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GAP-FRAME SINGLE CRANK I’R_EE‘;S

MODEL K 115 A

°

These presses are most suitable for blanking, piercing, punching, shallow
forming, bending strip and sheet materials and for other cold forming opera-
tions. .

The press is driven by an individual motor through V-belts. It is started by
an electro-magnetic device by pressing with both hands two separately Jocated
buttons or by a treadle. ° : -

The flywheel rotates freely on its shaft and during the working stroke is
connected with the crankshaft by means of two rolling keys. One of_the keys
performs driving functions wlhile the other one serves to prevent the crankshaft
from overtaking the flywheel as the slide is moving down,

The length of stroke is adjusted by an eccentric which is connected with
the crankshaft through a geared coupling.

The slide is equipped with 15 mm stroke mechanical ejector.

Slide adjustment is accomplished by means of a connection screw having a
spherical head. -~ R

Tor stopping the erankshaft at the upper dead center the press is equipped
with a periodically acting band brake. .

STANKOIMPORT

roved for Release 2013/02/25 : CIA-RDP81-01043R001800080005-5



Declassified in Part - Sa ed Copy Approved for Release 2013/02/25 : CI DP81-01043R001800080005-5

. The press can operato either on single strokes or continuously, When operat-
ing on singlo strokes the crankshaft stops at the upper dead center even if

the operating treadle or buttons are inadvertently held down.

Lubrication of the press is offected throu,

of automatic measuring feeders.

Standard equipment: Complete set of electrical equipment suitable for A. C.

supply (working cumrent at request), sot of wrenches and: all
technical instructions for crection and maintenance.

the necessary

SPECIFICATIONS

Pressure’ of slide near bottom of
stroke, t .
Stroke of slide (adjustable), mm .
Number of strokes per minute . ...
Adjustment of slide, mm
Die space, distance from top of bed
to bottom of slide, (stroke down,
adjustment up), mm
Distance from bed to guides, ram. .
Stroke of stripper, mm
Area of top of bed, mm:
F.toB

R.toL. ..

. Diameter
Recess in slide for
Diameter .
Depth ... ..
Throat distance back from center of
slide, mm
Thickness of bolster plate, mm

" Electric motor power, kW

TFloor space, mm:
F.toB

R. to L.
Maximum height above floor, mm . 2255
Net weight, kg approx. 2245

STANKOIMPORT
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gh centralized system by means -

GAP-FRAME SINGLE CRANK PRES_S

MODEL X 116 B

i ) ierei hallow forming,
resses are most suitable for blanking, piereing, s W
beng:fgsesbpﬁp and sheet materials and for other cold forming opemifnpn:. od
The press is driven by an individual motor through V-belts. It is sf art el
by an electro-magnetic device by pressing with both hands hwp separately
by a treadle. - . L .
locat{:‘rlal% lﬁ;&:lolg:lorromyt,es freely on its shaft and during the workmgf :;%011(: is
connected with the crankshaft by means of two rolling keys. Ons o‘ 113 he};i
perfdrms driving functions while the other one serves tg prevent the crankshait
Y sertaking the flywheel as the slide is moving down. .- .
hon’,EhO: ?énzt({ln%l stl‘oky:‘lfs adjusted. by an eccentric W ch is connected with
nkshaft through a geared coupling. . . . .
the']?]ﬁzns?d: is eq{lipgped \%ith 50 mm stroke mechanical ejector.  havin
Slidé adjustment is accomplished by meaus of 2 connection screw having
rical head. ; . e . )
* SIi}:)?lscta&lppi;ag’ {he crankshaft-ab the upper dead center the press is equipped /
with a periodically acting band hrake. )
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The press can oporate either on single strokes or continuously. When o
ing on single strokes tho crankshaft stops at the upper dem{ center eggfingf
the I?plfr_uh?g trta[a?]llo or buttons are inadvertently held down.
abrication of the press is effected through centrali ;
of automatic measuring feeders. ¢ rolized system by means
Standard equipment: Complete set of electrical equipment suitable for A, C,

supply (working current at request), set of wrenches and all the necessary

technical instructions for erection and maintenance.

SPECIFICATIONS

Pressure- of slide near bottom of
stroke, t 63 Diameter

Stroke of slide (adjustable), mm. .. in sli
Number of strokesj per mix)mte N Reccss]:)r:asrl:gfefor punch stem, mm:
T

%gljustment of slide, mm Deptk:

ic space, distance from top of bed P

to bottom of slide (sbrok}; down, Throat distance back from center of
0

‘adjustment up), mm 3
]Sjéfgxll,;_csz{i? bed to guides, mm. . Thickness of bolster plate, mm
Avea. of top of bed, mm Floor spmoe. i 1
F.toB... - F.toB. ... .. 1750
. 1450
2500

{ STANKOIMPORT

A

SINGLE CRANK HORN PRESS" - .
WITH ADJUSTABLE SWINGING TABLE

MODEL X 126

This press is designed for punching, blanking and shallow forming as well
as for bending strip and sheet materials, flanging, and other cold stamping
operations..

Presses with an adjustable swinging table are used when there is a consider-

_ able variation in the height of dies.

Presses with a large die space are particularly convenient for' bending,
punching and trimming high parts. )

With the aid of a horn, the press can be used for making closed -shapes
such as pipes, small tanks, barrels, etc. A

Presses of this type are widely used in the automobile and tractorindustry
and in manufacturing refrigerators, electric equipment, agricultural machi-
nery, electrical household. appliances, hardware and other consumer goods.

The frame is a box-section streamlined grey iron casting. The table is located
in respect to the frame by a key joint. The height of the table is regulated
by an adjusting screw and nut. The nut is rotated by a ratchet device.

STANKOIMPORT
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The drive is from an individual electric motor through a multiple V-belt
arrangement, 5 . X

Tl slido is reciprocated by & crankshaft mounted in bronze-lined bearings.
The slide is equipped with a rigid stripper which pushes the finished blanks
or scrap off the upper die surface.

The slide is adjusted by hand with a wrench.

The cluteh is of the positive rolling key type. The flywheel runs freoly on
its shaft and when the press is tripped, the flywheel is engaged with the crank-
shaft by two rollings keys. One is the driving key while the other serves to
prevent the crankshaft from overrunning the flywheel when the slide is on
the down stroke, )

The hand hrake is of the periodic-action type and is intended for counteract-
ing inertia forces when the cluteh-is thrown in and for stopping the crankshaft
in the extreme upper position. .

The press can operate on single as well as on continuous (automatic) strokes.
When the press is operated on single strokes, the crankshaft stops in the ex-
treme upper position regardless of whether the starting treadle or push-buttons
are releaserd or not.

The press is started either by a two-hand electric push-button station or
by a treadle,

Lubrication of the main and crank pin bearings and guides is effected by
a lubricating pump station through measuring feeders.

The press is delivered completo with electric motor, starting equipment and
wiring, lubricating equipment including lubricating pump station and oil
piping, bolster plate, a set of wrenches and all the necessary technical instrue-
tions for erection and maintenance. -

SPECIFICATIONS

Rated capacity, t 3
Stroke of slide, adjustable, mm. . 4
Number of strokes per minute . 00 R. to L.
Slide adjustment, mm : Recess in slide for punch shanks, mm:
Distance from bolster plate to slide Diameter
(stroke down, adjustment up and Depth
uppermost table position), mm...
Depth of throat, center of slide to
frame, mm
Distance between axis of bore for
horn and slide (stroke down, adjust-
- ment up), mm ..
Table adjustment in height, mm
Diameter of bore for horn, mm
Table dimensions, mm:

Thickness of bolster plate, mm.
Stroke of stripper, mm

Electric motor power, kW . .
Electric motor speed, r.p.m. ......
Floor space, mm: )

STANKOIMPORT

GAP-FRAME SINGLE CRANK‘ PRESS

MODEL X 117 A

These presses are most suitable for blanking, piercing, shallow forming; bend-
ing strip and sheet materials and for other cold forming operations.

The press frame is a streamlined, box-section grey iron casting, cast integral
with the bed.

The press is driven by an individual electric motor through V-belts.

The press is started by an electro-magnetic device by pressing with both
hands two separately located buttons, or by a treadle. .

The flywheel rotates freely on its shaft and during the working stroke is
connected with the crankshaft by two rolling keys. -

The length of stroke is adjusted by an eccentric which iscounected with
the crankshaft through a geared coupling. :

The slide is equipped with 50 mm stroke ejector. .

Slide adjustment is accomplished by means of a connection screw having
& spherical head. . P

A periodically acting band brake is provided for absorbing the flywheel =
inertia at the throwing in of the clutch and for stopping the flywheel at the
upper dead center.

STANKOIMPORT
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i ither ingle strokes or continuously, When . . ‘ 7 3 ‘
opeg:;?né)rgis :1?11;] eops(;;l;ltlfesel:ll‘lgl c;):nksslﬁgfz :tops at the upper dead center GAP-FR AME SINGLE CR ANK PRESS
even if the operating treadle or buttons are inadvertently held down.

The lubrication system of the press is of & combined type: central lubrication A ) MODEL K117 T .

of the gibs, crankshaft and connecting rod bearings and cluteh is effected by
a grease pump through measuring feeders, whereas the remaining friction sur-
faces are lubricated by hand. X . itablo for A.C.

Standard equipment: complete set: of electrical equipment suitable for A, C,
supply (working current at request), grease pump, pressure ga}xge,.bolster
plate, set of wrenches, set of V-belts and all the necessary technical instruc-
tions for erection and maintenance.

SPECIFICATIONS

i r bottom of Stroke of stripper, mm

Pr::::l:z. (?f stido new 100 Aren of top of bed, mm:
Stroke of siide (adjustable), mm 20—100 F.toB........
Number of strokes per minute 75 R.toL.
Adjustment of slide, mm 1 Electric motor power, kW.
Die space, distance from top of bed Electric motor speed, r.p.m.

to bottom of slide (stroke ‘down, TFloor sEnce, mm:

adjustment up), mm 340 . to B.
Thront-distance back from center of . R.toL.

slide, m 300 Maximum heigh . 2680

Thickness Net weight, kg nppro‘x‘ 5500

These presses are most suitable for blanking, piercing, shallow forming, bend-
ing strip and sheet materials and for other cold forming operations.

The press frame is a streamlined, box-section grey iron casting, cast integral
with the bed. . -

The press is driven by an individual electric motor. T

The press is started by an electro-magnetic device by pressing with both
hands two separately located buttons, or by a treadle. h

The flywheel rotates freely on its shaft and during the working stroke is
connected with the crankshaft by two rolling keys. '

The length of stroke is adjusted by an eccentric which is connected with
thecrankshaft through a geared coupling.

The slide is equipped with ejector.

Slide adjustment is accomplished by means of a connection seréw having
a spherical head. oL

A periodically acting band brake is provided for absorbing the flywheel
inertia 4t the throwing in of the clutch and for stopping the flywheel at the
upper dead center. . . .

STANKOIMPORT : _— STANKOIMPORT
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The press can operate either on single strokes or continuously, When
operating on single strokes the crankshaft stops at the upper dead center
even if the operating treadle or buttons are inadvertently held down.

The lubrication system of the press is of & combined type: central lubrication
of the gibs, crankshaft and connecting rod bearings and clutch is effected by
a grease pump through measuring feeders, whereas the remaining friction sur-
faces are Jubricated by hand,

Standard equipment: Complete set of electrical equipment, grease pump
pressure gauge, bolster plate, sot of wrenches, set of V-belts and all the necessurs;
technical instructions for erection and maintenance,

SPECIFICATIONS <

Pressure of slide near bottom of Area of top of bed, mm:
stroke, ¢ . 100 F. to B. 560
Stroko of slide (adjusiablo), mm 20—100 - to L. 840
umber of strokes per minute 28 i )
Adjustment of s]ide.pmm 100 g}ggmﬁ mozor p°“"§" IV oo 48
Die space, distance from top of bed ) motor speed, r.pm. 1000
to bottom of slide (stroke down, Floor space, mm:
adjustment up), mm 340 I B 2050
Throat-distance back from center of - : 1110
slide, mm Maximum height above floor, mm.. 2555

Net weight, kg approx. 5700

STANKOIMPORT

INCLINABLE SINGLE CRANK SINGLE
ACTION PRESS

MODEL KA 2385

The press is designed for blanking, shallow drawing, flanging and other
cold stamping operations,

The press can be equipped with an automatic feed.

Due to their inclinable frame, presses of this type find wide application in
the most varied branches of industry.

The frame is. a box-section streamlined grey iron casting. It is cast integral
with the bed and reinforced by two tie-rods. The frame is iniclined by rotation
about the studs fastened at the right- and left-hand side. The frame can be
rigidly locked in three positions: vertical, and inclined at angles of 15° and
30°. The bed is provided with an opening for ejecting blanks when the work
is conducted by the *‘drop through” method. A bolster plate is mounted on
the bed. Lo o

The drive is from an individual electric motor through a multiple V-belt
arrangement,

* The slide is reciprocated by a crankshaft revolving in bronze-lined beafings.
The slide is equipped with a rigid stripper which ejects finished blanks or srcap
from the upper die surface.

The slide is adjusted by hand with a wrench. .

The cluteh is of the rolling key type. The flywheel runs freely on its shaft
but when the clutch is engaged the flywheel is connected with the crankshaft

STANKOIMPORT
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by two rolling keys. One key drives the crankshaft and the other serves to

prevent the crankshaft from overrunning the flywheel when the slide is on

the down stroke. . - X

The hand brake is of a periodic-action type and is intended for counteracting
inextia forces arising when the clutch is engaged and for stopping the crank-
‘shaft in the upper extreme position. . .

The press can operate on single as well as on continuous (automatic) strokes.
When the press is operated on single strokes, the crankshaft stops in the upper
extreme position regardless of whother the treadle has been released. The press
is started by a two-hand electric push-button station or by the treadle.

Lubrieation of the main and erank pin bearings and guides is effected by
2 hand pump station equipped with measuring feeders. .

The press is delivered complete with electric motor, starting equipment and
wiring, lubricating equipment including grease pump station and piping, bol-
ster plate, & set of wrenches and all the necessary technical instructions for
installation and operation. -

SPECIFICATIONS

Rated capacity, t . Slide dimensions, mm:
Stroke of slide, mm .. F.to B
R.to L.
Recess in slide for punch shanks, mm:
down, adjustment up), mm . Diameter .
Slide adjustment, mm Maxi Depth oo indinagen 300
Maximum angle o rame inelination
Depth of throat, center of slide Width bct.wegn uprights, mm 120
Distance from bed to guides, mm.
Eleetric motor power, kKW ....
.toB.... Electric motor speed, r.pm. ......
R.toL. .. TFloor space, mm:
Opening of bed, mm I to
F.toB...

Bed dimensions, mix
F

R. to L.
Diameter ... e
Thickness of bolster plate, mm

STANKOIMPORT
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. INCLINABLE SINGLE CRANK .
SINGLE ACTION PRESS -

MODEL K 237 i

The press is designed for blanking, shallow drawing, bending, flahging and
other cold stamping operations. . ’ . ‘
. The press can be equipped with an automatic feed. -

‘Due to the inclinable frame, presses of this type find wide application in
the most varied branches of industry. .

The frame is & box-section streamlined grey iron casting. It is cast integral
with thé bed and réinforced by two tie-rods. The frame is inclined by rotation
about the studs fastened, at.the right- and left-hand side. The frame can be
rigidly locked in three positions: vertical, and inclined at angles of 15° and
30°, The bed is provided with an opening for ejecting blanks when the work
i3 conducted by the “‘drop through” method. A bolster plate is mounted on
the bed. o . .

The drive is from an individual electric motor through a multiple V-belt
arrangement, : : ; .

STANKOIMPORT
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The slide is reciprocated by a crankshaft revolving'in bronze-lined bearings
The slide is quipped with a rigid stripper which ejects finished blanks or serap

from the upper die surface,
The slide is adjusted by hand with a wrench,

The clutel is of the rolling key type. The flywheel runs freely on its shaft
but when the clutch is engaged the flywheel is connected with the crankshaft

by two rolling keys. One key drives the crankshaft and the other serves to

prevent the crankshaft from overrunning the flywheel when the slide is on | -

the downward stroke.

The band brake is of a periodic-action type and is intended for counteract-

ing inertia forces arising ‘hen the clutch is engaged and for stoppin,
crankshaft in the upper extreme position. s PPN the

The press can operate on single as well as on continuous (automatic) strokes
When the press is operated on single strokes, the crankshaft stops in the uppox"
oxtreme position regardless of whether the starting treadle has been released
The press is started by a two-hand ‘electric push-button station or by the
treadle.

Lubrication of the main and crank pin bearings and guides is effected by
a hand pump station equipped with measuring feeders.

. The press is delivered eomplete with electric motor, starting equipment and
wiring, lubricating equipment including grease pump and piping, bolster
plate, a set of wrenches and all the necessary technical instructions for installa-
tion and operation.

SPECIFICATIONS

Rated capacity, t 100 Thieck
city, t ... ckness of bolster plate, mm
SYtroke of slide, mm . . Recess in slide for punl::h shanlks, mm:
Number of strokes per minut Diameter )
]SDI.)de adjustment, mm . Depth .
ie space, distance from bed to slids i inati
(stroke down, adjustment up), mnel 480 Mfk'll’l’lum angle of frame inclination 30°
Throat depth center of slide to Width between uprights, mm
frame, mm Distance from bed to guides, mm...
Electric motor power, kW
Electric motor speed, r.p.m. ......
Floor space, mm: ’
F. to B,

R. to L.
Slide dimension:
F. to

Declassified in Part - Sanitized C
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FRICTION SCREW PRESS

MODEL ®A 122

This press is designed for a wide variety of pressing operations: drawing
sheet: metal parts, upsetting bolt, spike and rivet heads, as well as bending or
straightening sheet metal products. -

The press can also be used for pro

plastics. _
The comparatively large capacity of the press and hammer-like nature

of its stroke permit using the press for hot forging in closed dies. -

The press is widely used in metal-working and other branches of industry
where stamping operations are required. .

The working parts of the press — the flywheel, the screw and the ram are
actuated by vertically mounted discs, which drive the flywheel. The left disc
produces .the downward motion of the flywheel while the right disc — the
upward motion. As the flywheel changes its direction of rotation it serews the
threaded spindle in or out reciprocating the ram and providing the working
stroke. .o

As the ram moves down, the flywheel also advances with the motion of
the threaded spindle, As the flywheel moves away from the centre of the disc,
its radius of contact with the disc increases and the flywheel speed conse-

ducing parts of bakelite, shellac and other
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quently increases. This correspondingly increases the speed of the threade
spindle and, consequently, the speed of the descending ram,

The accumulated energy of moving parts is transformed into work for de
forming the blank and imparts a hammer-like action to the ram stroke.

The press is equipped with a-hand-operated control mechanism through a ‘

system of distributing levers and tie-rods,
The system of control permits either single strokes or continuous operation,
%‘1]:9 frame is made of cast iron and is cast integral with the bed and crown.
0 ram is a grey iron casting and has four guiding surf: ich
are {;Ilcl:srﬁxlled ‘fs removable taper gibs. £ § surfaces, bwo of which
e threaded spindle is made of special heat-t: i
has gt hand bl S p eat-treated alloy steel. The spindle
%hstrxpper ldS ngovi&led in the center of the béd,
o press is delivered complete with the electrical equipment, a set of
and all the necessary technical instructions for erecti%n }:md n;ain:er?a:l‘::r:nclles

SPECIFICATIONS

Rated capacity, t

Kinetic energy at end of stroke, kgm 250

Maximum stroke, mm 3

Number of strokes per minute Eﬁfﬁss- in bed, diamoter, mm.

Distance from bed to ram, mm E]ectﬁz zgzg; 5 o;:;:ér, rkVV U
Maximum ... e Floor space, mmp: L TP
Minimum. .

Width clear between ram guides, mm 350

Width between uprights at bed

level, mm

STANKOIMPORT

FRICTION SCREW PRESS

MODEL &A 124

This press is designed for a wide variety of pressing ‘operations: drawing
sheet metal.parts, upsetting bolt, spike and rivet heads, as well as bending
or straightening sheet metal products. . T

The press can also be used for producing parts of bakelite, shellac'and other
plastics. - .

The considerable capacity of the press and hammer-like nature ofits stroke
permit using the press for hot forging in closed dies. . :

The press is widely used in metal-working and other branches of industry
where stamping operations are required. . C Lo

The working parts-of the press — the flywheel, the screw and the ram are
actuated by vertically mounted dise, which drive the flywheel. The-left dise
produces the downward motion of the flywheel, while thé right disc — the
upward motion, As the' flywheel changes its direction of rotation, it serews
the threaded spindle in or out producing reciprocating motion of the ram and
providing the working stroke. -~ °

As the ram moves down, the flywheel also advances with the motion of
the threaded spindle. As the flywheel moves away from the center of the disc,
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its radius of coritact with the disc increases and the flywheel s_peed conse-
uently increases. . <

B Thi}; correspondingly increases the speed of the threaded spindle and, con-

sequently, the speed of the descending ram. .

The accumulated energy of moving parts is transformed into work for de-
forming the blank and imparts a hammer-like nature to the ram stroko.

The press control is effected by an auxiliary hydraulic devico (servo-control)
ensuring a constant pressure of the disc on the flywheel and requiring but
sliglit effort to shift the control lever. o o

The control system of the friction screw press permits either single strokes
or continuous operation. -

The frame comprises two parts: the frame proper and the crown. These
parts are held together by tie-rods shrunk in place, The frame is made of high-
quality cast iron while-the crown is of special steel. T

The ram is made of high-quality cast iron; it has four guiding surfaces,
two- of which are designed as removable ‘taper gibs, . - .

The threaded spindle is made of special heat-treated alloy steel. The spindle
has a right-hand triple thread. :

Tor stopping the moving parts in the upper position, a brake is provided.
The brake is designed to completely absorb the energy of the upwardly moving
parts, A special damper is provided to prevent the flywheel from striking the
driving shaft if the brake fails to operate,

A stripper is provided in the center of the bed.

The press is delivered complete with the electrical equipment, aset of wrenches
and all the necessary technical instructions for erection and maintenance.

SPECIFICATIONS

Rated capacity, t .. 160 Ram dimensions, mm:
Kinetic energy at end of
Maximum stroke, mm ....
Number of strokes per minute

Distance from bed to ram, mm: Electric motor power,

Electric motor speed, r.p.m. .
Overall dimensions, mm:
Width clear between uprights, mm 520 Length
Width clear between rarn guides, mm 460 Width
Bed dimensions, mm: N .
Height .

Net weight, kg approx. 7000

STANKOIMPORT
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FRICTION SCREW PRESS

MODEL PA 127

" This press is designed for a wide. variety of pressing operations: drawing
sheet metal parts, upsetting bolt, spike and rivet heads, as well as bending
or straightening sheet metal products. T .

) The press can also be used for producing parts of bakelite, shellac and other
plastics. . .

The considerable capacity of the press and hammer-like nature of.its stroke
permit using the press for hot forging in closed dies.

The press is widely used in metal-working and other branches of industry
where stamping operations are required. . . ;

The working parts of the press — the flywheel, the screw and the ram are
actuated by vertically mounted discs, which drive the flywheel. The left disc
produces downward motion of the flywheel while the right disc — upward
motion. As the flywheel changes its direction 6f rotation, it screws the threaded
spindle in or out producing reciprocating motion of the ram and providing the
working stroke: ,

As the ram moves down, the flywheel also advances with the motion of
the threaded spindle. As the flywheel moves away from the center of the disc,
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its radius of contact with the disc increases and the flywheel speed conse-
quently increases. This correspondingly increases the speed of the threaded
spindle and, consequently, the speed of the descending ram. ’

The accumulated energy of moving parts is transformed into work for de-
forming the blank and imparts a hammer-like-nature to the ram stroke.

TThe press control is effected by an auxiliary hydraulic device (servo-control)
ensuring a constant pressure of the disc on the flywheel and requiring bub
slight effort to shift the control lever. The control system of the friction serew
press permits either single strokes or continuous operation.

The frame comprises two parts: the frame proper and the crown. These
_parts are held together by tie-rods shrunk in place. The frame is made of high-
quality cast-iron while the crown is made of special steel.

The ram is made of high-quality cast iron; it has four guiding surfaces,
two of which are designed as removable taper gibs,

The threaded spindle is made of special heat-treated alloy steel. The spindle
has a right-hand triple thread.

For stopping the moving parts in the upper position, a brake is provided.

The brake is designed to completely absorb the energy of the upwardly
moving parts, A special damper is provided to prevent the flywheel from strik-

. ing the driving shaft if the brake fails to operate,

A stripper is provided in the center of the bed.

The press is delivered complete with the electrical equipment, a set of wrenches
and all the necessary technical instructions for erection and maintenance.

SPECIFICATIONS

Rated capacity, t Recess in bed, diareter, mm

Kinetic energy at end of Ram dimensions, mm:

stroke, kgm T. to B "

Maximum stroke, mm .. 0B

Number of strokes per minute ..... R.toL. .

Distance from bed to ram, mm Electric motor power, kW
Maximum .. Electric motor speed, r.p.m. ......
Minimum. . . . .

Width clear between ram guides, Overall dimensions, mm:

mm L 5l Length .. .. 2525

g‘gtc‘l“ clear between Fprights. mm.. [ > Wit .. 1410

e lmBnSI%I:ls. mm Height 4285

Net weight, kg .. . approx, 12500
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STRAIGHT-SIDE .
SINGLE CRANK PRESS

MODEL KA 262

The' press is designed for blanking and shallow forming, but can also be
used for other kinds of cold forming operations.

The frame is composed of a bed, two uprights and a crown securely keyed
and held together by tie-rods which are shrunk in place. The frame is made
of high-quality cast iron. All presses are rigidly built, materials used in -their
construction being specially chosen for their suitability to withstand the stresses
impo_iledd upon them, To take up shearing stresses at the joints, the keys are
provided. o -

The press is driven by an individual motor. The motion is transmitted from
the motor to the slide through V-belts, train of.gears and crankshaft.
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The slide is of a box-section ype; it is made of high-quality cast iron and
has four guides, i

The slide is equipped with an ejector. . .

Slide adjustment is effected by means of an electric motor and terminal
switches,

The puoumatic clutch of a multiple-disc friction type is coupled with a
muliple-disc brake.' The brake ensures stopping of the slide at any desired
point of the stroke, For stopping the flywheel, when the motor is switched
off a supplementary pneumatic shoe-brake, controlled by a special valve is
provided. The friction clutch is operated through an electro-magnetic device,

The press is equipped with an automatic push-button station permitting to
obtain single strokes or continuous run as well as inching motions necessary
for setting up and adjusting dies. "

The lubricating system of the press is of a combined type. Central lubri-
cation of the gibs, crankshaft and connecting rod bearings and clutch is effected
by a grease pump through measuring feeders whereas the remaining friction
surfaces are lubricated by hand. A pressure gauge is provided for controlling
oil pressure in the lubrication system

The air conduit mounted on ‘the press ensures compressed air supply from
the shop mains through the filter and oil atomizer to the friction clutch, the
brake and the slide-balancing cylinders. A constant pressure of air from 4.5
to 6.0 abmospheres is maintained in the clutch and brake circuit by means
of a reducing valve,

Standard equipment: Complete set of electrical equipment suitable for A.C,
supply (working current at request), grease pump, air conduits mounted on
the press, bolster plate, set of wrenches and service manual containing all
Decessary instructions for erection and maintenance,

A pneumatic die cushion for the bed can be furnished at extra cost.

SPECIFICATIONS

Pressure of slide near bottom of Recess in slide for punch stem, mm 75X 85
stroke, t .. 16¢ Distance between guides, mm 5
Stroke of slide, RN Distance from bed to guides, mm
Number of strokes pi te 32 Thickness of bolster plate, mm
Die space, distance from top of bed to Electric motor power, kW ..
bottom of slide (stroke down, ad- Electric motor speed, r.p.m..
justment up), mm .. . Auxiliary motor power, kW
Adjustment of slide,-mm . Auxiliary motor speed, r.pm......
Area of top of bed, mm Floor space, mm:

R.to L

Opening in bed, mm . . Maximum heig‘h
Dimension of slide, F. to B. .. Net weight, kg

|

STANKOIMPORT
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STRAIGHT-SIDE .
SINGLE CRANK ENCLOSED PRESS

MODEL X273 B -

The press is. designed for blanking, shallow forming and other kinds of cold
forming work, ! i L

The frame is composed of a bed, two uprights and a crown securely
keyed and held together by tie-rods, which are shrunlk in place. The frame-
is made of high-quality cast iron. All presses are rigidly built; materials used
in their construction being specially chosen for their suitability to withstand
the stresses imposed upon them, To take up shearing stresses at the joints the
keys are provided.

The press is driven by an individual motor- The motion is transmitted from
the motor to the slide through V-belts, train of gears and crankshaft,
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The slide is of a box-section type; it is made of high-quality cast iron and
has four guides. The balancing of the slide is accomplished by means of pneu-
matic cylinders having a constant air pressure.

The slide is equipped with an ejector,

Slide adjustment is effected by an electric motor and terminal switches,

The pneumatic clutch of a multiple-disc friction type is coupled with a
multiple-disc brake, The brake ensures stopping of the slide at any desired
point of the stroke. For stopping the flywheel, when the motor is switched
off a supplementary pneumatic shoe-brake, controlled by a special valve is
provided. The friction clutch is operated through an electro-magnetic device.

The press is equipped with an automatic push-button station, permitting
to obtain single strokes or continuous run as well as inching motions necessary
for setting up and adjusting dies.

The Iubricating system of the press is of a combined type. Central lubri-
cation of the crankshaft, intermediate shafts, gibs and connecting rod bearings
is effected by a grease pump. The high speed pair of gears is lubricated by
splashing in an oil sump, '

Simplicity and reliability of the lubricating system ensure long service of
the friction surfaces and protect them from dust and dirt,

The air conduit mounted on the Press ensures compressed air supply from
the shop mains through the filter and oil atomizer to the friction clutch and
the slide-balancing cylinders. A constant pressure of air from 4.5 to 5.0 atmo-
spllxeres is maintained in the clutch and brake circuit by means of a reducing
valve,

Standard equipment: Complete set of electrical equipment suitable for A, C,
supply (working current at request), grease pump, air conduits mounted on
the press, bolster plate, set of wrenches and service manual containing all
necessary instructions for erection and maintenance, )

A pneumatic die cushion for the bed can be furnished at extra cost.

SPECIFICATIONS

Pressure of slide near bottom of Dimension of slide, F. to B., mm. ..
stroke, t . 25 Distance between guides, mm
SYbroke of slide, mm .. Recess in slide for punch stem, mm
Number of strokes per minute Distance from bed to guides, mm. . .
Die space, distance from top of bed Thiekness of bolster plate, mm ..,.
to bottom of slide (stroke down, Electric motor power, kW .
adjustment up), mm Electric motor speed, r.p.m.
Adjustment of slide, mm Floor space, mm:
Aren of top of bed, mm: c I toB...
F. toB.. . R.toL. ...
. R.toL. <.-. 850 Maximum height above
Opening in bed, mm 510X510 Net weight, Ig
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STRAIGHT-SIDE SINGLE CRANK PRESS

MODEL K 265

The press is recommended for various drawing and bending operations,

The frame is composed of a bed, two uprights and a crown securely
keyed and held together by tie-rods, which are shrunk in place. The frame is
made of high-quality cast iron, All presses are rigidly built, materidls used in
their construction being specially chosen for their suitability to withstand the
stresses imposed upon them. To take up shearing stresses at the joints the
keys are provided. . ’

The press is driven by an individual motor. The motion is transmitted from.
the motor to the slide through V-belts, train of gears and crankshaft,

The slide is of a box-section type; it is made of high-quality-cast iron and
has four guides. The slide moves over long guides. The two rear guides are

STANKOIMPORT

1043R001800080005




D

non-adjustable, while two front ones are adjustable. A recess and a set of
clamps are provided at the lower face of the slide for holding die-shanks and
o series of holes for die-fastening bolts and stripper pins. Removable strips
are provided for ejecting finished pieces from the upper die, The balancing of
the slide is accomplished by means of preumatic cylinders.

Slide adjustment is accomplished by an individual motor through a serew
drive, The length of adjustment is controlled by terminal switches;

The pnoumatic cluteh of & multiple-disc friction type is coupled with a mul-
tiple-disc brake, The brake ensures stopping of the slide at any desired point
of the stroke. For stopping the flywheel, when the motor is switched off an
additional pneumatic shoe-brake, con

pump, operating on a double conduit

3 I plicity and reliability of the lubricating

Syi{e]ﬁl bensure long service of the friction Parts and protect them from dush
and dirt,

The air conduit mounted on'the bress ensures compressed air supply from the

mains through f,he filter and oil atomizer to thep friction clutlc)}IJ),}fyihe brake
and the §hde-1?u]ancmg cylinders. A constant air pressure of 8.46 kg/sq. cm
1s maintained in the cluteh and brake civenit by a reducing valve,
A hy(h:o-pneumatlc cushion for clamping the blanks and for knock out the
finished pieces is delivered with the press.

Standard equipment: Complete sef of electrical equipment suitable for A.C,
supply (working current at request), lubricating system, air conduit mounted
on the press, I?o?ster plate, hydro-pneumatic cushion, set of wrenches, service
manual containing all necessary instructions for erection and maintenance.

SPECIFICATI ONS

Pressure of slide near bottom of Slide dimensions, mm:
. stroke, t : 3 . to B.
I%broke of slide, mm o
umber of strokes per minute i
Die space, distance from top of bed Slfroke °~f eloter, mm .
to bottom of slide (stroke down, Die-cushion Pressure at
qd;usbment up), mm- ... ) in the air circuit, t
Adjustment of slide, mm . Stroke of the cushion plunger, mm. .
Distance between uprights, mm Electric motor power, kW
Distance betweon guides, mm Electri t '
Area of top of bed, mm: °ore motor speed, r.p.m.
F.in B, . Auxiliary motor power, kW
. R.to L. . ... 1120 Auxiliary motor speed 2
Size of bolster plate, S B Floor spice rnm'pee e
Thmk.ness of bolster plate, mm ’ ’
Pening in bed, mm: R.toL.
F.to B. e . Maximum height above flo
. . Net; weight, kg
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STRAIGHT-SIDE SINGLE CRANK
DOUBLE ACTION DRAWING. PRESS

MODEL K 460

This press is designed for producing sheet metal parts requiring comparati-
vely deep drawing. Simultaneously with drawing, the press can also perforin
blanking operations. s R

A special feature of design of double action presses is that they are equipped
with two slides, one of which moves inside the other. The outer blank-holding
slide holds down the blanlk while the inner slidé performs the drawing operation.

The frame comprises a bed, two uprights and a crown, drawn together by
four tie-rods shrunk in place. The frame is made of high-quality cast-iron.
Frame construction ensures sufficient rigidity and absence of deflections -at
maximum load. Dowel pins and kéys are provided to take tp shearing stresses
at the joints and prevent displacement. . P

The tie-rods draw the frame together into a solid structure and take up
the major part of the load, .

The drive is from an individual electric motor. Power is transmitted from
the motor in three stages: first stage to the flywheel shaft through a multiple
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V-belt drive and the other two stages through a gear train.. The drive and th
crankshaft actuate the slide. ’ §
The drive mechanism is mounted on the crown and is enclosed in a casing,
The inner slide is of box-section and is made of high-quality cast iron. The
connecting rod is linked to the upper part of the slide by a spherical join
permitting slide adjustment, .
Adjustment of the inner slide is accomplished by hand with the aid of a
" ratchet mechanism. X : .
The outer slide is actuated by levers linked with two lateral slides. The

lateral slides ate reciprocated by cams mounted on the crankshaft gears, The °

outer slide is regulated in height with the aid of adjusting nuts, :

- The cluteh is of a pneumatically operated friction type and is combined
with a periodically acting band brake, The clutch is engaged by means of an
electro-magnetic device.

“Préss control is automatic and is effected either by a push-button station
or a treadle, :

The control system permits single stroke operation from a two-hand safety
push-button device protecting the operator’s hands, single stroke operation
from the treadle, continuous (sutomatic) operation and inching operation
applied in setting-up or adjusting dies.

Lubrication is of a combined type. The principal friction surfaces are Iubri-
cated from a centralized system through automatic measuring feeders by a
special grease pump station; the other points are lubricated by hand with an
oil gun through ball-type oil cups, Simplicity and reliability of the lubricating
sy;bed? tensute long service of friction surfaces and protect them from dust
ant 0,

The lo_wer stripper is mounted in the bed of the press.

The air piping mounted on the press, ensures air supply from the shop
mains through the filter and oil atomizer to the pneumatic clutch,

. The press is delivered complete with electric motor, starting equipment and
wiring, lubricating system with pumps, measuring feeders and pressure gauge
for controlling perssure in the lubricating system, air piping, mounted on the
press, including reducing valve, pressure gauge and receiver tank, bolster
plate, stripper, a set of wrenches and all the necessary technical instructions
for erection and maintenance.

SPECIFICATIONS

Inner slide capacity at end of stroke, t 63
Outerslide capacity at end of stroke,t 50
TInner slide stroke, mm i. 400
Outer slide stroke, mm 240
Number of strokes per 15
Adjustment of inner and oute:
slide, mm
Maximum distance frofm bed £o innoy
slide in its lowest position, mm. . .
Muﬁimqm 'té;'sltanca from bed to outer Electric motor power, kW .. K
slide. in its lowest position, mm. . . i 1 o
Width botweon uprights, ek .m Electric motor speed, B5:X . NI
Distance clear betweon guides, mm. , Floor space, mm:
Maximum distance from bed to gui- . g 20 E .-
~toL...

des, mm
Bed dim Maximum height above floor level, -
T. to B. mm .
Net weight, kg .......... approx. 11000
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STRAIGHT-SIDE SINGLE CRANK
DOUBLE ACTION DRAWING PRESS

MODEL K 471

N r y . N P Di—
'his press is designed for producing sheet metal parts requiring comparal
vels';[‘ deeg drawing. %imultaneously with drawing, the press can also perform
i t. S. ‘ . . ’ .
bl A sp%c?sf;ga;ﬁe of design of double action presses is that they are,eqmppe_d
with two slides, one of-which moves inside the other. The outer blank-holding
slide holds down the blank while the inner slide performs the drawing opération.
Thé frame comprises a bed, two uprights and a crown, drawn together by
four tie-rods shrunk in place. The frame is made of hgh-qqahty» cast, n‘oné
Frame construction. ensures- sufficient rigidity and absence of deflections a
maximum load. Dowel pins and keys are provided to take up shéaring stresses
ab the joints and prevent displacement.
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The tie-rods draw the frame together into a solid structure and take up
the major part of the Joad. .

The drive is from an individual electric motor, Power from the motor is
transmitted in thres stages: first stage to the flywheel shaft through a multiple
V-belt drive, and the other two stages through a gear train,

The drive and the crankshaft actuate the slide.

The drive mechanism is mounted on the crown and is enclosed in a casing,

The inner slide is of box-section type and is made of high-quality castiron.

Adjustment of the inner slide is accomplished by hand with the aid of a
ratchet mechanism,

The outer slide is regulated in height with the aid of adjusting nuts.

‘The clutch is of a multiple-disc friction type. It is pneumatically operated
and is combined with a multiple-disc pneumatic brake.

The brake stops the slide at any point of the stroke, For stopping the
flywheel when the motor is switched off, an suxiliary valve-actuated pneu-
matic shoe-brake is provided. .

The cluteli is engaged by means of an eléctro-magnetic device.

Press control is automatic and is effected either by a push-button station
or a treadle. The control system permits single stroke operation from a bwo-
hand safety push-button device protecting the operator’s hands, single stroke
operation from the treadle, continuous (automatic) operation and inching
operation applied in setting up or adjusting dies.

Lubrication is of a combined type. The

gh ball-type oil cups.
The Iq‘\'er:—.stripper is mounted in the bed of the press.
The air piping, mounted on the Press, ensures air supply from the shop
mains through the filter and oil atomizer to the pneumatic clutch and brakes.
. fl‘he press is delivered
wiring,
for con

¢ g reducing valve, pressure gauge and receiver tank, bolster plate,
;nechun{ca,l stripper in the bed, a set of wrenches and all the necessary technical
instructions for erection and maintenance.

