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U-TRONIC

CNC

JOPN

YYYYYY
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A-Internal

pressurization pic.1
To prevent liquid and dust
from getting into the motor,
transducer, and limit switch
areas, an @ .33 (A) hole
is provided for internal
pressurization of the fixed body
with an air inlet at 7-15 PSI.
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B-Automatic

greaser pic.1
A @ .33 (B) hole is provided
on the head so that grease
can be automatically put in
the U-TRONIC.

Coolant

supply pic.1-2

Internal coolant channels (W) are provided
inside the U-TRONIC head that allow
coolants to pass through from the machine
spindle until the two threaded holes located
next to the slide (W). Hoses can be screwed
on these holes to bring coolant directly to
the tool. Max pressure 580 PSI.

COMMAND

The control of the
U-TRONIC heads takes
place through the direct

connection to the "U" axis
of the machine numerical
control. Through the
interpolation of the axes,

it offers the capabilities to
perform any type of turning,
boring, radiusing and
spherical operations.

COMPONENTS

. Stationary body

. Rotating body

. Tool slide

Gears

. Bearings

. Coolant way

. Servomotor

. Limit switches

. Flange

10. Encoder on request

PREARRANGEMENTS

pic.3

Balancing
pic.3

To improve working conditions
and balance the tool position
when it appears shifted in
relation to the U-TRONIC axis,
counterweights (1) can be
applied using the threaded holes
(2) located on the rotating body.



U-TRONIC is applied manually or automatically by using a flange for
fastening to the machine tool and a driving plate for the rotary body

rotation.

The following layout
shows the basic
information for the

U-TRONIC
-
9 -
G
O
=
O -
-
CAMLOCK

APPLICATION

It is applied manually using a flange for fastening with a cam lock
quick coupling, or automatically with a palletized system and special
connectors.

5.25+002  5.25+.002

U-TRONIC 3-360 S

flange manufacturing M?ir‘r— -~ [L].0004]A] 100541100100 <—C
with cam lock rapid —
coupling. YD ¢ {
The U-TRONIC Y D,
e U- N S > . +.002 A
S o . o
UT 8-800 S and I NN T SLRIN o (al,
UT 8-1000 S do not gl 8 /[\ N
include the fastening oy | o cim
with a cam lock quick g ¢ 010 ol ® 100051080012
i gl .1 —
coupling. Sl ~ =16
©| 2
S| ™ - %
©
[e0]
H @ C\!I L~
[aV)
E @ 200100150817 )
&) 21.01+.003 ‘ k@ 101601010600
100551060023 ‘
REF CODE A 94 |55 U-TRONIC
KIT CAMLOCK UT 360 394200136000 101601020600 | Mg RRE P
n°6 VTC 8x12 100051080012 N
n°1 EYEBOLT M10 UT BASE 3 100541100100 F —> 101500701200 /1001]
n°6 SPRING UT BASE 3-5 100551060023
n°1 KEY FOR CAM 6 UT BASE 3 101500701200
n°6 CAMLOCK PIN 6 UT BASE 3 101601010600
n°6 CAMLOCK CAM 6 UT BASE 3 101601020600 B Spindle centering C Eyebolt D Control with gauge E Measurement to control depending on
n°6 PIN FOR CAM 6 UT BASE 3 200100150817 spindle protrusion F Spanner G Bores min. depth 46
The following | t
The following ayou U-TRONIC 5-500 / 5-630 / 5-800 S
information for the 716 200} v 18 1600
flange manufacturing s d LS 100541100160 < C
with cam lock rapid g g)
coupling. © T &
The U-TRONIC ] U.ﬁi
UT 8-800 S and 8 . +.002
UT 8-1000 S do not Il s n°601.02 0 <« H
include the fastening S S
with a cam lock quick 2 2
coupling. j - | M
5 ®
gl @ 100051080015
5| Y <5 E
(D.
[}
H QL Ol m
p < @ @ N (; v =l w© C~
‘/4‘ B:ﬂ U 200100150818 - o e
- 01.921 005 |
100551060023
. 101601010800
REF CODE o | 1oe] s
KIT CAMLOCK UT 500 394200150000 101601020800 | Mg 209mn_ ¢ e U-TRONIC
n°6 VTC 8x14 100051080014 N
//10.01]
n°1 EYEBOLT M16 UT BASE 5 100541100160 F = 101500701400
n°6 SPRING UT BASE 3-5 100551060023
n°1 KEY FOR CAM 8 UT BASE 5 101500701400
n°6 CAMLOCK PIN 8 UT BASE 5 101601010800
n°6 CAMLOCK CAM 8 UT BASE 5 101601020800 B Spindle centering C Eyebolt D Control with gauge E Measurement to control depending on
n°6 PIN FOR CAM 8 UT BASE 5 200100150818 spindle protrusion F Spanner H Bores min. depth 53
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U -TRON IC TOOLHOLDERS AND ACCESSORIES PSC-MHD’

