V} . &) I
i Q5
0
Available change wheelss ’ 7
‘.-gg--;— 28 30 54 60 70 80 90 95 100 P,
RE:3 105 108 110 120 126 127 B C D y
£33 :
Egﬁg FLEDS
Eﬁﬂgﬁg The longitudinal feed amounts to about 1/3 of the thread pitch.
Eﬂﬂg The thread pitches marked with an asterisk (*) zgive suitable I
Eéiﬁ feeds of approximately 0,1%3=0,0% mm and 0,5~0,12 mm per rev,
gggz respectively.
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Screw cutting lathe DZ-450
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Lubricating plan

@00@@@@@% ®

A Lubricating oil 35—-452E at 502C

B Lubricating oil according to working instructions Sheets No. 3 and 8
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91 SHEET FOR SCREE CUTTANG LATHE D74

1 Lt LT

Horks nusbei:

und
sind

II'I'\I"E!I!.H'

Zai

varvielliitigt, auch nlemals dritten Personen mif«

bieibt jederzeit unserer Firma. Ohme unsere schrifi-
liche Genehmigung dilrien sie weder kopiert noch
geteilt oder uglinglich gemacht werden.

e

Uetght of centres: 102 Distance between eontree: 430 mn

doaguring operation Adnis. error Error found Fig.
l:ﬂiﬂ_ 0 om

Ped stralght in longitudinal dirsction (Only vpuards curvature |+ 0,02 me ls
goniesible 1000 en

ted straight in the trensverse direction + or - 0,02 b

1000 ma

HORK NG SPIHOLE
|Eﬂﬁtl‘ﬂ running true 0,01 me 28 .
Spindle nese, running true 0,005 mm 2b
inner cone for coliet, running true 0.0 am 200
fnfal play of spindle . 0,01 me 2d |
Radial deflectien of spindle bearing measured at the end of 2.01 -
an arbor at 200 mm distance et s
Spindle anls parallel to the bed in the wertical plane at 200 nn | O 4 0.0 mp 4a Ab
The sane in the hertzontal plane (Error only adnissible tewards

tool pressure) O+ 0,01 mo de Ad
BOHPOUND SLADE REST

dpper part of slide rest longitucinal guiding parallel te 0.02 g ;
spindle in vertical plane (measured at aleng slide movement) wre:

A LLSTOCK

Spindle sloeve paraliel to the bed In vertical direction, 0+ 0.01 as 53 Bb
agasured on sleeve travel (only rising te the frent end) i s b I
The eane in herizental direction {Errur enly ndmlssihle B |

tovards teol pressure) 0+ 0,01 mo fic Bd
Centre line parallel te the bed ia vertical direction, measu~ '
red with 300 oz leng testing arbor beteesn the centres 0 ¢ 0.01 ma 1a
The same In horizental direction. (Errer only adoissible

touards teol pressure). 0+ 0,01 an b
LEAD SCRER

heeuracy of piteh of the load screw on 300 s 2 0,03 an

Longitudinal play of the lead serew 0,01 ma g
Boartnge of lead scren n alignment with sach other in the

vorticd] plane (Bearing sxes parallel to bed guide),

Teat positions 5 and €. | Oa1 g
The sane in the herfzental plane 0.1 na 86
doarings of lead scren in alfcneent with split nut in the ver-

thcal plone, ieasured uith closed spdit nut, and test position 0.1% &a 8¢

A ps starting point.

ﬁﬂﬂﬂnﬁ.{.r JE IiE iJHHiHF MA !'ilht

Lathe tums circular 0,005 nn

Lathe tumns eylindrical on 300 an 0,01 am
'Lathe tumse €acing (only hellow) te 200 me Jigneter 0,01 mm t

I he thecker:

Countersigned by:

solethumm,

Ranara:
The lathe has been tested with the belt normally tight

For tho figures see eheet lie. 16
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TEST SHEEY FOR SCRER CUTITING LATHE DZ-450

*ipure 1 1.0 | | = [

Fioureg 3

0

1558

Figure 8 6g Bb
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gen, die dem Empfanger
bleibt jederzeit unserar Firma. Ohne unsere schrifi-

vervielfitigt, auch nlemals dritters Personer mif-

liche Genehmigung dilrten sie weder hopiert noch
geteilt oder ruglinglich gemacht werden.
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