" SPECIFICATIONS

Inner slide capacity, ¢ ..., R ininnersi i :
Oiter slido capacity) ¢ .. 5 Biamater o e shanks, mm:
Inner slide stroke, mm . . o
* Outer slide stroke, mm

Ngmber of strokes per minute
Slide adjustment, mm :
Mmgimqm_distumce from bed to inner

slide in its lowest position, mm. .,
Mn:gimqm distance from bed to outer F.toB

slide in its lowest position, mm. ., B to L,
Width between guides, mm.". ... . ’ E{eezr}c [motor power, kW
‘Distance from bed, to guides, mm. . . Flgﬁrm motor specd, r.p.m. .
Bed dimensions, mm: sr;‘)a:e,]?x’n i

F.toB. Riol

Depth
Thickness of bolster plate, mm ....
Inner slide dimensions, mm:

T to B.

to 8 Maxi R.c}?L”
R. . aximum heightab level,
Recess in bed, mm Net weight, lgg . :[‘),gror?\t. 14480
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STRAIGHT-SIDE SINGLE CRANK
DOUBLE ACTION DRAWING PRESS

MODEL K476

sty sy Svuming, &;”‘ngls”ff’f”m
blargki;}l)gec(i)iefr::;z?é of design of double action presses i'; ﬁhat,t;hgyb?;en ]i?huéllilpi':g-
Side hofds dowrciho ﬁfaﬁfiﬁjﬂiiiiﬁiﬂfiu?fp%%ﬁ;s 32 ?gmgptht;y
iomTl:?ef:gcllges%gﬁl.si;s ;I::g ’ ’Et]fg gﬂﬁihtz ?ll:ad: Zlfu;ﬁg’h-cpa'lify cast iron.

TFrame construction ‘ensures sufficient rigidity and absence of bed deflections

at maximum load., Dowel pins and keys are Provided to take up ‘shearing
stresses at the joints and prevent displacement, .
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The tie-rods draw the frame together into a solid structure and take up
the major part of the load. o

The drive is from an individual electric motor. The drive is of the enclosed
type with shafts positioned perpendicularly to the front of the press. Power is
transmitted to the crankshaft in four stages by multiple V-belt drive and a
gear train. Part of the gearing is mounted in an oil bath,

The inner slide is a box-section steel casting. The connecting rod is linked
to the upper part of the slide by a spherical joint permitting slide adjustment.

Slide adjustment is effected by an individual flange-type motor through
a worm reducing gear unit, The motor and the entire adjusting mechanism
are mounted inside the inner slide. The die space, at any moment during
adjustment, can be read off on the scale of the press control panel indicating
the connecting rod position.

The inner and outer slide can be interlocked in any position with respect

to one another by the electric control system, .

The outer slide is reciprocated by a toggle lever mechanism actuated by
the crankshaft, .

The cluteh is of a friction type. It is pneumatically operated and is combined
with a multiple-dise brake. The brake stops the slides at any point of their
strole. For stopping the flywheel when the electric motor is switched off, an
auxiliary valve-actuated pneumatic shoe-brake is provided. The valve is located
on the press control panel. The clutch is engaged by means of an electro-
magnetic device,

Press control is automatic and is provided with a safety device, safeguarding
the operator’s hands. The control system permits single stroke operation, con-
tinuous (automatic) operation and inching operation applied in setting up or
adjusting dies.

The bed is equipped with hydro-pneumatic die-cushions having a pneumatic
hold-down device. The cushion movements are synchronized with the motion
of slides. The control system provides for automatic interruption of die-cushion
movement on the return stroke of the outer slide.

Lubrieation is of a combined type. The principal friction surfaces are lubri-
cated from a centralized system through automatic measuring feeders by a
special grease-pump station. The other points are lubricated by hand,

The air piping, mounted on the press, ensures air supply from the shop mains
through the filter and oil atomizer to the friction clutch, pneumatic brake
and die-cushions. '

The press is delivered complete with electric motor, starting equipment
and wiring, lubricating system with grease-pump station, measuring feeders
and pressure gauge. for controlling pressure in lubricating system, air piping
mounted on the press including reducing valve, pressure gauge and receiver
tanks, bolster plate, a set of wreiches and all the necessary technical instruc-
tions for erection and maintenance.

SPECIFICATIONS

lnner slide capacity, ¢ ..

Outer slide capacity, t ..

Inner slide stroke, mm .

Outer slide stroke, mm .

Number of strokes per minute Bed dimensions, mm:

Slide adjustment, mm JT F. to B ;

Maximuni distance from bed to inner  * R.toL. 1530
slide in its lowest position, mm. .. Recess in bed, . e éf)ﬁxSOO

Maximum distance from bed to outer

slide in its lowest position, mm. .. 825
Distance-clear between guides, mm. . 1380
Distance from bed to guides, mm... 720

STANKOIMPORT
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Recess in inner slide for die shanks,

. mm: .

Diameter
Depth

Bolster plate dimensions,
F.toB...

R.toL...
Thickness ..

:
Die-cushion capacity, t:
* Holding down ...
Pushing out
Die-cushion stroke, mm ..
Main electric motor power, kW .
Mnin electric motor speed, r.p.m.. ...
Auxiliary electric motor power
(adjusting mechanism of the inner
slide), kW PO
Auxiliary electric motor speed, r.p.m. 1500
Floor space, mm:
F.toB. ... I.. 3100
R.to L. ... 2500
Maximum heightabove floorlevel,mm 6675
Net weight, kg approx. 66000

e
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TWO POINT
SINGLE ACTION ENCLOSED PRESS

MODEL I{ 372 A

bl The press is most suitable for various cold for.
o_famnkmeta,% piercing, punching, b'endmg and shallow forming of large size sheet

The frame is composed of a bed, two uprights ‘
together by tie-rods, which are shrunk in Il;lage.
g_uahg;y cast lmnﬁ All presses are rigidly built, ma

1on being specially chosen for their suitability to withstand the st i

upon them, T'o ta}:e up shearing stresses at the joints, the 'kz;sr:as‘zes ;1;15359?

The press is driven by an individual m, ’ i )

: Y .
the motor to the slide through V-belts, t‘o ot g o i transniited from

design of the drive ensures.a uniform distributi
! . un ution of the pressu i
manufacturing of comparatively long parts, The cra,nksll)mfb giixzngrge;!?gz

of high-quality cast iron. The flywheel d i idi
of steel forgings and are proper%’y‘ lleac-i:}eat]:dt.ermldmm shalt goars are made

The frame is made of high-

STANKOIMPORT

'ming operations such as:

and a crown securely drawn

terials used in their construc-.

ain of gears and crankshafts. Such a,

The slide is of a box-section type; it is made of high-quality cast iron and
has four guides. The balancing of the slide is accomplished by means of pneu-
matic cylinders having a constant air pressure of 3.6 kg/sq. cm.

Slide adjustment is accomplished by means of an electric motor and
terminal switches, '

The pneumatic clutch of & multiple-dise friction type is interlocked with a
multiple-disc brake. The brake ensures stopping of the slide at any desired
point of the stroke. -

The engagement of the clutch is accomplished by an electro-magnetic
device. - ’

The press is equipped with an automatic push-button station permitting
to obtain single strokes or continuous run as well as inching motions. - -

The lubricating system of the press is of a combined type. Control lubrication
of the crankshafts, intermediate shafts, big and small connecting Yod ends
and gibs is effected by a grease pump. All the gears are lubricated by splashing
in an oil sump. Simplicity and reliability of lubricating system ensure long
service of the friction parts and profect them from dust and dirt,

The air conduit mounted on the press ensures compressed air supply from
the shop mains through the filter and oil atomizer to the friction clutch and ~
the slide-balancing cylinders. A constant air pressure of 3 kg/sq. cm in the
clutch and brake cireuit, and from 5 to 6kg/sq. cm in the slide-balancing
cylinders circuit is maintained by a reducing valve, .

Standard equipment: Complete set of electrical equipment suitable for A.C.
supply (working current at request), set of wrenches and service manual con-
taining all necessary instructions for erection and maintenance.

SPECIFICATIONS

Pressyre of slide near bottom of Thickness of bolster plate, mm ....
stroke, t . 18
Stroke of slide, mm .
Number of strokes per ..
Die space, distance from top of bed
to bottom of slide (stroke down,
adjustment up), mm
Adjustment of slide, mm 3 . N
Distance between uprights, mm. ... Stroke of slide ejector, mm
Distance between guides, mm Electric motor power, kW .
Area of top of bed, mm: . Electric motor speed, r.p.m. ... 1000
F. to B, y Floor .space, mm ., ©2965X 1905
2000 Maximum height above floor, mm.. 4860
1240

1970X Net weight, kg approx. 27340
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TWO POINT ;
SINGLE ACTION ENCLOSED PRESS

MODEL X 374 B

The press is most suitable for various cold formin i :
L SS sui g 1 g operations such as:
blanking, piercing, punching, bending and drawing of large gize sheet of metaasL

The frame is composed of a bed, two uprights and a crown securely drawn

together by tie-rods, which are shrunk in place. The frame is made i

6 ; 3 sh i L of high-
gu'ahty cast 1lrlon. All presses are rigidly built, materials used in their construc(l’,igdln
u;l;lf 1?]?:1(;;& y chosen for their suitability to withstand the stresses imposed

The press is driven by an individual motor, The motion is transmi
the motor to the slide through V-belts, train of gears and crar)rlzi‘sllleﬁ’}:iteguf:ﬁnzlx
design of the drive ensures a uniform distribution of Pressure and ‘permits
Ea.nufacf..urmg of comparatively long parts, The crankshaft gears are made of
stgg-%;?,gl;?gvscasb du'on. The fl)llwlit]eel and intermediate shaft gears ‘are made of
and are properly heat-treated. y ¢ i
the gears are cut by genera,‘oigg methodé?’ l-B o ensure acourate meshing all

STANKOIMPORT

The slide is of a box-section type; it is made of high-quality cast iron and
has four guides. The balancing of the slide is accomplished by means of pneu-
matic cylinders having a constant air pressure of 4.5 kg/sq. em. -

Slide adjustment is accomplished by means of an electric motor and terminal
switches, . ‘

The pneumatic clutch of a multiple-disc friction type, is interlocked with
a multiple-disc brake. The brake ensures stopping of the slide at any desired
point of the stroke. The engagement of the clutch is accomplished by an electro-
magnetic device,

The press is equipped with an automatic push-button station consisting of
three panels. The system of control permits either single strokes or continuous
run, as well as inching motions necessary for setting up and adjusting dies.

The lubricating system of the press is of a combined type. Control lubri-
cation of the crankshafts, intermediate shafts, big and small connecting rod
ends and guides is accomplished by a grease pump, All the gears are lubricated
by splashing in an oil sump. Simplicity and reliability of lubricating' system
ensure long service of the friction parts and protect them from dust and dirt.

The press is equipped with two cushions, serving for clamping the blank,
and for knocking out the finished articles from the die.

The air conduit mounted on the press ensures compressed air supply from
the shop mains through the filter and oil atomizer to the friction, clutch, the
brake, the slide-balancing cylinders and the air-cushions. A constant air press-
ure of 3.6 kg/sq. cm in the clutch and brake circuit, and 6 kg/sq. cm in the
s]i(lle-bal:mcing cylinders and air-cushion circuit is maintained by a reducing
valve,

Standard equipment: Complete set of electrical equipment suitable for A.C.
supply (working current at request), set of wrenches and service manual con-
taining all necessary instructions for erection and maintenance.

SPECIFICATIONS

Pressureof slide near bottom of Opening in bed, mm:
stroke, t . 250 F.toB..
Stroke of slide, mm . . 400 R.to L. .
Number of strokes per minute ..... 17 Slide dimensions, mm:
Die space, distance from top of bed to F. to B.
bottom of slide (stroke down, ad- R.to L.
justment up), mm . Die-cushion pr
Adjustment. of slide, m in the air cireuit, t .
Distance between uprights, Electric motor power, kW

- Area of top of bed, mm: : Electric motor speed,

.. 1500
T. to B. . . Floor space, mm . .- .. 18003600
to L ‘Maximum height above floor, mm. ..5250

. R.to
Thickness of bolster plate, mm .... | Net weight, kg . approx.. 43900
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STRAIGHT-SIDE DOUBLE CRANK
SINGLE ACTION PRESS

MODEL K 366 o -

_ The press is designed for various cold st
sized sheet metal parts, such as: blankin,
drawing, .

The frame comprises the bed, two upri
X mp; , prights and ¢;
E ge-}‘ods shrunk in place. The frame is mage‘ of high-?l}fm?i’t;r :;Z!tl ii?)iet%'? it

Iesagn ensures ample rigidity and absence of frame b masimum

a,lﬁplinghoperations in making large-
8, plercing, punching, bending arid

e * deflection at maximum

The drive is from an individual slecti
ect;
the motor to the crankshaft in three starg]g

shaft through a multiple V-belt drive
! & m and th
gear train, The drive and the crankshaft actﬁazzh:ﬁet;‘l’i?iesmges e through

The slide is of a box-section type, It is made of high-quality cast iron and

motor, Power is transmitted fr;;m
s: the first stage is to the flywheel

STANKQIMPORT

has four guiding surfaces. The slide is counterbalanced by pneumatic cylinders
and is equipped with a mechanical stripper.- -

Slide adjustment is effected by an electric motor and limit switches.

The cluteh is pneumatically operated. It is of a multiple-dise friction type
and is coupled to a multiple-dise brake, The brake stops the slide at any point
of the stroke, The clutch is engaged by an electro-magnetic device.

Press control is effected automatically from a push-button station or from
a treadle. The control system permits single stroke operation by push-buttons
with interlocking arrangements for safeguarding the operator’s hands, single
strokes by treadle, confinuous (automatic) operation and inching operation
applied in setting up or adjusting dies. Single stroke operation by push-buttons
can be effected from three control panels, .

The lubrication system is of a combined type. The principal friction sur-
faces: crankshaft and intermediate shaft bearings, connecting rod big ends,
guides and counterbalancing cylinder piston rods grease-lubricated from a
centralized system by a pump station through measuring feeders. Plungers and
die-cushion eylinders are lubricated by an oil pump. Simplicity and reliability
of the lubricating system ensure long service of friction surfaces and protect
them from dust and dirt. - :

The pneumatic die-cushions, two in number, provided by the press design,
are intended for holding down blanks and for ejecting finished pieces from the
lower die.

The air equipment, mounted on the press, provides air supply from the
stop mains through the filtre and oil atomizer to the clutch, brake, slide coun-
terbalancing cylinders and die-cushions.

An auxiliary shoe-brake, pneumatically operated by a special valve, is
provided for stopping the flywheel when the electric motor is switched off.

The press is delivered complete with electric motor, starting equipment and
wiring, lubricating equipment with measuring feeders and a pressure gauge
for controlling pressure in the lubrication system, air equipment mounted on
the press including reducing valve, pressure gauge and receiver tanks, bolster
plate, mechanical stripper in the slide, a set of wrenches and all the necessary
technical instructions for installation and operation.

Die-cushions are furnished to special order.

SPECIFICATIONS

Rated capacity, t
Stroke of slide, mm
Number of strokes per minute . .
IS)Iide ndjus‘g{nfntv T o bed to a2 Bleotrie motor power, kW .
ie space, distance from bed to slide .
(shg)ke down, adjustment up), mm 640 Electric motor speed, r.p.m.
Width between uprights, mm 2500 [Floor space, mm:
Bed dimensions, mm: F. toB

Thickness of bolster pl
Openings in bed (two op: H R
F.toB at 6 kgfsq. em, & . 48
Net weight, kg approx. 65250

STANKOIMPORT
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STRAIGHT-SIDE DOUBLE CRANK
SINGLE ACTION'PRESS

MODEL X 365

The press is designed for various cold stampi ions i i
. ping operations in making large-
T us cold stamping 3 g larg
glgwijlglfet metal parts, such‘as. blanking, piercing, punching, bending and
The frame comprises the bed, two upsi
. y 5 prights and crown, drawn together b
(tile-.rods shrunk in Place, The frame is made of high-quality cast 1'1‘0%1. Fz;mz
¢ ::élgn ensures ample rigidity and absence of frame deflection at maximum

The drive is from
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has four guiding surfaces. The slide is counterbalanced by pneumatic cylinders
and is equipped with a mechanical stripper. -

Slide adjustment is effected by an electric motor and limit switches.

The cluteh is pneumatically operated. It is of a multiple-disc friction type
and is coupled to a multiple-disc brake. The brake stops the slide at any point
of the stroke. The clutch is engaged by an electro-magnetic device.

Press control is effected automatically from a push-button station or from
a treadle. The control system permits single stroke operation by push-buttons,
with interlocking arvangements for safeguarding the operator’s hands, single
strokes by treadle, confinuous (automatic) operation and inching operation
applied in setting up or adjusting dies. Single stroke operation can be effected
from three control panels. . y

The lubricating system is of a combined type. The principal friction sur-
faces: crankshaft and intermediate shaft bearings, connecting rod big ends,
guides and counterbalancing cylinders are grease-lubricated from a-centralized
system by a pump station- through measuring feeders. Plungérs and die-cushion
cylinders are lubricated by an oil pump. Simplicity and reliability of the lub-
ricating system ensure long service of friction surfaces and protect them from
dust and dirt. '

The prieumatic die-cushions, two in number, provided by the press design,
are intended for holding down blanks and ejecting finished pieces from the
lower die. -

The air equipment, mounted on the press, provides air supply from the
shop mains through the filtre and oil atomizer to ‘the friction clutch, brake,
counterbalancing cylinders and die-cushions.

The auxiliary shoe-brake, pneumatically operated by a special valve is
provided for stopping the flywheel after the electric motor is switched off.

The press is delivered complete with electric motor, starting equipment and
wiring, lubricating equipment with measuring feeders, piping and pressure
gauge for controlling pressure in the lubricating system, air equipment mounted
on the press including reducing valve, pressure gauge and receiver tanks,
bolster plate, mechanical stripper in the slide and all the necessary technical
instructions “for installation and operation. -

Die-cushions are furnished to special order.

SPECIFICATIONS

Rated capncit:y, [ Slide dimensions, mm:
Stroke of slide, mm . B T. to B.
Number of strokes per minute . . R.to L....
Slide adjustment, mm B 5
Maximum die space, distance from - Totalforce exerted by die-cushiol
bed to slide (strole down, adjust- 6 kgjsq. om, &
Electric motor power, kW .

. Electric motor speed, r.p.m.
Floor space, mm: -
F.toB. .. N
R.toL...
Thickness of bolster plate, mm....
Openings in bed {two openings), mm:
T to B. y
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STMIGHT'SIDE DOUB LE CRAN K has four guiding surfaces. The slide is counterbalanced by pneumatic eylinders
\ . and is equipped with a mechanical stripper,
SI N GLE ACTI ON P RESS 3 Slideqadjl?stment is effected by an ell?ctric motor and limit switches,
' The clutch is pnoumatically operated. It is of a multiple-disc friction type
MODEL K 367 and is coupled to a multiple-disc brake. The brake stops the slide at any point
i : of the stroke. The clutch is engaged by an electro-magnetic device.

Press control is effected antomatically from a push-button station. or from
a treadle. The control system permits single stroke operation by push-buttons
with interlocking arrar 1ts for saf ding the operator’s hands, single
strokes by treadle, continuous (automatic) operation and inching operation
applied in setting up or adjusting dies. Single-stroke operation can be effected
from three control panels, oo

The lubricating system is of a combined type. The principal friction surfaces:
crankshaft and intermediate shaft bearings, connecting rod big ends, guides,
and counterbalancing cylinders are grease-lubricated from a centralized system
by a pump station through measuring feeders. Plungers and die-cushion cylin-
ders are Iubricated by an oil pump. Simplicity and reliability of the lubricating
systeg ensure long service of friction surfaces and protect them from dust
and dirt,

The pneumatie die-cushions, two in number, provided by the press design,
are intended for holding down blanks and for ejecting finished pieces from
the lower die. '

The air equipment, mounted on the press, provides air supply from the
shop mains through the filtre and oil-atomizer to the friction clutch, brakes,
counterbalancing cylinders, and die-cushions,

An auxiliary shoe-brake, pneumatically operated by a special valve, is
provided for stopping the flywheel after the motor is switched off.”

The press is delivered complote with electric motor, starting equipment and
wiring; lubricating equipment with pumps, measuring feeders, pressure gauge
for controlling pressure in the lubricating system, air equipment mounted on
the press, including reducing valve, pressure gauge and receiver tanks; bolster
plate, mechanical stripper in the slide, a set of wrenches and all the necessary
technical instructions for installation and operation,

Die-cushions are furnished to special order.

SPECIFICATIONS
Rated capacity, ¢ .. ' . Slide dimensions, mm:
Stroke of slide, mm F. toB. -
- A Number of strokes per minu R.toL...
pmg. opera,tions' in making large- . i %]ilg 21)[;@‘?5525;:&3"}3". bed t de %{ﬁﬁﬁﬁﬁ 28{3 é’;;;ﬁr,‘ rk;‘;n PN
drawing. Plereing, punching, bending and (stroke down, adjustment up), mm 760 Floor space, mm:
The Trame comprises th X . Width between uprights, mm 2500 iy
fie-rods shrunls 1n PII?:: Tl? bgd, two uprights and crown, drawn together by Bed dimensions, mm: B RotoL, ..
design ensures amlgle rigidit, ‘az‘?e llf'made of high-quality cast fron, Frame I‘.tola N Maximum heighi
Joad. EIcI6y and absence of frame deflection at maximum g Thickness of bolster plate,-mm .... mm wd ; * 76
ive is fro P P . Openings inbed (two openings), min: Total force exerted by die-cushions at ,
the%ﬁtﬂiﬂ& is from an individual electric motor, Power is transmitted from S 0B, ... e 105 6 kg/sq. em, t 3 1
shoft throughea,cmn{?hflfhx;% tlh.ree stages: the first stage is to the flywheel . Net weight, kg
;. muitiple V-belt drive, and the othe ; d
i : T b
& gear train. The drive and the cmnk;ha,ft; actuate the“s,ﬁds:ages are through

The slide is of g box-section type. It is made of high-quaiity cast iron and

. The press is designed for various cold st;
sized sheet; metal parts, such as: bla‘.)nl{iig,m
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KNUCKLE JOINT COINING PRESS .

MODEL X 845

Xnuckle joint presses represent the universal ype of coining and embossing
Ppresses and are widely used for the cold stamping operations requiring a short
stroke (sizing, coining, embossing, straightening after stamping, etc.).

Attainable accuracy in thickness of the finished articles is up to 0.05 mm
depending on the allowance, '

- Considerable unit pressures developed in compressing metal in a cold state’

demand a reliable construction with an ample factor of safety for all its parts:
" In order to obtain maximum accuracy of coining, the press is built of an
extremely rigid construction ensuring minimum “sag” during operation.
The frame is composed of a platen two uprights and a crown securely keyed
and held together by four tie-rods, which are shrunk in place. The frame is
made of high-quality cast iron. All presses are rigidly built, materials used in
their construction being specially chosen for their suitability to withstand the
stresses imposed upon them, To take up shearing stresses at. the' joints, the
keys are provided,
. The slide moves along the slide ways of the frame. The motion of the slide
is effected by the crankshaft through a system of toggle links, The slide is
made of high-quality cast iron, :

!

STANKOIMPORT
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Slide adjustment is accomplished by a wedge and screw device. The scrow
is driven through a worm drive and,_ a vertical shaft. The shaft is rotated by a
ratchet mechanism, . .

The starting Iriction clutch is equipped with two sliding keys. A periodical
action brake is provided for absorbing the inertia pressure of the flywheel at
the throwing in of the clutch, t .

The press is provided with an automatic control. system which is operated
by means of an electric treadle or by a push-button station,

The system of control permits to obtain the following cycles:

Separate stroke operation —. wheir the slide stops after one stroké at the
upper dead center regardless of whether the two starting buttons or the treadle
be pressed-or not. .

Continuous run — when the press works as long as the treadle or the two
starting push-buttons are pressed down. -

Automatic operation — when the press is started by pressing down a special
push-button “on” and works until another button “off” is pressed. -

Lubrication of the toggle-link pivots is accomplished by a gear pump driven
by an individual electric motor, This gear-pump motor is switched on simul-
taneously with the main motor and if for any reason the auxiliary motor
should stop the press is automatically stopped. -

Standard equipment: Complete set of electrical equipment, suitable for A. C.
supply (working current at request), set of wrenches and service manual con-
tamning all necessary instructions for erection and maintenance.

SPECIFICATIONS

Pressure” of slide near bottom of
stroke, & 3,
Stroke of slide, mm
Number of strokes per minute
Die space, distance from top of bed to
bottom of slide (stroke down, ad- Power, kW
Jjustment up), mm Speed, r.p.m
Slide adjustment, mm . . peed, r.p.
Distance between guides, mm Oil pump motor:
Area of top of bed, mm: Power, kW ...
F. to B. Speed, r.p.m. ..-
.. .. Floor space, mm:
F. to B.
R. to L. .
Maximum height above floor, mm. .
Height of platen above floor, mm. ..
Net weight, kg ...~ approx. 14200

Slide dimensions, mm:
F. to B.

Distance from bed to guides, mm. . .
A. C. Drive motor:
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KNUCI{LE JOINT COINING PRESS : Slide adjustment is accomplished by means of a wedge and serow device

i driven through reduction gear.
MODEL K 846 The reduction gear is driven by an individual motor. The adjusting screw
: is provided with a pointer, Turning the pointer through one division of the
scale corresponds to die space adjustment of 0.05 mm. The niovement of the
adjusting screw is restricted by terminal switches, -

The starting clutch is of a multiple-disc friction type and is coupled with a
multiple-disc brake. -

The brake ensures stopping the slide at any desired point of the stroke.
The clutch is engaged by means of an electro-magnetic switch.

The press is driven by an individual motor through a multiple V-belt driv-
ing the flywheel mounted on the intermediate shaft, from which the otion
is transmitted to the crankshaft through a pair of gears, -

An additional brake is provided for stopping the flywheel when the motor
is switched off. This brake is operated by compressed air through a special
valve, -

The air conduit mounted on the press ensures compressed air supply from
the shop mains through the filter and oil atomizer to the friction clutch and the
main brake, as well as to the flywheel brake. A constant air pressure’in the
circuit is maintained by means of receivers and a reducing valve,

The lubricating system is of a combined type. Central lubrication of the
toggle links is effected by an oil pump driven by an individual motor. The
gibs, crankshaft and connecting rod bearings are lubricated by means of a
hand operated grease pump.,

The press is equipped with automatic push-button control. The system of
control permits either separate stroke or continuous run, as well as inching
motions necessary for setting and adjusting dies,

Standard equipment: Complete set of electrical equipment suitable for A.C.
supply (working current at request), set of wrenches and service manual con-
taining all necessary instructions for erection and maintenance.

SPECIFICATIONS

. . . Pressure near bottom of stroke, t... 800 Slide dimensions, mm:
Knuckle joint Presses represent the universal type of coining and embossing Stroke of slide, mm
DPresses and are widely used for ‘the cold_stamp_mg operations requiring a short Number of strokes per minute
stroke (sizing, coining, embossing, straightening after stamping ete.). . Die space, distance from top of bed to
Attainable accuracy in thickness of the finished articles is up to 0.05 mm bottom of slide (stroke down, ad-
depending on the allowance, . - justment up), mm . -
Conslderaple unit pressures developed in compressing metal in a cold state - { Slide adjustment, mm :
mand a reliable consiruction with an ample fagtor of safety for all its parts Distance between guides, mm. it pureed, pan. .
In order to obtain maximum accuracy of coining, the press is built of an Area of top of bed, mm: ! P Pgwer, kW .
extremely rigid construction ensuring minimum “sag” during operation, Fl;u 2%113; o Speed,' r.p.m
dTl]:elanzme 11 coyll)posgd of a platen, bwo uprights and a crown securely keyed Opening in bed, diameter, mm -1 . .. Floor S}g‘mgﬁ'ﬁn s
an L ef hio}g]et ezij y four tie-rods, which are shrunk in place. The frame is Size of bolster plate, mm . R.toL...
a:]a‘ e o f,g -quality cast iron. All presses are rigidly built, materials used in - F.toB... Maximum height abo;
texr cons mctx(«im bemghspecmlly chosen for their suitabiliby to withstand the ° ! . e Height of platen abo : “88
Suresses imposed upon them. To take up shearing st ioi £ Thickness of bolster plate, mm ... . Net weight, kg .. approx. 317
keys are provided. P § stresses at the joints the N : .

© slide moves along the slide ways of the frame, The motion of i :
i - the slide . )
is effected by the crankshaft througl; m L otion of the slide . . ) R
mado of high-quality cast iron, = - - °f toggle links. The slide is o .
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MECHANICAL FORGING PRESS .

MODEL K 862

The press is designed for h i !
s ot stam izi
metal fil;]glmgs. for mass and large 13“%330223{; et ferrous and nonferrous
aparison with air and gte srs, ical §
DPossess higher eff.iciengy and produ(_:g; E:ﬁg:;s, Spocpmioal sorging Pehans

ing allow-

Y means of this tahle
The drive js of g one sidl ) :
Powle. iso ~sided type and js from an indivi ic m
stages:lliytzaﬁ%;ﬁegx if:eoztn ‘;i]i‘]e electric motoy tont}llleld;::’::gﬁﬁis ]:fx‘:fl: lm ottor.
to l%e eccentric shaf, o the ﬂywl_leel shaft s
.1 eccentric shaft is moungeg ; i i
bushinge il | unted in solig bearing housings into which bronze

The slide is of g box. secti e ;i ; vi
I ] . " on t; 5 i i |
addltion b el oot T type;it travels in guides provided on the frame,

er guides, the slide i Provided with auxiliary upper

\.
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and then through a gear train
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guides, The slide is actuated by the eccentric shaft and is equipped with an
adjustable stripper. The lower face‘of the slide is covered by & hardened steel
bolster plate to which the upper die is fastened. Slide motion js counterbalanced ~
by a pneumatic cylinder with constant air pressure. )

The clutoh is of & multiple-dise friction type. It is built into the large gear
of the eccentric shaft and is actuated by compressed air,

The hand brake is intended for stopping the slide in the upper position.
The brake is applied by spring action and is released by a pneumatic-cylinder
connected to the air distributing system of the friction clutch. For stopping
the flywheel and the driving shaft, when the electric motor is switched off,
a pneumatic shoe-brake is provided. This brake is actuated by a valve.mounted
on the control panel. .

The lower stripper, actuated by a cam mounted on the eccentric shaft, is
intended for ejecting finished pieces from the lower die. .

Press control is automatic and is of a-combined electric and pneumatic
type. Control is effected either by an electrically operated treadle or from a
push-button station. The press is designed for the following operation eycles:
single stroke operation by push-button or treadle; inching operation by push-
button for setting up or adjusting dies; and continuous (automatic) operation
by push-button,

The lubrication system is of a centralized force-feed type and is effected
by a special pump station through measuring feeders. A pressure gauge is
provided for controlling the pressure in the lubrication system. Simplicity of
the lubricating system and its reliability ensure long service of the friction
surfaces and protect them from dust and dir,

The air e quipment, mounted on the press, provides compressed air supply from
the shop mains through the filtre and oil atomizer to the friction clutch, brakes
and slide counterbalancing cylinder. Constant pressure in the compressed air
circuit is maintained by a reducing valve. The press is provided with a friction
type safety device designed for a present load, - :

A hydraulic attachment for tightening the nuts of the safety device, is
furnished with the press.

The press is delivered complete with electric equipment and wiring, lubrica-
tion system with pump station and pressure gauge, air equipment mounted

-on the press including air distributing system, oil atomizer, water separator,

clutch and counterbalancing cylinder air receivers, pressure gauge and valves,
upper and lower bolster plates, hydraulic attachment for tightening nuts of
the friction safety device, a set of wrenches and all the necessary technical
instructions forinstallation and operation, -

SPECIFICATIONS

Rated capacity, t .. 630  Upper stripper force, t ... .
Stroke of slide, mm .. Upper stripper stroke, mm
Number of strokes per minute - Lower stripper force, t .
Die space, distance from bed to shd - Lower stripper stroke, mi
(stroke down, adjustment up), mm Electric motor power, kW
Table height adjustment, mm Electric motor speed, r.p.m. .......
Distance clear betwen uprights, mm Floor space, mm:
Slide dimensions, mm: il

T. to B. R. to L.

STANKOIMPORT
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) .
DIECHANI CAL F O.R.GI N GP RESS guides, The slide is actuated by the eccentric shaft and is equipped With an
adjustable stripper. The lower face of the slide is covered by a hardened stéel
MODEL K 863 ' bolster plate to which the upper die is fastened. Slide motion is counterbalanced
by a pneumatic eylinder with constant air pressure,

The cluteh is of & multiple-disc friction type. It is built into the large gear
of the eccentric shaft and is actuated by compressed air, -

The hand brake is intended for stopping the slide in the upper position.
The brake is applied by spring action and is released by a pneumatic cylinder
connected to the air distributing system of the friction clutch, For stopping
the flywheel and the driving shaft when the motor is switched off a pneumatic
shoe-lbmke is provided. This brake is actuated by a valve mounted oncontrol
panel, . : .

The lower stripper, actuated by a cam mounted on the. eceentric shaft, is
intended for ejecting finished pieces from the lower die.

Press control is automatic and is of a combined electric and pneumatic
type. Control is effected either by an electrically operated treadle or from
a push-button station. The press is designed for the following operation cycles:
single stroke operation by push-button or treadle, continuous (automatic)
operation by push-button and inching operation by push-button for setting
up or adjusting dies.

The lubrication system is of a centralized force-feed type and is effected
by a special pump station through measuring feeders. A pressure gauge is
provided for controlling the pressure in the lubricating system. Simplicity of
the lubricating system and its reliabilibty ensure long service of the friction
surfaces and protect them from dust and dirt.

The air equipment, mounted on the press, provides air supply from the shop
mains through the filtre and oil atomizer to the friction clutch, brakes and
slide counterbalancing cylinder, Constant pressure in the compressed air circuit
is maintained by a reducing valve.

A hydraulic attachment, for tightening nuts of the friction safety device
designed for a preset load, is furnished with the press.

The press is delivered complete with electric motor, starting equipment
and wiring, lubricating equipment with pump station and pressure gauge, air

m equ.ipmetéc including air distributing system, oil utomizeé, water separator,

16 mechanieal forgi i i or . . . . réceiver tanks for the clutch and, counterbalancing cylinder, pressure gauge
ferrous and non-ferrousg l;%tgfef;ré?ndgsi‘zﬂed for hot stamping ang sizing of and all the required valves; upper and lower bo]stegr plyates, hygmulic 'atgtac%-
i am 1 & mas}f and large lot production. In ment for tightening nuts of the friction” safety device, a seb of wrenches and
o » Techanical forging presses possess all the necessary technical instructions for installation and operation.
especially when Tolled shape blanks .

with smaller machining allowances,
» do 10t produce ground vibrations C SPECIFICATIONS

re massive foundations.

The frame is o closed-t; v : _
ype all-welded structure, Frame design ensures ample ) Rated capacity, 6 Upper stripper stroke, mm

rigidity and abse : i
table igmountediﬁcﬁlgfbf\szigwag:ﬂiizograb maximum load. A wedge shaped Stroke of slide, mm .. . Lower stripper stroke, mm .
out by means of this tablo, - ° 0. Die space adjustment s carriod Dumber of sirokes por minute. ... Upper stripper force, ¢

The drive is of a one-sided ¢ e . lé:ﬁs:: ;ioiin‘f“‘fgju'sﬂem up), mm 5 Lower stripper force, t
Power from the electri RAY ” X Table height adjustment, mm ..... Electric motor power, kW .
stages: by a V- ; nsmi i Distance clear between uprights, mm Electrie motor speed, r.p.m. ..

to the eccentric sh: h A % i Table dimensions, mm: - . Floor Sr?ﬂie' I;nm:
X . . to

into which bronze bushings
’I‘hg slide is of a bo.\:—sec%io
In addition to the main lowe;

are press-fitted,

1 bype; it travels in guides i
ype; els in gu provided on the frame,
T guides, the slide is provided with auxiliary u;’;::l‘
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MECHANICAL FORGING PRESS

MODEL X 864

fengll;: ;1;301111%1’11{?11 forging press is designed for, hot stamping and sizing of
comns nd non- errous metal forgings for mags and large lot producbiong In
Dighon g, it zug and steam hammers, mechnnica] Torging presses posses

e e Forggx gar;) re};:g;iucrt;gn.capacity especially when rolleq shﬁpe ll)alzmkés
have the advantage of nois}:elessuf);egizits o ey ler s granshowances,

- N on, . .
and do not require massive foundations, do ot produce ground vibrations

. The frame is g closed-type all-weldeq structure, Frame design ehsures ample

: of frame deflection at, maxi
e Ximum load, A wedge shaped table
by means o yne ] :};x{:r part of the frame, Dje 5 t

The drive is of 5 one
Power from the electric
stages: by a V-belt drive
to the eccentric shaft, The e
into which bronze bushings
.. The slide is of a box
frame. Tn addition to the

3re Press-fitted,
-section ‘type and travels iy gy i
g : guides provided
main lower guides, the slide js provid§l witheaui'lilliﬂl;
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Pace adjustment is carried out .
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upper guides, The slide is actuated by the eccentric shaft and is equipped with
an adjustable stripper. The lower face of the slide is covered by a hardened
steel bolster plate to which the upper die is fastened, Slide motion is counter-
balanced by a pneumatic cylinder with constant air pressure, - .

The clutch is of a multiple-dise friction type. It is built into the large gear
of the eccentric shaft and is actuated by compressed air, .

The hand hrake is intended for stopping the slide in the upper position, The
brake is applied by spring action and is released by a pneumatic cylinder con-
nected to the air distributing system of the friction clutch, For stopping the

. flywheel and the driving shaft when- the electric motor is switched off, a pneu-

matic shoe-brake is provided. The brake is actuated by a valve mounted on
control panel. .

The lower stripper, actuated by a cam mounted on the eccentric shaft, is
intended for ejecting finished pieces from the lower die, :

Press control is automatic and is of a combined electric and pneumatic
type. Control is effected. either by an electrically operated treadle or from a
push-button station, The press is designed for the following operation cycles:
single stroke operation by push-button or treadle; continuous (automatic) ope-
ration by push-button and inching operation by push-button for setting up or
adjusting dies.

The lubricating system is of a centralized force-feed type and is effected by
a special pump station through measuring feeders, A pressure gauge is provided
for controlling the pressure in the lubricating system. Simplicity of the lubri-
cating system and its reliability ensure long service of the friction surfaces
and protect them from dust and dirt,

The air equipment mounted on the press provides air supply from the shop
mains through the filtre and oil atomizer to the friction clutch, brakes and
slide counterbalancing cylinder, Constant pressure in the compressed air cir-
cuit is maintained by a reducing valve.

The hydraulic attachment, for tightening nuts of the friction safety device,
designed for a preset load, is furnished with the press, .

The press is delivered complete with electric motor, starting equipment and
wiring, lubricating equipment with pump station and pressure gauge; air
equipment mounted on the press, including air distributor, oil atomizer, water
separator, receiver tanks for clutch and counterbalancing cylinder, pressure
gauge and all the required valves; upper and lower bolster plates, hydraulic
attachment for tightening nuts of the friction safety device, a set of Wrenches.
and all the necessary technical instructions for installation and operation.

SPECIFICATIONS

" Rated capacity, t .. 1600 .Upper strippér foree, t......

Stroke of slide, mm 300 Upper stripper stroke, mm
Number of strokes per minute ...... 75 Lovwer stripper force, &
Die space, distance from bed to slide ¥ PP v b ..
(stroke down, adjustment up), mm Lower stripper stroke, mm .
Table height ‘adjustment, mm Electric motor power, kW .
Distance clear between uprights, mm Electric motor speed, r:p.m. .
Table dimensions, mm: . . N
F.toB. .. Floor space, mm
y R. to L. Maximum height above floor level, .
Slide dimensions, m - MMerrnnnnns. N
FotoB...ooiiiiiien, 9100 WM.l

-Net weight, kg
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MECHANICAL FORGING PRESS

MODEL MKIT 1500

The ‘mechanical forging press is designed for hot stamping and sizing of
ferrous and non-ferrous metal forgings for mass and large lot production. In
comparison with air and steam hammers, mechanical forging presses possess

Adjustment; of die spa
The drive is of & one-sided type and is from an individual electric motor.
Jrom the electric motor to the eccentric shaft in two
stages: by a V-belt drive to the flywheel shaft and then through a gear train

%o the eccentric shaft. The eccentric shaft i ted i i i ith
bronze liners and helf i, hatt 1s mounted in split bearings wi

The eccontric shaft is an alloy steel forging.

