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Warning : (The left=hand angular holder must net touch against the tension ring of the lathe
chuck - see Diagram 28, )

Push the guide rod from the tailstock side through the right~hond angular holder to the height
of the support = place the complete cutting arm on the guide rod - push the guide rod through
the left-hand angular holder - place the guide arm on the left~hand end of the guide rod and
tension firmly with the clamping screw, Slide the spring on to the right-hond end of the guide
rod and secure in place with the clamping ring.

As the cutting arm and guide orm move towards the left during threod eutting, the spindle on
the cutting arm must be locdted at the right=hand end of the suppart in the starting position,
Mave the support accordingly.

The spindle on the cutting arm serves to adjust for the various workpiece diometers. By rotating
the spindle fo the right (slacken clamp beforehand and tighten agein afterwards) the cutting
arm is lifted, so that larger workpieces con be processed,

When odjusting the spindle the threod cutter must be set in the external tool holder so that its
tip locates at the centre of the workpiece.

Ploase note further :

The follower must engage in the leader without any ploy whatioever, os otherwise irregularities
will eccur in tutting the thread, Check the correct engagement of the follower by pressing it
firmly inte the leader with the clamp of the cutting orm slackened, whereby the spindle must
lie snugly on the support and only then should the cutting arm be reclomped.

The operating speeds for threod cutting should be token from the tabulation of speeds,
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The actual work will now be explained in brief phroses:

Clamp thread cutting tool in external tool holder = flap the cutting device back = start the
machine = swing in the cutting device, until spindle lies snugly on support (follower now engoges
in leoder and carries cutting arm to the left) = press with the hand on the knob of the spindle,
so that it does not lift from the support, but glides over it = after completing the threod groove
lift up the cutting device - spring pulls cutting device to the right again. Afrer cutting through
by means of handwheel, set to cutting depth of approx, 0,004" - repeat process until moximum
threod depth hos been attained,

Check the finished thread with threod gouge or try screwing into threod of nut,

To cut external threads between the two lothe centres (without clamping in the lathe chuck) the
procedure is as follows ;

The jaws of the lathe chuck are removed = a centre |5 inserted in the hole of the heodstock

the lathe dog secured to the workpiece is taken up by one of the jaw guide grooves.

Currinﬁ of Internal threads ;

Clamp workpiece (pipe, ring, ete. ) in Universal~Lathe-Chuck - in place of thread cutter clamp
internal tool holder with internal thread cutting toal (point downwards) in cutting arm. By moving
the internal tool holder in the external tool holder set height of internal tool in relation to
internal dieameter of warkpiece roughly = tension toal as short os possible (move cutting arm

os near as possible to the heodstock ond clamp firmly to guide rod). Fit on internal cutting
tool (see Diogram 30), set feed of cut with handwhee! on guide arm. The work then pro-

ceed exactly as when cutting external threods, but care must be exercised when lifting the cut=
ting device after completing the cut that the internal cutting tool does not hit on the opposite
internal wall and domage the thread.

,‘ = culting J.ngir

O = clearance angle

D = culling ool
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The gutomatic feed attachment. Order No, 1290;

DIAGRAM 31

The UNIMAT = Feed attachment is an auxiliary device that may be mounted subsequently on to
any machine. Once mounted it can remain permanently on the machine and need not ba
rermoved for any kind of wark or conversion.

It is moynted as a complete unit and is supplied ready for mounting. The belt nut DB270-13 ond
the toothed handwheel DB270-140, as well as 4 internal hexagon headed screws are included

as separate parts,

Assembling the belt nut :

The sleeve is removed from the spindle head ofter extracting the pinion and slockening the two
clamping screws, The clamping screw of the motor bracket is then loosened and the latter together
with the mator drawn from the sleeve. To unscrew the nut from the large pulley shaft the

pulley is held face side in a vice between cordboard or wood packing. The standard nut

can then be unscrewed with an SW 19 spanner and the new belt nut screwed on with an W22
spanner, The sleeve is then refitted to the headstock in the reserve sequence.

Asseml:iing the toothed handwheel :

The standard handwheel on the longitudinal spindle is firmly held by hand by its knurled rim
and the hexagon nut (Cap nut) unscrewed with an SW 9 spanner. The stondard handwheel is
ther unscrewed and the toothed handwheel mounted in the reverse sequence. Care should be
teken to ensure that the hahdwheel is screwed home until there is no ploy oxially on the
longitudinal spindle, stiil permitting it, however, to rotate freely.

Assembling of the feed machanism:

The twe bose plates are moved aside until the fixing holes in the bed of the supermounted
UNIMAT coincide with the screw holes in the two base plates. With the 4 internal hexagon
headed screws supplied the two bose plates are screwed in this position to the UNIMAT ond
tigh tened up until the feed shaft lies in frant of the mochine below the support ond rotates

EE =71 R, e - -

:l".‘l:: Ilu |.-h. 'f- .-l-.-:'ll"-. f'l...- rd I-L= r:::_.!‘ ]

N

I1




e

- 24 -

and reset. (Fixing screws are located on the underside of the base plates.) The sleeve is
displaced axially in the headstack to the extent that the two recesses for the rubber ring ore
in alignment in the belt pulley nut and in the feed belt pulley, whereupon the rubber ring is
laid on.

To switch on the feed the lever is swung to the top, whereupon the georing on the handwheel
engoges under spring pressure ond the longitudinal spindle and the support are set in
motion. If on switch-an the gearing locates tooth on tooth, these mesh outomatically, To switch
off the feed the lever is pressed backwards and downwards, To switch back the support to the

original starting position the feed is switched off and turned backwards by the geored handwheel .

If the feed device is not biing used, the driving belt should be removed, When the feed geor
is used the bearing points should be lubricared with sewing machine oil.

