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WICKMAN AUTOMATIC LATHES

Production Highlights : 90-01

I ' Material :- EN 1A

l4— 13.0 mm

F

16.0 mm dia
67.0 mm dia

lg— 8.0 mm :

e
. ’-% -
=
__________ e[ d L S 55,0 mm
i T : . ” P.CD
SIS el B L0l -
_‘| I‘—ﬁ.ﬂl mim "~ 4 holes ;: M5
Drill & Tap
Component - Centre Boss I

MAMUFACTURED COMPLETE IN 57.0 SECS ON WICKMAN 3 1/4"(82mm)-6 SPINDLE BAR AUTOMATIC

This component was praviously produced in the traditional manner of manufacturing a Turned Blank on a Mulli-Spindle
Lathe and then carrying out two further operations (Mulli-drilling and Tapping) of the 4 x M5 heles on the 55mm pileh
circle diameter. !

Wickman engineers provided a solution to manufaciure the part complele in.one cperation.

Inarder ko overcome introducing costly spindle stopping features the Wickman approach utilised Multl-Spindle Drilling
and Tapping Attachmenis running synchronously with the workspindle, with controlled spindle orlentation.

Twao drives were utilisad for this Multi-Spindle Drilling application. One for rotatlon of the attachment synchronous  with
the Work Spindle and one for driving the 4 drills at the correct drilling speed.

The Mult-Spindle Tapping Unit was éet to run synchranously with the Wark Spindle and also correctly oriented to the
previously drilled holes. An additional feature of a Threading Clutch was also required lo provide a Tapping ‘In' and
‘Out’ conditlon.

A Synchronous Plek-up and Back Boring Attachment aliowed the rear Bore lo be machined after culting off the part 1
from the Bar Material. ; i

If you have a requirement for Mew Wickman Muiti-Spindle Lathes, looled to manutacture your companents,
plaase contact

-

ickman
Multi-Spindle
Automatics
have been solving
Turning problems for
companigs all around
the world for more
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WICKMAN AUTOMATIC LATHES

Production Highlights : 90-02

Material :- 95Mn28
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Component :- Screw Locking Pin

MANUFACTURED COMPLETE IN 4.7 SECS ON WICKMAN 5/8"-6 SPIMNDLE BAR AUTOMATIC

This small iniricate part was required complete from the Mulli-Spindle Lathe with Milled Slot, Flat and Thread

Rolling of the M3 Thread. These features were also required 1o be complelely Burr free,
Wickman's solution la this involved :-

i 1

Thread Rolling of the M3 at Station 3 using the Wickman Thread Rolling Attachment carrying a “Fetie”
F0012 stationary type Rolling Head.

The Machine Spindle was stopped at Station 4 and a specially designed Caliper Type Milling Attachment
carrying a Form Milling Cutter and a Flat Type Milling Cutter passed across the work to give the two features

required.

At Station 5 the drive to the spindle was engaged and a Rotating Wire Brush was applied to the work for

complete Burr removal.

The part was finally supported in a standard Wickman Synchronous Pick-up Attachment to allow the
component to be cut off with a completely Flat Burr Free Face.

I you have a requirement for New Wickman Multi-Spindle Lathes, looled to manufaclure your components,
please contact : "

ickman
Muli-Spindle
Automatics
have been solving
Tuming problems for
companies all around
the world for more




Production ights : 90-03
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MANUFACTURED COMPLETE. IN 9.6 SECS ON WICKMAN 5/8"-6 SPINDLE BAR AUTOMATIC

~100°(25) 750 erngr127) dia,

Wickman Enginesrs were requested to investigale the possibility of praducing the above component, complets in
one aparation.

The part is used in large quantities in the elscironics and computer industries for connection of "Coaxial Cables™
4 layout was developed, based on the Wickman 5/8"-6 spindle machine litted with Spindie Stopping Facllities.

The component was rough machined at Stations one and two in readiness for the specialised machining
operations.

At Station 3 the Spindle was stopped to allow Drilling of the two small eniry holes on the front face of the part and
also Cross Drilling the Hole which is to form the end of the Bayonet Slot.

The Spindle was retained braked into Station 4 for Cross Milling of the Two Slois o join up with the end face
holes and the Cross Hola.

Station 5 was used for finishing the outside diameter and bore and at Station 6 a Synchronous Plek-up and Back
Counter Boring Attachment finish machined the rear Counterbores after cut off.

The sequence also Included for Roll Marking the part number on the outside diameter.
If you have a requirement for New Wickman Multi-Spindle Lathes, tooled 10 manufaciure your compenents,
please contact

ickman
Multi-Spindle
Automatics
have been salving
Tuming problems for
companigs all around
the woarld for more




WICKMAN AUTOMATIC LATHES

Production Highlights : 90-04
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Component :- Speclal Tee Plece .

L 2.56mm wide

MANUFACTURED COMPLETE M 4.2 SECS ON WICKMAM 5/8"-6 SPINDLE BAR AUTOMATIC

The above component was machinad utilising the special leatures listed balow.

1. A standard Wickman Chaslng AHachment arranged lo produce the 3/8" x 24 Thread.

2 Spindle Stopping at Station 3 1o allow Single Polnt Generatlen of the eccenltric portion of the part,

3. . Spindle remaining stopped al Slation 4 for Cross Drilling and Milling of the 2 5mm wide slot at the correct

relationship

to each other and also the eccentric.

4. Spindle remaining stopped al Station 5 for Cross Tapping and also a Live Reaming operation to finish the

bore to size.

5, Al Station 6 the pari was Back Chamfered in the Bore after Cufting off using the standard Wickman
Synchronous Plck-up and Back Boring Attachment.

This Is another good example of Wickman providing a complete manufacturing sclulion to a cuslomers specific

requirement.

If you have a réquirement for New Wickman Multi-Spindle Lathes, tooled to manufacture your components,

please contact :

Multi-Spindle
Automatics
have been solving
Tuming problems for
companies all around
the world for more
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WICKMAN AUTOMATIC LATHES
I - Production Highlights : 90-05
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0 Material :- Brass

Component :- Tap Spindie

MANUFACTURED COMPLETE IN 3.9 SECS ON WICKMAN 5/8"-6 SPINDLE BAR AUTOMATIC

At the outboard end of the piece there is a 15 toolh spling which requires an interference fil with its mating part. This
formwas achieved with the Synchronous Driven Drifting Attachment !med with a special External Broaching Tool

which has been manufactured with a spark erosion process.

After cul off a specially adapted standard Wickman Plck-up and Back Boring Attachment was used for the Back
Drilling of the 5.1 mm diameter bore.

Special requirements for the fast traversing of the attachment were necessary in order lo provide sufficient machining 1
revolutions within the 3.9 second cycle time.

This part demanstrated the 5/8"-6 machine is capable of handling relatively long componenis where second operations
are involved.

If you have a requirement for MNew Wickman Mufti-Spindie Lalhes, tooled to manufacture your components,
please contact :

lckmian
Multi-Spindle
Automalics
have been solving
Tuming problems for
companias all around
the world for more




WICKMAN AUTOMATIC LATHES
Production Highlights : 90-06

Material :- 12L14

1.75"A/F Haxagon Bar

g et S| rfpeeian DR plieR et i ) S ) I S . T T
BTN 1.435" dia.
' 1E[T.F.I
\\ a‘ ]« ABE" Pltch
il
: - o B B BB
23757 TSF’ECIAL THREAD
085" Daep

Component :- Hydraulic Coupling

MANUFACTURED COMPLETE IN 33 SECS ON WICKRMAN 2 1/4"-6 SPINDLE BAR AUTOMATIC

This part is one frequently found in the Hydraulic Hose (itting industry and requires considerable metal removal and
the inclusion of a special lype thread having an angled buttress form with a pitch of .166".

To achieve the paris successful production it was extremely important 1o consider the remaval of swarf pariicularly
Iram the 1.462" diameter 5" wide chamber. A normal recessing operation would lend to produce swarf which will
collect within the chamber and could cause obstruction to the retraction of the recess tool.

Wickman engineering solution to this problem invelved the use of a Centre Block Mounted Ramp Type Recess
Milling Attachment. The Milling Cutter Rotating Counter clockwise to the spindle produced minute particles of
swarf which could be tlushed clear of the workpiece. This application is frequently applied to this type of problem.

Where long Inlernal Chambers are involved a push over type of attachment, allowing the Milling Cutter to be fed
into depth and then traversed longitudinally to achieve the length of chamber, is also available.

The special .166" pitch buttress thread required the development of a single point type cross slide mounted
chasing attachment, dus to the large cross section of material to be removed. This attachment is also designed

for external threading and both applications can be single point cutting or conventional multi-tooth cutting.

Threading of the 1 3/16" UN x 16 T.P.l. Thread was produced wilh the standard Wickman Full Threading
Attachment.

If you have a requirement for New Wickman Multi-Spindle Lathes, tooled to manufaciure your components,
please contact :

ickman
Multi-Spindle
Automatics
have been solving
Tuming problems for
companies all around
the world for more
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WICKMAN AUTOMATIC LATHES
Production Highlights : 90-07

Material :- Brass 27.0mm

M20 x 1.5 89

Component :- Delivery Valve

MANUFACTURED COMPLETE IN 8.0 SECS ON WICKMAN 1 3/4"-5 SPINDLE BAR AUTOMATIC

The component blank was prepared al Stations one and two, lollowed by Spindle Stoppling at Station three 1o
enable the cross haole to be completed.

Al Stalion four the Spindle Drive was engaged to enable tlal generation of this 27.0mm flats o be completed.

As both threads are the same pitch, although different diameters, lhese are chased together at Station five with a
Double Cutter Chasing Attachment.

During cut off this component was gripped on the outside diameter ulilising the standard Wickman Synchronous
Pick-up and Back Boring Attachment. The part was then transferred to a Back Drilling Cutter for machining of

the 12.0mm baore.