STANKOIMPORT
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The slide is of a box-seotion type and travels in guides provided on the
frame, In addition to the main lower guides, the slide is provided with auxiliary
upper guides. The slide is actuated by the eccentric shaft and is equipped with .
an adjustable stripper. The lower face of the slide is covered by a hardened
steel bolster plate to which upper die is fastened. The slide is counterbalanced
by a pneumatic cylinder with constant air Ppressure.

The clutch is of a multiple-disc friction type. It is built into the large gear
of the eccentric shaft and is actuated by compressed air,

The hand hrake is intended for stopping the slide in the upper position with
the clutch disengaged. The brake is applied by spring action and is released by
a pneumatic cylinder connected to the air distributing system of the friction
cluteh. For stopping the flywheel and drive shaft when the electric motor is
switched off, o pneumatic shoe-brake is provided. This brake is actuated by
a valve mounted on the control panel, .

The lower stripper, actuated by a cam mounted on the eccentric shaft, is
intended for ejecting finished pieces from the lower die.

Pross control is automatic and is of a combined electric and pneumatic
type. Control is effected either by an electrically operated treadle or from a
push-button station. The press is designed for the following operation cycles:
single stroke operation by push-button or treadle, inching operation for setting
up or adjusting dies by push-button and continuous (automatic) operation
by push-button.

The lubricating system is of & centralized force-feed type and is effected by
a special pump station through measuring feeders. A pressure gauge is provided
for measuring and controlling the pressure in the lubricating system, Simplicity
and reliability of the lubricating system ensure long service of the friction
surfaces and protect them from dust and dirt,

The air equipment mounted on the press provides air supply from the shop
mains through the filtre and oil atomizer to the friction clutch, brakes and
counterbalancing cylinder. Constant pressure in the compressed air circuit is
maintained by a reducing valve,

The hydraulic attachment, for tightening nuts of the safety friction device
designed for a preset load, is furnished with the press, -

The press is delivered complete with electric motor, starting equipment and
wiring, lubricating equipment with pump station and pressure gauge; air
equipment mounted on the press including air distributors, oil atomizer, water
separator, receiver tanks for the clutch and counterbalancing cylinder, pressure
gauge and all the required valves; lower and upper bolster plates, hydraulic
attachment for tightening nuts of the safety device, a set of wrenches and all
the necessary technical instructions for installation and ‘operation.

SPECIFICATIONS

Rated capacity, t -. 1500  Stroke of upper stripper, mm
Stroke of slide, mm, 300  Stroke of lower stripper, mm.,
Number ofcslbrokes pfer miEu‘;" Y ™ 75 Pressure in air circuit, atm.. ..
Die space, distance from bed to slide . .

(sbrpoke down, adjustmentup), mm 660 gigﬁzﬂg zgzg: onlr. rk;vm” -
Table height adjustment, mm 10 > % SPECC, TP ...
Distance clear between uprights, mm 980  Press dimensions, mm:
Slide dimensions, mm: T.toB..

ptoB Total height . ..
Height above floor level
Height below floor level

Net weight, l‘(g

R. to L.
Table dimensions, mm:
B.

STANKO.IMPORT
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MECHANICAL FORGING PRESS ; 3 Tl;e slide is of a box-section type and travels in guides prow}i&ed on the

; frame. In addition to the main lower guides, the slide is provided with auxi-
MODEL MKIT 2500 i liary upper guides. The slide is actuated by the eccentric shaft and is equipped
with an adjustable stripper, The lower face,of the slide is covered by a hardened
steel bolster plate to which the -upper die is fastened. The slide is counter-
balanced by & pneumatic cylinder with constant air pressure,

The clutch is of a multiple-disc friction type. It is built into the large gear
of the eccentric shaft and is actuated by compressed air,

The band brake is intended for stopping the slide in the upper position
with the clutch disengaged. The brake is applied by spring action and is rele-
ased by a pneumatic cylinder connected to the air distributing system of the
friction clutch. For stopping the flywheel and drive shaft when the electric
motor is switched off, 2 pneumatic shoe-brake is provided. The brake is actua-
ted by a valve mounted on the control panel.,

The lower stripper, actuated by a cam mounted on the eccentric shaft, is
intended for ejecting finished pieces from the lower die.

Press control is antomatic and is of a combined electric and pneumatic
type. Control is effected either by an electrically operated treadle or from a
push-button station, The press is designed for the following operation cycles:
single stroke operation by push-button or treadle; inching operation for setting
up or adjusting dies by push-button and continuous (automatic) operation by
push-button.

The lubricating system is of a centralized force-feed type and is effected by
a special pump station through measuring feeders, A Ppressure gauge is provided
for controlling the pressure in the lubricating system. Simplicity and relia-
bility of the Iubricating system ensure long service of friction surfaces and
protect them from dust and dirt.

The air equipment mounted on the press provides air supply from the shop
mains through the filtre and oil atomizer to the friction cluteh, brakes and
counterbalancing cylinder. Constant pressure in the compressed air circuit is
maintained by a reducing valve, . :

The hydraulic attachment, for tightening nuts of the safety device désigned
for a preset load, is furnished with the press.

The press is delivered complete with electric motor, starting equipment and
wiring, lubricating system with piping and preslsure gauge, air equipment
I : : . . mounted on the press including air distributors, oil atomizer, water separator,
The mecl;?;l_?l forging press is designed for hot stamping and sizing of receiver tanks for the clutch iud counterbalancing cylinder, pressure gauge

0 eg’rousdmetal forgings for masg and large lot production, In and all the required valves; upper and lower bolster plates, hydraulic attach-
azgfl an dstea_,m hammers, mechanical forging presses possess ment for tightening nuts of the safety device, a set of wrenches arid-all the
are used. Forgin 16 production capacity, especially when rolled shape blanks . necessary technical instructions for installation and operation, -

& presses produce parts with s 11 ini)

o X b maller machinin, allowances,
mdedthe advzmt_age of noiseless operation, do not produce grouxgld vibrations SPECIFICATIONS
a 0 10t require massive foundations,

The frame is a closed.- i ; . Rated capn ity, ¢ ; .. 2500 Stroke of upper stripper, mm. .
design ensures ample i it%lt)e Z?hdd cli)wshng made of high-quality steel, Frame , Stroko of slida, mum ) Stroke of-lgser se.rigger, mm
load, A wedge shaped t%ﬂ Y ; ne absence of frame defloction af maximum Number of strokes per minute ... ... Air pressure in circuit, atm. . .
ment of o aped table is located in the lower part of the frame Adjust- - Die space, distance from bed to slide Electric motor power, kW

The dl‘ises?aci is effect(eid by means of thig table. ) (stroke down,c"adjustment up), mm 890  patTe MOt £pocd, r.pm

A 18 of a one-sided i LA , ' Table height adjustment, mm s 3 CE
Power is transmi tted from 1, tyzl)e and is from an individual electric motor, Distance eglear be]cween uprights, mm 1220 Press dimensions, mm:
stages: by a V-bels drive & bhe electric motor to the eccentric shaft in two Slide dimensions, mm: o B. .
to th . 0 the flywheel shaff and then through a gear trai *F. to B. . - -

© eccentric shaft, The eccentric shaft j s ug, g Tain R Total height ..
bronze liners and half-rings ¢ shaft is mounted in split bearings with Height above floor level.
i : N . Height below floor level. . .
The eccentrie shaft is an alloy steel forging, © RtoB Net weig‘:tg kge > o
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STRAIGHT-SIDE SIN GLE CRANK

TRIMMING PRESS WITH OUTER SLIDE

MODEL K 984

. The press is

ing d]fop forgin,
e frame j ) :

Koy andal;me% dlst Ocm.;szo.sed of & platen, two uprights and g orown seourely

oy Mgh-quahgt;; ::?si})ﬁ ;lle-i‘ﬁ(l]s, Which ave shrun i Placo, The E‘::};zl:fi)s

mad b I 7 ca 1L AL prosses are vigid] fori

S]fle}}' cggl}sul;;\z’ztgdonubzfgﬂslpecmﬂy chosen for thairg[s(ni}ftn%i]ity

kmeys ars peostiad. P em, To take up shoaring stro

The press is driven by an individy . ion i

:(l:tea Itz;%t;c% di; ﬁ?e&fﬂ;ﬁsﬁ:ﬁ if]];?ugh %’Ei‘;ftioiilgjgn?;f g'fogcfx:d%}il:g;?\sﬁ?:

has £ gu_?dless?f a box section bype; it is made of hj;
whﬂ:[:;htii- ih;lreo :;(:;Je:s oa:ralg;lugs gxﬁ]des The two Tear guides are hon-adjustable,

o by promaro exlindory U : re::iTmhi })zg%nkugnlfqof chw slide is aecomplishe(i

Particularly re . g nieral
- Y Yeconmended fop b]unkmg, Dbroveing and for trimm-

gh-quality cast, iron and

Slide adjustment is accomplished by an individual electric motor through
an open type reduction gear which revolves the adjusting screw. The motion
of the screw is limited by terminal switches,

The outer slide is located at the left. side of the press and moves alohg the
guiding gibs by means of an overhanging eccentric fastened to the crankshaft,
Distance between the bed and the outer slide is adjusted by turning a spe-
cially provided ring. - -

The cluteh of o multiple-disc friction type is coupled with a multiple-disc
brake. The clutch plates are pressed together by springs, which ensure a tni-
form braking effort. The outside clutch and brake plates are'made adjustable
to compensate for the wear of ferrodo lining. For better cooling the clutch
hub, the cylinder and the brake hub are connected by air-venting chanmels,
The clutch shaft is running in taper roller bearings. The driving clutch plates
and the stationary disc plates are made of a special quality cast iron, .-

The pressure in the clutch cylinder is about 2.5 kg/sq. cm.

. The press is equipped with a combined push-button and treadle control.
The system of control permits either single stroke or continuous run, as well
as inching motions necessary for setbing up and adjusting dies. The starting
push-buttons and the treadle are provided with a safety interlocking devico
requiring both hands to operate. .

The lubricating system of the press is of a combined type. Central Iubrica-
tion of the principal points is effected by a grease pump, with automatic fee-
ders, while the less important friction parts are lubricated by hand, Simplicity
and reliability of the Iubricating system ensure long service of the friction
parts and protect them from dust and dirt.

The air conduit mounted on the press ensures compressed air supply from
the shop mains through the filter and oil atomizer to the friction cluteh, the
brake and the slide-balancing cylinders. A constant air pressure of 2,5kg/sq. cm,
in the clutch and brake circuit, and of 5 to 6 kg/sq. cm in the slide-balancing
cylinders is maintained by a reducing valve,

A speeial brake, for stopping the flywheel, when the motor is switched off,
is provided.

Standard equipment: Complete set of electrical equipment for A. C. supply
(working current at request), bolster plate, oil pump and piping, oil cups,
grease guns, air conduit on the press only, set of wrenches and service manual
containing all necessary instructions for erection and maintenance.

SPECIFICATIONS
Pressure of slide near bottom of Thickness of bolster plate, mi
slide, ¢ 3 Slide dimensions, mm: .

Number of strokes per minute. .,
Die space, distance from top of bed to
bottom of slide (stroke down, ad-
justment up), mm
Adjustment of slide, mm E
g::::ﬁg: E:z:“:gz zﬁ:&‘é};‘i’n:m o Distance, center of slide to frame, mm -250
Area of top of bed, mm: . Electric motor power, kW
7. to B, ’ Electric motor speed, r.p.m. ..
' Auxiliary motor power, kW .......
Auxiliary motor speed, r.p.m.......

mm

R.to L.
Maximum height above floor, mm. .. 8
Net weight, kg approx. 33300
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STRAIGHT-SIDE SINGLE CRANK
TRIMMING PRESS WITH OUTER SLIDE

MODEL XK 987

The press is intended for b immi
bla,ni‘li;]iug ross p'ierc!'ng o ::a,f;i?;] :nd cold tx:lmmlng after forging, as well as for
x g ?ggeslég; ;;;Jsseesd a.f(;; Emé)pirgg holding lugs and for trim:
. N © i o’ i ; )
tie-rods shrunk in place. The fran;eo i: I;lrxlagc]l]: so?‘ Illlv:ilg](.!\m“m,' o

esi g
lo(;s(xigin ensures ample rigidity and absence of fram

The drive is from an indivi
r vidual i i i i
the electric motgy to the cranks}?:fteikgﬁzelz:;g:s Ry gy oy from

. s th L € : the first s, ¢, to th -
single arg tho thjf?‘ﬁléhﬁmlhple V-belt drive, the second stagegis tﬁ.roue ]fllya
ough a double gear train, The crankshaft is mouited

STANK“OIMPORT
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in split bronze-lined bearings. Gears and pinions are made of steel. The crank-
shaft is a high-quality steel forging.

The slide is of a box-section type. It is made of high-quality cast iron and
has four guiding surfaces. The slide travels in long frame guides. The two
front guides are adjustable while the two rear guides are non-adjustable. Slide
mo}il;ion is counterbalanced by four pneumatic cylinders mounted on the up-
rights,

Slide adjustment is accomplished by an individual electric motor through _
a gear reducing unit gear. To restrict adjustment limits, in addition to the
indicating pointers on the frame, the machine is equipped with limit switches,
which automatically shut off the electric motor ot the upper and lower adjust-
ment positions of the slide. ) M

The outer slide is situated on the right side of the press. The outer slide is
reciprocated in its guides by means of a crank and connection coupled to the
slide through an adjusting screw with a spherical bearing surface. The die
space is adjusted by hand through a worm' gear.

The cluteh is of the pneumatic multiple-disc friction type and is- coupled
to a multiple-disc brake. The brake discs are foreed together by springs to
provide constant braking force and constant action. To compensate the wear
of asbestos or ferrodo-faced discs, the outermost discs of the-clutch and brake
are adjustable. The clutch shaft is mounted in taper roller bearings. The driv-
ing discs of the clutch and the stationary discs of the brake are made of a
special grade cast iron. Air pressure in the clutch cylinder is about 2.6 atm,

Press control is of a combined push-button and treadle type. The control
system provides for single strokes and continuous (automatic) operation as
well as for inching operation applied in setting up or adjusting dies. The
starting push-buttons are provided with a safety device requiring both hands
to start the machine,

The lubricating system is of a combined type. Principal friction surfaces
are grease-lubricated by a centralized system through measuring feeders from
a hand pump station while the other points are lubricated individually by
hand. Simplicity and reliability of the Iubricating system ensure long service
of the friction surfaces and protect them from dust and dirt.

The air equipment mounted on the press provides air supply from the shop
mains through the filter and oil atomizer to the friction clutch, brake and
counterbalancing cylinders, Constant pressure in the compressed air circuit
is maintained by a reducing valve. : '

A special brake is provided for quickly stopping the flywheel when. the
electric motor is switched off, . | .

The press is delivered complete with main drive electric métor, auxiliary -
electric motor for die space adjustment, starbing equipment and wiring, lubri-

. cating pump and piping; air equipment including receiver tanks and pressure

gauges; oil cans and lubricating guns; bolster plate; a set of wrenches and all
the necessary technical instructions and drawings for installation and opera-
tion, - ' i

+ SPECIFICATIONS-

Rated capacity, t . .. 630 Slide adjustment, mm
Stroke of slide, mm ...... 420  Bed dimensions, mm:
Number of strokes per minute ...... 12 . F.toB....
Die space, distance from bed to slide

* (stroke down, adjustment up), mm 780
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Outer slide

Opg i“}im 70 STRAIGHTENING
m SINGLE CRANK PRESS _

m
Recess

Slide dimensions . to B, mm ..... shanks, mm: :
Bolster plate thickness, mm g;ma;zter : 3 MODEL KB 105
Distnnce. from bed to guides, mm. . . Distanco Il:om ‘outor slid

Outer slide capacity, t des, mm

Stroke of outer slide, mm 5 Electric motor power, kW

Die space, distanco from bed to outer Hectric motor speed, rpm. .

Slid ke H TFloor space, mm:
mxme (stroke down, adjustment up), T to B.

* 0505
approx. 66840

The press is designed for straightening rods, pipes and structutal steel
shapes, as well as for breaking test samples, The press can be used on finishing
lines of rolling mills and pipe manufacturing plants, as well as in-heat treatment
and blank preparation shops of machine building works. B

The press is simple in maintenance and reliable in operation. “

Straightening of parts is accomplished by three pressuie blocks.” The
movable upper block is mounted on the slide while the other two are fastened
to the table, The work to be straightened is moved along on two rollers which
are raised by springs after the slide has moved upward. .

The frame is a C-shaped steel casting, The table is provided with ‘Tecesses
and grooves for setting up and moving the pressure block holders, -,

The drive is from an individual electric motor,

The upper and lower slides are intended for moving the upper straightening
pressure. block. The upper slide is reciprocated by the crankshaft and travels

in flat guides. -

|
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The lower skide, on which: the pressure block is mounted is actuated by the
upper slide and travels in four guides. The upper and lower slides are linked
by two special racks. The stationary upper rack is mounted rigidly on the
upper slide and the movable Iower rack is mounted on the screw head between
" two guides. When the teeth of the two racks coincide, the press makes its
working stroke. When the press runs idle, the teeth of the stationary rack
cofncide with the recesses of the movable rack.

The press i started from the control panel by push-buttons and an electro-
magnet sctuating the starting mechanism through a system of levers.

By means of a special change-over syitch, the press can be operated on
single, as well as on continuous (automaticy strokes.

The Inbricating system is of a combined type:

Centralized grease Iubrication for the principal friction surfaces: crankshaft
znd intermediate shaft bearings, upper and lower slide guides and upper slide
block; .

Individual grease-gun Iubrication through ball-type grease cups;

Oil drop-Iubricators for the guides of the movable rack slide;

The gear reducing unit is splash-lubricated by oil poured into the casing.

The centralized lubricating system comprises a hand-operated grease pump
statfon, measuring feeders and oil piping.

The press is delivered complete with electric motors starting and protecting
equipment and wiring, lubricating equipment, straightening tools, gun,
oif can, a set of V-belts, and all the necessary technical instructions for installa-
tion and operation.

SPECIFICATIONS

Rated capacity, t Bar and section steel, mm:

Stroke of slide, mm . Maximum .

Number of strokes per minute - Minimum. .

Adjustment of slide, mm . Main electric motor po

Gap, mm - Main electric motor speed, r.p. .

Width between uprights, mm Air pressure in eylinder, kg/sq. cm .
M;}:gmum .e .. Floor space, mm:

3 F.toB. .

Diameter

mi.

Maximum thi

STANKOIMPORT
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STRAIGHTENING
SINGLE CRANK PRESS

MODEL X 108

The press is designed for straightening rods, pipes and structural ‘steel
shapes as well as for breaking test samples. The press can be used on finishing
lines of rolling mills-and pipe manufacturing plants, as well asin heat treatment
and blank preparation shops of machine building works, ) T

The press is simple in maintenance and reliable in operation, .

Straightening of parts is accomplished by three pressure blocks, The
movable upper block is mounted. on the slide while the other two are fastened
to the table. . ) .

The work to be straightened is moved along on two rollers which are raised
by springs after the slide has moved upward, . )

The frame is a C-shaped steel casting. The table is provided with recesses
and grooves for setting up and moving the pressure block holders.

The drive is from an individual electric motor, .

The upper and lower slides are intended for moving the upper straightening
pressure block. The upper slide is reciprocated by the crankshaft and fravels
in' flat guides. .
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The lower slide, on which the pressure block is mounted is actuated by ]
upper slide and travels in four guides. The upper and 1
by two special racks, The stationary upper rack is moun
and the movable lower rack is mounted on the screw hea
When the teeth of the two racks coincide, the press ma.
When the press runs idle, the teeth of th
recesses of the movable rack,

The press is started from the control panel by push-buttons and an electry
magnet actuating the starting mechanism through a system of levers,

The lubricating system is of a combined type:

Centralized grease lubrication with grease for the principal friction surfaces
crankshaft and intermediate shaft bearings, upper and lower slide guides and -
.upper slide block; . '

Individual grease-gun lubrication through ball-type grease cups;

Oil drop-lubricators for the guides of the movable rack slide;

The gear reducing unit is splash-lubricated by oil poured into the casing,

The centralized Iubricating system comprises a hand operated grease-pump
station, measuring feeders ang oil piping,
The press is delivered complete with electric motors, startin
equipment and wiring, lubricating equipment, straightening tools, grease-gun,
0.11 an, a set of V-belts and all the Decessary technical instructions for installa-
tion and operation, '

d between two guides
kes its working strok
e stationary rack coincide with the

SPECIFICATIONS
Rated capacity, ¢
Stroke of slide, mm
Number of
Lower sli

Bar and section steel, mm:
. .8 Minimum,
dfsbru_kes per minute . . Maximum
Gap, mme Bdiustment, mm 5o Main electric motor powr, K. ...
Width be uprights, * M-mn elecbri(f motor speed, r.p.m.... 1500
Tinimum. . Air pressure in cylinders, kg/sq.em.. . 3
*  Meximum .. Floor space, mm:
Maximum diameter of Pipe to
straightened, mm .
Ml::lmurn thickness Height above floor level, mm - 5160
. Net weight, kg approx. 36270

-
STANKOIMPORT
-
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ower slides are linkeq:
ted on the upper slide’

PUNCHING PRESS

MODEL X 196

] obi in sheet metal and steel sections.
i is intended for punching holes in s m | steel se d
'?.‘IQI: II)):é)SSSS 1‘: ::rli(f‘eriy used 1I1)1 structural steel shops; in the shipbuilding an

i i ites. .
"locomotive industries and at various construction si

The frame is made of steel plates and is reinforced in the ‘regio’l} of‘ the
thrlﬁeblﬁ‘;geg gjc}s)\?:&sri by an individual electric motor through a gombined
V>bf’lrbesasn((51m%:s:i (i];lf‘:;;n a treadle. By means of a special device, the p'xje\ss c@
be %Slflr)lrifcc:‘ti%%ﬂz:zg:z:;ﬁ;z&i?y' a lubricating pump statidn throug'h measur-
e If‘?;d:crsilmte location of punched holes, the press is equipped \.vﬁfh a center-
s 1 lvorl, ot ih ot mon, o s
g?(:n::li;lia’;ﬁjg 11::)1:)%0?2? ZgSI:EE%S slm diameter holes and all the necessin‘y tech-
nical instructions and drf;,\wngs.
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SPECIFICATIONS

Rated capacity, b
Mini: P diam of hole p
in material with ultimate strength
up to 45 kgfsq.mm, mm:
For sheet thickness up to
25 mm .
For she
18mm...
Stroke of slide, mm
Depth of thront, center of slide to
frame, mm

Number of strokes per minute
Electric motor power, kW .
Electric motor speed, r.p.m. ..
Floor space, mm:
Length e
Width . ... 700
Maximum height above floor level,

Net weight, kg .. approx. 2900

STANKOIMPORT

AUTOMATIC SEVEN SPINDLE SHEET
METAL STAMPING PRESS

MODEL A 821

The press is designéd for multi-operation sheet metal stamping.. -

The automatic press is widely used for a large variety of drawing operations,
as well as for making electric lamp caps.,

The. press is equipped with a strip feeding device for material and with
a gripping type mechanical arrangement for transfering blanks from operation

- to operation,

The blanks are stripped off the punches by rigidly fixed strippers and
pushed out of the lower dies by springs. e
Press control is accomplished by a hand-operated lever, .
The press is driven from an individual electric motor through a multiple

_V-belt arrangement.

‘The eluteh is of the friction disc type and is combined with a friction brake,

In order to safeguard the operator’s hands, the operating zone of the press
is protected by a screen guard. The guard is linked with the starting lever in
such a manner that the press can be started only when the guard is lowered.

The lubrication system of the press is of a combined type: partly centralized
and partly individual lubrication. -

STANKOIMPORT
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The automatic press is delivered complete with electric motor and starting
equipment, lubricating equipment, a set of wrenches and all the necessary
technical instructions for erection and maintenance,

SPECIFICATIONS

Recess in chuck for holding

: HYDRAULIC.
Diameter ; .
Number of strokes por minute ... ... Depth ......... . .
" Blectric motor power, kW 1 .
N-umber of spindles N : Electric motor speed, r.p.m. .
Distance between spindles, mm. . -+ 85 Floor space, mm:
Maximum diameter of blank, mm.. 58 Width ...

o N : Length 1810
Moximum width of strip, mm 199 Maximum hoightabovo fiser iovel, v 5300
Blank-gripping device openitig, mm 175 Net weight, kg approx, 2600
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GENERAL PURPOSE HYDRAULIC PRESS

‘MODEL 1B 452

The general purpose hydraulic press is designed for metal stamping; blank-
ing and drawing operations, for briquetting abrasives and for plastics molding
operations. Due to its universal applications the press is widely used in various
branches of industry. - : . - .

The frame of the press comprises the stationary lower and upper platens
and a moving platen or slide guided on four columns. The platens are made
of cast iron while the columns and the nuts for tightening the columns are
made of forged steel, .

The lower platen or bed has T-slots for die fastening and a space for mount-
ing the return stroke and ejector cylinders, i -

. The upper platen or crown has a centrally-located bore for mounting the
working cylinder, : -

The moving platen or slide has T-slots for die fastening. A hole-for the
end of the piston rod is provided in the center of the moving platen,

The working cylinder, made of forged steel, is mounted in the bore of the
crown and is fastened by means of studs and nuts.

STANKOIMPORT
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The free end of the cylinder has a recess for mounting the guiding sleeve,
packing cup and cup ring, which are held in the cylinder by means of a bush-
ing and 2 clamping ring. The ring is fastened to the cylinder by means of
studs and nuts. The upper end of the cylinder is to be connected to the hydrau-
lic system.

The main piston is made of cast iron and is rigidly connected to the slide.

The return stroke eylinders are made of forged steel and are used for lifting
up the moving platen. The cylinders are mounted in the bored lugs of the bed

while the plungers are connected to the moving plate. Each cylinder has a -

packing box-consisting of a guiding sleeve, a packing cup, a eup ring, a bushing
and a clamping flange. Inlets are provided in the lower part of the cylinders
for supplying the working fluid. .

The ejector is designed for removing the finished workpiece from the die.
It consists of a hydraulic cylinder and a plunger. The plunger is of the piston-
type and is provided with packing cups. The design of the plunger permits
the use of one cylinder for both the working and return strokes of the ejector,

Operation of the press is hand-controlled by means of two double-spindle

water distributors.
Supplying the press with high-pressure water can be accomplished from an
individual pump or a pump and accumulator unit.
. The press is turnished complete with ejector, set of packing cups, water
distributors, piping on the press and all the necessary technical instructions
for erection and operation of the press.

SPECIFICATIONS )

Rated capacity, ¢

Working pressure, kgfsq.cm .

Maximum stroke of mov
mm

Maximum distance betwex
moving platen, mm

Distance clear betwe

F.toB..

Diameter of hole in teble, mm
Return stroke eapacity, t .

Ejector capacity, t ...

Ejector stroke, mm .. .
Height of table above floar level, mm
Diameter of hole in moving platen,

, mm
approx.

STANKOIMPORT
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GENERAL PURPOSE HYDRAULIC PRESS
' MODEL I1A 454

The general purpose hydraulic press is designed for metal stamping, blank-
ing and drawing operations, for briquetting abrasives and for plastics moulding
operations. Due to its universal applications the press is widely used in various
branches of industry. - -

The frame of the press consists of the stationary lower and -upper platens
and a moving platen or slide guided on four columns. The platens are made of
cast iron, while the columns and the nuts for tightening the columns are made
of forged steel. . .

The lower platen or bed has T-slots for die fastening and a space for
mounting the return stroke and ejector cylinders.

The upper platen or crown has a centrally located bore for mounting the
working cylinder.. . S

The moving platen or slide has T-slots for die fastening. A hole for the end

‘of the piston rod is provided in the center of the moving platen.

The working cylinder, made of forged steel, is mounted in the bore 'of the
crown and fastened by means of studs and nuts. The free end of the cylinder
has a recess for mounting the guiding sleeve, leather packing cup, which’ are,
held in the cylinder by means of a bushing and a clamping ring. The ring is

STANKOIMPORT
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fastened to the cylinder by means of studs and nuts, The upper end of ]
cylinder is to be connected to the hydraulic system. .
The main piston is made of cast iron and is rigidly connected to the slide,
The return stroke ‘cylinders are made of forged steel and are used for lifting
up the moving platen. The cylinders are mounted in bored lugs of the bed,
while the plungers are connected to the moving platen. Bach cylinder has
packing box consisting of a guiding sleeve, a packing cup, a cup ring, a bushin,
and a clamping flange. Inlets are provided in the Jower part of the cylinders
for supplying the working fluid.
The ejector is designed for removin,
It consists of a h:
provided with packing cups.
cylinder for both the working and return strokes.
Operation of the press is hand-controlled by means of two double
water distributors, .
. Supplying the press with high-pressure water can be accomplished from an
individual pump or a pump and accumulator unit,
‘The press can be installed as a single wnit or in line both other hydraulic
Ppresses, .
X The press is furnished complete with ejector, set of packing cups, water
distributors, piping on the press and all the necessary technical instructions for
erection and operation of the press,

-spindle

SPECIFICATIONS

Rated capacity, t
Working pressure, kg fsq.cm

Diameter of hole in table, mm . e
Maximum stroke of moving -

Return stroke capaeity, ¢ ..
Ejector capacity, ¢ ... .

Ejector stroke, mm

Table height above floor level, mm. .
Diameter of hole in moving platen,

R.toL. ..
Height above floo,
Net weight, kg

STANKOIMPORT

GENERAL PURPOSE HYDRAULIC PRESS

MODEL 11 467

The general purpose hydraulic press is designed for hot and cold sheet metal
stamping, for straightening and bending, for forging non-ferrous metals and
their alloys.and for plastics molding operations. . - o

Due to its universal applications, the press is widely used in various.bran-
ches of industry. Depending on technological requirements, the. press can
operate either as a single independent unit or in line with other presses.

The press is of the four-column down-acting type with two return stroke
cylinders and has a hydraulic plunger-type ejector mounted in the Ip\ver

laten. . -
P The upper, lower and moving platens are made of cast iron; the columns,
the column nuts and hydraulic cylinders are of steel, o

The main cylinder is mounted in the bore of the upper.platen and is fastened
by means of a ring and studs. An inlet for supplying the working fluid is arran-
ged on the top of the cylinder. . L o

The main piston is made of cast iron and is rigidly connected to the moving
platen, The plungers of the return stroke cylinders are also fastened to the
moving platen, -

t
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The lower and the moving platens are provided with T-slots forfastening
dies and fixtures, ) .

The columns and the moving platen liners aro lubrieated by means of grease
cups mounted on the moving platen,

Operation of the press is hand-controlled by means of two water distributor
valves. One, a four-way valve, switches over the main and the return stroke
cylinders while the other, a two-way valve, controls ejector operation. The
valves and the valve seats are made of stainless steel.

The press can be driven either from an individual pump or from a hydraulic
accumulator unit. Water and emulsion are used as the working fluid. *

The press is furnished complele with two water distributor valves, set of
packing cups and all the necessary technical instructions for erection and
operation of the press. E :

SPECIFICATIONS

Iskg‘totﬁﬂp;fécy, t i <+ 200 Return stroke cylinders ecapecity, t
vIn| aten, mm . i H
Masimum d}sm%o"hmem babie and Fleator enpncity, 6 - :
moving platen, mm e
Minimungl c];istunee between table and Spec‘d of platen dow g
‘moving platen, mm 400 Maximum allowable ofi-centre load-
Distance” between column centres, ng, mm
mm: Overall dimensions, mm:
F.toB... F.toB. .
R.toL... R.toL..
Diameter of columns, mm 130 Height ab el ...
Lower platen working surface, mm 730x 760 Net weight, kg approx. 9950

STANKOIMPORT
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PLASTICS
MOLDING HYDRAULIC PRESS .

MODEL IIB 474

» - FUREEREAT T T

The hydraulic press is designed for the compressio;i molding of plastics.
It can also be used for stamping small workpieces and in the abrasive manu-
facturing industry. . ' . X

The individual hydraulic drive makes the press a self-contained unit, that
can be installed at any place in production lines depending on the technological ,
requirements. ’ . e

The frame is welded of steel plates. The main cylinder is rigidly clamped
in the upper part of the frame, and the hydraulic ejector is arranged in the
lower portion. The steel slide guides are mounted on the sndejutfaces of the
frame, A L. o
The main ¢ylinder is a steel forging. The piston moving in the cylinder, has
cast-iron_ piston riugs. The piston rod, carrying the slide on its lower end, is
sealed with vinyl-plastics packing cups. Limit switches, limiting the up and
down strokes of the slide, are mounted on the right-hand column of the frame,

STANKOIMPORT
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The hydraulic ejector is mounted under the table. It consists of the hydraulic
cylinder, piston with the rod, guiding sleeve, piston rings and packing cups,
The upper and the lower extreme positions of the rod are limited by stroke
limit switches, which automatically switch over the ejector hydraulic control
system. N

7 The hydraulic drive mechanism is arranged behind the press as an inde-
pendent unit, It consists of an oil reservoir on which o low-pressure vane pump,
a high-pressure piston-type pump, electric motor and control devices are
mounted.

The ol reservoir is equipped with an oil cooler.

The table and the slide ave provided with steel bolster plates having T-slots
for clamping the molds. The bolster plates are heat-insulated from the table
and the slide by spacers.

Conirol is effected by means of push-button stations. .

Hydraulic eontrol of the main and the ejector cylinder circuits is accom-
plished by means of two piston-type three-way valves which, in turn, are con-
trolled by push-buttons through electromagnets. The pumps are provided with
automatic relief valves,

The press is furnished complote with the high- and low-pressure pumps,
hydraulic controls, piping, electric motor, electrical equipment and all the
necessary technical instructions for the erection and operation of the press,

SPECIFICATIONS

Rated capacity, ¢t ... Maximum distance between holster
E?turn stroke (]:upncmy. b, . plates, mm .
Cjector up-stroke capacity, t . . ol i i
Ejector dg\vn-stroke]zznpuziby. [N g’.gh pressure pump eapnm.'.y, Vemin
Maximum stroko of slide, man igh-pressure pump working pres-
Ejector stroke, mm sure, kg/sq.em
Down-stroke idle speed, mm/sec ... Low-pressure pump capacity, 1/min
Down-stroke worlking speed, mmfsec 1. Low-pressure pump working pres-
};etum sbrokbe sipeed, rﬁm/see/ sure, kg /sq.cm
Ejector up-stroke speed, mm/sec .. D i e
Ejector dg\vn-sm'okéj speed, mm fsec Eleetrfe mmotor power, kW ..
Maximum dwell with pressure ap- EBlectric motor speed, r.p.m
*plied, min - up to Overall dimensions,
Maximum working pressure, kg/sq.cm F.toB.
Distance clear between columns, mm
Size of bolster plates, mm:
to B.

Net weight including hydraulic drive,
. kg approx. 4000

STANKOIMPORT
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PLASTICS
MOLDING HYDRAULIC PRESS -

MODEL IT 476 ;

o pross is dos ssi ing of plastics, Tt

The hydraulic press is designed for, the compression molding of p
can also 'ge used fgr stamping small workpieces and in the abrasive n}gnufac-

i i d t : i . int
tun’;lg)e] Iilnl‘iliﬁgual hydraulic drive makes the press a self-contained unit, t'hmi
can be installed at any place in production lines depending on the tec]:mqloglca
reql’}‘lli:lr;l?:;e is welded of steel plates. The main cylinder is rigidly cl'g:mp;d
in the upper part of the frame, and the hydraulic ejector is arranged in the
lower part. The steel slide guides are mounted on the side surfaces of the frame.
Two compartments are provided in the frame. The left-hand compartment xsl
designed for electrical equipment and the right-hand compartment, for contro
mechanism, . . iston moving

in cylinder is a steel forging. The rod, connc?pted to the piston mo

in,bggi;’l}?mlgeg is guided in the bronze sleeve. The piston has cast-iron piston
rings, The rod is sealed with vinyl-plastics packing cups.

STANKOIMPORT
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The cast-iron slide is of a box-form and is reinforced with internal stiffening
tibs, The guides of the slide are made as separate strips and can be adjusted
for wear, -

The hydraulic. ejoctor is arranged under the table of the press, It consists
of the hydraulic eylinder, piston with the rod, guiding sleeve, piston rings and
packing cups. The ejector rod stroke is limited by the upper and lower limit
switches, that automatically switch over the ejector hydraulic control system,

The hydraulic drive mechanism is arranged behind the press as an inde-
pendent unit. It consists of an oil reservoir on which a low-pressure vane pump,
high-pressure piston pump, electric motor and hydraulic control equipment
are mounted. The oil reservoir is equipped with an oil cooler, which, when
required, can also be used as an oil heater. '

-The table and the slide are provided with cast-iron bolster plates having
T-slots for clamping the molds. The bolster plates are insulated from the table
and the slide by spacers .

Control is effected by means of push-buttons,

Hydraulic control of the main and the ejector cylinder cirenits is accom-
plished by means of two piston-type three-way valves, which, in turn, are con-
trolled by push-buttons through electromagnets, The pumps are provided with
automatic relief valves,

The press is furnished complete with high-pressure pump, low-pressure
pump, oil reservoir, hydraulic control, piping, electric motor, electrical equip-

ment and technical instructions necessary for erection and operation of the
press,

SPECIFICATIONS

Rated eapacity, ¢
%_etum stroke (;;),pacit,y, b plates, mm
Ljector up-stroke capacity, t i i i
Ejector dlgwn-stmkepcnpn)citv, t .. g}gkimss"m iy, “apacity. 1/min
Maximum stroke of slide, mm . s pt;:{ssure bump working pres-
Maximum stroke of ejector, mm ... sure, kg/sq.om
Slide down-stroke idle speed, mm /sce Low-pressure pump capacity, J/min 100
Slide working stroke speed, mm/sec 1. Low-pressure pump working  pres-
Slide return stroke speed, mm/sec. . sure, kg fsq.cni : 65
Ejector up-strokeé speed, mm/see ... Blectric motor power, kW
Ejector down-stroke speed, mm /fsec Flectric motor speed, r.p.m
- Maximum dwell iith pressure ap- Overall dimensions including
plied, min up lie drive, mm:
Maximum working Ppressure, F.to B
'kg Jsq.cm 3
Distance clear between columns, mm
Size of bolster Pplates, mm:
. to B.
R.to L.

Maximum distance between bolster

kg approx. 6000

STANKOIMPORT

HYDRAULIC STRAIGHTENING PRESS

MODEL II 413

ighteni is desi jghtening crankshatts
hydraulic straightening press is designed for straightening cran]
tdeg:mg;mfts lof :mtgmobile and tractor engines, shafting pipes and other
i 1 t " * . .
Slml’l‘al;rep::esss can also be used for stamping small workpieces produced by
bending, flanging, blanking drawing as well as for pressing-fitting- :sleeves,
bearings, ete. . . . + and ascembl
i is widely used in forging, stamping, Leat treatment and a ly
depgg;g;:?;? ‘avllxtomyobile and machine building plants, as well as in repair

Sho}’ﬁie frame is made of welded steel plates. The frame carri5§ the hydraulic

i the table, L
cyhg‘izrha;:ﬁaul?c drive and oil reservoir are arranged inside the frame to pro-
i installation. . -
Wd?l‘ﬁ:n;}ﬁg;}tnysp: plunger is made of cast iron and haés .threel c;st-'ltrhorlx) a?éls{fzx;
i he piston rod is guided in a cast-iron sleeve and is sealed wi 3
1;:5: ‘ocf ‘?S};fa:.)\ite” (speg(—:lil:).l oil resistant rubber). The collars are held m the
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cylinder hore by means of cast-iron ring and a steel flange. The lower free
end of the plunger is provided with a dovetail adapter for attaching straighten-
ing and stamping tools. .

The welded table has a slot on its upper surface for settirig two pressure-

blocks and two side slots for mounting centres.

The steel pressure block can be adjusted by hand and set in positions corre-
sponding to the length of the workpiece to be straightened.

The centres are designed for checking the workpiece with, a dial gauge. The
centres are mounted in carriages, which move along the side slots of the table
on rollers, The carriages are mounted on springs, so that after each press stroke,
the workpiece, together with the centres raises away from the pressure blocks
and can be easily rotated on the centres.

