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The Universal Lathe Chuck and its assembly (Order No. 1001):

In the box you will find:
The lathe chuck, a chuck flange, 3 countersunk screws and 2 tension pins,

Fitting the flange to the three-jow or four-jaw chuck :

Should you receive the chuck with the flange already mounted, the work described in the next
paragraphs hes already been done by us. The flonge must not, therefore, be Further machined.
Befare commencing to fit the UMIMAT Chuck, make sure, that both headstock and tail-
stock centres are exactly opposite to one another ; if this is not so, this setting must be cor=
rected, as explained in the chapter "Conical (toper) tuming". Fitting of the chuck can then
be proceeded with, the following sequence of operations being cbserved.

1. ) After cleaning the threads of the chuck

flange and the spindle nose, screw the flange

an to the lathe spindle, as shown in the od= seniog dia
joining diogram (17), taking care that there l turning dlametet
is no play ot the face surface of the flange, J ;

2.) Clamp a point toal in the tool holder 3 fise sitlace

ard carefully turn down the smaller diameter
(turning diameter) of the flange, until the

. |
] threaded “i’!'

chuck bore (0.649" diameter) may be slid Ll

over this without any farce, though with- a

out any play. Then cleanly face=turn the -

bearing (contact) surface, r

The finished turned flange, after cleaning

away the swarf, is lubricated with machine hesdiioek sloive

oil, the cleaned lathe chuck is fitted on
and serewed firm with the three counter=
sunk screws supplied. contact mrface

If the chuck flange should have been turned |

-
down too small, you will notice this by un= ] threaded flange
diue knocking of the chuck, In such cose o ;.-:: sictisa
new chucl flange must be turned, which can

always be obtained from us or from o tool

shop,
‘We regret we cannot save you the work of
fitting, as completely satisfactory running is

only possible by turning the flange on the same

machine on which the chuck will be used. DIAGRAM 17

In the chuck supplied by us the jows are |
mounted, stepped outwards. With this arrangement workpieces of smaller diameter (up to obout
3/4") con be centrically tensioned from the outside, or ring -shaped or tubular parts from
the inside, by means of the stepped guides (of the jows). If the lathe chuck is to be used for
clamping discs or parts of large digmeter, the jows must be mounted in reverse. The jows are
reversed in the follewing way ;

The jaws are unscrewed and cleaned. Thereafter you must turn down the knurled tension ring
until the beginning of the spiral thread comes immediately opposite the No. 3 groove of the
jaw., Jaw No. 3 is then inserted in reverse and the tension ring rotated, so that this jow is
held Firmly.
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in the guide groove No.2, The jaows must then be screwed fogether at least until they can no
longer hit against the guide culumns (pillans) of the UNIMAT,

If the jows should have to be remounted, as originally, as outwardly stepped jows, the procedure
is the some, except that they ore inserted in the numericaol sequence 1,2, 3 in the identically

numbered guide grooves.
To enable firm tensioning to be ochieved, 2 tersion pins are supplied with the lathe chuck.

The Four-jaw Lathe Chuck [Crder Ne, 1001a):

With the three-jaw lathe chuck enly cylindrical workpiece or symmetrically profiled workpieces
\cireular material, triangulor, hexogonal, twelve-sided materiel) can be tersioned, The four-
jaw lothe chuck has individually odjustable jows, thus presenting the possibility of tersioning

a variety of workpiece profiles = four or eight-sided material and non-symmetrical parts.

For precision mochining , cylindrical parts can also be fully centralised in the four~jaw lathe
chuek, For the assembly of the Four-jow Lathe Chuck the some procedure applies as already
explained in the previous paragraph "Flanging of the Lathe Chuck".

DIAGRAM 18

The Three—jaw Drill Chuck Part No, 1005

This is for receiving spiral drills, centre drills, countersinks, milling
and grinding cutters. It permits certain, centric tersioning of shank
tools of up to 1/4" shank diometer.

For the clamping of workpieces for grinding,
milling and drilling we supply o machine
vice o3 an additional accessory.
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Machine Vice. Order No, 1010:

Fixing is by means of two T-nuts in the
support, providing a secure tensioning device
for all the operations described,

For work procedures, as described in the
chopters "Grinding, Drilling and Milling"
fixing direct to the support by means of
tensioning claws may also be chosen as

a simple method of clamping.