The method utilised enabled the part to be completely machined at one setting.

If you have a requirement for New Wickman Multl-Spindle Lathes, tooled to manufaciure your compenents,
please contact :

ickman
Mulli-Spindie
Automatics
have been solving
Tuming prablems for
companies all around
the world for more




WICKMAN AUTOMATIC LATHES

Production Highlights : 90-08

Material :- Ledloy

124 62mm

Componenl :- Shaft Componeni

MANUFACTURED COMPLETE IM 13.8 SECS ON WICKMAMN 1 3/8"-56 SPINDLE BAR AUTOMATIC

Thread Rolling of the large thread was carried out using a Callper type thread rolling attachment operating from
the fiith Station Cross Slide and Rolling of the small thread was achieved in Station six priof to component cut off.

A Wickman Synchronous Milling Attachment mounied at Station four allowead the two flats 1o be produced within
the maching cycle.

This layout utilised Tungsten Carbide Toollng where practical to achieve the staled cycle time.

This method enabled the part to be machined complete in one selling.

If you have a reguirement for Mew Wickman Multi-Spindle Lathes, looled to manufacture your compoenents,
please contact :

Multi-Spindle
Automalics
have baen solving
Tuming problems for
companies all around
the world for more




WICKMAN AUTOMATIC LATHES

Production Highlighis : 90-09

Z315mm

o tdmm | Material ;- "Automatic Steal”

M3dx1.5-8g

Component :- Plug

MANUFACTURED COMPLETE IN 24 SECS ON WICKMAN 5S0mm-8 SPINDLE BAR AUTOMATIC

The above part was produced complete on one of the above machines fitted with Double Bar Feed enabling two
parts to be manufactured in the stated cycle time.

The two main features of this part ara the requirament to produce it with the M30 x 1.5mm pitch thread rolled, and
the Flange Sealing Face to have a angled face ol 3 deqg.

The ralling of the Thread was achieved from the Cross-slide utilising a Callper Type Thread Rolling Attachment.
Pre-sizing of the Blank being carried out at the previous Station using a specially developed Shaving Unli.

The 3 deg. tgacl-: angle on the Sealing Face was produced by a Centre Block mounted under the culling slide.

The Double Indexing fealure of the machine enables one part to be completely machined on Stations 1-3-5and 7
and the second parl on Stations 2-4-6 and 8. Thus effectively doubling componet culput.

Components were supparted during cul off and transported by special chules to a work collector designed lo
minimise part damage.

The machine was fitted with full pre-setling facilities of Wickman design.

If you have a requirement for Mew Wickman Multi-Spindle Lathes, tooled to manufacture your components,
please contact :

ickman
Mutti-Spindle
Automatics
have been solving
Turning problems for
companies all around
the world for more




WICKMAN AUTOMATIC LATHES

Producti ighlighis : 90-10

Material :- Stalnless Sieel

Component :- Tap Spindie

MANUFACTURED COMPLETE IN 35 SECS ON WICKMAN 1"-6 SPINDLE BAR AUTOMATIC

This component requires milling of a square on the ocutboard end of the component together with a cross hale
which has to be relative to the flats.

This was achieved by stopping the machine spindle at Station four and cross drilling from the Cross Slide with
Motorised Drilling Attachment. '

At the same time a Milllng Attachment mounted on the Independant Slide milled one pair of flals, retracted,
indexed through 90 dag. and milled the second pair of flals to compete the sguare.

During cut off the component was held in a standard Wickman Synchronous Pick-up Attachment to enable

ccutting off to be achieved with a Burr free face.

If you have a requirement for New Wickman Multi-Spindle Lathes, tooled to manufacture your companents,
please contact : i

Multi-Spindla
Automatics
have been solving
Tuming problems for
companies all around
the world for more




WICKMAN AUTOMATIC LATHES

Production Highlights : 90-11

| 22.3mm y Materlal :- Carbon Manganese Steel

Component -~ Adjusiling Screw

MAMUFACTURED COMPLETE M 21 SECS OH WICKMAMN 1"-6 SPINDLE BAR AUTOMATIC

The bar size is the blank diameter for Thread Rolling which is perfformed by an F12 "Fette" head, l
A Hexagon was broachad at Station hwo utilising a Synchronous Broaching Attachment.

An interasling feature is the Milling Attachment which machines the large flat at a compound angle.

Lise of a Pick-up Unit provided for a pipless part-off.

If you have a requirement for New Wickman Mulli-Spindle Lathes, looled to manufacture your companents,
please contact

ickmanr
Multi-Spindia
Autamatics
have been solving
Tuming problems for
companies all around
the worid for more




WICKMAN AUTOMATIC LATHES

Productio hlights : 90-12

Material :- 19 CN5

Component ;= Dellvery Yalve

MANUFACTURED COMPLETE IM 11.2 SECS ON WICKMAN 1"-8 SPINDLE BAR AUTOMATIC

The complex Cruciform shape was machined on one station with the spindle held stationary and wilh a specially
designed Milling Attachment with four Milling Cutters being traversed longiludinally along the component,

Later Stations finish formed the par and remowved milling burrs.

After cut off the part was centred at the cut off end whilst held in a Synchronous Pick-up Back Bore Attachment.

If you have a requirement for New Wickman Mulii-Spindle Lathes, tooled to manufacture your components,
please conlact :

ickman
Multl-Spindle
Automatics
have been solving
Tuming problems for
companies all around
the world for more




WICKMAN AUTOMATIC LATHES

Production Highlights : 90-13

EN 24

Matarlal :-
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Component :- Drawbar Pin

MANUFACTURED COMPLETE IN 50 SECS ON WICKMAHN 2 1/4"-6 SPINDLE BAR AUTOMATIC

The requirement for this part was lo achieve the fastest cycle lime possible but malntainmg a slep free suface
along the 22.0mm diamsler.
This was achleved by ulilising three Stations for Rough Roller Turning lo remove the bulk of the material. Then at

Stalion five a "Fette" Hollow MIIl turning head was applied lo traverse the tolal length of the diametsr. This head
carries four inserts thus enabling a feed rate of 0.53mm'rev 1o be achieved by distributing the cul over the insens.

Al Station six a Wickman Synchronous Pick-up Attachment supported the part to give a pip iree cut off iace,

If you have a requirement for New Wickman Multi-Spindle Lalhes, tooled o manufaciure your companents,
please contact :

ickman
Muli-Spindle
Automatics
have been solving
Tuming problems for
companies all arpund
the world lor more




WICKMAN AUTOMATIC LATHES

Production Highlights : 90-14

Material :- Brass
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Component - Control Valve

MANUFACTURED COMPLETE IW 5.5 SECS ON WICKMAN 1"-6 SPINDLE BAR AUTOMATIC

This particular Brass Componant is part of a bathroom shower unit control valve,

The imporiant features on this compaonent are the eight grooves around the oulside of this part. These wers
praviously milled as a secondary operation which was time consuming and exiremely expensive,

Wickman invesligated the problem info including these inlo a tooling sequence an the 1°-6 spindle machine.

It was found possible to produce these grooves ulilising a Modifled Flat Generating Attachment arranged to
rotate at a 1:1 ratio and using an eight Toothed Milling Cuiter.

The production of the grooves was achieved within the cycle lime for the pan thus aveoiding extra costing
operalions.

Synchronous Milling of the end face slol was also included and a Standard Wickman Synchronous Pick-up
and Back Boring Attachment held the part during cut off.

It you have a requirement for New Wickman Multi-Spindle Lathes, tocled {o manufaciure your companents,
please contact :

ickman
hMuli-Spindle
Automatics

have heen solving
Tuming problems for
companies all around
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WICKMAN AUTOMATIC LATHES
Production Highlights : 90-15

Materlal :- EN1A Leaded Bar
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.
2.7mm AF

Swaged Square

Component ;- Speedometer Orive Shaft

MAMUFACTURED COMPLETE IN 4.7 SECS ON WICKMAM 5/8"-6 SPINDLE BAR AUTOMATIC

This component shows a number of operations thal can be accamodated onto a Wickman 5/8°-6 Spindle Bar
Automaltic to proaduce the above pari to a finished slage.

One important area on the cormpanent is the Worm Form where a high degree of finish is requirad on the flanks.
This is to avoid wear on its mating lo Nylon Gear component.

This feature was achiaved In two operations -

1. Machining was carried out by using a modified standard Wickman Chasing Attachment mounted in Station

Wwo.
2. In Station three another similar Chasing Attachment with a spring loaded assembly was allowed o follow the

Worm Form. This effectively burnished the flanks of the thread to give the dasired surface finish,
A further Chasing Attachment was mounted at Station five to produce the 30 deg. oil groove.

Another interesting feature is the production of the internal square form. This was achieved using a Special
Swagling Head Carrying four rollers and an intemal square master around which the rollers farmed the work to

give the desired shape.

If you have a requirement for New Wickman Multi-Spindle Lalhes, looled to manufacture your compenents,
please contact :

Nickman
Multi-Spindia
Automatics
have been solving
Tuming prablems for
companies all around




WICKMAN AUTOMATIC LATHES

Production Highlights : 90-16

Material :- Brass
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Component - Valve Control Part S

MANUFACTURED COMPLETE IN 4.0 SECS ON WICKMAM 1"-6 SPINDLE BAR AUTOMATIC

The praduction of this part required the milling of the end lace slot 1o be al 30 deg. to the Cross Drilled Hole.

This was achiaved by Spindle Stopping in two adjacent Slations and seumg the Mlling Aﬂachment relative to
Cross Slide position usad for the Cross Hole.

The Tooling layout incorporated a Final Forming and Reaming operation to remove all Burrs left by the Milling
and Cross Drilling.

In Station six a Wickman Synchronous Pick-up Attachment was incorporated into the layout in order o produce
the part with a Burr free cut off face.