The press is driven by a vane pump which is powered by an individual
electric motor.

Control is effected by means of a handle and a pedal, Five push-buttons for
motor control, electro-magnetic reversing valve and piston switching valve
control are also provided.

TLubrication. Working parts of the cylinder, pump and other equipment are
continuously lubricated with oil from the hydraulic cireuit of the press,

The press is furnished completo with electrical equipment and wiring, hy-
draulic drive, hydraulic control valves, piping, set of packing glands, straighten-
ing accessories of the table, grease gun and oil can, limit switches, oil reservoir,
hydraulic pressure gauge and a set of technical instructions necessary for
erection and operation of the press.

SPECIFICATIONS

Table height above floor level, mm.. 900
Maximum distance between centres,
mm
Height of centres ahove table sur-
face, mm
Speed of piston down stroke, mm /sec Electric motor power, kW .
Speed of piston up stroke, mm [sec. . Speed of electric motor and
Maximum distance between. upper pump, r.p.m. .
pressure bloek and table, mm.... Overall dimensi
- ¢ F.toB.. . 1260
rame gap, mm R.toL.. 1730
Table size, mm: Height above floor leve) . 2800
Net weight without electrical equip-
ment, kg approx. 2870

13
. 1000
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HYDRAULIC DIE EMBOSSING PRESS

MODEL IT 053

The hydraulic press is designed for die sinking operations in high carbon
and alloy steels. . . i . .

The press is widely used in shops manufacturing dies for hammers and
presses. If required, it can be used as a general purpose press for sheet metal
stamping operations, for straightening and calibration as well as for briquetting
abrasives and molding plastics, . : . .

The ‘frame of the press cousists of the front and the back plates between
which the cast steel and sides are secured. On the top of the frame a steel
crown is firmly secured, between the plates, and the steel hydraulic cghnder
is fastened in the bottom of the frame, . ) .

The piston of the hydraulic cylinder unit is made of cast iron and the cups

erized fabric. .
e 'f‘illlg};lide is made of cast steel and is firmly secured to the outer end of the
lunger by means of pins, .
P mi‘%le pr{ss is drivén If)rom two vane pumps powered by a single electric motor.
The pumps and other hydraulic equipment, except the non-return and relief
valves, are mounted on the welded steel oil tank. o .

The intensifier is designed for increasing the pressure of the liquid flowing
to the hydraulic eylinder at the moment of pressing.

The hydraulic control equipment includes:
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a) a relief valve, designed to limit the maximum pressure in the hydraulic
system to any desired adjustable valve;

b) two solenoid-controlled and operated reversing valves, designed for con-
trolling the direction of liquid flow, One directs the oil flow either to the inten-
sifier or to the servo-motor of the relief valve; the other valve directs the
liquid flow alternately to the left and to the right-hand recesses of the inten-
sifier eylinder; : :

’ ¢) a pressure relay designed for switching-over the electrical circuit when
the required pressure is reached;

d) by-pass and non-return valves mounted in one valve body. The by-pass
valve is designed for free flow of liquid from the cylinder to the tanlk during
the return stroke, The non-return valve separates the high pressure line from
the low pressure line,

Press operation is controlled by means of push-buttons that provide for
lowering the piston, pressing stroke, and for lifting the piston. . o

The guards are designed for protecting the operator from flying splinters
in case of destruction of the workpiece. The guards have plexiglass inspection
windows to observe the process of pressing. The guards are equipped with limit
switches which are electrically interlocked with the press control in such a way
that the press can not be started until both guards are properly closed.

The slide guides are lubricated by means of grease cups. The guard hinges
are lubricated by a lubricating gun. The other working mechanisms of the
press are self-lubricating,

The press is furnished complete with electric motor, electrical equipment '

and wiring, hydraulic drive and controls, oil tank, piping, set of packing cups,
pressure gauge, protecting guards and all the necessary technical instructions
for erection and operation of the press.

SPECIFICATIONS

Rated capacity, t Small pump capacity, 1/min
Slide stroke, mm . . . Maximum f)umg preZsm!e, kg/sq.em. 65
Dio space, mm e 0 Electric motor:
Worling surface of shide, mm. . Power, kW 4.5
Working pressure, kg/sq.em .. ... Speed, r.pm. ..o 1000
Return stroke pressure, kg/sq.cm . Overall dimensions, mm:
Speed of slide during pressi X

.mm/see ..
Speed of slide return stroke,
Large pump capacity, 1/min
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HYDRAULIC
SCRAP METAL BALING PRESS

MODEL MI' 100

The press is designed for baling sheet metal scrap, as well as scrap of ferrous
and non-ferrous metals. It is mounted on skids. It can be moved to any required
site and installed without a foundation. ‘.

The press can be used in-scrap storage yards, in metal salvage works as well
as in machine building and metal-working plants having sheet and strip metal
waste, . . . . :

The press comprises the following principal units: bed, first and second baling
mechanisms, shutter mechanism, drive, -

The hed is welded of steel plates, It consists of a base and four sides. The
sides are ribbed and are bolted to the base and to each other. The inside of the
pressure box is surfaced with wear-resistant ste¢l liners. A tube, used for a
rotary crane installation, is welded to the rear wall of the bed. This crane is
to be used for lifting the baled serap from the press box. . . .

The first baling mechanism consists of a_cast-iron hydraulic cylinder with
a piston-type plunger. The plunger is sealed with piston rings made of high-
quality cast iron. The rod and the cylinder are sealed by means of rubberized
cotton fabric packing cups. The free end of the rod carries a slide, the working
side of which is lined with wear-resistant plates. The cylinder is arranged o
the front wall of the press box and is fastened with four bolts.. :

The second baling mechanism is identical to the first, but is arranged on
the side wall of the press box, and operates only at the end of the stroke of the
first baling mechanism. ..
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The shutter mechanism is used for closing the box during the .pressing :

operation. It consists of a hydraulic cylinder, a carriage and a cover. The
cylinder is mounted under the oil reservoir, The free end of its piston rod is
rigidly connected -to the carriage. The cover is connected to the carriage by
means of two hinges. The shutter is locked by swinging the hinges relative to
the journals. When opening the shutter, first the carriage moves back, lifting
“the front end of the shutter cover: After a gap appears between the baled
sorap and the shutter cover, the shutter opens. .

Tho press is' driven from two vane pumps, which, in turn, are driven by
individual electric motors. The pumps and hydraulic: control equipment are
mounted on the oil reservoir arranged over the press on special stays.

Control. The electric motors are push-button controlled.

Hydraulic cylinders are controlled by means of two-way hand-operated
valves. One valve is for controlling the shutter mechanism cylinder operation
and the other valve is for the cylinders of the first and second baling mecha-
nisms, At the neutral position of the valves, the pumps are connected to the
drain, Between the pumps and the shutter cylinder control valve, an auto-
matically operated valve is mounted to divert the oil flow from the pumps to
cylinders of the first and second baling mechanisms when the pressure in the
shutter cylinder reaches 25 kg per sq. em,

The press is furnished completo with electrical equipment and wiring, hy-
draulic pumps, control and safety valves, pressure gauges, oil reservoir, set of
packing glands, set of wrenches and technical instructions necessary for installa-
tion and operation of the press.

SPECIFICATIONS

Capacity of first baling mechanism, t 70  First vane pump:
Capacity of second baling Capacity, 1/min
‘mechanism, t Maximum pressure,
Dimensions of press bo: N Speed, r.p.m. ..
Length TFirst pump electric motor:
VHV;?;QIG . . Power, kW ...
Balo size, m: . Speed, rpm. ..ol 980
Length Seeond vane pump:
Width. .- o Capacity, 1/min
Height . ...... o o 5 Maximum pressure, kgfsq.em .
Bale weight (specific weight 1.9), kg Speed, r.pm. oo 980
Maximum thickness of baling scrap, Second pump clectric moto;
mm. X Power, kW
Uxi:tlpr u at the end of the first : Speed, r.p.m.
baling.slide. stroke, kgfsq.em. ... O i fons, H
Unit pressure at the endgof (c]he second vem]lLilnng‘nslr]lsxons, o
baling shde stroke, kg/sq.cm. ‘Width
Pressing time, min Height o
Number of pumps Net weight, kg

STANKOIMPORT

HYDRAULIC FORCING PRESS

MODEL I1B 002

The press is designed for press fitting the pins of caterpillar links for trac-
tors, as well as for other similar operations. . .

The press finds application in tractor plants, as well as in repair shops.

Complete equipment consists of: press, roll table and winch. .

The bed is a box-sectioned grey iron casting, divided by an inside partition
into two compartments. For compactness the hydraulic- drive is mounted in
one of the compartments, while the other serves as a reservoir for the working
fluid, The hydraulic cylinder and the table are mounted above the bed.

The working cylinder is a steel forging. A hollow piston-type plunger located
in the cylinder transmits pressure to the work. i - .

The drive is from a vane pump which-pumps liquid under pressure into the
cylinder, The pump is driven by an individual electtic motor. The pump shaft
is connected directly to the motor shaft through a flexible coupling., o

The hydraulic intensifier is designed for raising pressure in the working
cylindeér at the moment of pressing, Preliminary filling of the cylinder and the
reverse stroke are accomplished directly by the pump. ) -

Control is effected by means of,a hand-operated slide valve. The slide valve
comprises a steel body, distributing plunger, two covers and operating lever.
The slide valve is connected by a piping system to the pump, the recesses of
the working and the reversing cylinders, the intensifier and the outlet.

The relicf valve protects the hydraulic system from damage if the pressure
rises above the preset limit. . o

The wineh is operated by a hand drive and facilitates feeding the crawler
tracks to the roll table and from the roll table to the press and back again.

The roll table is designed for transporting crawler tracks to the’ press and
‘back. again. -
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The press is delivered complete with the hydraulic drive, the piping syst
control valves, electrical equipment and wiring, a set of,worlgnlzr E)oﬁs, f‘gﬁ
table, winch, a set of plunger sealing rings and gland packing, as well as all
the necessary technical instructions for erection and maintenance,

SPECIFICATIONS

Rated capacity, t Vane pump:
Working cylinder plunger stroke, mm 320 PCupEciLy 1/min
Distance between die plates, mm: Pressuro, kg/sq. om’
Maximum .. ... 635 Speed, r:p.m .
. 31 WVorki i i
Table adjustment in height, mm... 3(5) W ﬁg};‘:ﬁcmpmssum of Intonsifier,
Distance from centre of die holder to Electrie motor power, kW
mble\.lm'{n: Electric motor speed, t.p.m.
Maximum ... -+ 70  Overall dimensions, mm: .
40 Length
Width ...
890 Height
860  Width with the roll table, mm
Not weight of press, kg. ..
Net weight of roll table, kg

Distance from e
frame, mm ... 120

Working cyele, sec ... 60 Net weight of tools, kg
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HORIZONTAL
TRIPLEX PLUNGER PUMP

MODEL I'b 3564

The pump is designed for: individual direct hydraulic press drive, hydraulic
accumulator stations, driving various hydraulic mechanisms,

The pump comprises the following principal units: frame, crankshaft and
connecting rod assembly, cylinder, high-pressure accumulator, universal shut-
off valve, safety valve, drive.

The frame is made of cast iron and is provided with two housings for crank-
shaft bearings and three supports for the slide bushings. The three cylinders
are mounted on the front part of the frame. -

The crankshatt and connecting rod assembly comprises a forged steel crank-
shaft and three welded steel connecting rods, mounted on rolling friction

_ bearings. The slides are of cylindrical shape and travel in the bushings mounted

on the frame. Steel plungers are fastened to the slides. -

The cylinders are steel forgings. Suction and pressure valves are mounted
in the cylinders. The valves are made of high-quality stainless steel, assuring
high-quality pump service. )

The high-pressure accumulator is mounted at the end of the cylinders. The
accumulator is equipped with a_high-pressure gauge and a safety valve. A uni-
versal shut-off valve is mounted on the discharge side of the accumulator.

The shut-off valve is intended for diverting the pump discharge -to the
overtlow sink, when there is no demand for high-pressure water supply. The
valve operates automatically, - - B

The safety valve safeguards the hydraulic system and the piping against
damages when pressure rises above the maximum.

The drive is from an individual A. C. electric motor through a multiple
V-belt running over the flywheel-pulley. -

TLubrication of the crankshaft and connecting rod mechanism is effected
by the splash-system. Machine oil is poured into the pump housing to the
level gauge mark. -

The plungers are lubricated through grease cups.
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The: pump s delivered complete with the electrical equi

: . ] quipment, a set
V-belts; oil-guns, & set of packing gaskets and glands, a set of svrenches.and :]f
the necessary technical fnstructions for erection and maintenance.

SPECIFICATIONS .

Capucity, Ifmin ... +.. 100 Mini; i fe
\é‘«iozlﬁng pressuze, ’ .h;t;g:‘u{gv}(:f,%nhr;d feed tank above
Pl%en déu:[l;eter. mm Electric motor power, kW

lunger stroke, mm .. Electric motor speed, r.p.m. ...

Number of strokes per minute 3 ¥ =< Sreeeees
Universal shut-off gnlve, mm: Floor space, includirig electric motor,

Diameter of non-return valve
passage ...
Diameter
passage .
Safety valve adjustmen

3
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HORIZONTAL :
TRIPLEX HYDRAULIC PUMP

MODEL I 347

The horizontal triplex hydraulic pump is designed for direct connection to
hydraulic presses, hydraulic accumulator installations, driving various hy-
draulic mechanisms.

The pump comprises the following principal units: frame, crankshaft and
connecting rod assembly, cylihder block, high- and low-pressure accumulators,
relief valve, saféty valve, gear reducing unit, drive.

The frame is of a box-type internally ribbed grey iron casting.

The crankshaft and connecting rod assembly consists of a forged steel
crankshaft, three cast steel connecting rods, crosshead and slide blocks.: The
crankshaft main journals are mounted in roller bearings.

The eylinder block is made of forged steel and has three housings for plun-
gers, suction and pressure valves and packings. : i

The pump plungers are made of high-quality forged steel and reciprocate
in bronze liners. Packings for the plungers and valves are made of vinyl-

lastics. . :
P The high-pressure aceumulator is mounted on the top of the cylinder block. *
A high-pressure gauge, a safety valve and a relief valve are mounted on the
accumulator, The latter is arranged on the outflow line. -

The low-pressure accumulator is arranged under the cylinder block and is
connected to the supply line. ' . T

- The relief valve is designed for diverting the pump water from the pressure
circuit to the drain whén there is no demand for high-pressure water supply.

The safety valve is designed for discharging the high-pressure water to the
drain when the pressure m the high-pressure circuit rises above thé preset
maximum, . .

The relief valve and the safety valve operate automatically.

- All valves and valve seats are made of forged stainless steel.
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The gear reducer is designed as'a separate unit. It consists of a cast-iron
split-type housing and a pair of herring-bone gears.

The pump drive is from an A. C. electric motor. Power is transmitted through
a flexible toothed eluteh, to the driving shaft of the reducing unit, and then,
from the driven shaft, through a second toothed clutch, to the pump crank-
shait, ’

Lubrication of tho pump is accomplished by means of a small gear pump,
which is driven from the crankshaft, .

Gears and bearings of the gear reducing unit are splash-lubricated by oil
poured into the housing.

The pump is furnished complete with electric motor, electrical starting and
protective devices, centralized lubricating system, reducing unit, toothed
clutehes and all the necessary technical instructions for erection and operation
of the pump. )

SPECIFICATIONS

Pump ecapacity, 1/min

Working pressure, kg/sq.cm .
Plunger diameter, mm .. 65 3

Plunger stroke, mm Wideh ..
Foree doveloped by plunger, kg ... Height .
Crankshaft speed, r.p.m. 1 Gear ratio ....
Pump dimensjons, mm:

Gear reducing unit dimensions, mm:
Length ..

Weight of gear reducing unit, kg
’ approx. 1040

Height above floor level. O 11 di i :
Pump vty verall dimensions of pump plant, mm

Electric motor: Length .
Power, kW . Widsh ..
Speed, r.p.m. .. Height .
Weight, kg .. Total weight, kg ... .. approx. 3800
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HORIZONTAL
TRIPLEX HYDRAULIC PUMP

MODEL I 359

The horizontal {riplex hydraulic pump is designed for: hydraulic air or

weighted accumulator installations, driving various hydraulic mechanisms,

he pump comprises the following principal units: frame, gear reducing
unit, crankshaft and connecting rod assembly, eylinder block with high- and
low-pressure accumulators, relief and safety valves, drive.

The frame is a box-type internally ribbed grey iron casting carrying all
other units of the pump. ' i

The gear reducer is designed as a separate unit. It consists of a cast-iron
split type housing and a pair of helical gears.

The crankshaft is a carbon steel forging.

The I-section connecting rods are made of cast steel,

The cylinder hlock and the high-pressure accumulator are made of-a solid
forged steel block having housings for plungers, guiding bronze liners, packings,
as well as suction and pressure valveés, - A

Packings are made of vinyl-plastics possessing high strength and heat
resistance. -

The high-pressure accumulator is provided with a relief valve, on one end,
and with non-return and safety valves on the other. The low-pressure accu-
mulator is arranged under the cylinder block and is connected to the supply
line. .

The relief valve is designed for diverting the pump water from the pressure
circuit to the drain when there is no demand for high-pressure water supply.

The safety valve is designed for discharging the high-pressure water to the
drain when the pressure, in the high-pressure circuit, rises above tlie preset
maximum. The relief and the safety valves operate automatically. -

The non-return valve provides for a flow high-pressure water in one direc-
tion only, i.e., from the pump to the user and prevents return of fluid.-

All the valves and valve seats are made of forged stainless steel.

The pump drive is from an individual synchronous electric motor, Wwhich
has a direct current exciter, The shaft of the exciter motor and tl%e shaft of the
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electric motor are connected by means of & flexible coupling. Power is trans-
mitted from the electric motor, through a flexible toothed clutch, to the gear
reducing unit, and then through a second toothed clutch to the crankshaft.

Lubrication of all friction surfaces of the pump is aceomplished by means
of a gear pump mounted directly on the frame and driven from the crankshaft.

The pump is furnished complete with electric motor, electric motor exciter,
electrical starting and protective equipment, wiring on the pump, centralized
lubricating system, set of valves and packing cups, toothed flexible couplings,
oil cooler and. all the necessary technical instructions for erection and operation
of the pump. ' .

SPECIFICATIONS

Pump capacity, 1/min -+ 500 Pump weight, kg 15600
Working pressure, kg/sq.cm . Dimensions of gear reducing unit, mm:
Plunger dismeter, mm .. Length
Plunger stroké, mm .. s
Cmnﬁslmit speed, r.p. w'fh‘h e -.. 700
Suction pipe diameter, inches. . Height .. ... 1336
Discharge pipe dimensions, mm .. Gear ratio .. 587
Oil reservoir capacity, 1 Weight of unit, kg
Electric motor: . . .
Power, kW Overall dimensions of pump plant in-
Speed, r.p.m cluding electrical equipment, mm:
Pump dimensions, mm: . Length
Length et Width .
Width . Height .
Height vl 15 Total weight, kg
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HORIZONTAL .
TRIPLEX HYDRAULIC PUMP

MODEL T 344

The horizontal triplex hydraulic pump is designed for hydraulic air or weigh-
ted accumulator installations, driving various hydraulic mechanisms.

The pump comprises the following principal units: frame, gear reducer,
crankshaft and connecting rod assembly, cylinder block, relief and safety
valves, drive,

The frame is a box-type internally ribbed grey iron casting carrying all the
other units of the pump.

The gear reducer is designed as a separate unit. It consists of a cast-iron
split-type housing and a pair of gears,

The crankshaft is a carbon steel forging.

The I-section connecting rods are made of cast steel,

The eylinder block and the high-pressure accumulator are made of a solid
forged steel block, having housings for plungers, guiding bronze liners, pack-
‘ings, as well as suction and pressure valves. .

Paclsings are made of vinyl-plastics of high strength and heat résistance,

The high-pressure accumulator is. provided with a relief valve on oné end,
and with a non-return and safety valve on the other, . .

The low pressure accumulator is arranged under the cylinder block and is
connected to the supply line, )

The relief valve is designed for diverting the pump water from the pressure
circuit to the drain when there is no demand for high-pressure water supply.

The safety valve is designed for discharging the high-pressure water-to the
drain when the pressure, in the high-pressure circuit, rises above the preset
maximum, - :

The relief and safety valves operate automatically. .

. The non-return valve provides for a flow of high-pressure water in one
direction only, i. e., from the pump to the user and prevents return of fluid.
All of the valves and valve seats are made of forged stainless steel. *

The pump drive is from an A. C. electric motor. Power is transmitted through
a flexible toothed clutch, gear reducing unit and a second toothed clutch to the
crankshaft, . .
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Lubrication of all friction surfaces of the pump is accomplished by mea; ’
of a gear pump mounted on a special oil reservoir and drivenpby an inﬁiw’dulﬁ i H ORIZONTAL

electric motor. o ‘
Gears and bearings of the gear reducing unit are splash-lubricated by oil : TRIPLEX HYypo RAULIC PUI\IP s

poured into the housing.
The pump is furnished complote with the electric motor, starting and pro- MODEL T 301
tective equipment, wiring on the pump, centralized lubricating system, set of
valvesand packmgs, toothed clutches, oil cooler, set of wrenches and all thc; neces-
sary technical instructions for erection and maintenance of the pump.

SPECIFICATIONS

Pump ecapacity, 1/min. .. 550 - §
Working pressura, kg/s “?52‘};5"1?;"
Plunger diameter, mm Gear reducing 1
Plunger stroke, mm .. 0
Crankshaft speed, r.p.m.
Suction pipe diameter ... X Height
Discharge pipe dimensions, mm .. 6 Gear ratio ....

ump %ncn;zaslxons, mm: Weight of gear reducing unit, kg

. approx. 2400

Width ... i) i

Height above floor leve . Dvemlllilrl;n(zi:smns of prmp plant, mim
Pump weight, kg Widgth
Electric motor: Height o

Power, kW Total weight, k;g

The horizontal triplex hydraulic pump is designed for : hydraulic air or weight-
ed accumulator installations, driving various hydraulic mechanisms.

The pump comprises the following principal units: frame, gear reducer,
crankshaft and connecting rod assembly, cylinder block, high- and low-
pressure accumulators, relief and safety valves, drive.

The frame is a-box-type internally-ribbed grey iron casting, made integral
with the gear reducing unit housing, and carrying all the other units of the

ump. . .
P TI])le gear reducing unit has one pair of herring-bone gears, The. driving shaft
runs in cylindrical roller bearings mounted in the frame. The crankshaft is
mounted in self-aligning roller bearings. . ) -

The erankshaft and connecting rod assemhly consists of a forged steel crank-
shaft, three steel connecting rods and slide blocks. The connecting rods are
connected by means of the wrist pins to the slides that reciprocate in the frame

uides. ’ .
% The pump plungers are made of a high alloy forged steel. The packing
glands on the plungers are made of rubberized fabric. The plunger surfaces
are rendered highly wear-resistant and anti-corrosive by means of nitriding.

The cylinder block and the high-pressure accumulator are made of . solid
forged steel block having housings for plungers and packing devices, as well
as for the suction and pressure valves. The high-pressure accumulator is con-
nected to the high-pressure piping and to the sink through a non-return valve.

The low-pressure accumulator, connected to the supply line, is arranged
under the cylinder ?lock and fastened to it by means of studs.
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The reliof and safoty valves are arranged directly on the high-pressure accu-
mulator, The relief valve is designed for diverting the pump water from the
pressure circuit to the drain when there is no demand for high-pressure water
supply. The safety valves are designed for discharging the high-pressure water
to the drain wlien the pressure in the high-pressure circuit rises above the
preset maximum. The relief and safety valves operate automatically. All the
valves and the valve seats are made of forged stainless steel,

The pump drive is from an individual synchronous electric motor coupled
to the réducing unit input shaft through a flexible toothed clutch, The syn-
chronous electric motor is provided with a direct current exciter, which is
connected to the main electric motor through a V-belt drive,

Lubricating of all friction surfaces of the pump is accomplished by means
of a centralized lubricating pump station. The operation of the lubricating
system is controlled by means of electrical contact pressure gauges and the
pressure line oil supply relay. When the pressure in the oil pressure. line drops
below the preset minimum, the above-mentioned devices automatically switch
off the main electric motor of the pump. This lubricating system provides for.
full reliability of pump operation.

The pump is furnished complete with electric motor, electric motor exciter,
electrical starting and protective equipment, wiring on the pump, centralized
lubricating system, set of valves and packings, set of V-belts, toothed coupling
and the necessary technical instructions for erection and maintenance of the
pump.

SPECIFICATIONS

Pump capacity, 1/min Electric motor speed, r.p.m. ....... 500
Working pressure, kg /sq.cm . Overall dimensions including drive, mm:
Plunger diameter, mm . . Length . 599
Plunger stroke, mm . Width

Cmnlkslmf.c speed, T.p. b Height above floor level. .

Suction pipe diameter . Net weight without electrical equip-
Discharge pipe diameter ment, kg approx. 27300
Eiectric motor power, kW . . Electric motor weight, kg .. approx. 5300
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PNEUMATIC
POWER FORGING HAMMER

MODEL MB 412 L

The hammer is designed for a wide variety of forging operations, by the
general forging method in flat and swage dies, such as: drawing, hole piercing,
hot cropping; forge welding, bending, twisting and stamping in open dies,

The erection of self-contained pneumatic power hammers does not require
considerable investment, as there is no need for steam boilers, compressor .
stations, steam or compressed air piping.

The hammer is driven from individual squirrel-cage type electric motor.

The hamnier can be effectively applied not only in répair shops but also
in forging shops of various industries. .

. The principal features of the hammer are: ample available energy, econo-
mical operation, perfect control, ability of the ram to. strike blows of vaTying
force owing to the sensitive power control, maximum utilization of the heat
of the forging owing to the large number of strokes, high efficiency, possibility
of holding down the forging under ram pressure, accessibility of the hammer
from three sides, simplicity of maintenance.

The hammer is provided with a double-acting air distributing systend.

The necessary coordination between the upper and lower recesses of the
working and compressor cylinders is provided for by means of a control hand
lever and a treadle. Different valve positions permit five distinet cycles of
operation: running idle, ram “hold-up”, continuous operation, single strokes,
holding down or “squeezing” the forging. .
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Consecutive compression and exhaust of air in the working cylinder by the ;
compressor piston ixﬁparts the reciprocating nmotion to the ram, : PN E UMATIC .
The compressor piston is driven through a crank mechanism and two-stage 1 n
speed reductli)on gearing from an individugl type electric motor, ¢ P OWER FO RGING HA“IMER
The first stage of power transmission is through 2 V-belt drive to ensure u . :
a flexible connection of the electric motor with the hammer, MODEL M 415 A
The second stage comprises a spur gear drive, .
A safety device is provided to prevent the ram from striking the upper
cylinder ¢over,
The ram is made of forged steel but is available also as a high-quality steel
- casting with unfinished internal surfaces.
The anvil block is a solid grey iron casting; its weight is equal to 12 times
the nominal weight of the falling parts of the hammer. :
The working and eompressor cylinders aro lubricated by a drip oil cup.
The gear drive operates in an oil bath.
Tho hammer is delivered complete with electric motor and starting equip-
ment, anvil block, upper and lower hammer dies, fastening wedges and all
the necessary technical instructions for erection and maintenance.

SPECIFICATIONS

Nominal weight of falling parts, kg.. 150 Maximum stroke of ram, mm
Number of strokes per minute 190 Electric motor power, kW
Effective kinetic energy of falling Electric motor speed, r.p.m
parts, kgm 250  Floor space, mm:
Distance from center of ram to frame, F.toB..
mm 350 R.to L. ..
Maximum height above floor level,
lower edge of ram stuffing box, mm 370
Hammer die surface, mm 85200
Height of lower die face above,floor

approx. 3280
level, mm Net weight of anvil block, kg ‘

The hammer is designed for a wide variety of forging operations Dby the
general forging method in flat and swage dies such as: drawing, hole piercing,
hot cropping, forge welding, bending, twisting and stamping in open dies.

The erection of self-contained pneumatic power hammers doés not require
considerable investment, as there is no need for steam boilers, compressor
stations, steam or compressed air piping. . I

The hammer is driven from an individual electric motor, 3

The hammer can be effectively applied not orily in repair shops _but also
in forging shops of various industries. - . D

The principal features of the hammer are: ample available. energy, econo-
mical operation, perfect control, ability of the ram to strike blows of varying
force owing to the sensitive-power control, maximum utilization of the heat
of the forging owing to the large number of strokes, high efficiency, possibility
of holding down the forging under ram pressure, accessibility of the-hammer
from three sides, simplicity of maintensnce. o .

The hammer is provided with a double-acting air distributing system, The
necessary coordination between the upper and lower recesses of the working
and compressor cylinders is provided for by means of a control hahd lever
and a treadle, Different valve positions permit five_dxsmn'ct cyeles of opération:
Tunning idlé, ram ‘hold-up”; continuous operation, single strokes, holding
down or “squeezing” the forging. .
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Declassified in Part - Sanitized Cop

Consecutive compression and exhaust of air i i } V
c . 2 air in the worki i .
the compressor piston imparts the reciprocating motion to thr;gr;ﬁnder " - ‘ PNEUMATIC

The compressor piston is driven through a cra i '
) ; ank mecl a -
spe(:z& re;i_uctmn gearing from. an individﬁal‘ clectric motﬁusm and bvo-stago - POWER Fo RGING HAMMER
. e first stage of power transmission is effected through a V-belt dui v
o0 ensure g flexible connection of the electric motor to the hammer, v i V ‘ MODEL MA 417
ih: ie%ou(ii stage comprises a spur gear drive ’ | ‘ —
afety deviee is provi iki

oylimaonety de is provided to prevent the ram from striking the upper

The ram is made of forged steel i i i
cast;x])g' \viﬂill 111'111ﬁnished o tim ;1 Zflr fl::;g s:s available also as a high grade steel

16 anvil block is a solid grey iron casting: its weight : i

the nominal weight of the fallin}é parts :ffl;ll%(‘; ;Jt;n‘a‘:;eggm 1 eaual o 12 times

Lubricati i inders i .
lubricating ion of the working amd compressor eylinders is effected by a special

SPECIFICATIONS
Nominal weight of falling pa. ts, ki i
Numb_er o shrokes por mgirﬁlti: 2 kg, . 3 R[nxn@um stroke of ram, mm
Effective. ki Electric motor power, kW .,
Electric motor speed, r.p.m........
Floor space, mm:
F.toR..

0X, mm

Hoemmer die surface, m pd

Ha surface, mm 100X 265
(iégJ;?‘ (;f]::t\er die face above floor

The hammer is designed for a wide variety of forging operations:by the
general forging method in flat and swage dies, such as: drawing, hole piercing,
hot cropping, forge welding, bending, twisting and stamping-in open dies.

The erection of self-contained pneumatic power hammers does not réequire
considerable investment, as there is no need for steam boilers, compréssor
stations, steam or compressed air piping. . .

The hammer is driven from an individual squirrel-cage type electric inotor,

The hammer can be effectively applied not only in repair shops but also
in forging shops of various industries. - -

The principal features of the hammer are: ample available energy, econo-
mical operation, perfect control, ability of the ram to strike blows of varying
force owing to sensitive power control, maximum utilization of the heat of
the forging owing to the large number of strokes, high efficiency, possibility
of holding down the forging under ram pressure, accessibility of the hammer
from three sides, simplicity of maintenance.

The hammer is provided with a double-acting air distributing systein, The

- necessary coordination between the upper and lower recesses of the working
and eompressor cylinders is provided for by means of a control hand lever and

|
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a treadle. Different valve positions permit five distinet cycles of Opelfgf&?; g AIR OR STE ANI ARCH_TYPE

running idle, ram “hold-up”, continuous operation, single strokes, .
down or “squeezing” the forging.
X Consecugive conglpression fnd exhaust of air in the working cylinder by the D OUBLE ACTION FORGING HAMMER
compressor piston imparts the reciprocating motion to the ram,
II‘}le comgressor pi?ton is drivenpthroughg a crank mechanism and a two- - MODEL M 132 A
stage reduction gearing from an individual electric motor.
The first stage of power transmission is effected through a V-belt drive to -
ensure a flexible connection of the electric motor to the hammer,
The second stage comprises a spur gear drive.
A safety device is provided to prevent the ram from striking the upper
cylinder cover. . o
The ram is made of forged steel but is available also as a high grade steel
casting with unfinished internal surfaces,
The anvil bloek is a solid grey iron casting; its weight is equal to 12 times
the nominal weight of falling parts of the hammer.
Lubrication of the working and compressor eylinders is effected by a special
lubricating pump station. The gear drive operates in an oil bath,
The hammer is delivered complete with the electric motor and starting
equipment, anvil block, upper and lower hammer dies, fastening wedges, ubri-
cating pump station and all the necessary technical instructions for erection
and maintenance.

SPECIFICATIONS

Nominal weight of falling parts, kg.. 750 Maximum stroke of ram, mm
Number of strokes per minute 5 Electric motor power, kKW
Efiective kinetic energy of falling Rlectri !

parts, kgm lectric motor speed, r.p.m........
Distance from eenter of ram to frame, Floor space, mm:

mm
Distance from the lower die face to

the lower edge of the ram stuifing

box, mm... .
Hammer die st ) eight without anvil block, kg
Height of lower die face il approx. 16930

level, mm een Net weight of anvil block, kg 9000

SR

s

This hammier is designed for various forging operations performed by general
forging methods on flat dies. R

"The hammer is actuated by compressed air or steam at a- pressure of 6 to
8 atmospheres and can be operated on the following cycles: single strokes of
varying force, ram “hold-up”, holding down or “squeezing” the forging,

" The frame uprights are made of high:quality cast iron and are fastened toa
cast-iron bed plate by fitted bolts. In the zone of the guides, the uprights are
drawn together by two tie-rods which impart rigidity to the construction and

- diminish stress in the framé. o .
The adjustable ram guides ensure accurate guiding of the ram.
The working eylinder is mounted on the upper part of the uprights.-
The cylinderis made of high-quality cast-iron and is fastened to the uprights
by fitted bolts. On the top of the cylinder, a safety cylinder head is-mounted
comprising 4 safety cylinder and safety piston. . -
This safety head prevents the-working piston from striking the cylinder
cover. . ..

STANKOIMPORT: ' STANKOIMPORT

1043R001800080005-




Declassified in Part - Sanitized Copy Approved for Release 2013/02/25 : CIA-RDP81-01043R001800080005-5

The working piston and the rod are fastened together in & manner ensuring
reliable operation of the hammer.

The hammer is provided with a hand-operated control mechanism with an
automatic steam cut-out. Control is effected by two levers: the throttle valve
and slide valve levers. The position of the throttle valve provides economical
steam consumption depending on operating conditions. The position of the

slide valve selects one of the available operating cycles.

The anvil block is made of cast iron; its weight is equal to 15 txmes the
weight of the falling parts. Die-cushions and hammer dies are fastened by
wedges and keys. Shifting of the anvil block with respect to the foundation
is prevented by oak wedges

‘The lubricating system is of a combined type: centralized lubrication of

the cylinder, rod, slide and throttle valves and ram guides is effected by a
pump station, while the control levers are lubricated by hand either through
grease or oil cups, or by pouring oil into the oil holes provided. The punip
station is actuated by the control lever tie-rod and feeds oil at each stroke of
the ram.

The hammer is delivered complete with the anvil block, die-cushion, upper
and lower hammer dies, fastening wedges, 8 anchoring plates, 8 anchoring
bolts and nuts, lubricating pump station, oil piping and all the necessary
technical instructions for erection and maintenance.

SPECIFICATI ONS

Nominal weight of falling partSA kg 1000 Rod diameter, mm

Effective kinetic energy of falli Number of strokes per minute, rated 100
parts, kgm . Ram dimensions, mm:

AMaximum stroke of ram, mm T.10B 300

Width clear betiween uprights, mm. R. to L. T

‘Width clear between ram guides, mm 430 o

Distance from lower die to face floor
level, mm

Hammer die surface, mm .

Inlet steam or air pressure, efi. atm .

Exhaust. pressure, efi. atm. 0.

Inlet pipe diameter, inches . - Net \\elghb without anvil block, kg

Exhaust pipe diameter, inches . .3 approx. 14250

Working C) linder bore, mm Net weight of anvil block, kg .... 15000

Floor space, mm:

STANKOIMPORT
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AIR OR STEAM ARCH-TYPE
DOUBLE ACTION FORGING HAMMER

MODEL M 133 A

The hammer is designed for, various forging operations performed by
genera) forging methods on flat dies,

The -hammer is actuated by compressed air or steam at a pressure of 6
to 8 atmospheres and can be opera,ted on the followmg cycles single strokes
of virying force, ram *hold-up”, holding down.or “squeezing” the forging.

‘The frame uprlvhts are made of high-quality cast iron and are fastened to
a cast-iron bed plate by fitted bolts. In the zone of the guides the uprights
are drawn together by two. tie-rods which lmpart rlgldlby to the construction
and diminish stress in the frame.

The adjustable ram guides ensure accurate guiding of the ram, -

The working eylinder is mounted. on the upper part of the uprights. The
cylinder is made of high-quality cast iron and is fastened to the uprights by
fitted bolts. On the top of the cylinder.a safety cylinder head is mounted com-

_prising a safety cylinder and a safety piston. This safeby head prevents the

working piston from striking the cylinder cover.
The working piston and the rod are fastened together in a manner ensuring
reliable operation of the hammer

STANKOIMPORT
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The hammer is provided with a hand-operated control mechanism with an . -' ’ AIR OR STEAM ARCH-TYPE

automatic steam cut-out. Control is effected by tl\vo lelvers: thelthrottle valvci .
and slide valve levers. The position of the throttle valve provides economical = §
steam consumption depend?ng on operating conditions. The position of the DOUBLE ACTION FORGING HAMMER
slide valve selects one of the available operating cycles. . i -
The anvil block is made of cast iron; its weight is equal to 15 times the - .} MODEL M 134
weight of the falling parts. Die-cushions and hammer dies are fastened by °
wedges and keys. Shifting of the anvil block with respect to the foundation
is prevented by oak wedges.
Tho lubricating system is of a combined type: centralized lubrication of
the cylinder, rod, slide and throttle valves and ram guides is effected by a
pump station, while the control levers are lubricated by hand either through
grease or oil cups, or by pouring oil into the oil holes provided. The pump
station is actuated by the control lever tie-rod and feeds oil at each stroke of
the ram.
The hammer is delivered complete with the anvil block, die-cushion, upper
and lower hammer dies, fastening wedges, 8 anchoring plates, 8 anchoring
bolts and nuts, lubricating pump station, oil piping and all the necessary tech-
nical instructions for erection and maintenance.

SPECIFICATIONS

Nominal weight of falling parts, kg.. 2000 Rod diameter, mm

Effective kinetic energy of falling Number of strokes per munute,
parts, kgm .. 7000 rated

Maximum stroke of ram, mm .. 1260 Ram dimensions:

Width clear between uprights, mm.. 2300

‘Width clear between ram guides, mm 550

Distance from lower die face to floor
level, mm

Hammer die surface, mm .

Steam or air pressure, eff.atm

Exhaust pressure, eff.atm The hammer is designed for various forging operations performed by

mm 4 i
:l(:n(lﬁr;1 pise giargpter,tmm e Net weight without anvil block, kg : general forging methods on flat dies.
Exhaust pipe di ) ceeen 3 2 E i i
Working l:;iind:r"}';z iy Neb weight of anvil block, kgn‘p.}im\. %3303 The hammer is actuated by compressed air or steam at a pressure of
. 6 to 8 atmospheres and can be operated on the following cycles: single strokes
of varying force, ram “hold-up”, holding down or “squeezing’ the forging.
The frame uprights are made of high-quality cast iron and are fastened to
a cast-iron bed plate by fitted bolts. In the zone of the guides the uprights are
drawn together by two tie-rods which impart rigidity to the construction and
diminish stress in the frame. :
The adjustable ram guides ensure' accurate guiding of the ram. -
The working cylinder is mounted on the upper part of the uprights.
The cylinderis made of high-quality cast iron and is fastened to the uprights
by fitted bolts. A safety cylinder head, comprising a safety cylinder and a
safety piston is mounted on the top of the working cylinder, This safety head
prevents the working piston from striking the cylinder cover. .-
The working piston and the rod are fastened together in & manner ensuring
reliable operation of the hammer. . -

* The hammer is provided by a hand-operated control mechanism with an
automatic steam cut-out. Control is cffected by two levers: the throttle valve
and slide valve levers, The position of tho throttle valve provides economical
steam consumption depending on operating conditions. The position of the
slide valve selects one of the availablo operating oycles. -
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The anvil hleck is made of cast iron; its weight is equal to 15 times the - AIR OR STEAM DOUBLE ACTION
weight of the falling parts. Die-cushions and hammer dies are fastened by ] - -~
wedges and keys. Shifting of the anvil block with respect to the foundation is D RO P l‘l AMNI;‘_‘R
prevented by oak wedges, 1

The lubricating system is of a combined type: centralized lubrication of | MODEL M 211
the cylinder, rod, slide and throttle valves and ram guides is effected by a
pump station, while the control levers are lubricated by hand either through
grease or oil cups, or by pouring oil into the oil holes provided. The pump
station is actuated by the control lever tie-rod and feeds oil at each stroke '
of the ram, . .