DIAGRAM 20

Milling Toble. Order No. 1210 :

The milling toble serves primarily for the clamping down of lorger and bulky workpieces. By us=
ing this special occessory, the UNIMAT becomes an even better milling machine. The milling
table has 4 Fixing holes, into which two sunk hexagon headed screws with 2 T-nuts can

be inserted if desired. The T-nuts are slid into the T-grooves of the transverse (or lateral)
support and the table is fimly temsioned by tightening up the sunk hexaogon screws. This enables
the milling table to be set in the direction of the machine bed, i.e. vertical to it, os well os at
an angle of 45° thereto. The type of device chosen for clamping depends both upon the kind

of workplece and on the milling work to be corried out. Clamping of the workpiece is done with
the aid of the tensioning claws supplied.

The milling table is also used as @ mount for drilling larger workpieces, in place of the surfoce
plate mounted on the support, particulary where it is desirable 1o secure the workpiece by means
of screws. The location of the individual holes can be adjusted for this purpose by means of the
longitudinal or lateral support.
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DHAGRAM 2§

Flexible Shaft, Order No,1250:

This device is intended for carrying out drilling, grinding, polishing, engraving and similar
operations on larger or irregular workpieces, which cannot be executed on the stationary
machine. The machine itself is used here purely as o driving unit. The hand spindle has the same
spindle nose as the main spindle on the stationary machine, so that oll the tools of the standard
machine accessory, such as drill chuck, lathe chuck, grinding wheel flange, con ol bs used
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DIAGRAM 22

Assembly of the flexible shaft :

The internally threoded carrying bush (see Diagram 22) is screwed on to the spindle nose of the
UMNIMAT. Slide the cup over the spindle stock sleeve and securely clamp by means of the clamp~
ing screws, Then insert the square head af the flexible shaft inte the square hole of the car-

rier bush and screw the knurled union (or cop nut) of the flexible shaft on to the thread of the cup,
thus connecting the shaft securely (against pull=out) to the drive. (No rough milling, use only
drills up to 1/8" maximum diometer, speed 3750 r.p.m. moximum). The tool must not jam,
otherwise there is a danger of fracturing.

The steady rest. Order No, 1040;

This constitutes an auxilory guide for long, thin diameter turing parts and prevents vibration
ond knocking of the workpiece, The steody rest is mounted on both guide columns of the
bed and firmly clamped. The pass through aperture goes up to 1.378",
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The Indexing Attachment . Order No. 1260 :

The indexing attachment is secured fo the tramsverse support by means of 2 T-nuts (use

the short * Allen’ type key supplied).
Two tensioning positions of the indexing attachment, vertical to each other, on the mochine are

possible.

_DINS12 Mt

DIAGRAM 25

With the working axis in the horizontal position, os illustrated, the indexing attochment is used
far the milling of all kypes of gear wheels and the milling of grooves (keyways) in the shell of
cylindrical workpieces, With the working axis in the vertical position radial grooves con be
milled, dial plates drilled, etc, The indexing possibilities of the index plate supplied by us
number 48 maximum, ond accordingly the index numbers 2, 3 ,4, 6, 8, 12, 16, 24 and 48 are
possible, Should you require other divisions, you can purchose other index plates from us. The
Indexing possibilities may be seen In the odjoining tabulation.

Tensioning the workpiece in the indexing attachment :

We differentiate between 2 possibilities :

The Universal=Lathe=Chuck { without threoded flonge) is used for the tersioning of studs, plates,
rings. The lathe chuck is screwed to the indexing attachment with the 3 countersunk screws

M4 x 25 las otherwise on the threoded flange).