If you have a requirement for New Wickman Mutii-Spindle Lathes, tooled to manufacture your components,
please contact :

Multi-Spindle
Automatics
have been solving
Tuming problems for
companies all around
the world for more




WICKMAN AUTOMATIC LATHES
Production Highlights : 90-17

Materlal :- Brass

Companent :- Yenturl Componesnt

2.9mm
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degl 9 5mm bar

MANUFACTURED COMPLETE IN 6.5 SECS ON WICKMAMN 1"-6 SPINDLE BAR AUTOMATIC

This panicular companent is representative of pars used where metering of Huids or gases are involved.

Aequiremnents of production include the two tapered bores which have to be completely Burr Free and with a high

degree of finish.

This was achieved by specially developed taper finishing cutiers being applied to the bare after cormpletion of the

two Cross DHiling Opearations.

Spindle Stopping is utilised at Stations three and four for the Cross Drilling Operations. Special mations used

allowed driven end working tools to be used at lhe same time.

During cut off the part is held in a Synchronous Plck-up and Back Machining Attachment and afterwards
transferred to a Back Machlning Cutter to produce the 30 deg. included taperad baore.

If you have a requirement for New Wickman Multl-Spindle Lathes, tooled to manufacture your companants,

pleasae contact :

ickman
Multi-Spindle
Automatics
have been solving
Tuming problems for
companias all around
the world for more




WICKMAN AUTOMATIC LATHES
Production Highlights : 90-18
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Component :- Coupling Gnmﬁ-onent

MANUFACTURED COMPLETE IN 15.0 SECS ON WICKMAM 1 3/4"-8 SPINDLE BAR AUTOMATIC

The sequence of operations required Cross Drilling and Reaming of the two Cross Holes. These must be
parallel with each other and free from burrs.

As there was a strong passibility that the drills would tend to ren off on the cutside diameter of 1he par it was felt
necessary to incorporate a prior End Milling Operation to allow the drilis 1o start on a flat face.

All these operalions were incorporaled inte the tooling layout.

Other operations provided for Drilling and Recessing of the bore to remove all intemal burrs and single point
lurning to provide a burr free outside diameter.

if you have a requirement for New Wickman Muli-Spindle Lathes, tooled to manufacture your components,
please contact :

ickman
Multi-Spindle
Automatics
have been solving
Tuming problems for
companies all around
the waorld for more
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WICKMAN AUTOMATIC LATHES

Production Highlights : 90-19

| 1.338" |

Materfal - ENTA
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Ta5"

142" LUMF
20 TR

Component - Universal Coupling Component
MANUFACTURED COMPLETE IMN 14.5 SECS ON WICKMAHN 1 3/4"6 SPINDLE BEAR AUTOMATIC

This particular component was produced by a number of seperate operations and Wickman enginears were
requested to consider complete production en a 1 3/4"-6 spindle arranged wilh Spindle Stopping Facllities.

Station one and two were arranged o prepare the drilled and tumed blank.

At Station three the maching spindle was stopped and a specially mounted Cross Drilling Attachment rough
drilled the crass hole and at the same time a stationary type Milllng Attachment milled the two ilats, correctly

orientlated to the cross hole.

In Station four the spindle remained stationary for cross reaming of the previously drilled bore and at the same time
a face trepanning operation formed the flat botloming operation around the cross hale. Also In Station four a
specially adapted Tapping Attachment produced the intemal thread.

Al Station five provision was made for a Cross Recessing Attachment to produce a circlip groove inside the cross
hole. (Mot required on this part).

A Wickman Synchronous Plck-up Attachment supporied the part during cut off ta provide a burr free cut off
face.

If you have a requirement for New Wickman Multi-Spindle Lathes, tooled to manufacture your components,
please contact

Vickman
Multi-Spindle
Automatics
have heen solving
Tuming problams for
companies all around
the warld for more




WICKMAN AUTOMATIC LATHES

: Production Highlights : 90-19

| 1.338"

Material - EN1A

AST"

J35°

’ 2.a80° ‘,‘

Component - Universal Coupling Component

MANUFACTURED COMPLETE IW 14.5 SECS ON WICKMAN 1 3/4"-56 SFINDLE BAR AUTOMATIC

This particular component was produced by a number of seperate operations and Wickman engineers were
requested to consider complete production en a 1 3/47-6 spindle arranged with Spindle Stopping Facllitles.

Station one and two were arranged to prepars the drilled and tumed blank,

At Station three the machine spindle was stopped and a specially mounted Cross Drilling Attachment rough
drilled the crass hale and at the same time a stationary type Milling Attachment milled the two llats, correctly

orientated to the cross hole.

In Station four the spindle remained stationary for cross reaming of the previously drilled bore and at the same time
a face trepanning operalion farmed the flat bottoming operation around the cross hale. Also in Station four a
specially adapted Tapping Attachment produced the intemal thread.

Al Station five pravision was made for a Cross Recessing Attachment lo produce a circlip groove inside the cross
hole. (Mot required on this part).

A Wickman Synchronous Plck-up Attachment supporied the part during cut off to provide a burr free cut off
lace.

li you have a requirement for New Wickman Multi-Spindle Lathes, tooled to manufacture your components,
please contact

Multi-Spindle
Autematics
have been solving
Turmning problems for
companies all areund
the warld for more
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WICKMAN AUTOMATIC LATHES
Production Highlights : 90-20
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MANUFACTURED COMPLETE IN 58 SECS ON WICKMAN 2 5/8"-6 SPINDLE BAR AUTORIATIC

Component :- Automobile Gearbox Bush

Important tealures to be noled are -

; The undercut groove at the inlersection of the head of the part and the 37.3mm diameler. This was
produced by a Wickman designed Undercutling Attachment mounted on the Cross Slide and operated

from a Longitudinal motion.

2, Rolling from the Cross Slide of the 20 equispaced grooves around the 37 .3mm diameter utilising a
Wickman designed caliper lype atiachment.

3. Final boring and reaming was carmied gul after rolling of the grooves in order to maintain maximum wall
thickness during the rolling process. Also burrs thrown up by rolling were removed by a centre block turning
aperation.

If you have a requirement for Mew Wickman Multi-Spindle Lathes, locled to manufacture your componeants,
plaase contact

ickman
Multi-Spindle
Automatics
have been solving
Tuming problems for
companies all around
the world for maore




WICKMAN AUTOMATIC LATHES

Production Highlights : 90-21

B2 0mm M26.92 x 1.5
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Component ;- Tapered Shafi
MANUFACTURED COMPLETE IN 50 SECS ON WICKMAN 1 3/4"-8 SPINDLE BAR AUTOMATIC

The nature of the operations involved and the slender back end of the component necessitated the use of an eight
spindle machine.

Oparations involved the need for rough drilling of the bore followead by reaming operallons Dnlllng af the small
bore was carrled out in the cut off Station utilising an accelerated drilling slide. 4

Tapping and Dieheading were carried out using standard Wickman Threading AHachments.

An interesling palnt on this layoul invelved skiving of the tapered form 1o remove any steps left by the various form
tools,

As tha rear end of the part was very slender it was necessary to suppont the component with a specially designed
Synchronously driven Internal support during the skiving operation.

If you have a requirement for Mew Wickman Multi-Spindle Lathes, tooled to manufacture your components,
please contact : :

ickman
Multi-Spindle
Automatics
have been solving
Tuming problems for
companies all around
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Wickman are introducing their own patented praset tooking system for WICKMAN MULT| SPINDLE
AUTOMATICE. d

Tha Wickman design system, with the reference and datum points built into the machine, provides
a rigid one-piace toolholder which clamps directly to the maching slides and canmra block, A further
advaniage is gained because the toolholdar has beesn designed 10 enable coclant 1o be dirsclad at
the tool's cutting edge with a quick-release connection for tha coolant pipes.

The Wickman systern will enable the initial set-up of tha companent to be achiaved to close

tolerances with only minor adjustments required to enable the final drawing tolerances to be
obtained.

The setting of the teelhalders and tools on the cross shides and centre biockis carmied out as foltows.
The cparater usas the aptical setting davice 1o zar the toolholdar fdure to the master datum setiing
block. The satting block is then remowved and the tool andtoalholder placed in pasition on the fixtura.
Tha taol is set to the required ¥ and Y dimensions. This is then repaated for aach station af the
machine using the apprapriate tookolder fixture and daium blocks.

The naxt stage is to sat the location blocks on the slide of tha maching in their specified positions
and the alhalder clamped an the sfide or in the holder.

The first component is produced on the multi spindie automatic and measured and any errors nated,
From the figures obtained the corected X and ¥ dimensions are recorded. The tool isthen raturned
1o tha optical setting fixiura and reset 1o the new figures.

Additional tonling can than ba set on the optical setfing fixiure 1o the revised X and ¥ dimansians,
ready for use as a presetting system as and when required,

These two stages of presetting aliow for small component size variations which can Gocur first time
due to several factors, namaly speeds, feeds; depth of cul, maie rial, tool gaametry, and tool load

O praviously available systems difficulties had Deen axpenencad on directing the coolant to the
cutling edge of the teol, Tha Wickman toolhalders, in most zpplications, will allow the coclant to pass
through the woolholder direcily to the tool cutling edge. A quick releasa cannection for the coalan
pipe is incorporated to faciliiate rapid tool chengaavers.

Anoiher featurs which Wickman have.designad into the system is that the tooling can be used on
bath new machines and on machines remanutacturad by WICKMAN AUTOMATIC LATHES.