The hammoer is delivered complote with the anvil block, die-cushions, upper
and Jower hammer dies, fastening wedges, 8 anchoring plates, 8 anchoring
bolts and nuts, lubricating pump station, oil pumping and all the necessary |
technical instructions for erection and maintenance. .

SPECIFICATIONS

Nominal weight of falling parts, kg.. 3000 Rod diameter, mm ... 180
Eflfaoucrntsvek;;whc energy of h“mglosoo Number of strokes per minute, rated 68
Maximum stroke of ram, mm 1450 Ram dimensions, mm:
Width clear between uprights, mm.. 2700 toB
Width clear between ram guides, mm 630
Distance from lower die face to floor

level, mm
Hammer die surface, mm
Steam or air pressure, eff.atm
Exhaust pressure, eff. atm .
Inlet pipe diameter, mm .. Net weight without anvil block, kg
Exhaust pipe diameter, m approx. 28800
Working cylinder bore, mm . .. B3 Net weight of anvil block, kg
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This hammer is designed for hot forging in closed multiple-pass impression

e i ‘b mass production
 is used in forge shops.operating on large lot or P: .
’ %;i ll‘lzxgmlxi(zrl?su:ctuated %)y compressed air or steam at a pressure'olf 6 tt;
‘8 atmospheres and can be operated on the fl?uﬁ‘m% cycles: single strokes o
ryi rce, continuous operation, ram “hold-up™. ]
vm}’i‘llxi]og ffx'(::rfﬁs uprights are made of high-quality cast iron and a,lﬁn flmuxézﬁ
on the anvil block. The uprights are spzmne% gt the top by a cylinder
i rorking cylinder is mounted. ) . .
pla'e;h?sncyﬁhlll(&%rﬂi]se ?;s:ezl;c% t(}; the uprights by studs with dampl{n% sppilgs,
A safety cylinder head, comprising & safety cylinder and a safety piston,
is mounted on the top of the working cylinder.
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cov;lg.lis safety head prevents the working piston from striking the cylinder AIR OR STE AM D OUBLE ACTION_

The working piston and the rod are fastened together in a manner ensuring -
reliable opemtigon of the hammer. DROP HAMN[ER :
The steam distributing system of the hammer operates through a cylindrical
slide valve and a throttle valve, controlled from a treadle. MODEL M 212
The ram guides are adjustable and are held to the uprights through damping
springs, -
P Tﬁe anvil block is a solid steel casting; its weight equals 20 times the weight
of the falling parts.
The die holder is mounted on the anvil block. The lower die is fastened to
the die holder by a key and a wedge. The anvil block rests freely on an oak-
wood cushion in a shallow well in the foundation and is secured by oak wedges
to prevent axial displacement, ~ E
The lubricating system is of a combined type: centralized lubrication of
the eylinder, throttle and slide valves and ram guides is effected by a pump
station, while the control levers and the contacting surfaces are lubricated by
hand by means of a grease-gun and an oil-can,
The hammer is delivered complete with the anvil bloclk, die holder, fastening
wedges, lubrication pump station, oil piping and all the necessary technical
instructions for erection and maintenance.

SPECIFICATIONS

Nominal weight of falling parts, kg.. 1000
Effective kinetic energy of falling
parts, kgm .. 2500
Maximum stroke of ram, mm .. 1200
Width clear between uprights, mm.. 560
Width clear between ram guides, mm 500
Maximum distance from lower die
7: face to lower edge of guides, mm.. 220
Minimum height of lower die face
above floor level, mm
Minimum height of dies without
shanks, mm
Working eylinder bore, mm . ..
Rod diameter, mm 120
Tnlet steam or air pressure, efi. atm 6 to 8
Exhaust pressure, eff.atm ...... 0.1 to 0.5

Superheated steam temperature at
inlet 200°C

Number of strokes per minute, rated 80
Ram dimensiops, mm:
to B.

546

approx.
Net weight of anvil block, kg

STANKOIMPORT
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This hammer is intended for hot forging in closed multiple-pass impression

dies. -

The hammer is used in forge shops operating on large lot” or mass pro-
duction. . o
uchﬁlel hammer operates on compressed air or steam ab a pressure of 6 to
8 atmospheres and can be operated on the following opel‘atlon‘ ‘cyeles: s’l,ngle
strokes of varying force, continuous (automatic) strokes, ram “hold-up”.
The uprights are made of high-quality steel and are mounted on the anvil
block, The uprights are spanned at the gop by the cyhnder‘supporc.mg plate
hich the working cylinder is mounted. . ) .
o "i,‘hec cylind‘er is fx%stgned to the uprights by studs with damping springs.
A safety cylinder head comprising a safety cylinder and safety piston is mounted
the t f the working cylinder. : .
o Tlheis g:ffeoty head protecgts the cylinder cover from heavy blows by the piston.
The method of fastening the piston to the rod ensures reliable operation
f the h : o .
° Sfeax?lm:lli]:tl;‘ibutiou is accomplished by a cylindrical slide valve and a
throttle, The valve and the throttle are controlled from a treadle.

\
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The anvil block is a solid steel casting, with a weight equalling 20 times
the weight of the falling parts. ;
On %he anvil blockgispmounted a dio holder, to which the lower die js * AIR OR STEAM DOUBLE ACTION
fastened by o key and wedge, The anvil block rests freely on an oak-wood
cushion in a shallow well in the foundation and is secured by oak wedges to . DROP H AMMER
prevent axial displacement, : : )
The lubrieating system is of a combined type. The cylinder, slide valve
throttle and guides have centralized Iubrication from a pump station, while
the control levers and joint surfaces are lubricated by hand with a grease-gun
and an oil-can, .
The hammer is delivered complete with anvil block die holders fastening
wedge, Iubricating pump station and piping, a set of wrenches and all the
necessary technical instructions for erestion and maintenance,

SPECIFICATIONS

Nominal weight of falling parts, kg.. 2000 Diameter of rod, mm 145
Eifective Ilinetic energy of falling Inlet steam or air pressure, eff. atm 6 to 8
Exhaust steam pressure, off. atm 0.2 t0 0.5
0 g Number of strokes per minute, rated 70
Width clear between uprights, Floor space, mm:
Width clear between guides, mm. . . ItoB...
Maximum distance from lower die R. to L.
face to lower edge of guides, mm,. 270 Maximum hei
Minimum_height of lower die face mm
above floor level, mm Net we
Minimum height of dies without approx. 17900
shanks, mm P Net weight with anvil block, kg
approx. 57900

The hammer is designed for hot forging in closed multiple-pass impression
dles’i‘he hammer is used in forge shops operaging on 1a€ge lot or mass production.
is actuated by compressed air or steam. .
%ﬁg ?ra;;!l!xll‘;mlfpll‘sigaﬁisu:re ma{'ie of cast steel ﬁnd are gnoug?edtoén :11(1; ;12\}7:;
il i i ights can be adjuste )
- block. To facilitate setting up dies, the uprig 2djusted along the
i b, ans of wedges. The uprights are spanned a p by
i;l?nldgo%];seypﬁie on which the working cylinder is mounted. The cylinder
is fastened to the uprights by studs with damping sprmgs.d f\t ston
A safety cylinder head, comprising a safety cylinder and a safety Pt om,
is mounted on the top of the working cglinder. This safety he_ad prevents
i i from striking the cylinder cover. . T
\vor%?llg\‘gsg?:g p?s?:lon ind the rod are fastened together in a manner ensz;u’g i
reliable operation of the hammer. The piston is shrunk on the upper tap
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end of the rod without subsequent riveting over. The lower taper end of the

rod is fastened to the ram by means of a split steel bushing and a brass sleeve,
The steam’ distributing system of the hammer operates through a cylindrical
slide valve and a throttle valve, controlled from a treadle,
The ram guides are adjustable and are held to the uprights through damping

springs.

The ram and the piston are made of steel while the rod is made of high

grade alloy steel.

The.cylinder is a steel casting with a press-fitted cast-iron liner.
The anvil block is a solid steel casting; its weight equals 20 times the weight

of falling parts.

The die holder is mounted on the anvil block. The lower die is fastened in

the die holder by a wedge.

The anvil block rests freely on an oak-wood cushion in a shallow well in
the foundation and is secured by oak wedges from axial displacement,
The hammer is equipped with a centralized lubricating system supplied

from a lubricating pump station.

The hammer is delivered complete with the anvil block, die holder, lubri-
cating pump station, a set of wrenches and all the necessary technical instrue-

tions for erection and maintenance,

SPECIFICATIONS

Nominal weight of falling parts, kg.. 3150
Effective kinetic energy of falling
parts, kgm 7800
Maximum stroke of ram, mm 1250
Width clear between uprights,
Maximum distance from lower
face to lower edge of guides, mm. .
Minimum_height of lower die face
above floor level, mm
Minimum height of dies without
shanks, mm

Rod diameter, mm
Inlet steamu or air pressure, ef
Ram dimensions, F. to B., mm. .
Die holder size, F. to B., mm
Floor space, mm:

F.toB. ..

R. to L.
Maximum hej,

mm. .
Net weight without anvil block, ki

appro.
Net weight of anvil block, kg .... 63000

STANKOIMPORT

5000 and 10000kg - -
AIR OR STEAM DOUBLE ACTION
DROP HAMMERS

The hammers aré designed for hot forging in closed multiple-pass impression
dies. . : . N e,
The hammers are used in forge shops operating on large lot or 'mass pro-
duction. i . .

The hammers are actuated by compressed air or steam at a pressure of. 6
to 8 atmospheres. X . . .. :

The frame uprights axe steel castings and are mounted 'on the anvil block.
To facilitate setting-up dies, the uprights can be adjusted along the anvil block
by means of wedges. The uprights are spanned at the top by the cylinder base
plate on which the working cylinder is mounted. The cylinder is fastened to
the uprights by studs with damping springs. . i

A safety cylinder head, comprising a safety cylinder and a safety piston
is mounted on the top of the working cylinder. This safety head prevents the
working piston from striking the cylinder cover. * '

|
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The working piston and the rod are fastened together in a manner ensuring
reliable operation of the hammer, -

The piston is shrunk on the upper taper end of the rod without subsequent
riveting over. The lower taper end of the rod is fastened to the ram by means
of a split steel bushing and a brass sleeve,

The steam distributing system of the hammer operates through a cylindrical
slide valve and a throttle valve controlled from- s treadle. .

The ram guides are adjustahlo and are held to the uprights through damping
springs. .

P Tlgle ram and the piston are made of steel while the rod is made of heat-
treated high grade alloy steel.

The cylinder is a steel casting with a cast-iron liner;

The anvil block of hammer consists of two parts: the upper part is a solid
steel casting, the lower one — a grey iron casting. The parts are connected by

, straight shanks and pins,

The weight of the anvil block equals 20 times the weight of the falling parts.

The die holder is fastened to the anvil block, The lower die is fastened in
the die holder by wedges.

The anvil block rests freely on an oak-wood cushion of the foundation and
is secured by oak wedges from axial displacement,

The hammer is equipped with a centralized lubricating system supplied
from a lubricating pump station,

The hammers are delivered complete with anvil blocks, die holder, lubri-
cating pump station, oil piping, a set of wrenches and all the necessary tech-
nical instructions for erection and maintenance.

SPECIFICATIONS

N(;gninnl wei]ghc of fal- Rod diameter, mm
ing parts, kg ... 5000 10000 i
Energy of biow, kemn . 19899 segog Iniet steam or air pres-
Maximum stroke of ram, ST
mm 1300 1400 Ram dimensions:
Width clear between up- I to B., mm
rights, mm 700 1000 Die holder dimensions:
Maximum distance from F. to B., mm
lower die face to lower TFloor space, mm
edge of guides, mm-. . 400 400 F.toB.
Minimum “height of lo- - R. to
wer die face above : Maximum heig
floor level, mm 875 15 floor level, mm .
Minimum height of dies Net weight withouf
without shanks, mm . 400 450 vil block, kg approx. 41000 75000
Working eylinder bore, Net weight of anvil -
mm 540 block, kg 100000 200000
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PNEUMATIC -
SHEET METAL STAMPING HAMMER

MODEL MJI 3

The hammer is designed for producing sheet metal parts by impact stamping
in lead and zine or combination cast dies. - .
Tho hammer is of the double-action type and is actuated by compressed air.
The hammer is mounted on a solid cast-iron anvil block, A steel bolster plate,
fastened to the anvil block by screws, serves as the working table surface.
Four V-section cast-iron uprights with prismatic guides for the ram are
mounted on four lugs of the anvil block. On the lower ends the uprights are
provided with adjusting wedges and are fastened to the anvil block by studs
with damper springs. . 3 L. L -
The ugrighgs a,rge connected by a cast-iron crown member which, together
with the uprights and the anvil block, forms ‘the frame. h b
The working cylinder, with the safety cylinder head, is mounted on the
crown member. - 5 )
The safety head prevents the piston from striking the cylinder cover.
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Q

. PNEUMATIC
SHEET METAL STAMPING HAMMER

MODEL MJI1 5

The working cylinder piston is connected to the rod by a shrunk taper fit
with subsequent riveting over of the end. The ram is connected to the rod by
a taper fit and a bushing,

Alr distribution is offected by a piston valve and a throttle.

The hammer is controlled by hand levers but is provided with automatic
air cut-off, .

The lubricating system is of a combined type. The working cylinder, piston
valve, throttle, pneumatic locking device, cuf-off valve and throttle cylinder
ztu)re lfen(iimlly lubricated. The control levers and the piston rod are lubricated

Y hand, .

The hammer is delivered complete with anvil block and all the necessary

technical instructions for installation and operation. ’

SPECIFICATIONS

Working table surface, mm.. 17001200
Weight of falling parts without die,

) kg 2620
Maximum weight of upper die, kg... 3000
Minimum surface of die, mm. .. 1200850
Maximum stroke of ram, mm . 1200
Distance between guides, mm 1700
Height of working table above floor

level, mm ... 700
Cylinder bore, mm . 450
Rod diameter, mm .. . 115
Inlet air pressure, efi. at; . 4to6
Exhaust air pressure, eff. atm...0.1 to 0.5
Air consumption at 1 atm, cu.m/hr 420

Ram speed at the moment of blow
(rated), m/fsec
Number of strokes per hour, rated. . .
Lffective kinetic encrgy of falling
parts without die nt single full
stroke, kgm . 3300
Floor space, mm
F. to B.

. RitoL....
Maximum height above floor level,
} mm 5120
Net weight without anvil block, kg
approx. 14510
Net weight with anvil block, kg
approx. 44510
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The hammer is designed for producing sheet metal parts by impact stamping
in lead and zinc or combination cast dies.

The hammer is of the double-action type and is actuated by compressed
air. The hammer is mounted on a solid cast-iron anvil block. A steel bolster
plate, fastened to the anvil block by screws, serves as the working table surface.

Four V-section cast-iron uprights with prismatic guides for the'ram are
mounted on four lugs of the anvil block. On their lower part, the upriglitsare
provided with wedgs adjustment and are fastened to the anvil block by studs
with damper springs. . L.

The uprights are connected by a cast-iron crown member- which, together
with the uprights and the anvil block, forms the frame. .

The working cylinder, with the safety cylinder head, is mounted on the
crown member. . . .o

The safety head prevents the piston from striking the cylinder cover,

The working cylinder piston is connected to the rod by a shrunk tape fit
with subsequent riveting over of the end. The ram is connected to the rod
by a taper fit and a split bushing.

Air distribution is effected by a piston valve and a throttle. .

The hammer is controlled by hand levers but is provided with automatic

air cut-off.
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The lubricating system is of a combined type. The working cylinder, piston
valve, throttle, pneumatic locking device, cut-off valve and throttle cylinder
are centrally lubricated. The control lever and the piston rod are lubricated

individually by hand,

The hammer is deliverod complete with the anvil block and all the necessary

technical instructions for installation and operation.

SPECIFICATIONS

Working table surface, mm ...3100X 1800
Weight of falling parts without die,

kg 9320
Maximum weight of upper die, kg.. 5000
Minimum surface. of die, mm 2200 1275
Maximum stroke of ram, mm ..... 1500
Distance between guides, mm
Height of working table above floor

level, mm

Cylinder bore, mm
Rod diameter, mm ..
Inlet air pressure, eff. atm .
Exhaust air pressure, off. atm ..0.
Air consumption at 1 atm, cu.m/hr 1120

Ram spced at the moment of blow
(rated), m/sec 5.5
Number of strokes per hour, rated. .. 100

Effcctive kinetic enorgy of falling
parts without die ab single full
stroke, kgm .

Tloor space, m

F.toB .. 3000
R. to L. .. 4450

Maximum_ heigh vel,

mm 6605

Net weight without anvil block, kg

approx. 43210
Net weight with anvil block, kg
approx. 126210
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HORIZONTAL FORGING MACHINE

MODEL B 111

The forging machine is designed for upsetting a wide variety of forgings,
made of rod stock heated to forging temperature, in open dies.

Upsetting can be performed in one or more operations.

The forgings made on this machine have a small draft (from 1°to 39) result-
ing in an economy of metal and subsequent machining time.

The machine has a high production capacity as a finished forging can be
obtained in one or two strokes.

The frame is a one-piece steel casting with stiffening ribs.

The erankshat is an alloy steel forging.

The heading slide is a steel casting. To obtain a higher accuracy of the pro-
duct the heading slide has front and rear bearings, connected by an overarm.
The front guide bearing is provided with bronze adjusting liners.

The side and the gripping slides are made of cast steel. In designing fhe
machine special attention was paid to reliability of slide operation. «

The starting cluteh is of a quadruple disc friction type and is pneumatically
operated. Pneumatic starting ensures safe operation as, in case of an inter-
ruption of airsupply, the machine will immedidtely stop. The clutch design
ensures its reliable operation even when the clutch-plates are worn. i

The hrake, of a band-type, operates periodically and stops the crankshaft
when the heading slide.is in the extreme rear position, Braking force is applied
by a spring while brake release is effected pneumatically. . .

The stop is provided to control the required length of the rod being forged.
The stop is automatically moved away during the working stroke of the heading
slide. .

Cooling of the working tools s effected by & system of coolant pipes mounted
on the machine, s ’ -

Overloads are prevented by a spring-operated safety device. .

Tubrication is of the force-feed type and is effected by pumps actuated by
the heading slide. - 3
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-

The forging machine is delivered complete with the electrical equipment and
wiring, a set of V-belts, oil pumps with piping, air distributor with a pressure
gauge, coolant piping, die holder, safety guards for external moving parts,
a set of wrenches and all the necessary technical instructions for erection and
maintenance.

X SPECIFICATIONS
Rated capacity, t { Eleetric motor power, kW
Full stroke of heading slide, mm... 230
Working stroke of heading slide, mm 90
Maximum rod diameter, mm ..... Floor space, mm:
Die opening, mm F. 10 B,
Number of strokes R.toL..

Die dirgél:]sg\glx:s, m 3 Maximum height above floor level,

Width .. mm 1680
Height . .. Net weight, kg approx. 11400

Flectric motor speed, r.p.m. .......

STANKOIMPORT
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HORIZONTAL FORGING MACHINE

MODEL B 113

The forging machine is designed for upsetting a wide variety of forgings,
made of rod heated to forging temperature, in open dies.

Upsetting can be performed in one or more operations.

Forgings made on this machine have a small draft (from 1° to 3°) resulting
in an economy of metal and subsequent machining time.

The machine has a high production capacity as a finished forging can be
obtained in one or two strokes. -

The frame is a one-piece steel casting with external stiffening ribs. To in-
crease frame rigidity and the accuracy of forging two longitudinal tie bars are
provided.

The crankshatt is an alloy steel forging.

The heading slide is a steel casting. To obtain a higher accuracy of the pro-
duet the heading slide has front and rear guide bearings connected by -an
overarm, The front guide bearing is provided with bronze adjusting liners.

The side and the gripping slides are made of cast steel. In designing,_the -
machine, special attention was paid to reliability of slide operation. . .

The starting clutch is of the quadruple disc friction type and is pneumatic-
ally operated. Pneumatic starting ensures safe operation as, in case of an inter-
ruption of air supply the machine will be immediately brought to a stop. The
cluteh design ensures its reliable operation even when the clutch-plates are
worn. *

The brake, of a band-type, operates periodically and stops the crank-
shaft when the heading slide is in the extreme rear position. Braking force is
applied by a spring, brake release is effected pneumatically. . .

The stop is provided to control the required length of the rod being forged.
The stop is automatically moved away, during the working stroke of the heading
slide

C.ooling of the working tools is effected by a system of coolant pipes mounted
on the machine.
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" The flywheel is stopped after the electric motor is switched off b,
}El).‘(l)lse;tfig;\vheel brake is operated by a pneumatic valve located at the zpaelgtﬂz?s. ‘ HO RIZO NTAL FOR GIN G MACHI NE
Overloads are prevented by a spring-oper: i ‘ ]
loads axe perated safety device MODEL I'KM 800
Lubricat . i : o
by & ];Ie ];g: dl](:]l]g ]si 32 .the forced-feed type and is effected 13y pumps actuated
The forging machine is delivered ecomplete with the electrical equi
L i equipment
wiring, a set of V-belts, oil pumps and piping, air distributor w?th% Iﬁfxl:ss‘t::g
giz%ec,’fcoolan;; p]pmdg, die holder, safety guards for external moving parts
mainf;en:;gs.c hes and all the 'y technical instruetions for erection and

SPECIFICATIONS

Rated capacity, ¢ i
Full stroke cf);mading slide, mm. .. Bloctrie motor power, kW
%’orkmg strrlgke of hending stide, mm Electriec motor speed, r.p.m. .......
Maximum diameter of rod, vee H
]%le og)enin[g, p mm S.- Floor sr?nzg, é’nm.
umber of strokes per minut: . .
Die dimensions, mrr{): e Rotob...
Length = Maximum height above floor level,
Width .. - mm 1960

Height Net weight, kg approx. 39100

The forging machine is designed for upsetting a wide variety of forgings
made of steel rod heated to forging temperature, in open dies.

Upsetting can be performed in one or more operations. -

Forgings made on this machine have a small draft (from 19 to 3°) resulting
in an economy of metal and subsequent machining time.

Horizontal forging machines are widely used in forge shops operating on
serial or mass production of various parts.

The machines possess high production capacity as a finished piece can be
produced in one or two strokes. . R

The frame is a one-piece steel. casting stiffened with external ribs, To in-
crease rigidity and accuracy of operation, two longitudinal tie bars are provided.

The erankshaft is a forging made of special steel. :

The heading ram is a steel casting. In designing the machine, particular
attention was.paid to reliable operation of the side and gripping slides. .

To inerease the accuracy of parts produced the heading slide is provided
with front and rear guide bearings connected by an overarm. The front gaide
bearings have adjustable bronze liners. . . . 3

The pneumatically-operated cluteh is of the four-dise friction type. Pneu-
miatic control ensures safe operation of the machine, as in case of an inter-
ruption of air supply, the ‘machine is immediately brought to a stop The
clutch design ensures reliable operation even when the discs are worn.

A periodically operated pneumatic band brake is provided to stop the head-
ing slide in the extieme rear position. The brake operates automatically. It is
applied by spring action and is released pneumatically.

To protect the machine from overloads, a special friction-type safety device
combined with the brake drum is mounted on the driving shaft. i
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This device is tripped when the torque on the pinion gear exceeds its mas
mum allowable value.

The bolts of the friction safety device are tightene;:l by a special hydraulic -

' attachment.

A special spring and lever device is provided for protecting parts of the
gripping mechanism from breakage.

The machine is safegnarded against considerable overloads by a special
device interlocked with the pneumatic clutch engagement.

An adjustable stop is provided for measuring of the required length of rod.
The stop is automatically withdrawn during the working stroke of the Leading
slide. .

Pneumatic equipment, mounted on the machine, ensures safe operation con-
trol. It consists of an air supply head, reducing valve, oil atomizer, water sepa-
rator and receiver, ‘ .

The machine is equipped with a centralized system of grease lubrication
and with an arrangement for water cooling of the dies.

The flywheel is stopped, after the electric motor is switched off, by a brake,
actuated by & pneumatic valve located at the operator’s position.

The drive is from an individual electric motor through V-belts and gears.

Control is cffected by a treadle located at the operator’s position.

The design permits either single strokes or continuous (automatic) operation.

The forging machine is delivered complete with the electric motor, starting
equipment and wiring, a set of V-belts, lubricating pumps and piping, air
distributing equipment with pressure gauge, water cooling system for dies,
hydraulic attachment for tightening nuts of safety device, hydro-pneumatic
lifting table, die holder, guards for external moving parts, a set of wrenches
and all the necessary technical instructions for installation and operation.

SPECIFICATIONS

Rated capacity, t

Tull stroke of heading slide, mm. . ..

Working stroke of heading shde, mm

Maximum rod diameter, mm ..

Die opening, mm

Number of strokes per

Die dimensions, mm: . .
Length . Maximum height above floor level,
Width . o mm 2265

' Height Net weight, kg approx. 75000

Electric ‘'motor power, kW
Electric motor speed, r.p.m.
Floor space, mm:
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HORIZONTAL FORGING MACHINE

MODEL KM 1200

i ine i i r tting a wide variety of forgings
he forging machine is designed for upsetting .
ma(rlre of rog sfock heated to forging temperature, in open dies.
Upsetting can be performed in one or more operations. - )
Fgrgings made on this machine have a small draft resulting in an economy
bsequent machining time. . .
of nl]:ﬁ;lzg;&ls?os;(}]ug machines are widely used in forge shops operating on
i duction of various parts. . . o
Sena’l‘llh[emnr;iﬁlgso pl;(s:stzss a high production capacity as a finished forg?ug can
] -casting stiffened with external ribs, To in-

e is a one-picce steel : exter s :
crealgteffiﬁl; rigidity afmd accuracy of forging two longntu(hnql tie bars are

provided. - . . . .
4 ft is a special steel forging. R

%ﬁz ﬁg‘:&lﬁgaﬂiée is S steel casting. In ‘c}emgr;ltnf tl}g ?ﬁf{gﬁ;’pﬁgtﬁgg

i i ing reliable operation of the side and ing slides.
i’i‘m%nmZ’lxs“elgfhga‘:tgc?ior::;ugfl%gaibs p_rodu}z):ed, the heading slide 1s proy({d%q_ with
frg;g‘:n((i rear guide bearings connected by an overarm. The front guide béaring
j ans of bronze liners. . . - X
eun’l};feagﬁzi&;ib?élﬁfopemted clutch is of the multiple-disc friction type.

Pneumatic control ensures safe operation ‘of the machine as, in case of an inter-

ruption of air S“P]?lﬁl machinede

i able oper: |
desﬁ:ﬁi?lli‘ﬁzﬁ; uperatgl pneumatic band brake is
slide in the extreme rear positions. The brake op cs o ;
applied by the action of a spring and released pneuma; y. -

ine is immediately brought to a stop. The clutch
e e o ‘Ifg ma,chinebeven when the dises are worn.
provided to stop the heading
erates automatic_ully ; it is
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To protect the machine from overloads, a special friction-type safety device
combined with the brake drum is mounted on the driving shaft. This device
is tripped when the torque on the pinion gear exceeds the allowable maximum
value.

The bolts of this frictional device are tightened by a special );yclréxulip :

attachment furnished with the machine without extra charge.

The design of the machine also includes a combined lever and spring device ;

for protecting parts of the gripping mechanism from breakage.

To protect the machine from considerable overloads, a special device inter-

locked with the pneumatic clutch engagement is provided.

An adjustable stop is provided for measuring off the required length of rod.
’l;lg: stop is automatically withdrawn during the working stroke of the heading
slide, N ’

A combination hydraulic-pneumatic lifting table is furnished with the

. machine for transferring rods from pass to pass,

Pneumatic equipment, mounted on the machine, ensures reliable operation
control. It consists of an air supply head, reducing valve, oil atomizer, water
separator and receiver, -

The machine is equipped with a centralized system of grease lubrication
and with an arrangement for water cooling of the dies.

Tho flywheel is stopped when the electric motor is switched off by a brake,
actuated by a pneumatic valve located at the operator’s position.

The machine is driven by an individual electric motor through a combined
V-belt and gear drive.

Control of the machine is effected by a treadle located at the operator’s
p:sxltlon. The design permits either continuous (automatic) operation or single
strokes,

The forging machine is delivered complete with the electric motor, starting
equipment and wiring, one set of V-belts, lubricating pumps and piping, air
distributing system with a pressure gauge, piping for die cooling system,
hydraulic attachment for tightening safety-device nuts, hydro-pneumatic lift-
ing table, die holder, guards for external moving parts, a set of wrenches and
all the necessary technical instructions for erection and maintenance.

SPECIFICATIONS

Rated eapacity, t D i v

Tull stroke ofyhending slide, mm. .. Electrfc motor power, I

Working stroke of heading slide, mm Electric motor speed, r.pm. .......

Maximum rod dismeter, mm 1 s

Dié¢ opening, mm

Number of strokes

Die dimensions, m .
Length B Maximum height above floor level,
Width .. : mm 3700

Height . Net weight, kg approx. 123000
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HORIZONTAL FORGING MACHINE

MODELS I'KM 2000 and TKM 3000

The forging machines arerintended for upsetting various forgings made of

i re, i dies.
r k heated to forging temperature, in open .
mdtsltos?aéting can be performed in one or more operations. o
Fgrgings made on these machines bave a small draft resulting in an eco-
tal and subsequent machining time. .
mmﬁ,o:ifzgiﬁ forging machines are widely used in forge shops operating on
i i rts.
erial or mass production of various part )
* The machin%s possess a high production capact

be obtained in one or two strokes. X ch otions. The jointing
i de of cast steel. It is built up of two se s.
plm?él ;ai::r:: %é:wlggn the crankshaft and the d.{)e Rloclﬁi. T;:di ;zf‘%?fea;:a?;;:,
N tie bars and eight flange bolts, In af s
g‘;gg}tseflr'sgehi?‘gfiened by another bolt passing above the crankshaft.
¢ i i forging: : ) o
" The m‘an]’{Shaﬁ lo 1 spe(rzlxslo?zzlsbqs!tg;el.gln designing the {nachmes, _parti-
cular '\,ttenbionb\vas pail eliable opermgon t:lf téx; SIIdea?i?ggg;ﬁJc{)emii
ides. “inerx curacy O uced, the he d
sl;‘c;:a’?(.iglo‘;;};(i:e&ien:lgﬁcreum gyuide bearings connected llaiy an overarm. The
If)ron{', uide bearing can be adjusted by means of brontz.e1 nde}rssc. triotion type
Thge neumatically-operated eluteh is of the multiple-d otion fype.
Pneumméic control ensures safe operation of thg'n;ai:hnl])e :\féll:; ctz?ea o e
ion ir machine is immediately b 1 stop.
ag):clloludc\;sfigzzle]s:uzgfelz’r:]]i]:ble operation of the machine even when-the-discs

o :\V;zrrli.odically operated pneumatic band brake is provided. to stop the heading

slide in the extrome rear position. it is applied by the action of a, spring *

ty as a finished forging can

The brake operates automatically;
and released pneumatically.
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To protect the machine from overloads, a special friction-type safety devic
combined with the brake drum is mounted on the driving shaft. This device
is tripfed when the torque on the pinion gear exceeds the allowable maximum
value.

The bolts of this frictional device are tightened by a special hydraulic,
attachment furnished with the machine without extra charge.

The design of the machine also includes a combined lever and spring device
for protecting parts of the gripping mechanism from breakage,

To protect the machine from considerable overloads, a special device inter- |

locked with the pneumatic clutch engagement is provided.

An adjustable stop is provided for measuring off the required length of rod.

The stop is automatically withdrawn during the working stroke of the
heading slide.

A combination hydro-pneumatic lifting tablé is furnished with the machine
for transferring rods from pass to pass.

Pneumatic equipment, mounted on the machine, ensures reliable operation
control. Tt consists of an air supply head, reducing valve, oil atomizer, water
separator and receiver,

The forging machines are equipped with a centralized system of grease
lubrication and with an arrangement for water cooling of the dies,

The flywheel is stopped when the electric motor is switched off by a brake,
actuated by a pneumatic valve located at the operator’s position.

The machines are driven by individual electric motors through a combined
V-belb and gear drive.

Control is effected by a treadle located at the operator’s position. The
design permits either continuous (automdtic) operation or single strokes.

Tor cranking-over the machine while setbing-up or during repairs the model
TKM 3000 forging machine is equipped with an auxiliary drive.

The forging machines are delivered complete with the electric motor, starting
equipment and wiring, one set of V-belts, lubricating pumps and piping, air-
distributing equipment with a pressure gauge, water piping for the die-cooling
system, hydraulic attachment for tightening safety device nuts, die holder,
hydro-pneumatic lifting table, guards for external moving parts, a set of

wrenches and all the necessary technical instructions for operation and main-
tenance.

SPECIFICATIONS

KM 2000 TR 3000 KAl 2000 TR 3000
Rated capacity, t 3000 - Main electri
Full stroke of heading ’ Z;Leﬁ,e i;‘?nmctm .. 750 750

slide, mm 610 750 ili i
7o Auxiliary eleetric motor
Working stroke of head- power, kW 14

ing slide, mm 400 .
Maximum rod diameter, Auxiliary electric motor
mm speed, r.p.m.........
Die opening, mm Auxiliary devi duc-
Number of strokes per : tion ggttr rz:’(:li%e Do — 21
D_mgl.ute PEE TR R PRI
g ™ toB .. 8750 10300
Width . . . 5000 .6120
Height .. Maximum height above
Main electric motor po- floor level, mm 4320

wer, kW Net weight, kg approx. 223 000 375 000
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ROTARY SWAGING MACHINE

MODEL B 201

waging' machine is designed for reducing molybﬂenum,iun(gsten
and steel rods heated to forging temperature.

The machine is used in the production of
precision machine and instrument parts. hoad, foed rolls with

The rotary s , i
medical instruments, as well as

. e . its:
hine comprises the following uni

Jubricating and cooling system. :
eue]ectrica.% equipment sre mounted ona cast-iron

The swaging machu
gear reducing unit, drive,
All these units. and th
e echanism of the machine. The spindle

is the principal working m s the m 1
andmgfelifﬁl lizusixelgpzn'e nl;ounted in the head in anti-friction bearings.

The spindle is made of steel and has a transverse slot on the front end for

mounting swages and hammers. On the rear end of the spindle the flywheel
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is mounted, An axial hole is provided in the spindle for passing through the

finished rods. This bore terminates in a bell-mouth outlet. Five pairs of rolls
and spacers are mounted in theroll housing.

Coordination of roll.action with hammers and swages is attained in the

following manner: as the spindle revolves, the hammers and the swages are
forced out to the periphery by centrifugal force. The ends of the swages and
hammers run over the rolls and are pressed to the center to swage the rods,

The feed rolls serve for automatic feed-in of the rods in the process of swag- )
ing. The lower roll drives the rod while the upper roll is idle and is held against -

the rod by spring action.

The drive is from an individual electric motor. Power is transmitted to-the
spindle flywheel through a V-belt drive. A separate V-belt transmits motion
to the worm reducing gear unit which actuates the feed rolls.

The lubricating and cooling system consists of a gear pump and oil piping.’

-The pump is driven by the main drive V-belt. The pump forces oil through
the circulating system for lubricating and cooling the roll housing, the rolls
and the swaging tools, The same oil serves to wash the scale off the rolls. The
spindle bearings are lubricated by a grease gun through ball-type grease cups.

The rolls and the swaging tools are made of high-quality tool steel.

The rotary swaging machine is delivered complete with the -electrical
equipment and wiring, lubricating and cooling equipment, a grease gun, a set
of working tools, an oil tank, feed rolls, a set of V-belts and all the necessary
technical instructions for erection and maintenance.

SPECIFICATIONS

Maximum initial diameter of rod, mm 4.2  Floor space, mm:
Final diameter of rod, mm 2. F. to B. . 1040
Speed of head, r.pm. .... . 1200 . ... 730
Number of rolls in housin, .10 .

Speed of feeding, m/min . . "4tog Maximum height above floor level,
Electric motor power, kW C mm 1330

.. Lo
Electric motor speed, r.p.m........ 1500  Net weight, kg approx. 300
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ROTARY SWAGING MACHINE

MODEL B 202

The rotary swaging machine is designed for reducing mclybdmxuln, tungsten
2 ds heated to forging temperature.
.de?.\t: ?Iix;glﬁsne is used in blflge production of medical instruments, as well as
isi hine and instrument parts. . . ) i
Pre(’il‘.‘igx;\:rl;?:nlg machine comprises the following units: head, feed Tolls with
the gear reducing unit, drive, 1ubri<(>1ating andtcgohn{gf sgvls:em.
All the mechanisms are mounted on a cast-iron irame. o Soind]
i inci Jsing mechanism of the machine. The spindle
o head s the prinos W(:;:d u% the head in anbi-frictionhb(;angs. ai
the front end for
i is made of steel and has a transverse slot on
mmﬂlt?ns Pl:\?r}xeg:ess Isl,]nd hammers. On the rear end of the gpmg]le thev fly\lwihtelfl
is mountged. An axial hole is provided in the spindle for passing thmug‘ e
finished rod. . I housing, - ’
ix pairs, of rolls and spacers are mounted in the roll ho g.. N
(S);\or%?::éiomrof roll ucgion’ with hammers and swages is attained ;,1 thz
following manner. As the spindle revolves, the hammers and the swages ard
forced t% the periphery by centrifugal force. The ends of the hz;}nme;; an
swages run over the rolls and are pressed to the center to swage bhe rods.
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The feed rolls serve for automatic feed-in of the rods in the process ‘o
swaging, The lower roll drives the rod while the upper roll is idle and is hel
against the rod by spring action,

The drive is from -an individual electric motor, Power is transmitted to th
spindle flywheel through a V-belt drive. A separate V-belt transmits motio;
to the feed roll gear reducing unit. :

The lubrieating and cooling system consists. of a gear pump and oil piping,
The pump is driven by the main drive V-belt. The pump forces oil through th
circulating system for lubricating and cooling the roll housing, the rolls an
the swaging tools. The same oil serves to ‘wash the scale off the rolls,

The rotary swaging machine is .delivered complote with tho electrical
equipment-and wiring, lubricating and cooling equipment, grease gun, a set
of working tools, an oil tanlk, a set of V-belts and all the necessary technical
instructions for erection and maintenance,

SPECIFICATIONS

Maximum initial diameter of rod, mm 7. F H

Final diameter of rod, mm . " 55 Tloorspace, mm:

Speed of head, r.p.m. ..... . 950

Number of rolls in the housing .12

Speed of feeding, m/min ... 3 Maximum height above floor level,
Elecbr!c motor power, kW 1.7 mm 1360
Electric motor speed, r.p.m.. . .« 1500  Net weight, kg approx. 465

STANKOIMPORT

ROTARY SWAGING MACHINE

MODEL B 203

.The rotary swaging machine is designed for re_ducing molybdenum, t\mﬁgsten
ds heated to forging temperature. Lo ;
and’l‘slggelln?chsinee?s used in tghe production of medical instru
precision machine. and instrument parts.
The swaging machine comprises the
lubricating and cooling system. -
: 1All thg mechanisms are mounted on & cast—no:f f;x]‘:;nnel.a obine. Tho s’i; ndle -
The head is the principal w m of 1] ach be‘:n-ings, 1
wages, a,nd1
i i ] is mounted, An axial
. the rear end of the spindle, the flywheel is n
lﬁiﬁl?se;srogiied in the spindle for pasimg fill)rhougl} the finished rods. )
ix pai 1ls are mounted in the roll housmng. . . -
glo)grpd?ilg:t?ofnrgf sr:ﬁ action with hammers and swages 1S abtame'd in thz
following manner. As the spindle revloflves, Elrlle] hanamei‘st 1?2(51\:3],];(; :\; iﬁgls]as:; o
iphery by centrifugal force. The encs o
ﬁigiﬁg Z}"VZ!? Zﬂg rill{. agd ave pressed to the center to swage the rods.

ments, as wéll as

following mechanisms: head, drive,

The spin
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The drive is from an individual electric motor, Power is transmitted to the
spindle flywheel through a V-belt drive.