The Double Reduction Matar Bracket, Order No, 1280:

With the double reduction gear the minimum speed
(365 r.p.m. ) can be reduced even further
to a minimum speed of 155 ¢, p.m.

Assembly of the Double Reduction Gearing :

Remove the motor pulley affer slackening
the M4 eylindrical screws, undo the two
matar fixing screws and remove motor,
Withdraw spindle sleeve after slackening
the clamp screws and removing the pinion,
(Unscrew the set screw on the upper side
of the headstock right out.) Take off
standard gear and reassemble new georing
in reverse sequence , Mount motor pulley,
so that the largest step faces motor,

DIAGRAM 32

Live Centres:

We distinguish between 2 types : Single ball-bearing. Order No. 1220

Double ball=bearing. Order No. 12200
The use of the canjointly running centre is partculary advantageous, where workpieces are being
machined at high speed. Whilst fixed centres tend to spread by rubbing when running fast,
despite good lubrication, this is avoided in the case of the conjointly running centre by the
ineorporated ball-bearings. The co-running centre can be pressed firmly on to the warkpiece,
without lavirig to run it in, as with o fixed centre., The co-running centre tip can easily
be ejected and chenged by inserting a drift in the centric bore of the device. Al from time
to time thick oil or grease should be pumped into the same drill hole.

Live CEfifre

[




e

=25 =

The Polishing Spindle. Order No, 1030:

A DIAGRAM 34

The polishing spindle is a conical threaded arbor, designed to take felt plates, fabric cover=
ed plates, round brushes and all other rotating plates for polishing and grinding (plates with
woft cores). The advantage of o polishing spindle lies therein that oll the oforesaid plates of
hole diameters from 1/4" to 5/8" can be accommodated.

Flanging on:

The associated flange is screwed on to the spindle nose of the UNIMAT and mochined in the
same way as the lathe chuck, The actual polishing spindle can then be screwed firmly to the
flange with the 3 cylindrical screws supplied.,

Fitting on the plates:

The individual plates or round brushes are fitted on to the running spindle, By the increasing
diomerar of the thread the plates or brushes screw themselves on firmly and align themselves
facially by their own centrifugal force, It is, however, recommended that no plates with hard
centres be used, os this will domage the conical thread and may render it unserviceable,

Removal of plate:

The spindle pulley of the UNIMAT is firmly held with the left hand ond the plate or brush
loosened on the threaded cone by a small left-hand turn with the right hand, whereupon it con
easily be removed. To remove the polishing spindle from the UNIMAT the tension pin Is
inserted into one of the three radial holes and by simultaneous countergripping of the pulley
uriscrewed from the UNIMAT spindle. In the case of all operations with the polishing spindle
it is desirable to swing the headstock through an angle of 907 . This permits free manipulation
of the workpiece. The operating speeds may be read off the speed tabulations,

The Truing Diamond, Order No, 1160:

The tring diamond is used for the truing up of grinding wheels and to obtain the smoothest
top surfaces.

[l
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Truing up o grinding wheel:

The truing diamond is clamped in the 100l holder and fine shavings ground off the grinding
wheel at opprox 2000 r,p.m,, until the grinding wheel ogoin runs concentricolly ond face-true,
Perfectly smooth top surfaces are attained by linear and face turning with the truing diemond,

It is clamped in the some way as a turning cutter and operated ot o speed of twice that for

steel turning. Adjust for shaving only with the workpiece in motion and very fine shavings with
small feed (shaving depth 0,004"),

A further use of the truing diomond is in the tuming of plastics such os Bakelite, hard rubber
and fibre ~glass substances, where clean surfaces can only be achieved with difficulty with the
usual turning tools.

The Callet Attachment, Order No, 1020

The purpose of this is to clamp eund meterial with smooth, cylindrical surfoces of from 1/16"

to 5/14" diemeter, by using the collet chucks of the same diameter supplied by us. But also

for the precise clamping of shank tools such as milling cutters, grinding pins, drills, counter-
sinks and hones (or reamers ), It permits strong and short clomping without domage to the warkpiece
surface, and in oddition true, concentric running.

Thie special advantage of the double~cone collet chuck as against other collet chucks lies

therein that workplece of any desired length up to 1/4" in diometer con be fed through the
spindle centie hole,

D8 1907 L OF A1 190-2

DIAGRAM 36

The collet chuck device corsists of the collet chuck holder, the tension nut, the flange for

fixing the complete device to the machine, also 3 sunk screws M4, 2 tension pins for tightening —
the appliance and the slotted double-cone collet chuck of uphnml clampiing diameter (The !
type E 16). Flanging on ol the collet chuck device is carried out in exactly the some manner

as in the cose of the three-jow Universal-Lathe=Chuck. It must, however, be done very corefully,
as otherwise the high degree of occuracy which favours the use of the collet chuck in place of D

other appl jances would be impaired,
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The Clockmaker’s Sleeve. Order Mo, 1022;

This ancillary device permits the most precise lathe tuming operations on the UNIMAT and
is suitable for the direct reception of clockmaoker’s collet chucks of type BB,

DIAGRAM 37 e oaed. 0 A

-.f
DINT 19%63 -
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Installation of Sleeve:

Slacken the two clamping screws and remove the pinion on the headstock . Unserew the set
screw on the upper side of the headstock o far that the spindle sleeve con be withdrawn, The
mator holding plate Is drawn off by slackening the clamping screw, Then a collet chuck
sleeve is installed again in the reverse sequence,

Woarning: When screwing in the set screw care must be taken to ensure that the cylindrical or
shoulder rim of the pin rest inside the special recess for it in the sleeve (linear groove).
Tighten up the set scrow and then slacken again half a tum,

Toal Box. Order No, 1099;

Tool Box. 0/No . 1099
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