Il is impariant to note that although the system will eventually bacoms part of the standard
specification of the machine, it does nat in any way inhibit the use of standard tooihoiders and
attachments currently available.
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WE BUILD QUALITY MACHINES - USUALLY AT
A PROFIT - SOMETIMES AT A LOSS - BUT
ALWAYS WITH QUALITY.
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Sequence of Operations on 'Multiplus' CNC Side

Either of the Two Final components may be produced

by programming different 2nd operations on the CNC
Workhead side of the Machine.
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2a-3

Sequence of Operations on 'Multipius' CNC Side

Either of the Two Final components may be produced

by programming different 2nd operations on the CNC
Workhead side of the Machine.
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22.5mm
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15.35mm
14.Bmm dia
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2rm
4.
R B 7deg
\h 13mm
dia

¥
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Hose End Component -
being produced on
'Conventional’ Head of
Wickman Multipius Machine

Hose End Component -
being produced during 2nd
Operation (type 1) on "CNC’
Pickup Head

Hose End Compenent -
being produced during 2nd
Operation (type 2) on 'CNC'
Pickup Head

WICKMAN MACHINE TOOL MANUFACTURING COMPANY LTD
BANMNER LANE, COVENTRY CV4 9GE
Phone 0203 465231 Telex 311941 Facsimile 0203 461596
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WICKMAN APPLICATION SHEETS
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WIGKMAN Multi-Spindle Automatic
> -B Spindle Bar Machine

Gonnectar
High speed and Wimat cabide tools are used to

produce this component inacycle time of

9.6 seconds

The spindles are stopped at station 3 amid 1o
allow the compenent’s bayonet fitling fo be cross

drilled, with 2 pneumatic cross drilling r*.[l».v,l-rrl-}hr.

milled with gn indexing infeed angle milling
attachment and end mil led with a two position
end milling attachment. The componant is held by
a pick up and back burr attachmant during part—
aff. end while the back is counterbored, and then
automatically ejected inlo the workchute.,

e
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WICKM&N MACHINE TOOL SALES LIMITED
BANNER LANE COVENTRY CV4 9GE
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T baal

: Cycle time: 9.6 seconds
Material: Brass
Spindle Speed: - 2240 rev/min

CB Centra hlock
X5 Cross slide
I8, Independent Slide

STATION 1 STATION 2
1
i
| B B
Tp= (5|
Ty [
il ]
] ./
CB Semi—finigh turn (545 in {13 8mend o/t - . >
Fitgt drill for 385 in (2.8mm) bors CB Drill for (385 in [8.Bmm] resmer
xS Rough form 445 in (11.3mm] groove x5 Roll letrering on o'd
STATION 3 STATION 4
Spindile siationary
AU, MOTION & CH End mill 2 slats. (047 in { 1. 2roen) Spindie stationany
radivs &t 391 (9.92m'm) centres S & 1S, Angutarly mill 2 alots . 100 in
X5 Croess drill . 126 in (3. 3mm)} hole [2.5mm) widn
STATION 5 STATION 6
S
L, ’
L
hy
.
=3 Fart ofl
(i} Boam bore 385 in [9.Bmen| diametlars Cae Pick up conpongnt dnd back farm 475 in
x5 Farm ourside dismeter ond face and {12 Yrwvn) and O.8 In [ 12 7miml bores
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WICKMAN Multi-Spindie Automatic
5g -0 Bar Maching

s

This small component is manufactured from free cutting
mild steel utilising high-spzed steel cutting tools. Fairly
stratghtforward drilling, forming and reaming operations
are carried out, plus a recessing operation to obtain a
chamfer at station 5.

After initial dritling, the large internal diamater is
produced by combination drilling at station 3 and finish
reaming at station 4

Parting off completes the component in a cycle time of
2.2 saconds,

T, e = T D O A T G IR TR T =it
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WICKMAN MACHINE TOOL SALES LIMITED
BANNER LANE COVENTRY CV4 9GE
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{]-33" Cyile time:
{8,5 mm) Material:
gt I R—— &
. D37 Spindle speed:

o042 1] |l ]
{10,7mm) E
i /..-"‘fz Vi

l.ayout to produce a Bush

Culting speed:

2.2 seg
Free cutting mild steel.
1600 rev/min

Z213.26 ft/min
(6B mSmin}

0.8
(0,8 mm) C/B = Centre Block
X8 = Cross Slide
IS = Independent Slide
STATION 1 ;:‘ STATION 2
079"
{20 mim)
i
% —

C#B Centre drill. C/B Ceelde fromt diameter.

ErS Face and chamier front. X8 Breakdown rear,
STATION 3 STATION 4

CAB Combination drill ameli dlamaiar C/B Finigh resm.

and large digmaier. [T Finigh farm rear and braak

ESS Turn flangs cutside diameter. down for part alf.

STATION & STATION B
=
-
175 and %45 Recess to produce rear
internal chamies. XG5 Farl off.

WL 2713



EXTHDITON

APPLICATION DATA SHEET W47

WIGKMAN Multi-Spindie Automatic
% -6 Spindle Bar Machine
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apindie

This component is machined from brass ulilising carbide
forming and turning tools to produce the complete main
hody shape.

A high speead drilling attachment is used to driil the hole
prior to threading with the full threading attachment at
Station 4.

Station 5 camprises the oparations carried out by an
Independent Slide mounted drifting attachment which
produce the 18 serrations and a Cross Slide mounted
chasing attechment using a carbide chaser which
prexluces the left-hand trapezoidal thread

The component is completed in a cyele time of 4.7 secs.
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WICKMAN MACHINE TOOL SALES LIMITED
P.O. Box 44 BANNER LANE COVENTRY CV4 8GE
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- LWHIT 24T,

04 RADS =" —- 3 e R
Cycle Time: 4.7 secs
Material: Brass

Spindle Spead: 2600 rev/min

Cutting Speed:

13 = 94 mdmin (42.65 — 308.4 ft/min)

Ta=OA 0 - %
'

a01A-1a
5

. 11&%3".? ‘ﬂ-hff]%l ] P
A L
el T A 11 = I
J L SABO1A £0-01 !
TOWAE 002 — | | —oe] Hal—140 ™

\u GRAD

e Iq
ot Lt

alid

c/B -
X8 =
/5 =

Centre Block
Cross Slide
Independent Slide

STATION 1

B s

-3

Feed e length and canlra drill [C6)
Farm Brem | 316") dio. for seermions face end and chaml er (X5,

STATION 2

—

N O

Figh spaed drill 3, 7mm {.146") dia. hale {C/BF
Erse turn §.88mm {.388") dia.

Form 7mm [, 276"} dia. groave and chamfer back of
Smm (L315Y) dia. | X55)

STATION 3

Form centre Fmm (.276") dia, grocve [A75)

STATION 4

=

Farm 10mm [.394") dia, back chamfer and part oft graove, plus
7.6mm [.307") dia, thraad space |X./5)
Tap Hole 316" WHIT x 24 T.P.0. x 13mm [.E12"] deep (145}

STATION &

Chase imm (394"} dia. x 2mm [O78"] PITCH LH. Thraod [X/5)
Brogch Smm { Z16") dia, x 18 sorratsans (L5

STATION &

=

Jis—

Part ofl to lengih |XA5)




Hanover iIHA JU— Frecision Engineering

APPLICATION DATA SHEET W 115

WIGKMAN Multi-3pindie Automatic
5g -5 Bar Machine

iocation Sorew

In the production of this small componant, the machine’s
spindie stopping facility is used at stations 3, 4 and &
to permit cross-drilling and tapping, flat milling, and
off-sat drilling. Reaming s carried out at station 5
utilising 2 high-speed dritling drive which revolves at
2,160 rev/min,

High spead steel tools are used with the gxcaption of
carlide form-tools at stations 1 and &
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WICKMAN MACHINE TOOL SALES LIMITED
BANMER LANE COVENTRY CV4 SGE
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033"
[M1mm)

Layout to produce a Location Screw

Cyele tima: 3.9 zec

faterial: fild steel

Spindle speed: 2000 rev/min

Cutting spead: 328 ft/min {92.7 m/min)

* Carhide Tools

C/B = Centra block

XFS = Cross slide

15 = Independent slide
ASS = Buaxiliary slide

STATION 1

C/B Cambinathon grill
b Farm campleig

e

STATION 2

CA8 Drill 3mmn diameter
k X553  Chase extornal thread

STATION 3

Spindle statienary
CAE  Mill 2 Hats

STATION 4

Spindle stationary
173 Dgill Zoren dlametar, off-cantre
%S5 Gross drill for cross wppling

STATION &

Spindle stationary

STATION 6

r_-—ﬂ-ﬂ- j 1“5 Raam with révalving reamar
%45

Cross-tap thraad

AfE Plock up and back burr small
internal diameter
x5 Farn off and remove milling burr

TR crier
wWiR 27ER



AUTDmotive

W 103

=
APPLICATION DATA SHEET

WICKMAN Multi-3pindle Avtomatic
9% -8 Bar Machine

D T R L U I I e =

Yniume Gontrol Screw

This component is manufactured in a cycle
time of 3 seconds from reeded brass,
using high-spead-stes| and carbide tools.
Usage of a pointing toglhalder with &
steady bush at the fourth station gives
concentricity of the peint with the thread
diamatar,

Sletting of the head is carried out on a
stancard slotting attachmert incorparating
a transfer arm,

T S T N e T E T T T T TR S T
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WICKMAN MACHINE TOOL SALES LIMITED
BANNER LANE COVENTRY CV4 9GE
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Layout to produce a Velime
Control Screw

Cycla time: 3 sec

Material: Reeded brass
Spindle speed: 360 rev/min
Cutting speed: 106.6 m/min

(360 fl/min}
* Carhide Tools

C/B - Centre Block
X758 - Cross Slide
175 = Independent Slide
ASM = Auxiliary Motion

STATHON 1

/8 Aough furn point.
XS5  Finish form ragr,

STATION 2

CA8 Twn thread aulside
diameter.

STATION 3

C/B Roll steady.
X% Rough form paint.