The lubricating system is of a combined type. The bearings are lubricated
through ball-type grease cups by a grease gun. The working tools and the rolls,

are lubricated by machine oil through a circulating system actuated by a gear
pump. The sarhe oil serves to codl the tools and to wash the scale off the rolls
The oil pump is driven by a V-belt from the main drive. E
The working tools are made of high-quality tool steel.
_ The rods are fed by hand, but on special order, automatic roller feed can
be furnished at an extra price.
The rotary swaging machine is delivered complote with the electrical equip-

ment and wiring, lubricating and cooling equipment, grease gun, o set of work- *

ing tools, an oil tank, a set of V-belts, feed rolls and all the necessary technical
instructions for erection and maintenance.

SPECIFICATIONS ~ -

Final diameter of rod, mm

Speed of head, r.p.m. ..... . R.toL

Number of rolls in housing . e Maximum height above floor lovel,
Electric motor power, kW. . e L7 mm 1400
Eleetric motor speed, r.p.m........ 1500 Net weight, kg approx. 635

Maximum initial diameter of rod, mm 17.5  Floor space, mm:
7.3 F.toB...
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AUTOMATIC SINGLE STROKE
SOLID DIE COLD HEADER

MODEL A 111

The automatic header is designed for upsetting rivet.and screw heads, as
well as other small parts mads of wire or rod, in one stroke. e
The upset heads are principally of round- or flat-head type. e
In selecting an automatic cold header, the following considerations are tO
be.borne in mind: - ’ P
.A single-stroke cold header can produce only parts I wlnchztlhec{iengt}é_‘?f
material required to form the upset head does nob excged 2 to /2 ameters
of the wire or rod used. . L. . .
A double-stroke cold header can produce parts in wlnclll the len%bh offx;lﬁ
terial required to form: the upset head doss not exceed 4 1/, diameters of the
wire or rod. ) . . e
A triple-stroke cold header can produce parts in which 1;th>i lengtth Off'ﬂéﬁ
terial required to form the upset head does not exceed 6 to 8 diame ers of the
wire or rod. .

/
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Solid dies can be used only for parts with a shank length not exceeding
8 diameters of the wire or rod. .

Tor longer shanks, open dies should be used, - i

All the operations performed by the model A 111 automatic cold header,

such as feeding the stock, cutting-off, upsetting the bolt or rivet head'and * -

knocking-out the finished pieces are fully automatic and are interconnected
in & single kinematic system. .

The automatic header comprises the following principal units: stock feed

mechanism; cut-off and carrying-over from feed line to heading line; heading
ram; knock-out. . .

The wire is fed intermittently by rollers through the cut-off die up to the
stop controlling the length of the blank.

The knife blade, moving perpendicularly to the wire, cuts the blank off
and carries it over to the hedding line.

As the ram moves forwaxd, the punch pushes the blank into the upsetting
die up to the stop and then, in the course of further motion of the ram, upsets
the bolt or the rivet head. ‘

As the ram moves backward the finished piece is ejected from the die and
the cycle is repeated.

’ The heading ram and all the other mechanisms are actuated by the crank-
shaft, which is driven through a multiple V-belb arrangement from an electric
motor,

Lubrication of the most important friction surfaces is effected from a cen-
tralized force-feed lubricating system from an oil-pumping station.

A foot-operated shoe-brake is provided for quickly stopping the automatic

. cold header, ’

The header is equipped with safety devices which prevent overloading any
of its mechanisms. .

All the external moving parts are enclosed by removable guards.

The design of the machine ensures accessibility and simplicity of adjust-
ment of all the mechanisms and tools.

The automatic cold header is delivered complete with the electrical equip-
ment, a set of wrenches and all the necessary technical instructions for erection
and maintenance.

SPECIFICATIONS

Maximum diameter (mm) of wire
with an ultimate strength of
60 kg /sq.mm
Maximum length of shank, mm.
Mmnimum length of shank, mm..
ng_nmum length of blank, mm Overall dimensions (LX W X H), mm
Minimum length of blank, mm 2090 1210X 1185
Number of strokes per minute. . Net weight, kg ... .. approx. 2300

Pressure exerted at end of stroke, b. .
Stroke of heading ram, mm........
Number of pieces per minut

Electric motor power, kW . ..
Electric motor speed, r.pam. .......

KOIMPORT

Declassified in Part - Sanitized Co

AUTOMATIC DOUBLE STROKE
SOLID DIE COLD HEADER

MODEL A 121 A

The automatie cold header is designed for upsetting bolt, rivet and serew
heads of various shapes made of wire or rod material up to 6 mm in diameter.

Tn selecting an automatic cold header the following considerations are to
be borne in mind: . . B

A single-stroke cold header can produce only parts in which the length of
material required to form the upset head does nob exceed 2 to 215 diameters
of the wire or rod used. . i : .

A double-stroke cold header ¢an produce parts in which bhf, length of ma-
terial required to form, the upset head does not: exceed 4% diameters of the
wire or rod. . : o _

A triple-stroke cold headexr can produce parts in which the length- of-ma-
terial required to form the upset head does not exceed 6 to 8 diameters of the
wire or rod.

Solid dies can be used only for parts with & shank length not exceeding
§ diameters ‘of the wire or rod stock, For longer shanks, open dies should be

used. . .
All the operations performed by the model A 121 A automatic cold-header

such as feeding the sfock, cutting off and carrying over the blank, upsetbing
the bolt or rivet head and lnocking out the finished pieces are fully automatic.
The automatic header comprises the following Aprmclpzul u{uts:.stoc}( Afeed
mechanism; cut-off and carrying-over from. feed line to, heading line; ‘punch
wo t slide; heading ram; Iknock-out, X
‘&?ﬁneeglire is fed interr%lit.tently by rollers through the cut-off die up 1:0f the
stop controlling the length of the blanlk.
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The knife blade, moving perpendicularly to the wire cuts off the blank an
carries it over to the heading line. -

As the ram moves forward the punch pushes the blank into the upsetitin
die up to the stop and then, in the course of further motion of the ram, upset;
the intermediate shape. On the second stroke, another punch upsets the head
to the final shape.

As the ram moves back after the second stroke, the knock-out ejects the
-finished piece from the die. §

The heading ram is driven by the crankshaft, while all the other mecha-
nisms are actuated by the camshaft.

‘The camshaft jis driven by the crankshaft through & pair of gears with
ratio of 1 to 2. .

The crankshaft is driven from an individual electric motor through a mul-
tiple V-belt arrangement.

A foot-operated shoe-brake is provided for quickly stopping the automatic
cold header.

Lubrication of the most important friction surfaces is effected from a cen-

tralized force-feed system by means of a mechanically driven pump-station.

The header is equipped with safety devices which prevent overloading any
of its mechanisms,

All the external moving parts are enclosed by removable guards.
The design of the machine ensures accessibility and simplicity of adjust-
ment of all the mechanisms and tools.

The automatic cold header is delivered complete with the electrical equip-

n;eut, a set of wrenches and all the necessary technical instructions for erec-
tion and maintenance.

SPECIFICATIONS

Maximum diameter of wire (mm) Pressure exerted at the end of
with an ultimate strength of stroke, t
60 kg/sq. mm Number of pieces per minute
Minimum diameter of wire, mm.... Electric motor power, kW ..
Maximum length of shank, mm ... Electric motor speed, r.p.m, .......
Minimum length of shank, mm .... Overall dimensions, mm:
Maximum length of blank, mm .... Length
Minimum length of blank, mm..... Width ..
Number of strokes per minute. ... .. Height .

Stroke of heading ram, mm Net weight, kg .. " approx..
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AUTOMATIC DOUBLE STROKE --
SOLID DIE COLD HEADER .

MODEL A 123

The automatic header is designed for upsetting bolt and screw heads of
various shapes, as well as other parts of more complicated form in two con-
ive strokes. . . .
Seculi;ivseeli:\‘?ingsan automatic cold header, the following considerations are to
in mind: ) .

e IX)rs?sgllg-stroke cold header can produce only parts in which the length of
material required to form the upset head does not exceed 2 to 214 diameters
iz od used. . . .

o Zlied‘;\lllbeleo-tstioke cold header can produce parts in which the length of ma-
terial required to fofm the upset head does not exceed 41/9: diameters of the

wire or rod. . . R .
th of ma-
trinle-stroke cold header can produce parts in which the length of
teriél r?(fu.?r:dr 20 form the upset head does not exceed 6 to 8 diameters:of the
wire or rod. ~ . o
id di rts wi th not exceeding
Solid dies can be used only for parts with a shank length n
8 dinmeters of the wire or rod stock. For longer shanks, open dies shogld be

used . Co o g
\ i tic cold header
1 the operations performed by the modél A 123 automa 1 der,
su’cllxx as feedilr]]g the stu}Z:k, cutting-off and carrying-over the blank, upse,ttl?g
the bolt or rivet head and knocking-out the Qmsh(atgl pieces, are fully atfxtoxz'na ic
interconnected in a-single kinematic system. o s

ande]L;ee afl?tzi;a?tic header comprises the following principal units: §trmgh}§engr
rolls; stoclk feed mechanism ; cut-off and caﬂgg-o}:ﬁr cflr{o:; éefzd line to head-
ing Lne: heading ram and punch movement slide; tmnocx-ous. - . . -

e TII:: ,\visg is fged intermit?tently by rollers through the cut-off die up $o the
stop controlling the length of the blank. )
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The knife blade, moving perpendicularly to the wire cuts off the blank aﬁ
carries it over to the heading line.

As the ram moves forward, the punch pushes the blank into the upsetting:

die up to the stop and then, in the course of further motion of the ram, upsets

the intermediate shape. On the second stroke, another punch upsets the head .

to the final shape.

As the ram moves back after the second stroke, the Imock-out ejeots the

finished piece from the die. el

The heading yam is-driven by the crankshaft, while all the other mecha
nisms are actuated by the camshaft,

The eamshaft is driven by the crankshaft through a pair of gears with
ratio of 1 to 2, i,e., the camshaft makes one revolution.to two revolutions o
the crankshaft.

The erankshaft is driven from an individual electric motor through a mul-
tiple V-belt arrangement.

A foot-operated shoe-hrake is provided for quickly stopping the machine. -

Lubrication of the most important friction surfaces is effected from a cen-
tralized force-feed system by means of a mechanically driven pump-station,

The header is equipped with safety devices which prevent overloading any
of its mechanisms,

All the external moving parts are enclosed by removable guards. The design
of the machine ensures accessibility and simplicity of adjustment of all the
mechanisms and tools,

The automatic cold header is delivered complete with the electrical equip-

ment, a set of wrenches and all the necessary technical instructions for erection
and maintenance.

SPECIFICATIONS

Maximum stock diameter (mm) with
an ultimate strength of 60 kg/sq.
. mm
Maximum length of shank, mm ...
Minimum length of shank, mm ....
Maximum length of blank, mm .. ..
Minimum length of blank, mm
Maximum diameter of head, mm ..
Maximum height of head, mm ....
Number of strokes per minute
Pressure exerted at the end of
stroke, t

Stroke of heading ram, mm
Number of pieces per minute ..
Electric motor power, kW .. ..
Electric motor speed, r.p.m. ....... 1000
Overall dimensions with straightener
rolls, mm:
Length
Width ..

Height R
‘Weight .with straightener rolls, kg
approx. 10810
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AUTOMATIC DOUBLE STROKE
SOLID DIE COLD HEADER

MODEL A 124

i i i i d rivet heads, as well
tomatic header is designed for upsetting bolt an : ds,
as (Zﬂigrﬂ;&gzamade of calibrated wire or rod, in t\vo.consecufnve st'lokes.v .
Tn selecting an automatic cold header the following considerations are to
in mind: . .
e lt’frsrilﬁgllg-::;oke cold header can produce only parts in which tlheéfngtlzeg:
material Tequired to form the upset head does nob exceed 2 to 235 diame
of the wire or rod used. ta whioh the length of ma
_stroke cold header can produce parts in which the .
terifx&l (ihe):lﬂuullfefl r1:(2>{(fllonn the upset head does not exceed 414 diameters of the
o - in which the length of ma-
iole.stroke cold header can produce parts in. w. > b
teriﬁl ;zlcﬂ(:rzd %«;ef(?rm the upset head does not exceed: 6 to 8 diameters of‘ the
o O o » vith a- shank length not: exceeding
id di be used only for parts with a shan X
8 diiﬁedt(ilseifc:ﬁe :ﬁre or rod stock, For longer shanks, open dies s_houl_d be
veel; ‘ : h as feeding the stoclk, cut-
ti erformed by the header such a: b )
tin, )}z])lffﬂ:ngpiﬁrl}‘r)ilx]lsgyover the blank, upsetting the bolbs o;‘ rivet (iehzg__ iann(;
lmgcking-out the finished pieces, are fully automatic and interconn
i fematic system. L o
smg‘i‘ii{?‘?ﬁg;izy;eader comprises the following principal 31.mtlsi : zfoﬁisagizc;
mechanism ; cut-off and carrying-over fromtfeed Tine to heading line; hea
: ement slide; knock-out. . -
ramTigd;(})cillgsc];egl ?xftermittenbly by rollers through the cut-off die up to the

i h of the blank. P o
Stogrﬁzm]fnlﬁo%;;?g‘;eg&cula,rly to the rod, cuts off the blank and f:ames_

-it over to the heading line.
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As the ram moves forward, the punch pfufshe?1 the blank irfﬂ:t;1 the upsetting AUTOI\‘I ATIC DOUB LE STROI{.E
die up to the stop and then, in the course of further motion of the ram, upsets-
the ix?termediutepsh&pe‘ On the second stroke another punch upsets the I])xeai . OPEN DIE COLD I‘IEADER
to the final shape. ! )

As the ram moves back after the second stroke, the knock-out ejects the
finished piece from the die,
- The heading ram’is driven by the crankshaft, while all the other mechanism:
are actuated by the camshaft. .
The camshaft is driven by the crankshaft through a pair of gears with
" ratio of 1 to 2, i.e., the camshaft makes one revolution to two revolutions of
the crankshaft, . . . i .
The crankshaft is driven from an individual electric motor through a mul
tiple V:belt arrangement. .
A foot-operated shoe-brake is provided for quickly stopping the cold header.
Lubrication of the most important friction surfaces is effected from & cen-
tralized force-feed system by means of a mechanically driven pumping station.
The header is equipped with safety devices which prevent overloading any
of its mechanisms. . .
All the external moving parts are enclosed by removable guards.
The design of the machine ensures accessibility and simplicity of adjust-
ment of all’ the mechanisms and tools.
The automatic cold header is delivered complete with the electrical equip-
ment, one set of dies for 16 mm dia. stock, lubricating pump and piping, a set of

wrenches and all the necessary technical instructions for erection and main-
tenance.

'MODEL AA 161

s
SPECIFICATIONS

Maximum stock diameter (mm) with

' Stroke of heading ram, mm
an ultimate strength of 60 kg/sq.

Number of pieces per minute
%ﬂximum length of shank, mm ... Electric motor power, kW ..
Minimum length of shank, mm Electric motor speed, r.p.m. ... ‘ )
i s o ' . ) i Jer i i ing bolt, rivet and screw heads,
Minilrimn:: I::zgth c?f ]3;",,11( ;‘: OvemllL i:}ﬂ;g},‘,s:ons, mm: ) —— header. . des,gneﬁl f‘?: ‘:ﬁz(g:,ﬁfg bt s e
%}D«“imUm ;i iunllete? 9f head, mm Width . as well as other parts with long shanks of ¢
Maximum height of head, mm. , B ; . 3 . . . >
Number of strokes per minute Net weig%:;g}l]t(g secuf‘ivsee lsetcré)il;z - automatio cold hendeli © shgul% ?:h}zcﬁvzicﬁeﬁ;g v al,na_
. . " 1d header_ can produce only parts I ; lony o
:L’;xgzlw% fgfﬁi(fegoto form the upset head does not exceedr2 to 214 diameters
wiro oF Fod d arts in which the length of ma-.
_stroke cold header can produce p : € o
t‘erigl iggﬂfef{mtoo form the upset head does not exceed 4% diameters of
Wirer’rr,rirl‘))le.-stv oke cold header can grgduce ptaé'gsc égd‘%hi%hst%?;;z%gs o(ffl%ﬁ;
i i t head does no 3
terial required to form the upset he :
wire or rodl. bo used
Solid dies can-be ki
i ire or rod. For longer sha s )
’ miﬁiﬁgso?)iﬁgégls performed by the header, such as wire or rod feeding,

i It or Tivet head and
i ing-over the blank, upsetting the bolt o )
T;?rﬁngﬁs: gh(;&f!;rn};ls?\%cf pieces are fully antomatic and are mtercoxtmfected in
a single linematic system.

i hanl length nob exceeding
o A ospen dies sghould be used.

) ' ' IMPORT
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The automatic header comprises the. following principal units: automat;
stock feed; punch movement slide; cut-off and carry-over from feed line to
heading line; heading ram; knock-out.

The wire is fed intermittently by rollers through the cut-off die up to the
stop controlling the length of the blank,

The rod is cut off and carried over to the heading line by the action of the
cut-off mechanisms.

The ram performs the upsetting operation in two consecutive strokes,

" The dies are returned by spring action to the feeding line where the next
blank ejects the finished piece.

The ram is driven by the crankshaft, while all the other mechanisms are
actuated by the camshaft. -

The camshaft is driven by the crankshaft through a pair of gears with a
ratio of 1 to 2, i.e., the camshaft makes one revolution to two revolutions of
the crankshaft, .

The crankshaft is driven from-an individual electric motor through a mul-
tiple V-belt arrangement,

A foot-operated shoe-brake is provided for quickly stopping the machine,

Lubrication of the most important friction surfaces is effected from a cen-
tralized force-feed system by means of a pumping station.

The header is equipped with safety devices which prevent overloading any
of its mechanisms,

All the external moving parts are enclosed by removable guards.

The design of the machine ensures accessibility and simplicity of adjust-
ment of all the mechanisms and tools.

The automatic cold header is delivered complete with the electrical equip-
ment, one set of dies for 6 mm dia. stock, a set; of wrenches and all the necessary
technical instructions for erection and maintenance,

SPECIFICATIONS

Maximum wire diameter (mm) with an
ultimate strength of 60 kg/sq. mm
Maximum length of shank, mm ...
Minimum length of shank, mm
Maximum length of blank, mm Overall dimensions, m:
Minimum length of blank, mm. 1 Length
Maximum diameter of head, mm .. + Width
Maximum height of head, mm .... Height ...
Number of strokes per minute .... Net weight, kg

Number of pieces per minute . .
Stroke of heading ram, mm .
Electric motor power, kW
Electric motor speed, r
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AUTOMATIC DOUBLE STROKE
OPEN DIE COLD HEADER

MODEL A 169.

The automatic header is designed for cold heading of bolt blanks and other

rt; de of wire or rod. . .
e &'11?1? the aid of special fixtures and a corresponding set-up, the automatic
header can be used for making parts by the cold ben.d.mg‘me(:hodf owing con-

Tn selecting a cold header, it is necessary to keep in mind the following con.
o i ! pts in which the

ingle-strol tomatic cold header can produce only parts i i

lené}ilflgfgﬁ:tzgi;? 3\519(1 to form the upset head does not exceed 2 to Zl/z‘dlfl/-

f the wire or rod. . oL .
me(irsdgublee-s};roke automatic cold header can produce parts in which t(',he )
length of matetial used to form the upset head does not exceed 4, diameters
of the wire or rod. N ) in which the length

iple-stroke automatic cold header can produce parts in whic

of ﬁ:;ﬂf::zg tia%l;rm the upset head does nob exceed 6 to 8 diameters of the

Wiresg]ﬁcfo(;li.eslcan be used bniy‘ for mai{ing parts in which the length of the
shank is not more than 8 times the diameter of wire or rod. L .
For longer shanks, o};en dies should be used. rod, eutbing-
ations performe: | , cutting-
off flﬂlt?:rggfgg-:)ver%he Planl;, upsetting the bolt or rivet head m:id.lmoclgn%
out the finished piece are fully automatic and are. interconnected in a single

kinematic system. E
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The automatic header comprises the following principal units: automatic
feed; punch movement slide; cut-off and carry-over from feed line to heading
line; heading ram; knock-out.

Wire or rod, straightened by a special device, is fed by intermittently x
volving rollers through the cut-off die to the stop, set to the required length
of blank.

The rod is cut off and carried over to the heading line by the action of the
cut-off mechanism.

The heading ram forms the head in two consecutive strokes. . .

The dies are returned by spring action to the feed line where the next blank
ejects the finished piece. )

The heading ram is driven by the crankshaft while all the other mechanisms
are actuated by the camshaft. :

The camshaft is driven by the crankshaft through a pair of gears with a
ratio of 1 o 2, i. . the camshaft makes one revolution to two revolutions of the
crankshaft. .

The crankshatt is driven from an individual electric motor through a mul-
tiple V-belt arrangement.

A foot-operated shoe-brake is provided for quickly stopping the machine.

Lubrication of the most important friction surfaces is effected by a cen-
tralized force-feed system by means of an oil pumping station.

The automatic header is equipped with safety devices preventing over-
loading of any of its mechanisms.

The design of the automatic header ensures accessibility and easy adjust-
ment of all its mechanisms and tools.

The automatic header is delivered complete with the electric motor, starting
equipment and wiring, one set of dies for 8 mm dia. stock, one set of V-belts,
a seb of wrenches, lubrication pump and oil piping and all the necessary tech-
nical instructions for erection and maintenance.

SPECIFICATIONS

Maximum_diameter of part shank Number of pieces per minute ...

{mm) /wlthnn ultimate strength of oStroke of heading ram, mm

sq.mm N
Maxium length of shank, mm ... Blectric motor power, kW .
Minimum length of shank, mm ... Electric motor speed, r.p.m
M{n:imum length of blank, mm ...., Upsetting force, ¢ ...
Minimum length of blank, mm...". Overall dimensions, mm
Maximum diameter of upset head, Length ...
) . X mm Width .

Maximum height of upset head, mm 6 Height
Number of strokes per minute 210 Net weight, kg .

STANKOIMPORT
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AUTOMATIC DOUBLE STROKE
"OPEN DIE COLD HEADER

MODEL A 162

The automatic header is designed for cold heading of bolt blanks and other
parts made of wire or rod. . X

With the aid of special fixtures and a corresponding set-up, the automatic
header can be used for making parts by the cold benf]Jng_method. .

" In selecting a cold header, it is necessary to keep in mind the following con-
siderations: - . . .

A single-stroke automatic cold header can produce only parts in which the
length of material used to form the upset head does not exceed 2 to 21 dia-
meters of the wire or rod. s :

A double-stroke automatic cold header can produce parts in }v]Anch‘_ the
length of material used to form the upset head does not exceed 41 diaméters
of .the wire or rod. . . \ongth

A triple-stroke automatic cold header can produce parts in which the lengt!
of material used to form the upset head does not exceed 6 to 8 diameters of the
wire or rod.- R . . X -

Solid dies ¢an be used only for making parts in which the length of the
shank does not exceed 8 times the dia'll;e]:)ter of dere or rod. B

For longer shanks, open dies should be used. . .

A(l)lrﬂ;)enﬁpemtions perlzormed by the header: feeding the wire or rod, cutting-
off and carrying-over the blank, upsetting the bolt or rivet head'and Jmocking-
out the finished piece are fully automatic and are interconnectéd in a single
kinematic system. ’ - .
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oved for Release 2013/02/25 : CIA-RDP81-01043R00180008000:



Declassified in Part - San

The automatic header comprises the following principal units: automati
feed; puncli movement, slide; cut-off and carry-over from feed line to headi
line; heading ram; knock-out. .

Wire or rod, straightened by a special device, is fed by intermittently re
volving rollers through the cut-off die to the stop, set to the required lengt]
of blank._ . 3

The rod is cut off and carvied over to the heading line by the action of tli
cut-off mechanism,

The heading ram forms the head in two consecutive strokes.

The dies are returned by spring action to the feed line where the next blan
ejects the finished piece.

Tho heading ram is driven by the crankshaft, while all the other mechanism:
are -actuated by the camshaft. '

The camshaft is driven by the crankshaft throﬁgh a pair of gears with o ¢

ratio of 1to 2,1.e., the camshaft makes one revolution to two revolutions of the
crankshaft,

The crankshaft is driven from an individual electric motor through a mul- <

tiple V-belt arrangement.

A foot-operated shoe-brake is provided for quickly stopping the machine, B
Lubrication of the most important friction surfaces is effected from a cen-

tralized force-feed system by means of a pumping station.

The automatic header is dquipped with safety devices preventing over-
loading of any of its mechanisms.

All the external moving parts are enclosed by removable guards.

The design of the automatic header ensures accessibility and easy adjust-

ment of all its mechanisms and tools,

The automatic header is delivered complete with the electric motor, starting
equipment and wiring, one set of dies for 10 mm dia. stock, one set of V-belts,
a set of wrenches, lubrication pump, oil piping and all the necessary technical
instructions for erection and maintenance.,

A wire reel is available on special order.

SPECIFICATIONS
Mn.ximum‘ diameter of part shank Number of pieces per minute
((irgrl?) /\v)bh an ultimate strength of Stroke of heading ram, mm
g/sq.mm : 1 o
Mgu{imumqlength of-shank, mm ... Electrie motor power, kW ..
Minimum length of shank, mm .... Electric motor speed, r.p.m. .
Maximum length of blank, mm . Upsetting foree,
Minimum lenght of blank, mm Overall dimensions, mm
Maximum diameter of upset head, Length ..
L mm Width .
Maximum height of upset head, mm H«;ighb
Number of strokes per minute Net weight, kg . .. approx. 8800
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AUTOMATIC DOUBLE STROKE
OPEN DIE COLD HEADER

MODEL A 163

i i i 3 i ivet and serew
tomatic cold header is designed for upsetbing bolt, rivet ¢ ind sores
heag\?,e&:‘:\'gﬂ as other parts with long shanks, made of calibrated wire, in two
tive strokes. . N
conﬁclsleiz:tisng an sutomatic cold header, the following considerations are to
rne in mind: . . . _
e }jflsniﬁgllg-groke cold header can produce only parts in which \&lhe;;angtl; ;)2
material Tequired to form the upset head does nob exceed 2 to 214 diamete:
i r rod. . . )
o t115.1ed‘gi‘lli?lecils(71'oke cold header can produce parts in whlci\ the len%tl‘x cffnt:lzlme
terial required to form the upset head does not exceed 4% diame eli of
wui\ogrirgli-:tsrzke cold header can produce parts in which the length of ma-

- terial required to form the upset Tead does niot exceed 6 to 8 diameters of the

Wiresgll;dmc;li;as can be used only for p'artg with a shank .]eng(:h i{)(l'; ex(s:zedding .
§ diameters of the wire or rod. g‘or lzﬁger s(}ug{l:;,c Dcpoell& (]];:f dse}i'oguchz :.feeéting
erations performed on the auto ader, s o€
the%\}ilrihgrofod, cuttir?gﬁoff and carrying-over the blank,nupsef;bu;]gameggtaié
rivet head and knocking-out the ﬁnishe(t pr'oduc_b are fully autol n¢
inter i ingle kinematic systeni. ==~ o .
lntei‘?l?&i%f)ﬂaﬁcahim%er comprises the following prluclpa! umts.’a?:gi)nn:};fgg
stock feed ; punch movement mecha,nisn:{; cué‘,»off and carrying-over
i .ding line; heading ram; knock-out. ) . . .
hne’lyl(l)eh\?fifeugg flcleltliei’nt::mittgenbly by rollers through ‘the cut-off dié up. to the
trolling the length of the blank. .
scOI’)l‘;?zublra?nk i% cut off snd carried over to the heading
cutting mechanism.

\

Jine by the action of the
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The ram performs the upsetting operation in two conse?ubive strokes.

The die is returned by the action of springs to the feed line, where the next
blank ejects the finished piece. . .

The ram is driven by the crankshaft while all the other mechanisms are
actuated by the camshaft. .

The camshatt is driven by the crankshaft through a pair of gears with a
ratio of 1to 2,1.e,, the camshaft makes one revolution to two revolutions of the
crankshaft.

Tho erankshaft is driven from an electric motor through a V-belt arrange-
ment. . C

A foot-operated, shoe-brake is provided for quickly stopping the header.

Tubrication of the most important friction surfaces is effected from a cen-
tralized force-feed system by means of an oil-pumping station.

The automatic header is equipped with safety devices to prevent over-
loading any of its mechanisms,

All'the external moving parts are enclosed by removable guaxds.

The design of the automatic header ensures accessibility and simplicity of
adjustment of all the mechanisms and tools.

The header is delivered complete with the electrical equipment, one set of
dies for 12mm dia. stock, a set of V-belts, a set of wrenches, a lubricating pump
with piping and all the necessary technical instructions for erection and main-
tenance.

SPECIFICATIONS

Maximum stock diameter (mm) with Stroke of heading ram, mm .
an ultimate strength of 60 kg/sq. 1 Number of pieces per minute

mm :
Maximum length of shank, mm Electrfc motor power, kW . .
Minimum length of shank, mm Electric motor speed, r-p-m. .......
Maximum length of blank, mm Overall dimensions, mm
Minimum length of blank, mm Length ...

Maximum diameter of head, mm .. - Width ..

Maximum height of head, mm .... 9 Height .

Number of strokes per minute Net weight, kg .. .. approx. 13100
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AUTOMATIC DOUBLE STROKE .
OPEN DIE COLD HEADER

MODEL A 164

The automatic header is designed for upsetting bolt, rivet and serew heads,
as well as other parts with long shanks made of calibrated wire, in two con-
seeutive strokes. ‘

In selecting a,nfmutoms,tic cold header, it should be borne in mind that a
single-stroke cold header can produce only parts in which the length of ma-
terial required to form the upset head does not exceed 2 to 2% diameters of the
wire or rod used.

A double-stroke cold header can produce parts in which the length of ma-
terial required to form the upset head does not exceed 4% diameters of the
wire or rod. - -

A triple-stroke cold header can produce parts in which the length of ma-
terial required to form the upset head does not exceed 6 to 8 diameters of the
wire or rod. . .

Solid dies can be used only for parts with a shank length exceeding 8 dia-
meters of the wire or rod. For longer shanks open dies should be used.

All the operations performed by the header, such as wire or rod feed, cut-
ting-off and carrying-over the blank, upsetting the bolt or rivet head and
Imocking-out the finished pieces are fully automatic and interconnected in a
single kinematic system. . R L

The automatic cold header comprises the following principal units:’ a.u'to-
matic stock feed; punch movement slide; cut-off and carry-over from feed line
to heading line; heading ram; knock-out, ~ . -

The wire is fed intermittently by rollers through thecut-off die up to the
stop controlling the length of the blank. -
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The rod is cut off and carried over to the heading line by the action of the
cut-off mechanism. X . L

The ram performs the upsetting operation in two consecutive strokes

The dies are returned by spring action to the feeding line where the ney
blank ejects the finished piece.

The heading ram is driven by the crankshaft, while all the other mechaniss
are actuated by the camshaft. . . :

The camshaft is driven by the crankshaft through a pair of gears with &

ratio of 1 to 2,i. e. the camshaft makes one revolution to two revolutions of the .

crankshaft.

The erankshaft is driven from an indi\lvidual electric motor through a mul-

tiple V-belt. .
A foot operated shoe-hrake is provided for quickly stopping the machine,
Lubrication of the most important friction surfaces is effected from a cen-
tralized force-feed system by means of a pumping station.

" The header is equipped with safety devices which prevent overloading of -

any of its mechanisms,

‘All external moving parts are enclosed by removable guards.

The design of the machine ensures accessibility and simplicity of adjust-
ment of all its mechanisms and tools. .

The automatic cold header is delivered complete with the electrical equip-
ment, one set of dies for 16 mm dia. stock, a set of V-belts, a set of wrenches,
the lubrication pumping station with piping and all the necessary technical
instructions for erection and maintenance,

SPECIFICATIONS

Maximum diameter of wire (mm)
with an ultimate strength of
60 kg /sq. mm
Maxjmum length of shank, mm
Minimum length of shank, mm Electric motor speed, r.p.m. .
Maximum length of blank, mm Overall dimensions, mm:
Minimum length ofeblank, mm Length ........
Maximum diameter of head, mi . Width .
Maximum height of head, mm Height
Number of strokes per minute " Net weight, kg .

Stroke of heading ram, mm
Number of pieces per minute
Electric motor power, kW ..

STANKOIMPORT

Declassified in Part - Sanitized C Approved for Release 2013/02/25 : Cl

AUTOMATIC HOT
AND COLD ROLLER HEADING MACHINE

MODEL A 148 A

This machine is designed for hot and cold stamping of roller blanks for roller
bearings.

In %he process of operation, calibrated rod is fed intermittently by revolving
rollers up to the stop. The end of the rod protruding from the cutting die is cut
off by a shearing blade and is transferred to the heading line where it is forced
impact into the forming die. The approaching slide with a punch upsets the
blank into the shape of a taper roller, As the slide recedes to its rear position
the knock-outs push the roller out of the die. X ) X

The frame is a solid casting made of special grade cast iron. The frame is
designed so as to insure high accuracy of products manufactured on the heading
machine, o

The drive is from an individual electric motor through a multiple V-belt
arrangement, . n

The crankshaft is a high grade heat-treated steel forging of ample-strength
and reliability in operation. 5 . .

- The heading slide is made of spedial grade cast iron, To ensure the required
aceuracy of products made by the machine, the slide is provided with a.mqhary
guides on the front part. To ensure alignment of the punch and die, the punch
‘can be adjusted both vertically and horizontally. . .

The cluteh, of the double-disc friction type, is pneuu_lah.cal.ly operated and,
is combined with a band brake. The brake stops the slide in its extreme rear

osition, - Lo
If The air line, mounted on the machine, supplies air from the shop mains_to
the clutch and brake. L. . . .

To ensure constant air pressure, the air circuit is provided with a regulating
valve, Air distribution is ef_fectleg by a specfia.l slide Vﬁz:iized .

Lubrication of the principal friction surfaces is cel . . .

The automatic rolllér he:lx)ding' machine is delivered completo with eleottu[rl:
motor, starting equipment and. wiring, oil pumps and piping, air line mountes
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on the machine (including air conducting head, slide valve control and pressure

regulating valve), a set of wrenches, a set of dies and all the necessary technical -

instructions for erection and maintenance.

SPECIFICATIONS

AUTOMATIC HOT
AND COLD BALL HEADING MACHINE

MODEL A 148

Maximum diameter of roller for cold
heading with an ultimate strength
up to_75 kg/sq. mm, inches

Maximum diameter of roller for hot
heading, inches

° Maximum diameter of rod for cold
heading, mm

Maximum diameter of rod for hot

heading, mm

Maximum length of blank transferre
to the hdading die, mm

1 , Number of strokes per minute

Electric motor power, kW
Electric motor speed, r.p.m
Overall dimensions, mm
* Length .
Width .
Height
Net, weight, kg ..

STANKOIMPORT
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The ball heading machine is designed for hot and cold stamping of ball
blanks for ball bearings.

In the process of operation, calibrated rod is fed intermittently by revolving
rollers up to the stop. The end of the rod protruding from the cutting die is
cut off by a shearing blade and transferred to the heading line where it is
forced by impact into the forming die. The approaching slide with a spring-
action punch upsets the blank into the shape of a ball. As the slide recedes
to its rear position, the knock-outs provided in the punch and die push the
ball out of the die.

The frame is a solid casting made of special grade cast iron. The frame is
designed to ensure high accuracy of products manufactured on the heading
machine. .

The drive is from an individual electric motor through a multiple V-belt
arrangement, . . .

The crankshatt is a high grade heat-treatéd steel forging of ample strength
and reliability in operation. B .

The heading slide is made of special grade cast iron. To ensure the required
accuracy of products made by the machine, the slide is provided with auxiliary
guides on the front part. To keep the blank in the spherical recess of the lower
die. the punch is set into a spring-mounted punch holder, To ensure alignment
of the punch and die, the punch can be adjusted both vertically and horizont-
ally. The knock-out is mounted in the head of the slide. B

The clutch, of the double-disc friction type, is pneumatically operated and
is combined with a band brake. The brake stops.the slide in its extreme rear
position, . .

The air line, mounted ¢n the machine, supplies air from’ the shop miains
to the clutch and brake. To ensure constant air pressure, the air circuit is
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pr(l)vided with a regulating valve. Air distribution is effected by a special slide
valve,

Lubrication of the principal friction surfaces is centralized.

The automatie ball heading machine is delivered complete with electric .

motor, starting equipment and wiring, oil pumps and piping, air line mounted
on the machine (including air conducting head, slide valve control and pressure
regulating valve), a set of wrenches, a seb of dies and all the necessary technical
instructions for erection and maintenance, N

SPECIFICATIONS

Maximum diameter of ball for cold Maximum diameter of rod f
heading with an ultimate strength heading, mm .. .r of rod for hot
up to 75 kg/sq.mm, inches 11t

Minimum dinmeter of ball for cold
heading, inches

Maximum diameter’of ball for hot- .

heading,"inches

Minimum_ diameter of ball for hot
heading, inches

Maximum dismeter of rod for cold
heading, mm

Number of strokes per minute .

Flectric motor power, kW ...

Electric motor speed, r.p.m. .

Overall dimensions, mm:
Length ..
Width ... .. 2975
Height .. .. 1570

Net weight, kg approx. 23740

STANKOIMPORT
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AUTOMATIC BOLT HEAD TRIMMER

MODEL A 231 T

The automatic bolt head trimmer is designed for producing square or hex-
agonal bolt heads by trimming blanks previously upset on a cold header.

Tor bolts processed for thread rolling, the shanks can be extruded simulta-
neously with the head trimming operation. ’

The trimmer can be used for extruding only on bolts not requiring head
trimming.

The Bolt head trimmer comprises the following principal units: blade-type
hopper with guides; pushing feeder; manipulating feeder; trimming and ex-
truding mechanism; knock-out mechanism.

“Bolt blanks are loaded in bulk into the hopper where a reciprocating blade
pushes the blanks toward the guides. The guiding device consists of two parallel
inclined bars along which the blanks slide by gravity toward the pushing feeder

. where an escapement device singles out one blank and directs it into the push-

ing feeder, The hopper is equipped with a deflector which rights incorrectly
positioned blanks or returns them. to ‘the hopper.

As the pushing feeder moves forward, the blank falls into a recess of the
carrier block and is carried over to the trimming line. Here the blank is gripped
by the manipulating feeder spring fingers and is positioned directly in line
with the punch and die. . N i . i

The blank, placed on the trimming line by the manipulating feeder, is
then pushed into the stationary punch. L

In the process of being pushed in and before the head is tnml{ned,‘theshank
passes through an extrusion die and is reduced to the size required for thread

rolling. B .
The bolt head is trimmed ab the end of the gate stroke and is completed *
at the moment when the movable die is near to the stationary punch, °

STANKOIMPORT
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After this the knock-out mechanism ejects the blank from the station;
punch, through the hexagonal hole of the movable die and further throug]
the gate into the finished product receptacle.

Burrs, remaining after the head-trimming operation, are cut off in th

process of ejection and fall down between the die and punch into a separate ‘

receptacle.

The erankshaft is driven from an individual electric motor through a mul-
tiple V-belt arrangement running over the flywheel.