The Circular Table, Qrder No. 1261 .

is secured to the indexing ottochment in the same
way (with 3 countersunk screws) and serves to
teniion asy mmetrical workpieces by moans of
tersioning claws. In the round table there are,
besides, 3 Mé threaded holes for the insertion

af retaining screws “ntking screws), These
provide a Ffurther clamping possibility, porti-
culory for workpieces which are drilled and
slotted, The workpiece is secured to the round
table by meons of M6 screws aond shims. It
sometime swffices for the screw to be locared

at the very edge of the workpiece, so that .
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As an example of work let us explain the milling of
spur gear wheels., The UNIMAT is set up os o vertical
machine. Mount the indexing attachment, complete
with lathe chuck installed thereon on the transverse
suppart in such a manner (see Diogram 27), that the
work axis is horizental, Clamp the workpiece in the
universal lathe chuck (gear wheel with shaft can be
clamped direct in the chucks gear wheel without
shaft, but drilled, is provided with a drift for working,
the drift being clamped in the lathe chuck). Insert

the index bolts (Diagrom 25) into one of the grooves
of the index plate, Fix the index plate with the clamp-
ing screws - clamp the tooth shaping cutter on to the
tension drift, which is screwed on to the spindle stock
sleave - adjust height with the spindle stock sleeve
rack (tooth tp of milling cutter must be at the height
of workpiece centre) = clamp spindle stock sleeve.

Set the first shaving by means of the transverse support
(milling eutter touching outside diameter of workpiece). Move back workpiece and indexing
attachment by means of the transverse support and set depth of teeth by turning the longitudinel
spindle. Clamp the langitudinal support firmly during operation (otherwiss it will chetrer) and
with the transverse support mill the bartem lond of the toath.

DIAGRAM 27

decond tooth : Move back the workpiece with transverse support = undo the clomping screw - -
withdraw the index bolts slightly - index ogoin to the desired index emount - let the index bolt
rest in the groove ond clamp tight = otherwise proceed os before.
Note : By glancing at the clamp slot the number of division marks on the index plate can be
ween,
In the position of workpiece and milling cutter decribed other types of work con also be corried =
out. Milling of keys, hexagons and squares of screw heads, radial grooves (keyways) in plates,
efo,
_?ﬁparnﬂnm with working axis of index head in vertical position : L
rilling of dial plates, Face cutting of keywoys lgrooves), eic.)
Fix indexing attachment to support with T-nut (same procedure os before, but swing
index head through 90 degrees). Clamp workpiece in lathe chuck or on to round toble, indexing
procedure as for gear wheel milling.
Please note :  Before each work procedure always clamp index head firmly.
After removing the snap ring the index plate con be exacted ond exchonged for another one.
(See tabulation.)
. Index Plate
Order No. i Indexing possibilities -
1260 b 30 2 3 5 6 10 15 30
1260 ¢ 34 2 3 4 6 9 12 18 3
1260 d 40 2 4 5 8 10 20 40
built=in 48 2 3 4 6 8B 12 16 24 48
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The Thread Cutting Appliance, Order No, 1270

This is @ further auxiliary equipment for the UNIMAT, on which all external and internal
threads can be cut, We supply oll the ossocioted occessories for it (leoders and followers)
(Diagrom 2B) for the production of various metric or Whitworth threod pitches,

Piteh,
matric threads : 0.5 0.7 0.75 0.8 0.9 1.0 .45 1.5

Whitworth threads: 16 18 20 22 24 28 32 36 40 48 50 56
Threads per inch

Thread cutters for internal and external threads may be obtained from us. For other shoped
threads (tropesium, flat and round threods) appropriately ground cutters must be used,

In cddition you will require the Universel Lathe Chuck and chuck flange for clamping

the workpiece.

The mounting of the threod cutting appliance will be clear from Dicgram 28.

Mount the two angular brackets D8 170-03 on the guide columns of the mochine bed. For
long workpieces, for which the mailstock must be moved fully to the right you can firmly
clomp the tight- hand anguldr holding brocket also to the left of the tailstock on to the guide
columns. The Universal-Lathe Chuck must be loosened on the threaded flange and then the
chuck flange only screwed on to the spindle heod sleeve. Fit the leader an to the chuck -
flange so that the cup-shaped leader locates over the pushed out spindle heod sleeve. (Push
the spindle head sleeve right out in the direction of the tailstock.) Then firmly tension the
spindle head sleeve ogoin by means of the two clamping screws. Mount the lathe chuck

on to the rim of the threaded flange which projects through the leoder and secure the chuck
and leader with the 3 couritersunk screws M4 x 30 to the flange.
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