STATION 4

J

145 Finiszh the poini.

STATION 5

STATIONM &

A5 Pick up, transfer to
slotting orcachmeant, miil
slot pnd eiect,

e

WLE 1565C
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‘@q;;@ APPLICATION DATA SHEET W 104

WICKMAN Multi-Spindle Automatic
% =089 Bar Machine

L
i
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Thermostat Stem

I the machining of this small part, the
operations are, drilling, reaming, forming.
intarnal and external threading

The spindle is stopped Bl station 3 to
permit slat milling, Reaming with the
back burring attachment after part off
completes the component in a cycle time
of 7.6 secomnds.

FEFETEAT 12

Co Sounis)

WICKMAN MACHINE TOOL SALES LIMITED

JDANPIER LANE _COVENTHY Cv4 BCE




o ﬂmm

-B0”°

Cantra Block

f‘_.-"ﬁ -
: Cross Slide

Layout to produce o Thermostat

Stam
Cycle time: 7.6 gac
Material EML T4

Spindle speed: 1800 rev/min

49 3 mSmin
(162 f/ming

fifin Cutting speed:
073"

/5 Independent Slide
ASS = Auxiliary Slide
STATION 1 STATION 2
2B Drill with combination
drild.
s Fr._mn extegngl thraad diameatar C/B Hall steady and drill.
and chamlar rear, Xs%  Form frant and groove.
STATION 3 STATION 4
15 Tap thread,
Spindie strtionary. ¥AE O Skive cutside diamator,
C/a Ml slol. greova, and front chamfar.
STATION & STATION &

ASS Pick up.
/5 Ream front diameter. XS5 Part 6[1, )
%/5 Chasa axterng| thread. A/% Rzam inteenal diameter,

WLD 162508
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WICKMAN Multi-Spindle Automatic
% =08 Bar Machine

S e e R R T TN TR AR T

Thireaded Tee Piece

High speed and carbide tools are used to praduce this componant
inaocycle time of 4.2 seconds.

Tha spindles stop at stations 3, 4 and 8, to parmit the production
of an ecoentric diameter with the synchronous!y driven eccentric
turning attachment, the production of a threaded cross hole in the
eccentric diameter, and an end slot with the staticnary milling
attachment

Accelerated high spesd reaming @l station & utilises the high
speed drill attachment,

Back burring after pick up and forming and part off completes the

companegnt,

TR = R

WICKMAN MACHINE TOOL SALES LIMITED
_BANNER LANE COVENTRY CV4 9GE




Layout to produce a Threaded
Tee Piece

Cycle time: 4.2 sen
Material: Ledlkut
Spindle speed: 2000 rev/min
Cutting speed: 99.6 mdmin
(327 f/min}

* Carhide Tools

C/B = Centre Block
%/5 = Cross Slide

I/5 = Independent Slide
ASS = Auxiliary Slide

STATION 1

CA8  Drill with eambination

%45 Foam comglans.

CA0: Drill 1o depth.
X4%  Chasa thresd,

Spindis srationary.
C/8 Focenfric turn large

Spindin stationary.
®AS Croms drill,
75 Mill slol.

STATION B

Spind lo stationary.
Cross-18p thread,
High spred ream.

ASE  Pick up.

X/%  Form and part off.

AR Chamfer rear internal
dismeter,

WLiB 2071B



CAMILMITION

WICKMAN Multi-Spindie Automatic
% -6 Bar Machine

DT
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apindie

The production of this small companent demon-
strates the accuracy of the machine. A tolerance
af 0,02 mm being maintained on 3 diametors.

An interesling festura is the straight knurling
aperation pmoduced by a F.O01 Fette rolling head.

S T A e
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WICKMAN MACHINE TOOL SALES LIMITED
BANNER LANE COVENTRY CV4 9GE
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Layout 1o produce a Spindle

Cyele time: 3.6 zec
Matarial: EM. 32 M.
Spindle speed: 2240 rpm
Cutting speed: 44.5 mpm

STATIOM 1 STATION 2
e A
g
N B
" S
3 ! Bl s
e e,
] )
Turn knurlad diamater Steady Tram centre binok
flum centre block. wndd fansn from cross slide,
STATION 3 STATION 4
- ez,
\ Fre

S,

e
Shave dianalers from Aoll knwrl fram lengl tudinal
cross slide, Indepandent siide,
STATION 5§ STATION &
B

ey

Steady fram auxiliary
langitedinal slide, Face
1o length, foem undercul,
braakdaven rear,

Fleck up, Famm part aff
from croos slide,
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WICKMAN Multi-Spindle Automatic
-6 Bar Machine

b i s e e s e e Ly

Tappet

Drilling and forming operations are parformed on a cast-
iron blank to produce this component in a cycle time of
16.9 seconds.

Tha blank is pre-ground on the outside diameter and hasz
& harcl-chilled face which is ground at a later staga.

A piclk-up unlt and an automatic feed drill unit are used
at station 5 to angular cross-drill

The component blanks are loacded into the langthensd
spindle noses at station 6 wtilising a magazine loading
chute, a cradle, and a horizontal loading slide.

T e

WICKMAN MACHINE TOOL SALES LIMITED




Layout io produce a Tappet

Cyole time: 169 sec
Material: Cast iron
alloy
Spindle speed: 872 rev/min
Catting spead; 50.9 m/min

(167 fr/min)
* Carbide Toals

C/B - Centre Block
X/S - Crass Slide

/5 = Independant Slide
ASS = Auxiliary Slide

STATION 1

CAB Dritl large diameter,
Xr5 Faca front.

STATION 2

CAB il smal | dlomatar,
%58 Charndgr frong,

STATIONM 3

445 Rough form cup seal.

STATION 4

3 e ——

1’5 Finish form cup saot and
chamfar largs bare.

STATION 5

I8 Pick wp, iransfar,
¥/S Cross drill,
155 Unload,

STATION 6

ALE Auto [osd inta work
spindle.

WLE 2158/8
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APPLICATION DATA SHEET Vv 108

WICKMAN Multi-Spindle Automatic
1=85 Bar Machine

P
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Expander Adjuster

This sel up illugtrates typical machining
operations which may be carried out on a
spindle-stopping automatic.

At station 3 a large-radius shot is milled
across the head of the componeant, and in
station 4 a hole is cross drilled in fixed
relationship to the slot.

The pick-up attachment produces a pipless
part-off face, completing the component
ina cycle time of 12.2 seconds

dTEr s ==

Lo

WICKMAN MACHINE TOOL SALES LIMITE




Layout to produce a Brake Cylinder

gf?:iﬁﬂlym Expander Adjuster
Cycle time: 12.2 sec
| Material: EN. 1A
it :gl. Spindle speed: 9971 rev./min
Cutting spead: 59,7 msmin
G-3mm {196 ft/min)
11-6mm s -25"
'455" .TEH
C/B - Centre Block
X5 = Cross Slide
/5 = Independent Slide
ASS = Auxiliary Slide
STATION 1 STATION 2

/8 Rall stesdy.
A% Form hosdy part way.

A8 Fooo and chamfer,
x5 Form bady complesg,
form rear chamfer,

STATION 3 STATION 4
= e
R ENE TN NN
El
Spind le stationary, Spindle stationary,
/8 Steady comgonent, and CA8  Stasdy componant.
mill glor in head. X8 Cross drill,
STATION 5 STATION 6

/5 Roli steady.
WS EBhave small diamater.,

ASE Piek up.
A58 Part off,

WE A 1773R
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APPLICATION DATA SHEET

WICKMAN Multi-Spindle Automatic
1-B3 Bar Machine

T N B T r o e S T T AR STl e T e

Gock Plug

This cemponent is a stainless steel cock
plug, produced complets with 4 flats, cross
drilled hole, and extemal thread. Parting
aff from the cross slide produces a pipless
finish. *

TR

WICKMAN MACHINE TOOL SALES LIMITED
BANMNER LANE COVENTRY C

V4 9GE
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;;m Square 78.5 mm Layaut to produce 2 Coch Plug
. 12 mm :
3 mm e e Cycle time 36 sec
/\ i ‘[ Material Stainless steel
= E i Spindle speed 597 rpm
T ] e ] y Cutting sposd 23.7 mpm
1.5 mm, I
STATION 1 STATION 2
95,25 mm

Pan
g

Roler hok par vy lrom
centre block. Break down
rear fram cress slide,

Ballar box 0 length, centea
Black,

STATION 3

Rollar bax thiaad diameter,
lace gnd chamiee ond from
contre block. Skive bar

dimmeter from cross slida,

STATION 4

Spindle stationary, mill
souare form with 2 passas
fram Indapandent slida,
uliliging indexing milling
haid, Cross drifl from
crags albde.