A foot-brake is provided for quickly stopping the flywheel,

For cooling and lubricating the working tools during shank extrusion and

head trimming operations, the machine is equipped with a gear pumyp supplyin,
the cooling and lubricating liquid. PUP SUPPYRg

The trimmer is equipped with a force-feed lubrication system operated by ’

a special mechanically driven pump.
The hopper mechanisms are driven through a sprocket from the crankshaft,

The automatic trimmer is delivered complete with the electrical equip-
ment, a set of wrenches and all the necessary technical instructions for erection
and maintenance, '

SPECIFICATIONS

Maximum diameter of boltshank, mm
Maximum length of bolt shank, mm
Minimum length of bolt shank, mm
Minimum overall length of bolt, mm
Number of strokes per minute. ... .
Stroke of gate, mm

Double strokes of hopper blade per

minute

Deflector speed, rpm. ...........
Electric motor power, kW .. .
Electric motor speed, r.p.m. .......
Overall dimensions, mm:

Length

Width .

Height
Net weight, kg

Declassified in Part
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AUTOMATIC BOLT HEAD TRIMMER

MODEL A 233

i i i i i uare or hexa-
ol bale heads 53'23:?2&-(?;"‘1,"1‘5&; %ﬁi%?‘%ﬁi;‘éln“gsﬁd or split die
dou}‘)‘})er Sl:};gs{,epigéeﬁegﬁ%rlthlrﬁrz&l ggll?x_xgj the shanks can be extruded simultan-
eou’sllie“gfil:nggrhce;r? g;ill?snelénfgo: In)ae\rta;?;gﬁ)g only, on bolts not requiring head
trin'll‘!ﬂ:lz%;ltomaﬁc bolt head trimmer can also be used for secondary upsetting
opefﬁtéoﬁi.lt head, trimmer comprises the following prin cipal @ih; : chain lfle?ld:
!Jomulzr; p?s-]\ing feecll(;zj ;Eimipulabing féeder; trimming and extruding m’e_c ) '
lsmﬁ;{(l',ofﬂ(a,gts ?Llr(;c lloaded.iix bulk into the lower end of the conical Wopper

"where a spiral cam agitates the blanks. Fingers, mounted on & chiain, pass

i r < he blanks, carrying

through the slot in the bottom of the hopper zmd,}e,\tmct ] 2 3 i
thegxio the upper part of the lifting wheel.dI(‘_tom here they slide by gravity

1 inclined chute to the pushing feeder. ) B
* DHES aéxﬁe]gtxsl;ﬁlxg feeder moves forward, the blank falls into a recgss»(‘gf th((;
carrier block and is carried over to the trimming ].Ene. ng.e the bl{mktllsvg'upﬁi d
by the manipulating feeder spring fingers and is positioned directly. in

ith the punch and die. ° . . -
™ The eblpanl'c, placed on the trimming line by the manipulating feeder, is then

hed into the stationary punch. o -

P“Shel ‘r:l;:: process of being);)SShed in and before the head is trimmed, fthets}imng
passes through an extrusion die and is reduced to the size required for threa
rolling. .
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The bolt head is trimmed at the end of the gate stroke and is completed
ab the moment when the movable die is near to the stationary punch,

After this, the Imock-out mechanism ejects the blank from the stationary -

punch, through-the hexagonal hole of the movable die and further through
the gate into the finished product receptacle. ,

Burrs, remaining after the head trimming operation, are cut off in the
process of ejection and fall down between the die and punch into a separate
receptacle. . . .

The drive of the bolt head trimmer is through a multiple V-belt arrange-
ment from an individual electric motor mounted on an adjustable bracket,

The crankshaft actuates all the.mechanisms with the exception of the chain
feed hopper. - L

A foot-brake is provided for quickly stopping the flywheel,

The lubricating system is of a combined type. Forced-feed lubrication from
an oil pump is installed for the most important friction surfaces while the other
stations are lubricated by hand.

Tor cooling and Iubricating the ‘working tools during extruding and head.
trimming operations, the trimmer is equipped with a special electric pump
supplying the cooling and Iubricating liquid.

The chain of the hopper is driven by an‘individual electric motor through
a variable speed gear box with a 1 to 3 ratio, and a two-speed gear reducing
unit,

The chain hopper, as well as the lifting wheel and the chute can be adjusted
for blanks of varying diameters and lengths.

The auntomatic bolt head trimmer and the chain hopper are safeguarded
against overloads by special safety devices,

The automatic bolt head trimmer is delivered complete with the electrical
equipment, a set of wrenches and all the necessary technical instructions for
erection and maintenance,

SPECIFICATIONS

Maximum diameter of bolt shank, Stroke of gate, mm
Llectric motor power, kW . cen .
Electric motor speed, r.p.m. ....... 1000
TFloor space, without chain hopper, mm:
.. mm Length . Lo 42
Minimum length of bolt shank, mm. . Width ..
Number of strokes per minute, for Maximum heigh
*__shanks up to 150 mm in length. . . N
Number of strokes per minute, for Net weight without chain hopper, kg .

shanlks over 150 mm in length. . .. - approx. 13300

mm
Maximum length of bolt shank, mm
Minimum djameter of bolt shank,

Chaiu Hopper

Electric motor power, kW .. . 085
Electric motor speed, r.p.m. ....... 1000
Hopper capacity, cu. dm TFloor space, mm: .

Chain speed, m/min: Les N .. 3420
Maximum . . 1360
Minimum Height above floor level, mm. .. 2250

Chute ad, Net weight, kg approx. 1630

Maximum size of blanks, mm:
Diameter

STANKOIMPORT

Declassified in Part - Sanitized Co

AUTOMATIC
"COLD NUT FORMING MACHINE

MODEL A 411

The nut forming machine is designed for producing finished 6 and 8 mm

* nuts out of steel wire or rod without the need of any subsequent operations

(such as burring, chamfering, trimming, etc.) except threading.

The nuts are cold formed of calibrated rod in 5 operations:

1, Cutting off blank and trahsferring it to the second station’

2. Preliminary upsetting and chamfering.one face; i .

3. Upsetting from both sides to a barrel'shape and spotting of hole by two
conical center marks; . .

4. Upsetting the hexagltlmlal form with inner and outer chamfers and pre-
liminary punching of the hole; . -

5. P);el;"cing th%,_ hole and stripping the nut which drops into the finished

roduct receptacle. : : .

P Each opélr,ation is performed in one revolution of the crankshaft,

A finished nut is likewise obtained in one crankshaft revolution, as all of
the five operations are performed simultaneously. . i

Tn accordance with the operations performed the nut forming machine clﬁixln-
prises the following principal units: gate; cut-off mgchmnsm; transfer 51:' e ;
feeding and knock-out mechanism; gripping mechanism for the 4-th station;
stripper.
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A toot brake is provided for quickly stopping the flywheel. . n ;
The working tools, at the fifth station, are cooled by means of a special AUT OBIATIC

pump with a capacity of 6 litres per minute. . ce n 1 J / A
The lubricating system is of the centralized type and is actuated by a pump COLD NUT FORMING MACHINE -
with a capacity of 2.5 litres per minute. The pump is driven by an individual )
electric motor. . MODEL A 412

The oil lubricating system is provided with a pressure relay ensuring de-
pendable lubrication of the machine, The main electric motor cannot be
switched on until the pressure in the oil circulating line reaches 2 atmospheres,
If the pressure falls during operation, the main electric motor is automatically
stopped. .

The automatic nut forming machine is delivered complete with the elec-
trical equipment, one set of tools, a set of wrenches and all the necessary tech-
nical instructions for erection and maintenance.

SPECIFICATIONS

Maximum size of nut, mm Stroke of gate, mm

Minimum size of nut, mm ........ Electric motor power, kW . e
Maximum blank diameter, mm .... Electric motor speed, r.p.m. .......
Minimum blank diameter, mm .... 8  Overall dimensions, mm:

Maximum length of blank, mm ... . Length

Minimum length of blank, mm A Width ..

Number of pieces per minute ...... Height .

Maximum crankshaft speed, r.p.m.. . Net weight, kg 11600

The nut forming machine is designed for producing finished 10 to 12 mm
nuts without the need of any subsequent operations (such as burring, cham-
fering, trimming, ete.) except threading. -

The nuts are cold formed of calibrated steel rod in § operations:

1. Cutting off blank and transferring it to the second station;

9. Preliminary upsetting and chamfering one face; .

3. Upsetting from both sides, to a barrel shape and spotting of hole by
two conical center marks; .

4. Upsetting the hexagon form with inner and outer chamfers and pre-
liminary punching of the hole from both sides; . . -

5. Piercing the hole and stripping the nut which drops into the finished
product receptacle. . -

Each operation is performed in one revolution of the crankshaft.

‘A finished nut is likewise obtained in each crankshaft revolution, as"all of
the five operations are performed simultaneously. . -

In accordance with the operations performed, the nub forming machine
comprises the following principal units: drive; feeding mechanism; cut-off
mechanism; gate; transfer slide; stripper. L . .

For quickly stopping the flywheel, the ‘machine is equipped with 2. brake.

The working tools, at the fifth station, are cooled by means of a special
pump with a capacity of 18 litres per minute. .

The lubricating system is of the centralized type and is actuated by two
pumps with a rocker arm drive from the pitman. . -

The pressure in the lubricating system is up to 75 atm. . .

The frame is of a box-section type and is made of high-quality casb iron.
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All the external moving parts are enclosed by removable guards, . AUTOI\IATIC
The automatic nut forming machine is delivered complete with the electrical.

equipment, one set of tools, a set of wrenches and all the necessary technical CO LD NU T FORD’IIN G 1\‘[ ACHI E
instructions for erection and maintenance. -
MODEL A 413

SPECIFICATIONS

Maximum size of nut, mm Stroke of gate, mm

Minimum size of nut, mm Electric motor power, ki

Maximum blank diameter, Electric motor speed, r.p.t

Minimum blank diameter, mm TFloor space, including feedin; . .
Maximum length of blank, mm mm 0560 X2610
Minimum Jength of blank, mm . Maximum height above floor level, .
Number of pieces per minute . . mm 1740
Maximum ecrankshaft speed, r.p.m. . Net weight, kg approx. 18200

The nut forming machine is designed for producing finished nuts from rod
material without the need of subsequent operations (such as burring, char-
fering, trimming, etc.) except threading. Nuts are cold-formed of calibrated
steel rod in 5 operations: . i

1. Cutting off blank to length and transferring it to the second station;

9. Preliminary upsetting and chamfering one face; R

3. Upsetting from both sides to a barrel shape and spotting the hole by
two conical center marks; - B

4, Upsetting the hexagon form with inner and outer chamfers ‘and pre-
liminary punching of the hole from both sides; . . L

5, Piercing the hole and stripping the nut which drops into the finished

roduct receptacle.
P A ﬁnisheg nut is ‘obtained in each revolution of the crankshaft.

In accordance with operations performed, the nut forming machine com-
prises: drive, feeding mechanism, gate, cut-off machine, t;apsfer slide, stnpp]it.

For quickly stopping the flywheel, the machine is equipped with a blra e,
consisting of a pneumatic cylinder with piston and the brake-operating ever{;

The drive is through a pneumatic disc-type friction clutch. To counterac
crankshaft inertia when the clutch is disengaged, the machine is equipped with
a band brake which is applied by spring action and is released by & pnel‘xmatlc
device. i . .
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Backward motion of the feeding rollers, during idle swinging of the clutel; - ’ AUTOMATIC
link is prevented by means of a periodically-operating brake.

. To counteract inertia forces and to decrease play and knock in the drive CHAIN WELDING MACHINE
mechanism links, the overrunning clutch is equipped with a constant-action
brake. - B

The working tools, at the fifth station, are cooled by means of & specia . MODEL A 624 B
coolant pump. .

The Iubricating system is of & combined type: centralized lubrication is
from a vane-type oil pump and individual lubrication from a grease gun through
ball-type grease cups.

The friction clutch and brakes are controlled through an electromagnetically
operated air distributing mechanism.

To protect the gland packing of the electromagnetic air distributor valve,
as well as of the clutch starting and brake cylinders pistons, the entering com-
pressed air is moistened with atomized oil by means of an injection-type
lubricator. -

The nut forming machine is delivered complete with electric motor, wiring,
lubricating equipment, air equipment with all the necessary valves and pressure
gauge, one set of tools, a set of wrenches and all the necessary technical instruc-
tions for installation and operation.

SPECIFICATIONS

Maximum sizo of nut, mm ... Electric motor speed, r.p.m.

Maximum blank diameter, mm . Floor space, mm:

Maximum length of blank, mm . . Width

Stroke of gate, mm 170

Number of pieces per minute {rated) 55 to65
40

e Height above floor level, mm
Electric motor power, kW

Net weight, kg approx. 42000

The machine is designed for welding single-butt links previously joined on
a chain bending machine, » )
"o gglnl.mse flvithggaps Dbetween link ends are fed continuously from the automatic
hain bending machine to the welding machine. . K
¢ a}]]?he chz{ing welding machine welds the links that are in the vertical plane.
n order to weld all the links, the chain is turned through an angle of 90°. N
The chain welding machine performs the following operations: fe?dmg the
chain; upsetting the links before welding; welding the links; pressing own
the flash after welding; removing the flash. S o, idle
The electric control system permits continuous automatic operation,
runs and sebting up operation. = i 3
Lubrication %f p}i‘incipal friction surfaces is centralized from, sta,bwﬁ th(fou_%lﬁ
measuring feeders. The other points are lubricated individually by hand wi
a lubricating-gun through ball-type cups. = °* . i
Tlrle nutt%n%atic chaix% welding machine is delivered complete with ql:]:tn%
motor, starting equipment and wiring, lubricating pump station h:]\p ] ol
piping, lubricating-gun, a set of wrenches and all the necessary technical in-
structions for installations and operation. . .
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SPECIFICATIONS

AUTOMATIC

Size of chains welded, 3t017 Electri ' ;

Sino gi‘i;i:l?gs\v:z‘l?i]{:;, nlx“;.’f‘ o T ine branatormor rebing, VA 1. 1058 - CHAIN MAKING MACHINE
Maximum length .. .- .

a . ] Floor sﬁnce. mm:
linimum length .. ", to B -

Maximum width R.toL : MODEL A 615 B
Minimum width
Camshaft speed, r.p.m..
Electric motor potver, k

The machine is intended for cold bending and joining chain links’ of ca-
librated steel. . . .
The links are welded on a special automatic chain welding machine. -

0

The machine is driven from an individual electric motor through a V-belt
- drive and a friction clutch. -
The drive is equipped with a device for varying intermediate shaft
speed to control the number of links produced by the machine per minute.
. The preliminary hending and cutting slide, final bending slide, hold-down
mechanism and manipulating device are actuated by the camshaft. .
* The lubricating system is of a combined type. Centralized Iubrication is
accomplished through measuring feeders by a grease pump station while indi-
vidual lubrication is effected by hand with a lubricating-gun through ball-
type cups. . - i .
The !:mtomatic chain making machine is delivered complete with elecirie
motor, grease pump station with piping, lubricating-gun, a set of wrenches and
all the necessary technical instructions for “installation and operation.
The machine can be furnished, set up in accordance with the Buyer's Eiraw~
 ings (within tlie capacity of the machine), at an extra cost.
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SPECIFICATIONS

Maximum anchor chain size, mm .. 17
Minimum anchor chain size, mm .. 15
Maximum calibrated chain size, mm 18
Minimum calibrated chain sizo,mm . 16
Maximum length of blank, mm .... 179
Maximum size of links, mm:

Length

Width

Links per minute:

Maximum .,

Minimum. .
Eleetric motor power, kW .
Llectric motor speed, r.p.m. .....,.
Floor space, mm:

. to B,

R.to L v
Maximum height above floor level,
mm 1572

Net weight, kg approx. 11820
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AUTOMATIC WIRE NAIL MACHINE

MODEL A 713 A

The automatic wire nail machine is designed for making building, tar-paper
and coat nails, : .

The machine comprises the following principal mechanisms: feeding mecha-
nism; straightener rolls; gripping mechanism; heading mechanism; pointing
and cut-off mechanism; stripper; ejector.

All these nail making operations are fully automatic and are interconnected
in a single kinematic system, L .

The frame comprises two parts: a cast-iron base on which is mounted a
horizontal cast steel frame, All these mechanisms and the drive are mounted
on the horizontal frame.

The drive is from-an individual electric motor which transmits power to
the crankshaft through a V-belt drive. The crankshaft actuates the heading
ram as well as the two side shafts through bevel gears having a 1 to 1 ratio.
All the other mechanisms are actuated by cams mounted on the side shafts.
The operations required to complete one nail are performed in one revolution

_ of the crankshaft. .

Tho feeding mechanism seives to feed wire into the gripping dies. This
mechanism can be adjusted to the length of feed. .

The straightener rolls straighten the wire before the latter passes into the
feeding mechanism. The wire is straightened by being subject to consecutive
bending in passing through five rolls. The tolls are npt driven but are re‘{olved
by the wire passing through them. The straightening force can be adjusted
by changing the distance between the yolls. !
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The gripping mechanism closes the split die during the heading operat;
and opens it after the nail head has been formed. The die consists of wo sym.
metrical halves: a stationary and a movable die-half, The gripping mechanism
is kinematically interconnected with the movable part of the die,

The heading mechanism obtains its reciprocating motion from a connectin,
rod. The sliding ram is provided with a recess for a holder into which the

‘heading tool is clamped. The holder and the heading tool are clamped angd

adjusted by screws,

The distance between the heading tool and the die is regulated by an
adjusting nut, X

The pointing and’ cut-off mechanism consists of two brackets on which
housings with slides are mounted. The slides are equipped with blades for
pointing and cutting-off nails, The slides are reciprocated by pitmans actuated
by the side shaft cams.

The stripper is intended for knocking off nails which are held on a burr after
the pointing and out-off operations. The stripper consists of a lever with a roll
stripping lever with a knock-out bar and damper. The force of the stvl‘ippel:
blow is adjustable.

The ¢jector serves to push out nails which for some reason are still held on
a burr. The ejector consists of a strip held against the heading tool by a spring,

The machino is safeguarded against overloading by the transmission of the
flywheel torque to the crankshaft through a friction clutch which slips in
case of excessive load.

The automatie wire nail machine is delivered complete with the electrical
equipment and wiring, tools, V-belts, grease gun, oil-can, straightener rolls
and all the necessary technical instructions for erection and maintenance.

SPECIFICATIONS

Nail diameter, mm:

Maxinm Heading ram stroke, mm

Blectric motor power, kW. . ..
Llectric motor speed, r.pam. .......
Floor space, mm:

F.

Maximum height above floor level,
o mm 1238
Net weight, kg approx. 1100

Crankshaft speed, r.p.m. ..
Number of pieces per mina
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AUTOMATIC WIRE NAIL MACHINE

MODEL A 715

The automatie wire nail machine is designed for making building, tar-paper
and roofing nails out of coiled wire. _

The machine comprises the following mechanisms: feeding mechanism;
straightener rolls; gripping mechanism ; heading mechanism ; pointing and cut-
off mechanism ; stripper; ejector.

All these nail-making operations are fully automatic and are interconnected
in a single kinematic system.

The frame is a steel casting. All the mechanisms and the drive are mounted
on the frame.

The drive is from an individual electric motor which transmits power
through a multiple V-belt to the flywheel mounted on the crankshaft. The
crankshaft actuates the heading ram, as well as two side shafts through bevel

- gears having a 1 to 1 ratio. The cams actuating all the other mechanisms are

performed in ‘one revolution of the erankshaft. L i .
The feeding mechanism serves to feed wire into the gripping dies.-This
mechanism can be adjusted to the length of feed. .
The straightener rolls straighten the wire before the latter passes into the

‘mounted on the side shafts. The operations required to complete one nail are

. feeding mechanism. The rolls are not driven but are revolved by the wire

passing through them. L . i

The gripping mechanism closes the split die during the heading operation
and opens it after the nail head has been formed. The die consists. of two
symmetrical halves: a stationary and a movable die-half. The gripping mechan-
ism is kinematically interconnected with the movable part of the die.

The heading mechanism obtains its reciprocating motion from the crank-
shaft through the sliding ram. The ram is provided with a recess for a holdér
into which the heading tools are clamped.
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The pointing and cut-off mechanism consists of two brack i
housings with slides are mounted. The slides are equipped \v§§§s b(igd(‘:‘:“fch
pointing and cutting off nails. The o
actuated by the side shaft cams, .

The ejector serves to push out nails which for some reason are still held o
a burr. The ejector consists of a lever held against the heading tool by a sprinél

The machine is safeguarded against overloading by the transmission of the *

flywheel torque to the crankshaft through a friction clutel i ill slip i
case of excessive loads, ¢ cluteh which will slip in

The lubricating system is of a combined type using both grease and machine .

oil. ’L!Z;llbricatiou is carried out by hand through a grease gun and an oil can
The mltonmth Wwire nail machine is delivered complete with the electrical

eqq{lplﬂlellt and wiring, too]§, V:helts, grease gun, oil can, straightener rolls

and all the necessary technical instructions for erection and maintenance

SPECIFICATIONS

Nail diameter, mm:

Maximum .. Electric motor power, kW ...

e 10
axi Electric motor speed, r.p.m. .. ...
Nai Minimum. ., TFloor space, mmp' pm e 100

ail length, mm: F.to B 5
Moxima .. . to L. Nt
Minimum. .. . imum i

bzumber of pieces per minute ...... Maximum heig o 1
Number of strokes per minute Net weight, kg npplr'gr\? 3338

STANKOIMPORTI

AUTOMATIC FLAT
DIE THREAD ROLLING MACHINE

MODEL A 251 B

The machine is designed for rolling thread on bolt stems between flab dies
profiled in the form of a development of the helical threads,

Bolt blanks are charged into the hopper from which they are automatically
transferred to the thread rolling line, where they are carried along by the moving
die, rolled over the stationary die and fall into.a trough from which they are
periodically removed. ) R

All the mechanisms are mounted on the frame which rests on a bed inclined

" to an angle of 30° to the horizontal. -

The inclined position of the mechanisms and tools facilitates automatic
feed and considerably simplifies the design of the machine. . o
~ The stationary die is set into a die holder, the position of which, with respect
to the frame, can be adjusted in accordance with the type and size of bolt being -
threaded. The reciprocating slide carries the non-adjustable die.
The thread rolling machine is delivered complete with the automatic feeder
comprising the following parts: * T
a) Blade-type hopper into which blanks are charged by hand. A recipro-
cating blade moves inside the hopper and pushes the blanks towards the guiding
device, The position of the hopper is regulated in accordance with the size of
the bolts being threaded. .
" b) Guiding devices consisting of two inclined strips over which the blanks
slide by gravity towards tie feeding mechanism. A separating lever singles one
blank out of the procession of blanks and transfers it to the feeding mechanism.

STANKOIMPORT
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A deflector, mounted at the hopper outlet, rights incorrectly positio;
blanks or returns them to the hopper.

All the mechanisms of the thread rolling machine are actuated by an ing
vidual electric motor through a combination of V-belt, lever, cam’ and 0]
drives.

To provent hreakdowns in case of overloads, the machine is provided with’

safety devices mounted on the slide-driving and hopper mechanism shafts,
These devices ensure slipping at overloads,

The machine is controlled by a push-button station located on the frame

near the operator’s position.
A coolant gear pump is provided for cooling the working tools,

Friction surfacos are centrally lubricated by a lubricating pump through
measuring feeders.

External moving parts are enclosed by guaxds, -
The thread rolling machine is delivered complete with electric motor, start-
ing equipment and wiring, lubricating pump with piping and measuring

feeders, coolant pump, hopper, a set of wrenches and all the necessary technical’

instructions for erection and maintenance,

SPECIFICATIONS

Maximum diameter of rolled thread
(mm) for steel with a yield point of
80 kg/sq.mm

Minimum diameter of rolled thread,

Maximum longth of moving die, mm 125
Double strokes of hopper blade per
minute ..
Hopper capacity, cu. dm
Deflector speed, r.p.m. ..
Electric motor power, kW .
Electric motor speed, r.pam. ..
o mm 4 Coolant pump:
Minimum length of threaded portion, Speed: .
‘mm Capacity, 1/min
Double strokes of slide per minute Overall dimensions, mm:
(rated production capacity) 140 Length ..
Stroke of slide, mm Width
Maximum die height, mm Height .
Maximum length of stationa,

. mm
Maximum length of bolt shank, mm

Minimum length of bolt shenk, mm
Maximum length of threaded portion,

approx. 1210
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AUTOMATIC FLAT .
DIE THREAD. ROLLING MACHINE-

MODEL A 253 A i :

This machine is designed for rolling thread on bolt stems between flat dies,
profiled in the form of a development of the helical threads. el

Bolt blanks are charged into the hopper from which they are automatically
transferred to the thread rolling line, where they are carried along by tlhi ;:novmg
die, rolled over the stationary die and fall into a trough from which le/y are

iodi d' . ) . : . .-
per:'i(lllﬁlaltlel{niill?:l‘:iesms are mounted on the frame which rests on a bed lncl{ned

a f 30° to the horizontal. o T
© %xzni%llgli?‘zeg pos(;tion of the mechanisms and !:oo}:l.'sn facilitates automatic

and iderably simplifies the design of the machine. X
fee(}l‘hme(stz(z&srlmg; diey is seE into a die holder, the position of which with refs_%e?:
to the frame, can be adjusted in accordance with the type anlcyll mdzg ofbo
being threaded. The reciprocating slide carries the nou—nd‘]x;ls,tzhe lef;omatic
' The thread rolling machine is delivered complete wit e au
ising the following parts: . .

fee%r];lgxltlilep-?;;ghop;er into wghi%h Dblanks are }fa%idnl;&y htand. 1(}Sricﬂ£rgﬁ?dt$§
blad s inside the hopper and pushes t] e blanks toward: tiding
d::’(ige%)hvee position of the ?\gp'per is regulated in accordance with the su‘te of

bolts being threaded.
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b) The guiding device consistin
slide by gravity towards the feedi \
blank out of the procession of blanks and transfersit to th

A deflector, mounted at the
blanks .or returns them to the ho, . K

All the mechanisms of the thread rolling machine are actuated by an indi- |
vidual electric motor through a ¢

drives,

To prevent breakdowns in case of overloads

safety devices mounted on the slide driving
These devices ensure slipping at overloads,
The machine is controlled by a push-button station located on the frame

near. the operator’s position,

hopper outlet, rights i

ombination of V-belt, lev

g of two inclined strips over which the blanks” .
ng mechanism. A separat

A coolant gear pump is provided for cooling the working tools,

Centralized Iubrieation is effected by a lubricator through-a system of oi]

piping and oil cups,

External moving parts are enclosed by guards,

The thread rolling machine is deliver
ing equipment and wiring, lubrie
a set of wrenches and all the necessary

and maintenance,

ator with oil-piping,

ed complete with electric motor, start-
coolant pump, hopper,
technical instructions for erection

SPECIFICATIONS

Maximum diameter of rolled thread
(mm) for steel with yield point of
80 kg/sq.mm

mm
Maximum length of bolt shank, mm
Minimum length of bolt shank, mm
Maximum length of threaded portion,

mm
Minimum length of threaded portion,
mm
Double strokes of slide per minute
(rated production capacity)
Stroke of slide, mm

Maximum length of stationary die,
mm
Maximum length of moving die, mm
Double strokes of hopper blade per
minute

Hopper capacity, cu.dm ..
Deflector speed, rp.m. ...
Electric motor power, kW .. .
Electric motor speed, T.pM........
Coolant pump:

Speed, r.p.m.

Capacity, 1/min.
Overall dimensions, mm:

Length

Width .

Height ..
Net weight with

STANKOIMPORT
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, the machine is provided witly. -
and hopper mechanism shafts, -

Approved for Release 2013/02/25 : CIA-RDP81-01043R001800080005-5

AUTOMATIC CIRCULAR
DIE THREAD ROLLING MACHINE

MODEL 5933

The machine is designed for rolling Metric and English external threads
o Elg;gia,rt’ﬁz,s.the blank is placed into a special centering device between two
ﬂuilsd etiergcl)llelf;.s approach each other, the dew;lope.d r%%ii;ﬁgj:mgf}}ggo&zﬁi
bopired for Thrending. %&iﬁﬁ’ﬁiﬁﬁt Forees .Z;;::sgﬁi‘:ﬂaﬁgi soate forming
:4];: ;:‘532.111;1 fltj:vl;'ecsestioiit(:)vfll]‘et%)lgd‘;lolfrillgeﬁa,nk a gradual displacement of the
blarlljli aﬁgt;;éﬁe:: lo(g ilEIeT; .rc].h'ng{ plastic flow of tixe blank surface is plr'oc?.uced,
O@U?[i‘!ﬁg xlzlealll(ﬂrrlli gilflfeeli\;?él]lex" flfglli?xslgofxﬁﬂltfﬁréit‘— and left-hand thr(??.ds. ’

'%tl%c:;i‘e:;gllﬁies i: I(]ltr?:')(leitif:ém an individual eleotric motor through a multiple
an;ﬁ}eagﬁgfgrggﬁiﬁ;g maclline.is delivered complete with electric n'xof:or1 and
starting equipment, a set of change gears, a set of wrenches, work light lamp
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. with step-down transformer, coolant pump, a set of cams for automatic anq
semi-automatic operation and all the necessary technieal instructions b?

erection and maintenance.

Threading rollers can be furnished on special order,

SPECIFICATIONS

‘Maximum diameter of rolled thread
(mm) for material with yield point
of 80 kg/sq.mm

Minimum’ diameter of rolled thread,

mm
Maximum piteh of rolled thread, mm
Maximum length of threaded por-

tion, mm .

Number of spindies ...
Number of spindle speeds PO
Speed range of spindles, T.p. 40 to 260
Maximum distance between spindles,

mm 150
Mini dist: between spindl

mm 90

Movable slide travel, mm
Movable slide feed range per revo-
lution of blank, mm 0,005 to 0.15
Maximum diameter of threading
roller, mm
Minimum diameter of threading
roller, mm
Electric motor power, kW
Tlectric motor speed, r.pm. ...
Overall dimensions, mm:-
Length
Width .
Height e
Net, weight, kg . approx.
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T e e et A A S et

HAND-OPERATED METAL SHEARSA

MODEL H 970

The shears are designed for cutting sheet and sectional steel. They can be

mounted on a hench and used in metal cutting and repair shops, construction

* sites, travelling maintenance shops, as well as for erection work.
. The frame consists of a welded frame and two bars connected with bolt»s: o
, The bars serve as guides for the slide, The.slidé is actuated by a lever drive.
“The lever is fastened to th(; crankshaft which transmits motioq to the slide.
+The shears are delivered complete with a set of knives for 'cutt:ing sheet and
strip steel. '

A set of Enives for cutting steel sections can be furnished on special order.

STANKOIMPORT

043R0018000800




Declassified in Part - Sanitized Copy Approved for Release 2013/02/25 : CIA-RDP81-01043R001800080005-5

SPECIFICATIONS

Maximum size of material cut (mm)
with an ultimate strength of
45 kgfsq. mm: )

ound .. .....

Maximum offort on lovar,
Uppor knife shear angle e
Stroke of slide, mm ...
Lever rotation anglo
Overall dimensions,
Length ..
Width .
Height
Net woight, kg .

STANKOIMPORT

ALLIGATOR POWER SHEARS

MODEL IIA 313

These shears are designed for cutting sheet, bar and structural section steel.
As the cutting of structural steel shapes is accompanied by distortion of the
flanges, the shears are primarily used for cutting scrap.

The frame is o steel casting. The longitudinal sides are stiffened by ribs
and connected by transverse sections and the base plate. Lugs are provided
in the upright column with bores for the jaw axle and the drive shafts. The left
side of the frame has a recess for fastening the lower lmife.

The jaw is a hollow steel casting with internal stiffening ribs. On the right
side of the jaw, a recess is provided for fastening the upper knife. ‘Wear of the
jaw is taken up by ajusting wedges. Power is transmitted from the crankshaft -
to the jaw by o pitman.

The drive is from an individual electric motor through a multiple V-belt to
the flywheel and then through a two-stage gear train to the crankshaft,

- To protect the shears from accidental overloads, a frictional safety device

. with clutch rings is arranged between the hub and the body of the flywheel.

Starling the shears is accomplished by a treadle through a system of levers
and a sliding key cluteh. The construction of the clutch permits either single
strokes or continuous operation of the shears. . . -

_ The brake is of the band-type. It acts periodically and serves to keep the
jaws in the open position. : . - :

The lubrieating system is of a combined grease and oil type. Oil cups are
filled by a hand oil-can. . . .

The' electric, equipment consists of & protected type A.C. electrical motor,
starting ‘and protecting devices, as well as electric wiring enclosed in flexible
metal conduit. : o

The shears are delivered complete with the electrical equipment, & set'of
knives, V-belts and wrenches, a grease-gun, oil-can and all the necessary in-
structions for erection and maintenance. :

STANKOIMPORT
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SPECIFICATIONS

Maximum size of material cut with an Number of strokes i
1ti s ' . per minute.

ult mﬁ‘;‘;z‘i@iﬁg‘ .°.f 15 1‘8/5‘1-‘“"“: Elcctrfc motor power, kW .. ..
Square, mm . Blectric motor speed, r.p.m. .. ... ..
Flats, mm , 5 Tloor space, mm:
Channel .. . I to B.
I-beam ..
Angle, mm .

mm

4ng Maximum height above floor leve )
Length of knives, mm

mm 1300

Net weight, kg approx. 6000

STANKOIMPORT
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ALLIGATOR POWER SHEARS

MODEL H 315

Alligator shears are designed for cutting situctural shapes, bars and sheet
metal. As the cutting is accompanied by deformation of {he flanges, the machine
is used primarily for cutting scrap.

The frame is a steel casting. The uprights are siifiened by ribs and connec-
ted together by side plates and the base plaie. The u; are provided with
lugs with bores for the jaw axle, drive-shait, intermediaie shaft and crankshaft
bearings. The left side of the frame has a recess for mouniing the lower knife.

The jaw is a hollow steel casting with iniernal stifiening xibs. On the right
side of the jaws a recess is provided for fastening the upper knife. Wear of the
jaw is taken up by adjusting wedges. Power iz iransmiited from the crankshait
to the jaw by a pitman. R .

The drive is from an individual electric motor ihwough a multiple V-beld
arrangement to the flywheel and then through a twe-siage gear irain to the
crankshafs, - o : } . B

To protect the shears from accidental overloads. a iriciicnal sajeiy device
with cluteh rings is arranged between the hub and the bedy of the dywheel.

Starting the shears is effected by an electromagnet aciusied by a ‘ireadle.
The electromagnet actuates the starting cluich. The shears can be operated on

+ either single or continuous strokes. In addiiion io the ireadle, the shears are

provided with a foot switch which can be set in any required position. The foob
switch is nsed when cutting large material i .
. The hrake serves to keep the jaws in the open positien. The brake operaies

periodically and is of the band-type. Band fension is regulaizd by a spring.

The lubricating system is of a combined grease and Gt iype. .

Crease lubrication is effected through individual grease cups mounted on
the jaw axle, shaft and pitman bearings and on the cluich hub.

The control mechanism is lubricated with ofl by a hand oil-can.

STANKOIMPORT
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Tho shears aro delivered complete with electric equipment, a seb of knyjvic 1 ¥ '
a set of V-belts, oil-can, socket wrench and all the necessury teclmicaloin]:t]rll‘;g:’ SHEET METAL SHEARS
ions for installation and operation. " MODEL T 472

SPECIFICATIONS

Maximum size of material cut with an Number of strokes per minute
u]l:m};m: sérength of 45 kg/sq.mm: Electric motor power, W
ound, i ) Ceeeean.
Squore, ’]:ﬁ ” - Electric motor speed, r.p.m. .......
Flats, mm ... Overall dimensions, mm:
Channel .. . Length .
I-beam . Width .
Angle ... . Height
Length of knives, . Net weight, kg

The shears are designed for straight line slitting and cross cutting of sheet
steel, brass, aluminium, ete. Cross cutting is performed in one stroke of the
knife; slitting of sheets longer than 1600 mm is accomplished by a series of
consecutive cuts while moving the sheet along the table.

The frame is a welded construction made of steel plates. The side members
are connected together by angle-section girders, The table is bolted to the front
of the frame. .

The flywheel and laxge gear are of cast iron while the small gear eccentric
shaft and flywheel shaft are steel forgings. The knives are made of high-quality
tool steel, .o

The drive is from an individual electric motor. Power is transmitted from
the electric motor to the flywheel through a multiple V-belt drive and. then
through a pair of gears to the eccentric shaft, which actuates the knife bar by
means of two pitman' links. The drive is located in the lower part of the frame
to provide improved operating qualities. .

The shears are engaged by a treadle which, through a system of tie-rods,
trips the rolling key type clutch, The main gear runs freely on the eccentric
shaft and, when the machine is put into operation, is connected with the eccen-
tric shaft by means of rolling keys of the clutch. X o

Tho shears are equipped with a special mechanism which permits either
single strokes or continuous operation. Lo ; .

The brake is of a band-type and is designed for periodical ‘operation, It is
intended for counteracting inertia forces arising when the Imife bar is on its
down stroke and for stopping the eccentric shaft in the extreme upper position.

.STANKOIMPORT . STANKOIMPORT:
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The knife-har performs the cuttin, rati ife H 'M A HEAR
g operation, The upper k
down.bm- are mounted on the knife bar. The opemtionF:Jl;etlh: l1|1fo‘;<I1L-‘Z1d o hOk}' S EE ETAL S E S
coordinated with the movement of the knife bar. The hold-dow 0\‘\'n bar he )
reglila,::)ed by springs. . . " Prossuo is
ubrication is effected by a grease gun through indivi
€ dual
o ‘Tflg)eﬂlson:s :1m3 ](}clélvcred complete with electricngl cquipmml-::aﬁ-‘; l\‘\sncmc]lépi set
¥ n o U ¥ )
ey d al le. necessary technical instructions for installation and

MODEL H 473

SPECIFICATIONS

Maximum size of sheet cut (mm)

with an ultii
- kglsq.ulrtx"n??te strength of floor level, mm

2 /s Hold-dowr N
/ n pressure, k
evxi:;::;;wss N Stroke of hold-down dgvice, mm ..
Stroko of hatte Tan A.C. elecbrfe motor power, kW .. .,
Number of strokes per minute ..... 55 4. C- lectric motor speed, r.pm. ..
Uﬁpcr knife shear angle Floor space, mm:
Width clear between uprights, mm. . I to B.
gnp_or thronf, clearance,. mm . R. to L.
) Dé:l‘;’n:mmwxdth strip cut Height above floor leve!

ge, mm Net weight, kg

Height of lower knife edge above

Mhe sheet metal shears are designed for straight line slitting and cross cutt-
ing of sheet metal. Cross cutting is performed in one stroke of the knife; slitting
of sheets longer than 1600 mm is accomplished by a series of consecutive cuts
while moving the sheet along the table.

The frame members, right and left, as well as the table are made of welded
steel plates. The table is bolted to the frame.

Tle prineipal parts are made of the following materials: the flywheel and
the main gear are grey iron castings while the small gear, eccentric shaft and
flywheel shaft are steel forgings.

The drive is from an individual electric motor. Power is transmitted from
the electric motor-through a V-belt drive to the flywheel and then thirough a
pair of gears to the eccentric shaft, which actuates the knife bar by means of
two pitman links, ) . :

The shears are engaged by a treadle, which actuates the rolling key clutch
through a system of tie-rods. . o

The main gear revolves freely on the eccentric shaft and in its working po-
sition is looked on the eccentric shaft: by means of a rolling key of tl}e »cl\.}(:ch.

The shears are equipped with a special mechanism which permits either
single strokes or continuous operation. . o

The hrake is of a hand-type. . o R

The knife bar performs the cutting operation. The upper knife and the
Lold-clown bar, operating in coordination with the cutting blade, are mounted
on the knife-bar, Downward pressure of the hold-down Dbar is controlled by
adjustable springs. ’

STANKOIMPORT STANKOIMPORT
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Lubrieation of the friction surfaces is effected by

A A meal v .. .
o knives oo made of bigh iy folseal, 0 %8, SHEET METAL SHEARS
ars ¢ rered complete with the electrical i i
%Tl(;lél'iwmi((’l’ ‘s‘lileengﬂuge, tubl]cl extension, a set of lmite:q;;'g:;:nglﬁ?d iing, MODEL H 473
a g €S a5 Wi - 2 p > & .
erection and mx\intcnance?\e as all the necessary technical mstruetio,fgtfgz

SPECIFICATIONS

Maximum size of sheet (mm) wit i i

uIrin:lx‘ult.p]sbrcngth cc 5(0 i )ls“m‘ :m: Mzg:;llzggn;wxdch of strip cut to back

lickness o
Thainess . +9 Height of low i T

N et 7 lcg\vel, mm\\cr knife edge above floor
Number of strokes of knife '
- minuto
Stroke of knife bar, mm ..
Upper knife shicar angle
Width clear between uprights, mm
Gap or throat clearance, mm .