STATION 5

)

|
R o v

Diahead thread from
indepondent slide. Fomm
bar di ameter from cross

shide,

STATION &

Synchronous pick-up
attachirént on auxiliary
Inngitudinal silda. Pan
aff from cross slide.,
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WICKMAN Muilti -Spindie Automatic
1-6 Bar Machine

Flat generating attachment
and method

el

Single-bladed cutter
5,500 rev/min

CEEESSRE Workpiece 2,750 rev/min L

rim TR T N T e T

e B S T T H e e e ey

2
Vaive Spindie
High-speed steel and-working tocls and carbide form-tools
arg used to woduge this componem from brass in a cycle
time of 4.4 secomls. A revolving drill attachment is used
at Station 2 to drill the componant prior to thread tapping
at Station 3, and an external thread is chased at Station 5
The fres-cutting non-ferross material parmits flat generating
to be carried oul from the independent slide at Station 4
where the single-hiladed cutter revolves at twice the
revolution rale of the workpiece, and is fed at a rate of
0034 indreyv {0,086 mmArew),

S T T T T e e e e i L T e R o S S R e P T N T

WICKMAN MACHINE TOOL SALES LIMITED
BANNER LANE COVENTRY CV4 9GE
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125 :
P, 437 (Hmm
a1 (am)|| 20 |

e ©

i Fo g

375 | 312/316°
v L @5 7s/gomm ol
(13 S o 110" (25400} +'007 (0-025mm)

Q80 (2mn)-= =—

+:005"(0-13mm)
Cyele time 4.4 sec
Material Brass [BS 249)
Spindle speed 2750 rav/min
Cutting spesad 315 ftSmin (96 mAmind
Flal generating
cutting spead 4185 ft/min (12759 m/ min)
STATIOMN 1
C/B Rollar turm the 3124 316 in 7.9 8 0 mm)

diametar. Centre drill

STATION 2

L/B High-speed drill for thread tapping.
Roll steady

X/5 Form the thread diameater and undereut,

Face and chamfer the erxd

STATIOM 3

AL Tap thread

KSe Farm the 437 in (11,1 mm) diameter

STATION 4

C/B Support with a ves steady

1/5 Generals two flats with a flat ganerating
attachment

STATION &

145 Rallar steady

x5 Chase thread

STATION 6

PO K45 Part aff

C/B Centre Blook

x5 Cross Slide .
145 Independent Slide
A5 Auziliary Slide

PA0 /5 Part Off = Cross Slide

* Carbide Tools

B

WLE 2850
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APPLICATION DATA SHEET

WICKMAN Multi-Spindie Automatic
1-6D Bar Machine
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Hotor Shaft

By using double bar fead and third station
cutaff, this setup derives full benefit from
the extra width of the first and secand

station cross shides (0 form both ends of
the long component. .

TR T " TERTEI

WICKMAN MACHINE TOOL SALES LIMITED
BANNER LANE COVENTRY CV4 9GE
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Layout 1o produce a Rotor Shaft
11.37 mm 8.12 mm Cyole time; 8.8 sec
. Material: SAE 1140
Spindle speed. 1400 rpm
Cutting speead: 3.6 mpm
STATION 1 STATION 2

m g -

FEE, e e R o

T e

Roller steady and end
ann raar 123 mm ann.:l Raller staady, farm {hrea
11.37 men diamoiers with- feBe undercuts, threes front
in 0.080 mm, form rear and ungarcu s and 8. 128 mm
froni fapers and undercut. i e e,

STATION 3 STATION 4

Svnchionous steady and Rollgr staady, wedge stesdy

aject, farm garl off; bar and form 8,128 mm and

fead half lanpth. 10,494 mm digmetars.,
STATION & STATION &

Aol fer sleacy and ferm
12,39 mum ond 11,97 mm
dlamaters, Bar fead to lanpth.
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APPLICATION DATA SHEET

WIEKMAH Multi-Spindie Automatic
-§ Bar Machine

2 ey

Nut

=
! 4 ] T
High-speed steal tools are used to produce this small x..\\.\\~\
component from free-cutting mild stesl hexagon bar in \‘\“f-?‘;;.
A
o)

a cycle time of 3.4 seconds.

An interesting feature is the utilisation of a back-burring
attachment at station 6 to produce an internal radius, thus
eliminating tha necessity for a second oparation.

cai NN, B

R T T

WICKMAN MACHINE TOOL SALES LIMITED
BANMER LANE COVENTRY CV4 9GE
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-637°(16-2mm )

B ———

L
(d-Toom _ e

4377011 mm )

97" (5mim )

{B-5mm ) i
393 (10mm )

Layout to produce a Mut

Cycle time: 2.4 seconds

EMT A {Free cutting
mild steal)

169 ft/min
(65%.5msmin)

Material:

Cutting speed;

Spindle speed: 1220 rev/min

C/B = Centre Block
X/5 = Cross slide
18 = Independent Slide
ASS = Auxiliary Slide
STATION 1 STATION 2
I kY i |—_— e

A\

T B

o

AR Cantia drill.
Kneg turn thread 070
| ] farm, facae and radius the front

CSE
%S

Ll throwgh to depth
Breakdown raar

STATION 3

Ream the hora
Farm undercul

STATION 4

B

g T S

145 Radius the bore mouth

S0
g
STATION B
L .
e
B i
| pnees

A8 Diahsaad thread

STATION &

A0S
s

Plek up and rediug rear of bare
Part off

WLB 2777
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: APPLICATION DATA SHEET w149
WIGHMAN Muti-Spindle
1-86 Bar Automatic
i
§

=r =

Plmb bob

The exhibition machine is equippad to produce
both parts of a plumb bob in one tooling =et-up
using standard attachments and high speed steel
cutting toals.

e

WICKMAN MACHINE TOOL SALES LIMITED

BANNER LANE COVENTRY CV4 9GE EG St o A




S |

ca Ol va depth and roll stasdy
%5 Finish form end cap

e

CB ¥rnes urn shank
High seaed drill 2Zmm dia. hole

255 Breakdown farm front end of body

has

C& Roll W12 15,3, Thresd

s Part off end can

4 ey
ca Combination drit] to dapth #nd rofl sieady
%8 Finish farm bode shepe

CH Top M2 (.50, Thread and rofl steady
s Reli characters

CE
B

Fick up
Farm end and part off

Cycle time:

Material:

Spindle Speaed:
Cutting Speed:

/i\

o

17

&

CE
X5

|-I.u
\4

—

11.2 gaconds

Super Ledkut (ENTA)
1400 rev/min

835 mSmin

T

.,\

1

e i
L

e T
| 83

ez

e
T N 1aads

12 - 10

Centre block

Cross slide
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APPLICATION DATA SHEET

W130

WICHMAN Multi-Spindle Automatic
=B Bar Wachine

o 2 i i
f
i
" i]ﬁ-'
[
il
i ¢
i
i
i
;
J
L = i

uni

High Speed wooling is used to produce this 172" nut
with 11716 x 20 UNS thread in Free cutting Steel

1926-4.

In stations 1, 2 and 3 a sequence of Form Drilling,
Facing, Chamfering Tapping and Part-off complete the
machining of this component

In stations 4, 5 and 6 all operations are duplicated
giving @ cycle time of 14.5 seconds for two
companants.

Zarr ]

B AN T o=

WICKIVIAN MACHINE TOOL SALES LIMITED




Vg = 20UNS

*

L |g0t120°

13_1:7“ g # 3.2 i 12302
% ' Tme

Z f
260z
T

Station 1

CAB Fora drill
Xi5 Fage

Station 2
CAB Form drill

C/B Intermal chamfer
S Doubla chamfer

Station 3

C/8 Tap 11716 in x 20 LUNS
XS Fart-off

Station 4

C/B  Form drill
XSS Fage

Station & .

C/B Form drill
CAB intemnal chamfer
A8 Double chamfer

Station &

CAB Tap 11/16 in = 20 LUNS
'S Part-off

A
- 22AJFLATS
s 14

==
|

I

C/B = Centre block
¥/5 - Cross slide
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APPLICATION DATA SHEET

WIGKMAN Multi-Spindie Automatic
1"-B Bar Machine
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Loupling

The operations in the manufacture of this small
coupling are parformad in only 3 seconds, using
carbide and high speed steel tools for forming,
drilling, threading and broaching. Lettering is
rolled on to the cutside diamatar.

The back hurring attachment complates the com-
ponent after part off,

T WICKMAN MACHINE TOOL SALES LIMITED
P.O. Box 44 BANNER LANE COVENTRY CV4 9GE

L~ e
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16,67 mim =]

2]
]
11.11 mm
.92 mm - o _—

_L ‘ W 18.64 mm
TR
10,32 mum

15,34 mm

Layout to produce a coupling

Material Ledlay
Cutting spesad 149.9 mpm
Spindla spead 2610 mpm
Cycle time 3 sec

* Carbide tools.

STATION 1

Centre drill and chamfar,
Part fomn first dismster,

STATIOM 2

-

1 form rear diameter,

STATION 3

Tam.
Farrn thraad di smelos.

STATION 4

-

Broach,

Face gnd chamfer front.
Chamfer large diamater.
Rall-an latiering

STATION &

i

Drill fo remava broaching
Bura.
Thresd chase,

STATION &

Part-off,
Pickeup

Countar bara resr,
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APPLICATION DATA SHEET W 109

WICKMAN Multi-Spindle Automatie
.88 Bar Machine

Lt

i
: =4

Adjusting screw

This small accuralely machined component is manufactured
in a cvcle time of 21 seconds from pre-ground free cutting

carbon manganese steel bar,

The bar size is the blank diameter for thread rolling which
is parformed by aF12 Fette head

A hexagon is broached at station 2 utilising a synchronous
hroaching attachmant.

An interesting feature is the milling attachment which
machines the large flat at a compound angle.

Use of a pick-up unit provides for a pipless part-off

P rLrmin T T T T T T SR

WICKMAN MACHINE TOOL SALES HI;MTED
BANMER LAME COVENTRY

TR R e T o T e e T T L




Layout to produce Adjusting Screw

Cycle time: 21 sec
Material: ER. 154M
[Leaded)

Spindle speed:

1422 revimin

4-Tmm Cutting speed: 33.5 m/min
187 {110 ft/min)
C/B = Cantre Block
%45 - Cross Slide
/5 = Independent Slide
A5 = Auxiliary Slide
STATION 2

B Deill snd produce GO
cantri with combination
drill, roll steady,

X4%  Face and chamifer frong,
{onm raar,

/B Broash hexagon.

STATION 3

A5 Roll thread.

STATION 4

r,,ﬂ_

Spindla stationary,
175  Steady Trom El;’,‘l“ centre,
XS5 Mill angular Tlat.

STATIOM &
[

O

= The impartant task of <laaning

Mote:

the comganent s dapl with @1
iz station,

CFBE Orbll o remave brasching
swarf,
/5 Wira-brush thread,

STATION &

ALE Piek up.
XS5 Part off,

WLa 18464
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APPLICATION DATA SHEET

Wickman Multi Spindle Avtomatic
1-6 Bar Machine

F o RS e’ S L ) erg S men D

i ;
i

f

i

I

7

L.

!

il

It A

i

#

1

i

i

o

j

T T T

spindie

This machineg is producing a half hard bronze component
in 4.8 seconds, carbide tooling baing used throughout
aparl from the high speed steel chasers of the full
threading attachment in station 4,

e attachmants used during manufacture of the
component include a flat generating attachment in
station 2, and full threading attachment in station 4, a
chasing attachment in station 5, and a picie-up
attachmant in station 4.

T S T AR T PTITST - e
a r ra |

WICKMAN MACHINE TOOL SALES LIMITED
_BANNER LANE_COVENTRY CV4 9GE
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Cycle Time: 4.8 seconds
Material: Half hard bronze

Spindle Speed: 1800 rev/min.

Scits 21 248
28 £ |_Soiaznzis
B5x 45 o ME=1R

w02 1 Eilpz
Ls.s.g [J'{ _Ij,
i i . T
= ] 0z
Ba b e [ i L]
g i
_[ 1'-n|n53g§g
P | EETEET

AL BIMENEE 1 MR

STATIOMN 1
C/B Knee turn
X/5 Form

STATION 2
X5 Generate four flats (attachment)

STATION 3
C/B Tangential turn

STATION 4
/5 Thread (sttachment)
X/5 Form

STATION &
/5 Revolving centre support
XSS Thread [attachment)

STATION 6
C/B Pick-up
PO/XS Part-off

C/B Centre block
xS Cross slide
I3 Independent slide

- PO/XS Part off cross slide
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APPLICATION DATA SHEET W 107

WICKMAN Multi-Spindle Automatic
i=6 Bar Machine

NPT e e

TS T I, e

[P NPEERTERNEE B0 Lo e S0 S

Tap Spindle

The use aof a special hollow mill type Geneses cutter
permits bulk stock removal and produces a high class
turned finish in the manufacture of this component,

The st up illustrates the use of two chasing attachmants,
a full-threading attachment, a broaching attachment, a
pick up and back trepanning attachmant.

A drive unit for 3ed position chasing which parmits
braaching in the same station has been specially designed,

The longitudinal stroke of the special pick up and back
trepanning attachment is complemanted pneumatically.

Lran A T T T TR T T, 5

WICKMAN MACHINE TOOL SALES LIMITED
BANNER LANE COVENTRY CV4 9G




Layout to produce a Tap Spindle

gz'ﬁmm MAK,
3-6
¥ Cycle time: 8.5 sec
= Material; Brass
'T Spindle speed; 2510 rev/min
.93-51;”,.“ Cutting speed: 141 m/min
(462 6 ft/min)
* Carbide Tools
: 30°
. . C/B = Centre Block
o [ = 1 } % X/5 = Cross Slide
1/5 = Independent Slide
AfS = Auxiliary Slide
STATION 1 STATION 2

e L

|

|

b

[
!

45 Form furn thresd diamater
and tha serration diametar,
maching undercut. énd
face and chamier end.

B e
!I CABE Drill v depth and coll
| steady.

CYE Turn stem dismeter and
adjzcant shoulder, and
face and centra the ami.

XA%E  Findsh form rear.

m‘—‘q;lﬂﬁl 3 (ﬁ ; __il_f I r ?_p{'ﬂm 4

[ o]
[ 1

l_ i 175 Tap throad,
'S Form small thread outs
sice disameter, breakdown

far part off and face large
shouldar,

LS8 Roll sisady and braach
SRFALIGIE.
ESS  Chaése Acme thread.

STATION § STATION &

=) e

= - ]
= P o S - LB

Al |_ ‘% = -t

ol 'ﬂ_] L —,] E |

) J £ r!:j s

nd I_ a9

[ 1/%  Roll stoady, (___) XS5 Part off.
Chaaa small rear sed ASS Pick up, beck tepan
thread. and eject,

WLA 1923C
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Wickman Multi Spindle Automatic
1.3/8'-6 Bar Machine
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spifile

This machine is prodocing a half hard bronze component
in 4.8 seconds, carbide tooling being used throughout
apart from the high speed steel chasers of the full
thweading attachment in station 4,

The attachments usead during manufacture of the
component include a flat gensrating attachment in
station 2, and full threading attachmant in station 4, a
chasing attachment in station 5, and a pick-up
attachment in station G.

A T : K2kl AT TR T T

WICKMAN MACHINE TOOL SALES LIMITED
P.0. Box 44 BANNER LANE COVENTRY CV4 SGE
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Cycle Time 4.8 seconds
Material: Half hard bronze

£
_..1 tor 12 CHA
~-0:024
thw T [,
2D
0-5x4357 l. T0 MAX. DEFTH
\\ || rOSSIBLE
L |

~050
1A -0-250
THREAD
M.g=l-ap

STATHOM 1
Form [X5)

STATION 2
Flat generation {atlachinent) (X5)

STATION 3
Rollar-ending [T)

STATIOM 4
Thread chasing (attachment} (T)
Breakdown {X5)

STATIONM &
Thread chasing {attachment) [ %5)

STATION 6
Piclk-up and Part-off {attachment)

X5 — Cross Slide
T = Tumet




Exhibition

W138

APPLICATION DATA SHEET

Wickman Multi Spindle Automatic
176-6 Bar Machine

SRR T T T TN

T T LA R T o B A S S R T A T A S

Pinion Rear Biank

This component is of Super Ledkut and is produced in 28
seconds. Attachments used during manufacture include
an independent reaming attachment in station 3, a flat
generating attachment in station 4 and a pick-up &nd
kack centre drill attachment in station 6.

S T

WICKMAN MACHINE TOOL SALES LIMITED g ,
BANNER LANE COVENTRY CV4 9GE




Cycle Tims: 2§ seconds

Material: Super Ledkut
Spindle Speed: 688 rev/min,
| 34 DA —2
et 20 DI 4=
22"

L

m”@ T
Y i—é

ooz
=
P i
"n‘!
EE 3
Lﬁia—-—n“—a—-

J i “i-?"“

MADWL G —

175
141014,

ALL DIMENSIONS ARE 1M Mg

STATION 1
C/B Balance turn

-

%5 Dovetail form

STATION 2
C/B Roller turn
X/S Form

STATION 3
C/B Accelerated centre drill {attachmant) Knee turn

X/5 Form

STATION 4
%/5 Flat generation (attachment)

STATIOMN &
C/B Dighead chasing
X/5 Form

STATION 6
PO/XS Part-off
C/B Pick-up and back centre drill [attachmeant)

C/B Centre block
X5 Cross slide
PO/XS Part-off cross slide
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A

WICKMAN Multi-Spindle Automatic
1%2-6 Bar Machine

IS S

shaft

A synchronous milling attachment and
thread rolling attachments are used in
the production of this component; cyele
time is 13.8 seconds.

Marmal forming and turning oparations
are carried out-externally on the
component.

e

T e T -

WICKMAN MACHINE TOOL SALES LIMITED |
BANNER LANE COVENTRY CV4 9GE




 J—
Izﬁ.ag mm {1 33.34 mm
A
30.16 mm —— J_I- E_._ ] 33'1 pil Layout to produce a shaft
Material Ledioy
s 124.62 mm., Cutting spoed 185 mpm
Spindle spesad 1525 rpm
Cycle time 13.8 sec,
; =i * Carbide tools.
22.23 mm
STATION 1 STATION 2
* ’-.
.II
Breakdown rollerbox first Finlsh molicrboy second
di BmelEs, di amatar,
Bregkdown centra di smetér, Braakdown rese ol ametar,
STATION 4

STATION 3

Finish roliarbaox firai
diamaier,

Finish fomn centra
diamater.

Mill two Nats.

Finigh form for tiresd
rod bimig.

chamfer.

Face and chamfer.
Chamfar,
Roll thread.

STATION 6

Threod firsd diamatar,
Part-aff,




Exhibition

WICKMAN Multi-Spindle Automatic
1%°-6 Bar WMachine

=

- B ST T

G T
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Cycle Time :- 11seconds
Material:- Aluminium . C800

Spindle Speed:- 2000rpm.
Cutting Speed:- 220mpm

DICE SHAKER AND HOLDER

Body. Cap.

i e L e e P e L e s L ETLIL

Wickman Automatic Lathes Limited
HD

BANNER LANE, COVENTRY OV4 9GE ENGLA




STATIOM 1

I5|

STATION &

Drilt and. Chamfar

Farm Cap

Breakdown Rear

=

Flat Generate

Drill. and Cham. ;
Farm Bady

STATION §

Tap Thread

Rallmarls Mame

STATION &

.
|
k

,T
]

T S

Diehagd Thread-
Part-aff Cap -

}’ Part-aff Body
Fick-up




Exhibition

APPLICATION DATA SHEET

WICKMAN Multi-Spindle Automatic
124-B Bar Machine
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oplined Hob

Intemal machining operations are performed
in the manufactura of this companant, plus
the axternal forming, cross drilling, and
threading. The back burring attachment gom
pletes the component after part off. Total
cycla time is 11.4 seconds.

=T

[ e e e T i

WICKMAN MACHINE TOOL SALES LIMITED
BANNER LANE_COVENTRY CV4 9GE
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- 254 mm

it

Layout to produce a Splinad Hub

Cycla time

Matarial

11.4 sac

Bright drawn
“Supar Ledkut”

j. Spindle speed 1029 rpm
..... e Cutting speed 132.9 mpm
fa—— 39,68 mm ———i|
STATION 1 STATION 2

Dreill & Thiassler
Knee turn
Araakdomwn rear

Drill thigugh
Finish Tann front

STATION 3

Finigh raam bore
Crass drill

STATION 4

Fecess
Fimigh furm
cone & rear

STATION &

-

Cheift aplines
Chage throads

STATIONM &

Fart off
Piak wp & Chamfer raar
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APPLICATION DATA SHEET

Wi35

WICKMAN Multi-Spindle Automatic

B%-b Ghucking Machine

e e T

i

T S e

The G%"- Six is one of the range of five Wickman chucking
automatics. The machinas have the ' Mo Cam Change -
geature, The 6%~ Six has electromagnelic clutches in
the fead drive and the exhibition machine is fitted with
self-rontained hydraulic chucking. A large number of
attachments are available to reduce the requirement for
second oparation.