The shears are designed for straight line slitting and cross cutting of sheet
metal, Cross cutting is performed in one stroke of the knife; slitting of sheets
longer than 2000 mm is accomplished by series of consecutive cuts while mov-
ing the sheet along the table. .

The frame is of welded construction and made of steel plates. The table is
bolted to the frame.

The principal parts are made. of the following ?naterials: the flywheel and
main gear are grey-iron castings, while the eccentric shaft, small gear and. fly-
wheel shaft are steel forgings. S

The drive is from an individual electric motor. Power is t.tansmlttt.ad from
the electric motor to the flywheel through a pair of gears to, the eccenmq shaft,
which actuates the knife bar by means of two pitman links, o

The shears are engaged by a treadle situated along the front of the machine.
The treadle by means of limit switches actuates an electro-magnet which con-
trols the starting clutch. o .. s

The main gear revolves freely on the eccentric shaft and in its working
position is locked on the eccentric shaft by means of two rolling keys of the
cluteh. One of the keys drives the eccentric shaft while the other prevents the
eccentric shaft from overrunning the gear when the knife bar is on its down
stroke. -

The. shears are equipped with

a special mechanism which perniits either
single strokes or continuous operation. 3

STANKOIMPORT
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e
Tho brake is of a band-type and is intended for continuous braking uk:’i;io,i

when the knife bar is on its down stroke. Brake-band tension is adjusteq by -

springs,

The Iubrieating system is of a combinedt i

s of a ype and comprises i

?z{lc.l-o%)eéalt)ed grease lubricating pump station and indi]\)ridualagcrer::l?cu}:s;(;
ubricated by a grease gun. The engagement mechanism i i i
miricated by a g oil-cagn‘ gag chanism is lubricated by ing.

The shears are delivered completo with the electrical oqui

X k v urpment aj viri
back gauge, side gauge, table extension, a set of kuivgs, llubricat?x:lg“l:ﬁlg )
station with feeders and piping, grease gun, oil-can, a set of V-helts o Ko

grea i nd wren-
ches and all the necessary technical instructions for erection and muintc)mneclé

SPECIFICATIONS

Mn.\'imuzn sizo of shect cut (mm) with
an ultimate strength 50 kgfsq.mm:
Thickness .

Maximum width of sheot cut to back

Length ..
Allowable cutting ) kg
Number of strokes of knife
minute

Stroke of knife bar, mm .
Upper knife shear angle .
Width clear between upright:
Gap or throat clearance, mm

Llectric motor power, VW
Electric motor speed, r.p.m, .
TFloor space, mm:

F.toB

Height . . celle
Net weight, lg X. 4500

STANKOIMPORT
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SHEET METAL SHEARS

MODEL XL 477

The shears are designed for straight line slitting and cross cutting of sheet
metal, Cross cutting is performed in one stroke of the lmife; slitting of sheets
longer than 2000 mm is accomplished by a series of consecutive cuts while
moving the sheet along the table. .

The shears find application in metal storage yards and in the shops of var-
ious works where sheet metal cutting is required. X

The frame is a .welded construction, made of steel plates. The side members
are connected by angles and by two box-section girders. The table is bolted to
the front of the frame. . . .

The table is provided with extensions for slitting long sheets, side- gauges
and “goose neck” swivelling rollers to facilitate feeding heavy sheet metal.-

The drive is from an individual electric motor through a multiple V-belt
to the flywheel and then through a two stage gear train to the eccentric shaft
which actuates the knife bar through two pitman links.

The shears are engaged by means-of an electro-magnet either from a push-
Dbutton'switeh, a stationary electric treadle or a movable electric foot switch
used in cutting laige-sized sheets. The three types of starting devices are prov-
ided to ensure convenience in performing various cutting operations. .

The main gear revolves freely 'on the eccentric shaft and in its working
position is locked on the eccentric shaft by means of two rolling keys-of the
clutch. One of the keys drives the eccentric shaft while the other prevents the
eccentric shaft from overrunning the gear when thé knife bar is on its. down
stroke,

"STANKOIMPORT
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The brake is of a band-type, and is mounted on the right end of the eccen;. SHEET METAL SHEARS

tric shaft. The brake is Ci{)ftended for coimtemcbing il]lerbin. forces arising when .
the cluteh is engaged and for stopping the eccentric shaft in the extreme u D
poition. pper MODEL H 478
The knifo bar performs the cutting operation. The upper knife and the -  §
hold-down bar are mounted on the knife bar,
The lubrieating system is of & combined type. Centralized lubrication of
the knife bar guides, hold-down bar, eccentric shaft bearings is effected by a
grease-lubrication pump station through measuring feeders, All the other fric. °
tion surfaces are lubricated by hand, by means of a grease gun,
The shears are delivered complele with the electrical equipment and wiring
a set of knives, lubricating pump station, grease gun, back gauge with vernior
scale, table extension and rollers, side gauge, & set of V-belts and wrenches and
all the necessary technical instructions for erection and maintenance,

SPECIFICATIONS

Maximum size of sheet (mm) with Maximum width of strj t to b:
an ultimate strength of 50 kg/sq.mm: gauge, mm rip eut to back

’l‘lrx‘ickness X Height of lower knife edge above
. Width .. floor level, mm
Number of stro Lleetric motor power, kW .. .
Electric motor speed, r.p.m. .......
Stroke of knife bar, mm .. Overall dimensions, mm:
Upper kniffe shear angle . .
Width clear between uprights, mm
Gap or throat clearance, mm Net weight, kg

500

The shears are designed for straight line slitting and cross cutting of Sheet
metal, Cross cutting is performed in one stroke of the knife; slitting of sheets
longer than 2000 mm is gecomplished by a series of consecutive cuts while
moving the sheet along the table. .

The shears find application in the shops of vaxious works where sheet ngetal
cutting is required. .

! 'I‘h% Iramg is  welded construction, made of steel plates. The table is bolted
to the front of the frame and is provided with extensions for cutting long sheets,
side gauges, a. back gauge and “goose neck’” swivelling rollers to facllltat‘;e feed-
ing heavy sheet metal. . )

g'[‘he v:l)rive is from an individual electric motor mounted on the frame. Po-
wer is transmitted from the electric motor to the fly\vhgel through a multiple

" V-belt and then through two pairs of gears to the eccentric shaft which actuates
the knife bar by means of two pitman links, . Cioh

The shears are engaged by electro-magneteither from a push-button switeh,
a stationary electric treadle or a movable electric foot switch used in cutting
large-sized ‘sheets. The three types of starting devices are provided to exzsure
convenience in perforrhing various cuting operations, The electro-magnet en-

ages the rolling key clutch. oo
g g'_[‘he main gegur reyvolves freely on the eccentric shaft and when the r':l%};ch
is engaged the gear is locked on the eccentric, shaft b.y means oﬁlt\:c]J] wt I:J%
keys of the clutch. One of the keys drives the eccentric shaft whi ﬁ 'fe }(’) 13
prevents the eccentric shaft from over-running thg gear when the knife bar is
on its down stroke. .

STANKOIMPORT ‘ STANKOIMPORT
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The brake is of a band-type and is mounted on the right e o
tric shaft. The brake is integded for counteracting iner%in fgﬁ:eosf tfllxlrcufccte,}? SHEET NIETAL SHEARS
down stroke. of the knife bar and for stopping it in the extreme upper posigtio Y 4

The knife bar performs the cutting operation. The upper knife is mmmte]:{ ! MODEL H 349
on the knife bar. The action of the hold-down device is coordinated with th
motion of the knife bar and is effected through cams on the eccentric shaft, °

The lubricating system of the shears is of a combined type, Centr;ﬂiicd
lubrication of the knife bar guides, hold-downs, eccentric shaft intermediat
shaft and flywheel shaft bearings is effected by a hand-opcmted, grease ume
station through measuring feeders. All the other friction surfaces are lubrilé'ut 3
by }i‘:lmd ]by means of grease gun, e

e shears are delivered complete with the electrical cquipme viri

work light system with a step-down transformer, Iubric%tigg es];'t;f?e‘)ltcll ‘;;llreut:sgé
gun, back gauge with vernier scale, table extensions with ro]Iersx,_sidey gauge,

a set of V-belts, a set of wrenches and all the necessary technieal instructions
for erection and maintenance, ’

SPECIFICATIONS

Maximum size. of sheet (mm) with an Maxi i
ultimate strength of 50 kg /sq.mm: ! Z:\::gg?]nmidth Of sheot cut to bncl
“2:115:1055 . y ll)g H(}light ;:xf Iciwur knife edge above
. oor level, mm
Nun?bert of strokes of upper bar per Electric motor power, kW .. ..
minute . -~ 30 Electric motor speed, r.p.m. .......
Stroke of knife bar, mm . 140 Overall dimensions, mm:

Upper knife shear angle .. . 8°15° F.tob
Width clear between uprights, mm.. 2360
Gap or throat clearance, mm

Height ..
Net weight, kg

i i i itti tting of sheet
The shears are designed for straight line slitting and cross cutbing of shee
materials made of steel, non-ferrous metals and their alloys. Cross cutting is
accomplished in one stroke of the blade; slitting of sheets longer than 2000 mm
is accomplished by a series of consecutive cuts while moving the sheet along
the table. .
e’l‘he frame comprises two uprights held together by two crosspieces and
{he table. The lower stationary knife is mounted on the table. ) P
Tho drive is from an individual electric motor mounted on the haﬁne‘t 0-
wer is transmitted from the electric motor to the eccentric shaft bhmu%l at I:v%;
stage gear reducing unit and a pair of gears, A flywheel mounted on the sfa
between the electric motor and the gear reducing anit ensures smooth operaﬁmu
of the machine in the process of cutting. ) )
The shears are engaged either by an electro-magnet actuated from a Eus:ild
button or by a treadle through a system of tie-rods, The electrfo;gagne h@tric
the tie-rods actuate the claw clutch mounted on the left end of the ecce ¢
shaft, . .
m’l‘he band brake is mounted on the right-hand end of the ﬁccilrlei‘?c bsﬂ],srmf:
and is intended, for counteracting inerlbia,' forces amsm_g.\vheTn h‘o :ensio:n e
on its down stroke and for stopping it in its upper position. The
band brake is regulated by a spring. . i
’l‘hcrlailnife bm‘%s acbua,teyd by the eccentnc.shaft by meanfs of t};vl?e 5‘111:;1;1;
links, The knife bar on which the upper knife is mounted performs ct
operation. R
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The hold-down bar is intended for holding down the shy i
) 1 y r eet d
Ing operation. Operation of the hold-down bar is coordinated \;:?l?
glent of the kmfe] b:]nr. The hold-down bar and the knife bar are
amper springs which ensure smooth operati s i
Samper sp poration of the shears with
The shears are protected from overloads b ricti
IS o 1 & Y & frietion-type safety devi
The lubricating systom is of a combined type. The eccc‘zllfjric sl?u%t(i(x?zlm:t
man link bearings, Inife bar guides and hold-down bar are Iubricut(‘:d bpl .
ix‘z_m(_bopemted grease pumping station through measuring feeders. The oc?' .
'11‘1‘1(:”0:; surf:{ccg are lu}i);rlcafigd by a grease gun through individual g.rease cu;)?
ar reducin, ' ' ar o i ,
thcirgcasings, g unit and ‘the large gear arc lubricated by oil poured into
The shears are delivered completo with an i i
I 1 d electric motor, star a {
;:eciim.g equipment centralized lubricating station with pipi’nsgnzzxi&?gxn'z:l(sluﬁllf
cecers, grease gun, back gauge, gear redueing unit, a seb of knives, a sot oéf;

wrenches and all the necessary technical instruction
4 tecl al instructions for installation and

phe move-
fitted with
out jerks op

SPECIFICATIONS
M‘:;"i;,‘l‘:“ﬂ lslilfiem:fe s:;r;t té;xb f(mm) Number of strokes per minute 25
Sath on i ngth o Width between uprights, mm 2200
'il:hickness Gap or throat clearance, mm 500

ength .. : Tlectric motor power, kW
n : 3 )
Inggﬁ; Ié?llf‘e s];l(:-u]: qfngle . Electric motor speed, rpam ....... 1000
PP nife, mm ... Net weight, kg approx. 29000
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REINFORCEMENT BAR SHEARS

MODEL HA 212

The reinforcement har shears are used on construction sites for cutting
conerete reinforcement bars. They can also be used in metal storage yards for
cutting round, square and bar steel and small angle stock. )

Tor convenience the shears are mounted on wheels so as to be casily trans-
ported to the place of work.

The frame is a single column welded construction, made of steel pl
stiffened by ribs. N

The drive is from an indi r h
arrangement to the flywheel and then to the eccentric sh:

ates and

ivi‘d\;al electric motor through a multiple V-belt
aft through a pair of

ears. - .
’ The slide is actuated through a pitman by the. eccentric sh 1
is adjusted and the slide play is taken up by means of adjustable liners. )

The shears are started by a hand-lever. The construction of the shears per-
mits either single strokes or continuous. operation,” )

The shears are delivered complete with the electrical equipment, .st
and protecting devices, electric wiring, & seb of V-belts, hold-do'wn r.levme,‘ Zu set
of knives, lubricating equipment and all the necessary technical instructions

aft., The. clearance

arting,

for erection and maintenance.
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SPECIFICATIONS

Maximum size of material cut (mm) withan  Electric motor speed, r.p.m. .......

ultimate strength of 45 kg/sqmm: Floor space; mm: ..
Round ...
T ..
Length of knives, mm
‘Number of strokes per minut
Electric motor power, kW .

STANKOIMPORT
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COMBINATION PUNCH, SHEARS
AND BAR CUTTER

MODEL C229 A

: i g i 1 of -various profilcs, for
The shears are designed for cubting structural stee. ) .
notching angle, I-beani flats and sheet metal, as for punching ]{o}es ;m_d
stamping small parts of mild steel. . i o s
) T]l\e %henrs alx)'e portable and simple in operation. They zufe Esedt 1;18: ﬂ%ﬁzi
storage yards and in preliminary machining departments of stractural
workshops. o L ) -
' r’1‘11«3 slilears comprise the following principal units: frame, sheats, punching
ress, drive. . - . - )
’ The frame is welded of steel platesand on it the principal untxt(s1 zn: ;ﬁl}l}(;ul]'llti%
The shears for cutting sheet and profile sections are moulu‘e. :;1 o 1%» b
hand side of the frame. One of the princip_al p;u'ts of this mec! m:;]l\svith o bionzé
The upper part of the ram has an opening m wh:ph' an msﬁ; e 2 etion
bushing is mounted. The middle part is proyjded ‘with &‘;sloi . fistened eotion
steel shearing blade: The.upper blade for cutting sheet metal 2 )

lower part.
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Attheside adjacent to theram, the cover isprovided with arecess for mounting
the lower blade of the section steel shears and the pointer holder, A hold-down
device for sheet metal is mounted on the outside-of the cover, at the lower edge.

The hold-down device comprises a sprocket and a stop. A similar device in- -

tended for holding section steel materials is mounted on the right-hand side
of the ram, . .

The punching press and notching devico are located at the left-hand side
of the frame. In a vertical slot in the frame is mounted the punching ram with
cylindrical spiral spring, wedge knife holder, punch holder and bushing.

On the projecting part of the ram the holder and the upper notching tool
are mounted, The lower notching tool, consisting of two halves, is mounted on
plates welded to the frame and to the slide cover. The stripper, fastened to the
cover and the frame, is mounted in the lower part of the ram.

A bolster plate is fastened to the punch table.

e drive is from an individual electric motor. Power is transmitted from
the electric motor through a myiltiple V-belt drive to the flywheel mounted on
the driving shaft, The latter transmits power through a gear train to the driving
gears of the shearing mechanism and the punching press. . f

The shears are started by a claw cluteh, which is engaged by a combined
system of levers and cams. : .

The starting mechanism of the punching press is identical to the above.

The driving shaft, ram king pin, idler gear stud, shear and punch eccentric
shafts and claw clutches ave grease lubricated through grease cups. The other
friction surfaces are lubricated with machine oil through ball-type oil-cups
filled with an oil-gun.

The shears are delivered complete with an electric motor, starting equipment
and wiring, gear guards, lubricating equipment, a set of V-belts, a set of blades
for cutting square, round, channel and angle stock, punching and notching tools
and all the necessary technical instructions for installation and operation.

SPECIFICATIONS
Maximum size of material cut: Notching device:
1-beam or angle, mm
Channel
Length of cut, mm . e 5 Number of strokes per minute
Angle, mm . Stroke of ram, mm
Round, mm . .. 40 Tlywheel speed, r.p.m. ....

Square, mm . . Electric motor power, kW . .
Channel 12 Klectric motor speed, r.p.m. .......
Maximum. diameter of hole punched | O\'ernll[i:—g:ﬁsmns, mm: -

ml15 mm .sheet, 'mm o Width .. N .
Maximum diameter of hole punched Height ..
in 20 mm sheet, mm ..... Seeene 15  Net weight, kg .......... 2

"STANKOIMPORT
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COMBINATION SHEARS
AND BAR CUTTER

MODEL H 514

The shears are designed. for cutting sheet, sectional and structural shape
steel. -
The shears find application in forge and repair shops and in structural steel
shops. The machine requires but a small floor space.

The shears are adapted for operation by unskilled workers. Their con-
struction is siniple and reliable in operation. No complicated adjustments or
set-ups are required. ’

The combination shears comprise two machines: one for sheet metal and
the other for profile sections.

Both machines are mounted on a common frame and hiave a common drive.
Both are started by the same lever, so that work can be carried out simul-
taneously on two machines. . .

The frame is a single column welded construction. It consists of a steel
plate strengthened by ribs, an auxiliary plate and a-rear cover.

STANKOIMPORT
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The slide of the sheet and profile sectional shears is located between the
main plate and the rear cover. .

The drive is from an individual motor through a multiple V-belt arrange-
ment to the flywheel and then through a two-stage gear train to the eccentric
shaft. ;

The slide of the sheet and profile seotion shears is driven by a pitman con-
nected to the eccentric shaft. A recess is provided in the slide for setting up the
cutting knives.

The control is through a lever mechanism. The system of control permits
cither single strokes or continuous automatic operation.

To prevent slippage of the metal during cutting, the shears are equipped
with hold-downs dampers.

The lubricating system is of a combined grease and oil type. Greasing is
carried out with a grease gun, oiling by a hand oil-can through special oil holes
provided.

The shears are delivered eomplete with the electrical equipment, a set of
Inives and V-belts, a grease gun, an oil-can and all the necessary technical in-
structions for erection and maintenance.

SPECIFICATIONS

Maximum size of the metal cut withan Channel, straight cut
ultimate strength of 45kg/sq.mm: Nos. 5 to 22a
Sheet metal shears, mm: Angle, at 45°, mm ..100X100X 10
Sheet thickness . .... 16 Number of strokes per minute ....... 27
Bar section .. . 150X16  Electric motor power, kW .. 4.5
Profile seetion shea Electric motor speed, r.p.m. . .. 3000
Round, mm .. . 60 Floor space, mm:
Square, mm .. F11) I to B. .. 1700
Angle, straight cut, RotoLoviinniininn, .. 650
120X120x 12 Maximum height above floor level,
mm 1740
Nos. 5 to 200 Net weight, kg approx. 2045
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COMBINATION PUNCH, SHEARS
AND BAR CUTTER

MODEL HA 633

The shears are designed for cutting sheet, sectional and structural shape
steel, as well as for punching holes. :

In addition to puhching the press is adapted for notching operations.

The combination punch and shears can be used in forge shops and, due to
their universal nature, small floor space required and variety of operations
performed, they are also an indispensable unit of equipment for repair and
structural ‘steel shops. - : . -

The shears are adapted for operation by unskilled. workers. Their construc-
tion is simple and reliable and no complicated adjustments or set-ups are
required. i .

The combination punch and shears comprise three machines: sheet metal
shears, shears for profile sections and punching press. .

All the three mechanisms are mounted on a common frame and have a
common dfive. -

The punching press can be operated separately while the two types of
shears can operate together. .

“Each revolution of the eccentric shaft actuates all the three mechanisms.

STANKOIMPORT
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The kinematic system is so arranged that the operation of the punching pres:
does not coincide with the operation of the two shears which work concy

rently.

The frame is a single column welded construction. Slide control for th
shears is effected by a lever system. They can be also set for continuous ope

ration. :

The punching press is equipped with tWo types of control: by a hand leve
and by a treadle. Each type operates independently., :

A contering devico is provided for accurate hole-punching,

To prevent metal slippage during cutting, hand operated hold-downs ax
provided. They are operated by spiral gearing on the sectional metal shear
and by a screw drive on the sheet metal shears. .

To prevent slippage when cutting at a miter angle, a stop is provided which
can be moved to the required position and clamped by a screw.

The shears ave delivered complote with the electrical equipment and staxtin
devices, one set of universal knives for cutting round, square and angle stoclk,
one set of knives for cutting sheet metal and all the necessary tecimical in
structions for erection and maintenance.

Special knives for cutting I-beams and channels can be furnished on specia]

order.

SPECIFICATIONS

Sheet Metal Shears
Maximum thickness of sheet metal,

Maximpm bar section, mm
Punching Press
Maximum hole diameter in punching
16 mm sheet, mm
Maximum hole diameter in punching
20 mm sheet, mm
Holes punched in:
I-beam webs. ..
Channel webs .
Lbeam flanges
Channel flanges
Depth of throat, mm .

. Nos. 10 to 30
Nos. 10 to 30

Sectional Metal Shears
Maximum size  of metal cut:
Round, mm ..,
Square, mm

Angle, straight cut,

mm

I-beam, straight cu
(special knives)

Channel, straight cut:
{special knives)

Number of strokes per minute (for all
the units) .
Electric motor power, kW .
Electric motor speed, r.p.m. ..
Overall dimensions, mm:
Length
Width .
Height
Net weight, kg : approx. 2500
Note: Ultimate strength of the material
eut — 45 kg/sq. mm.
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COMBINATION PUNCH, SHEARS
AND BAR CUTTER

MODEL H 635

The shears are designed for cutting sheet, structural and section steel as
well as for punching holes. In addition to hole punching, the punching press
mechanism can be used for blanking.

The shears can be used in forge and stamping, structural steel and Tepair
shops. Due to their universal application and Jimited floor space required,
the machine can be installed at any place in the shop.. .

The shears comprise three machines: sheet metal shears, shears for. cutting
structural profiles and a punching press, All the three machines are mounted
on a common frame and have a common drive. The punching press design also
permits the installation of a notching device, . L

The frame is of & single-column type. It is welded of steel plates and is stif-
fened by cover plates and ribs, . :

The drive is from an individual electric motor through multiple V-belts to
the flywheel and then through a two-stage gear train to the eccentric shaft.
The ram of the shears for structural profiles is actuated by a pitman mounted
on the eccentric shaft; the eccentric cam and the ram of the sheet metal shears
are driven through an additional tie-rod. . )

The punching press ram is driven by a pitman combined with a swinging
counterweight. . -

STANKOIMPORT
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The machine mechanisms can be started separately. A single revolutio
the crankshaft operates all the three machines, but the kinematic system
50 designed that the working cycle of the punching press does not coinei
with the working cycle of the shears, .

Engagement mechanism of the structural profile and sheet metal shedrs
is of a combined treadle and lever type, .

The engaging mechanism of the punching press is operated either by a hang.
lever or by a treadle through a system of tie-rods. Each system of control
operates independently.

The centering dovico ensures accurate location of punched holes, ;

To reliably clamp material when cutting structural shapes and sheet meta]
the shears are equipped with adjustable hold-downs operated by hand througl{
a helical gear drive. .

The lubrieating system is of a combined grease and oil type. The eccentric
shaft journals, ram guides, counter-balancing device and punching press.guides
are grease lubricated through ball-type grease cups. The other friction surfices
are lubricated with an oil-can. :

The shears are delivered complete with electric equipment, a set of blades -

for cutting angle, round and square bars, a set of blades for cutting  sheet metal,
lubmc@tmg equipment, & set of V-belts, centering device and all the necessary
technical instructions for installation and operation.

SPECIFICATIONS

Sheet Metal Shears Méximum channel

Q;nximum thic}mess( gf sheet cut, mm 25 Punching Press
Maximum section of flats cut, mm 160x30 Di in 2

Tomm seotion of 0 X iameter of hole in 25 mm sheets,
Stroke of blade, mm

.. . mm
Diameter of hole in 30 mm sheets,

Struetural Shape Shears o
Round, mm .

Square, mm . 55 <
Angle, straigh : Electric motor power, kW
g 2 .. 150X 15018 B P
Angle, at miter angle of 45°, mm EBlectric motor speed, r.p.m.

110x110x14 Overall dimensions, mm:

Stroke of slide, mm

With special blades:
Maximum angle, straight cut, mm

) 180X 180X 18 = :
Ms;.‘;lgnum angle, at miter angl;< of X Net weight, kg approx. 4700
m

130X 130X 14 Note: Ultimate strength of material cut.

, mm
Maximum I-beam ............. No. 30a

— 45 kg/sq.tnm
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BLANKING SHEARS

MODEL H 533

The shears are designed for straight line and profile blanking of sheet metal
on either an external or internal outline, as well as for flanging and:fluting
operations. The shears can also be used for working cardboard, pressboard,
vuloanized rubber and other similar materials.. This renders the shears appli-
cable in various branches of industry. R t

The frame is a welded box-type construction made of steel plates.and stif-
fened by-internal ribs, The frame supports a table to which stationary working
tools.are fastened. The frame is provided with guides for the centering device
slide. -
The drive is effected from an individual electric motor to the eccentrié shaft
pulley through a multiple V-belt drive. The eccentric shaft actuates.the slide
through a pitman. .

The slide is provided with a stroke adjustment device. Adjustment is-car-
ried out by varying the eccentricity by means of a special bushing mounted on
the eccentric shaft and moved by a handwheel. The adjustment can be made
while the machine is running. The blanking and piereing. tools are mounted on
the slide. .

! STANKOIMPORT
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The space is adjusted by changing the pitman length by means of s serew
with a spherical heel. This adjustment can also be earried out while the sheg

are in operation.

The centering device is applied in straight line cutting as well as for bla

ing out dises or rings.

The stripper and hold-down devieo serves to hold down the work in th

course of blanking out or piercing,

The lubricating. system is of a combined type. The slide guides and thy

roller bearing are lubricated by grease through ball-type grease cups. The ec-

centric shaft bearings are lubricated by machine oil,

The shears are delivered complete with the electrical equipment and wiring
in flexible metal conduit, grease gun, oil-can, centering and hold-down devices, '+
a seb of V-belts, a set of working tools and all the necessary technical
instructions for erection and maintenance,

SPECIFICATIONS

Maximum _thickness of material cut
{mm) with an ultimate strength of
45 kg/sq. mm
Number of strokes of upper knife
per minute:
Maximum ... 1200
Minimum 850
Maximum stroke of knife, mm 7
Pitman adjustment, mm
Distance from center i slide to
frame, mm

Electric motor power, kW
Eleetric motor speed, r.p.m. .......
Floor space, mm:

F.toB. ...

Maximum height above floor level,
mm 1994

Net weight without auxiliary devices,
approx. 990
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BLANKING SHEARS"

MODEL 11535

The shears are designed for straight and profile blanking of sheet metal on
either internal or external outline, as well as for flanging and fluting operations.

The shears can also be used for cutting cardboard, pressboard, vulcanized
rubber and other similar materials, This renders the shears applicable in var-
ious branches of industry,

The frame is a welded box-type construction made of steel plates and stif-
fened by internal ribs. The frame supports a table, to which stationary working
tools are fastened. The frame is provided with guides for the centering-device
slide, T.

The drive is effected from an individual electric motor through a multiple
V-belt drive to the eccentric shaft pulley. The eccentric shaft actuates the slide
through a pitman. . -

The slide is equipped with a stroke adjustment device. Adjustment is car-
ried out by varying the eccentricity by means of a special bushing mounted on
the eccentric shaft and mioved by a handwheel. o

_ The blanking and piercing tools are mounted on the slide.

Die space is adjusted by changing the pitman length by means of a serew
with a spherical heel.- B )

The centering device is used for straight line cutiting, as well as for blanking
out dises and rings. The frame of the device is welded of steel plates.

The stripper and hold-down device serves to hold down the work-in the
course of blanking out or piercing.
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bau’{g;ep :lid(;ag,;gigﬁ‘s sazled 1tl;ei 117011{35; bonripg are Iubrifntod with grease ¢
e 'i'llllbriglﬁzed 4 ng‘ul%glz 0?].‘9( Y a g'1ease gl.m.AT he eccentric shaft bear
gzﬁb&‘% %,‘;tllt °d:ef"gf°‘1“° :;‘l?t,‘,'ft:éﬁ‘.éi’,‘,,"fcﬁfiéiﬁllg nd hold.Aown 1o

o seb of efrectim,l  seb opomti:) n g tools and all the necessary technical instry

SPECIFICATIONS

Maximum thickness of material cut Electri v
{(mm) with an ultimate strength of Elect; o motor power, IAW ..
15 kefaq mm .. “lectriec motor-speed, r.p.m. ..
Number of strokes of upper knife - Floor space, mm:
per minute: FtoB. ..
Maximum . ...
. Minimum
Maximum stroke of knife, m
Pitman adjustment, mm d . . mm
D'?:;:r"? 'f:‘om center of slide to Nt;(cgwexghe without auxiliary devices,
, mm 1260 . approx.
\GInP»'Of circular cutting device, mm. 2150 Net weight of auxiliary deviczls), kg
Maximum diameter of cut out cirele, approx. 1290

mm 3000 Total net weight, kg approx. 3160

STANKOIMPORT
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ROTARY GANG SLITTING SHEARS

MODEL H 400

The shears are designed for longitudinal cold slitting of rolled steel, brass,
bronze or aluminium strip. The shears can be applied in cold rolled strip manu-
facturing shops and in blank preparation departments of cold stamping shops.

The shears comprise the following principal units: cutting mechanism with
guiding device, winding mechanism, drive, V-belt drive reducing gear unit with
variable speed regulation, unwinding device, reel lifting device, .-

The frame is of welded design and is made of steel plates. The cutting
mechanism, drive, guiding device and winding mechanism bracket are mounted.
‘on the frame. . .

The disc cutters are mounted on the upper and lower disc shafts. Disc
clamping design ensures rapid change of disc cutters. The cutters are. made of
high quality tool steel and can be repeatedly reground in the course of operation.

The dise cutter shafts are removable, due to which the time required to set
up the shears for cutting a different size of strips is considerably decreased.

Center to center distance-between the disc cutter shafts is adjusted by mov- |
ing the upper shaft with the aid of a handwheel operated screw mechanism.

Set up for cutting strips of another width is effected by replacing: the disc
cutter shafts by another pair of shafts with a previously mournted set of pro-
perly spaced disc cutters. :

STANKOIMPORT
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The guiding device is mounted on & welded bracket bolted to the frame,
is intended for proper positioning of the cut strip between cutters.
The winding mechanism is mounted on a box, comprising two welded

brackets connected by spacing studs. The box is bolted to the frame and its, .

free end is supported by a stay.

The cut strips are wound on two receiver drums, .

The drive is from an individual electric motor which, in addition to the
cutting mechanism, also actuated the winding mechanism,

Power is transmitted from the electric motor through a V-belt speed
variator to the dise cutter shafts and winding mechanism. -

The V-helt speed variator provides for speed regulation by changing the
transmission ratio between the driving and driven pulleys,

The variator is equipped with a scale of speeds for setting up the required
cutting speed.

The unwinding dovice comprises a mechanism with o taper drum arrange-
ment for gripping reels. The clamping device is operated by a handwheel,

To censure constant tension of the strip, the unwinding device is equipped
with a brake. .

. The lubricating system is of a combined oil and grease type. Grease is in-
jeeted by a grease gun through ball-type grease cups. Oil lubrication is accom-
plished with the aid of an oil-can.

The shears are delivered complete with the cutting, guiding, winding and
unwinding mechanism, reel lifting device, electric motors, starting equipment
and wiring, a set of disc cutters for one size of strip, winding reels, a set of
V-belts, V-belt speed variator and all the necessary technical instructions for
installation and operation. )

The machine is delivered with a set of tools for cutting 300 mm strip into
20 strips 15 mm in width.

SPECIFICATIONS

Maximum ultimate strength of
material cut — 150 kg/sq.mm

Thickness of strip cut, mm:

Maximum .

Minimum. .
Maximum width of s
Maximum weight of reel, kg.
Maximum diameter of reel, m; B
Minimum width of strip eut, rom. ..
Cutting speed, m/see:

Maximum

Minimum

Elcetric motor power (two motors),

Electric motor speed, r.p.m.
Floor space, mm:

Maximum height above floor level,
mm 1260

Net weight, kg approx. 860

STANKOIMPORT
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ROTARY GANG SLITTING SHEARS

MODEL H 402

The shears are designed for longitudinal cold slitting of rolled steel, brass,
bronze or aluminium strip.

The shears comprise the following principal units: unwinder for wide sheet
material, unwinder for narrow strip reels of small inside diameter, pneumatic
knife for transverse cutting of strip, scrap breaker, cutting mechanism — dise
shears, winding mechanism — receiver drum with take-off device,

The drive is effective from an individual electric motor through a two-stage
gear reducing unit and a gear box. Center to center distance between the
cutting dise shafts is adjusted simultaneously for all the paired discs by raising
or Jowering the upper shaft with the aid of a handwheel operated mechanism,

Disc adjustment in axial direction for setting up to cut any desired width
of strip, is accomplished with the aid of spacer collars. .

Disc cutters are made of high-quality tool steel and can be repeatedly
reground in the course of operation. .

Dise cutter shafts are removable, due to which the time required to set up
the shears for cutting different size of strip is considerably decreased.

The scrap hreaker is intended to facilitate removal of .the cut-off edges
of strip.

The scrap breaker is driven from an individual electric motor through a
one-stage gear reducing unit. If the cut-off edges of the strip wind up on the
receiver drum, the scrap breaker does not operate. .

The pneumatic knife for transverse cutting serves to trim the strip before
it is fed into the machine, as well as for cutting the strip in any other inter-
mediate position. The upper slanting knife is stationary, the lower knife is
movable and is actuated by a pneumatic cylinder. )

The receiver drum, designed for winding up the cut strip, is driven by an
individual electric motor through a two-speed gear reducing unit. The drum

STANKOIMPORT .
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is fitted with a friction device which ensures slipping of the dru e
. .. TS . m as
diameter increases. The friction device maintains constant tension “ul? rtci?d'

wound strip. In addition the drum is equipped with & pneumatic devico for’

mld'i‘llg off wound reels.
ho lubricating system is of a combined type: by a greas
ball-type grease cups and by splash-lubrication of oil ured oty thm“gb
reducing unit casings. VP 'l powred into the gear
- The dise shears are delivered complote with all the above units, electrig
gg;:pm{ex}c, grease %““f: oil-can, a set of dise cutters, a set of wren(,;hes and
rew drivers, a seb of spare parts and a set of all ¢! 3 ical
manuals for z;rection and muiultemmc& of all the mecessary technicl

SPECIFICATIONS

- Maximum ultimate strength of lini insi o sbri
Tlrpnterinl P kg!/gsq.mm Mn'rglﬂurr:l;‘nsnde diameter of eut strip
l_lcknﬁlslsw?fnﬂ‘;p cut, mm: Outside dinmeter of dise eutter, mm:
~ Minimum. .. Y Ninirmm,
Width \Ol'f stock to be Cutting speeds, m/min
Maximum .. .. Number of simultancous cuts
Main electric motor power, kW
Main electric motor speed, r.p.m. ...
Receiver drum and serap breaker

Mini i
Minimum. .. electric motors:

Weight of reel cut, kg .
W;sight of strip cut on receiver drum, IS’S::;?’ xl-‘;ym
Floor space, mm: T

reel, mm Width .,

Inside diameter of stock reel, m
Maximum !

. Length .
500 Maximum height above floor level,
Minimum, 230"t 100

Net weight, kg app:‘];.r\? éégg

Declassified in Part - Sanitized Co

ROTARY SHEARS

MODEL HA 453

The rotary shears are designed for straight line and circular cutting of sheet
metal, With the aid of special tools, the machine can also be used for flanging
and beading operations.

The shears are widely used in sheet metal cutting shops of automobile and
aircraft plants as well as in the manufacture of agricultural machinery, metal
utensils and containers.

The shears comprise the following principal units: frame, drive, gear re-
ducing uuit for raising snd lowering the slide, upper citter head, straight
cutting device, circular cutting device. . .

The frame is of C-shaped design and is welded of steel plates. The frame is
provided with a recess for the gear drive from the driving shaft to the.disc
cutter shafts. .

The drive is effected from an individual electric motor mounted on the top
of the frame. Power is transmitted from the electric motor to the flywheel-
pulley through a multiple V-belt drive and then through a system of spur and
level gears to the upper and lower disc cutters. .

The gearing provides for two operating speeds depending on the material
cut and its thickness. ° - .

Lower cutter adjustment is intended for obtaining the required clearance
between the upper and loiver cutters,

The lower cutter position is regulated by a hand-operated worm gear re-
volved by handle. . .
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-The worm gear reducing unit serves for raising and lowering the slide of the
upper cutter head. The unit is driven by an individual reversible electric motor
through & flexible coupling. -

The upper cutter head comprises & bracket fastened to the frame and a slide
connected to the gear reducing unit by means of the adjusting screw. Slide
adjustment in height regulates the position of cutter edges and allows the most
effective cutting conditions to be obtained.

The straight eutting device is for slitting sheet metal into strips of required
width, The device comprises an adjustable stop with a clamp and a scale.

The cireular cutting device is.a separate unit, It consists of & C-shaped
welded frame with a centering and clamping device. The frame is mounted on
a supporting member and can be moved along its guides by means of a hand-
operated screw device. The required cutting radius is set to a scale fastened
to the frame.

Tho lubricating system is of a combined type: centralized grease lubrication
of the principal friction surfaces by a hand-operated pump station through
measuring feeders; individual grease lubrication by a grease gun through ball-
type grease cups; individual oil lubrication by an oil-can.

Tho shears are delivered complete with the main electric motor, a reversible
gear reducing unit electric motor, starting and protecting equipment and wiring
$h flexible metal conduit, a set of disc cutters, straight cutting device with
scale, circular cutting device with scale (scales are graduated in metric units),
a seb of V-belts, lubricating equipment with piping and measuring feeders,
grease gun, oil-can, a set of wrenches and all the necessary technical instructions
for installation and operation. .

SPECIFICATIONS

Maximum thickness of sheet metal Main electric motor speed,
cut (mm) with an ultimate strength F o T T P 465 to 1420
of 50 kg/sq.mm 10  Gear reducing unit electric motor
Gap, mm o power, kW 2.8
. Cutting speeds, m/min .. 1.6; .2; 5. Gear reducin it
Diameter of disc cutters, mm speed, T.PMeeereuionns
Gap of circular cutting device, mm. . Overall dimensions with circular cut-
Maximum diameter of cirele cut out ting device, mm
of square sheet, mm ........... 2500 Length
. Minimum diameter of circle cut, mm 400 Width ..
Minimum width of strip cut, mm... 300 Height .
Maximum width of strip cut, mm... 780 Net weight with circular cutting de-
Main electric motor power, kW ... 4to 9 vice, kg approx. 5900
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«STANKOIMPORT”
EXPORTS AND IMPORTS:

Machine Tools

‘Woodworking Machinery

Metal-Working Machinery (Presses, Hammers, Shears, Cold Forming
Machines, Punching Machines)

Rolling Mills (imports)

Measuring Instruments and Apparatus (for metal industry)

Testing Machines and Tnstruments (for metals)

Optical Instruments and Equipment .

Portable Electric and Pneumatic Tools (for metal and woodworking)

Metal and Wood Cutting Tools

Mechanic’s Tools and Chucks

Sintered Carbide and Hard-Alloy Products

Abrasive Products

Ball and Roller Bearings

Microscopes of all types

Motion-Picture Equipment and Accessories

Geodetic Instruments and Equipment

Photographic Cameras

" Binoculars

Magnifiers

Lenses

Crude Optical Glass Blocks and Blanks, ete.

Design and specifications of the metal working machinery illustrated
herein are subject to change without notice.
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