The exhihition component, which is mag azine loaded and
inlo aded, is a hub that is predueced in 17.8 secs.

d.lu.l:ll.\ic:}

el

S i P b e L e e s g e

RN |
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WICKMAN MACHINE TOOL SALES LIMITED
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Component: Hub

tdatarial: EM 14
Cycle Time: 17.8 secs.
et— '!v—n:-

a3 X 45" -

-030/-040 R

i

~—-344

STATION 1
Turn thread diameter, Spade drill & Face farming

STATION 2

Turn 0D, Form, Rough trepan
STATION 3

Finish trepan and Knurl

STATION 4
Twa-spindle drill (Spindle stopped)

STATION 5
WMill flats {Spindle stopped)

STATION &
Auntamatic load/unload
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APPLICATION DATA SHEET

WICKMAN Multi-Spindle Automatic
6% -6 Ghucking Machine

e T T T e et ST

S
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Planet Gage

The machining of this componant is carried out un 8
a cold flow extrusion, on which dritling and milling
is performed, thus avolding second operation time.

T TN R IR T AT

o ATaE

(152

WICKMAN MACHINE TOOL SALES LIMITED
BANNER LANE COVENTRY CV4 9G
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39,624 mm
33,497 mm

33.020 mm
32,512 mm

22,860 mm Layout to produce a Planet Cage
22,479 mm
- RN 'L 1 Cycla timea 24 sec
% | 20,828 mm ;

34.544 mm 20,701 mm Material RAL Mo. 1.4
34671 mm 1 Spindle spead 287 mm

13,106 mm | v 1. f Cutting speed 43 mpm

13.157 mm i

STATION 1 STATION 2

Combinatien drill, chamfér
bora from centre blagk,
15t rough greova and rough
Faga part voay from cross
slida,

" -

.

Farm with combination
cutiar from centra block.
Ind rough groove amd
conplete rough face
fram crossr shida,

STATION 3

STATION 4

Aaam bore from centra
blagk., Finish grooves
and face, chamfer oul-
Side diamater and fl anges
from crogs slide,

Spindle staticnany, drill
2 axial holas in flangas.

STATION &

Epindla stationary; from
cross slide, mill 2 flats
in greave, ralathvae to

praviausly drillad halas,

Auytamatic load and unloed.




Exhibition
‘%} APPLICATION DATA SHEET w127

| WIGKMAN Multi-Spindie Automatic
G%-8 Ghucking Machine

e PR

Pulley

This machine is producing pulleys fram Ledloy
hlanks. The component ig drilled (recessed
internally) and tapped. The outside diameter is
raugh turned with form tools, and Finished with
a Sauter cepy turning attachment in an 18.7
second cycle.

Extra equipment includes a Lang 3 jaw
hydraulically aperated chuck, motorised swarf
conveyor, 3rd station Form Slide and 4th
Station Independent Slida. The machine is
eruipped with fully automatic loading and
untedding attachment,

s o

WICKMAN MACHINE TOOL SALES LIMITED
P.O. Box 44 BANNER LANE COVENTRY CV4 9GE




2bg s
11590 e Cycle tims: 1B8.7 sec
Material: Ledloy
Wit Spindle spesd: 711 revsmin
= Cutting speed: GEEfL/min {170ms min)
,+ v !
a3 nlum.i' 2 [ oM N o, ¥ O
I‘W i I agalt ™ e
ey ¥
r ¥
e o |
vag i-Blass’
o
e CE Coantre b!nr:.k
X5 Cross slide
STATION 1 STATION 2

e Oritl for Internal Thread
Clean un 3 in (76.2mm) asd

5 Broak Doen Parg of 2578 in
(66 Iimm) spherical radies

ca Crill far 1.3/16 in {30, 2]
ream bore

x5 Finish B Dawn halfaf 258 in
{68, Ymm} spherical redius

STATION 3 STATION 4
L = =
=y -_(
. 2 o =
4
IR
1
CH Ascess and chamifer 117732 tn ca Tap bers 1,152 o (368, Tmm) #
Intornal D amater 20 TR0 Whit. Form
s Fane compomnent s Form 158 in |3 2mmil radii
STATION 6

STATION 5

ca Ream! 2716 in [30.2mm} bare
Charnfec § in {76, 2men) dia, face

XS5 Copy twrn LEH in (66, Tmm}
spharical radius

Autamatically load and unbead,




Automotive

W1t

WICHMAN Multi-Spindle Automatie
1328 Bar Machine

T T I

special Lomponent

In this set up, the B spindle machine
provides for the numerous aperations
requirad to manufacture the componant
in acycle time of 55 seconds.

The synchronous milling attachmeant
is utilised at stalion 5 to produce two

flats.
Aftar drilfling; and boring with a "D’ lxit,

the smal! diameter is finishad by
accalerated reaming.

WICKMAN MACHINE TOOL SALES LIMITED
L L MRS

e S UNLNTRY




Automuotive

APPLICATION DATA SHEET W11

| WICHMAN Multi-Spindle Automatic
13a-8 Bar Machine

Erreeamind T e T I

Special Camponent

Inn this set up, the 8 spivle maching
provides for the numerous aparations
required to manufacture the componant
inacyele time of 556 seconds.

The synchronous milling attachmant
is utilised at station B 1o produce two

flats.

Aftar drilling; and boring with a "0° lait,
the small diameter is finished by
accalerated reaming.

WICKMAN MACHINE TOOL SALES LIMITED
BANNER LANE _COVENTRY CV4 9GE




Layout to produce a Special

Component
Cycle time: BE zec
material; EM. 8D

: L L154r

C/B -
4]
P
ASS
AXSEM -

Spindle spaad: 266 rew/min

292 m/min
{96 fLimin

Cutting spead;

Centre Block

Crogs Slide

Independent Slida

Auxiliary Slide

Auxiliary Cross Slide Mation

C/8 v, turn putside
diametar part way.
Face and chamlar front

and break-doven roar,

X5

e

c/R Drill.
E/5  Orank down and farm
groowves (First stagal.

STATIONM 2

Drill small diameter,
Break down and forn
grogves, [Second stage),

5 Bare smma l digmater §o
depth and tien outslde
diameter .

Rall=in mark,

STATION 4

STATION B 1#8  Mill twe Mata,

Farm brare diamaters and
chamiars.

A XA5 M Aol steady and finish
ferm groaves,

STATION 6

/'S Face and chamfar front
gl Tintsh fonm rear.
As5 Tap thread.

STATION 7

—PWWEW@ i

] e

STATION 8

AsE Finkah ragm small bore.
%45 Part off.

My A 4armax a



Automobile

:".:
| APPLICATION DATA SHEET W 10

WICKMAN Multi-Spindle Automatic
4v4 -8 Bar Machine

=

S T P L

Puiley Gentre

High speed steel tools are used to
produce this component in a cycle
time of 67 seconds.

Four tapped holes in the flange are
procucad with saparate synchronous
drilling and tapping heads in adjacent
stations,

A floating-hlads reamer is used in an
accelerated slide for the reaming
operation.

WICKMAN MACHINE TOOL SALES LUMITED
BANNER LANE COVENTRY CV4 SGE




15-Bmm 624"

 —

23mm

- 80"

Layout to praduce a Water Pump
and Fan Pulley Centre

Cyele time: 67 sec
Material: EM. 14
Spindle spead: M2 rev/min
Cutting spead: 73.1 mdmin

1240 ft/min)

C/B = Cantre Block

STATION 1

CAH Drill with combination

i,
X5 Rough form flange face
and small dianatar,

X/8 = Cross Slide
1/5 = Independent Slide
AAS = Auxiliary Slide
STATION 2
=
i F=h
—— R
]
-1-\_1_

CAF Aocugh ream,
A4S Break-down rear.

[ STATION 3

C#B Racess bare,
x5  Finish form feces and
amel | diameter.

e e ]

o 175 2rill feur hales in Flange
slnuiltaneous ly.

STATION 5

|

sirnu lbamnsa ug v,

] i/% Tapfour holgs in flangs
25 Chanfer flangsa.

STATION &

1
U AdG Finkah roam,
®#3  Part off.

L1

WA 19208



: Exhibition
%; APPLICATION DATA SHEET
WIGKMAN Multi-Spindle Automatic
2'2-B Bar Maching
IS S, = =

T e T R T

special Part

This component is produced in 15.8 seconds
utilizing a combination of high speed steal
and tungsten carbide culling tools, thre opara
tions being: tuming and forming, drilling,
reaming and tapping, plys name and thread
rafling:

RE T e e e T e T P A T T T T e S T ST

WICI{MAI';I NiACHINE TOOL SALES LIMITED
P.O. Box 44 BANNER LANE COVENTRY CV4 9GE




Layout to produce a Special Part

fdaterial: Mild stesl

Spindle speed: 1158 rpm
Cutting speed: 184.7 mpm
Cyecle time: 16.8 sec

* Carbide tools.

STATION 1

)

e

Drill and chamfer.
Brepk down raar.

STATION 2

Crill v di smoters.
Turn front dismeter,
Farm rear,

STATION 3

B

orill through,
Turn suter diamatar,
Roll=in mark.

STATIOM 4

T

Raam thraa diamaters.
Forrn and face front.
Fowrn threed diamatar,

"‘-\_1__r_od’

L)

Roll thresd.

STATION &

Tap.

Part-aff.