UT 3-360 / 5-500 / 5-630 / 5-800 / 8-800 / 8-1000 S

B50
PSC - TU/D.. see p.38

o) s
MR - PSC PSC TU PSC TU PSC TU PSC - D...

MR - MHD’
-TRONI
u ONIC 16CA
1ISO5611
PC
BO1/ B0O2 / B15 - PSC / MHD’
BO1 - BO2 PSC / MHD’ B15 PSC / MHD’
A 2
6 ! )
W @779 S @] [ SIB
:r\&y o SIS A7 2 B o
L — (@)
@ & LJ =3 (=3
1B B
E .C | E C|F
U-TRONIC REF. CODE oH7r A B C D D1 E F G b
BO1 PSC63-MHD’80 443006300310 2.48 4.13 .98 1.77 5.39 591 1.65 G1/8' 7.72
UT 3-360 S B02 PSC63-MHD’80 443006301610 2.48 4.13 1.06 6.34 5.39 591 1.65 G1/8' 22.05
B15 PSC63-MHD’80 445006301210 2.48 4.13 1.26 2.36 4.76 591 1.65 G1/8' 22.05
BO1 PSC63-MHD’80 443006300861 2.48 4.13 1.18 3.39 6.57 787 165 G1/8' 24.25
B02 PSC63-MHD’80 443006303310 2.48 4.13 1.18 13.03 6.57 787 165 G1/8' 24.25
B15 PSC63-MHD’80 445006302010 2.48 4.13 122 276 791 6.69 7.87 165 G1/8° 14.33
UT 5-500/ 5-630/ 5-800 S
B0O1 PSC80-MHD’80 443007500710 2.95 5.24 1.18 2.80 7.28 787 197 G1/8' 23.15
B02 PSC80-MHD’80 443007503160 2.95 5.24 1.26 12.44 9.25 7.87 197 G1/8' 74.96
B15 PSC80-MHD’80 445007502620 2.95 5.24 1.18 3.35 10.31 7.87 7.87 197 G1/8' 70.55
BO1 PSC80-MHD’80 443007501460 2.95 5.24 1.18 5.75 7.56 9.84 1.97 G1/4' 41.89
UT 8-800/8-1000 S B0O2 PSC80-MHD’80 443007506360 2.95 5.24 1.77 25.04 7.56 9.84 197 G1/4' 154.32
B15 PSC80-MHD’80 445007503000 2.95 5.24 1.18 3.35 11.81 7.87 9.84 197 G1/4' 81.57

MR - PSC / MHD’

MR - MHD’

d ©

U-TRONIC REF. CODE @g6 PSC MHD’ A B C F Ib
UT3/5...8 MR - PSC 63 450206301050 2.48 2.48 413 449 331 165 1323
Ur3/5..8 MR - MHD’ 80/105 450208001050 2.48 315 413 449 331 165 1433
UT5/8..S MR - PSC 80 450208001335 2.95 3.15 524 508 3.94 197 2425
UT5/8..S MR - MHD’ 80/133 450208001330 2.95 3.15 524 508 394 197 2425
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TOOLHOLDERS AND ACCESSORIES PSC-MHD’

KO3 KO3
PSC MHD’80
63-80 1B 01 -
1B 02 B
1B 01
1B15
1B 02
1 MR
1B15 17U
1 MR
REF. CODE
KIT KO3 PSC 63 UT 3-360 S 501703259501 REF. CODE
KIT KO3 PSC 63 UT 5-500 / 5-630 / 5-800 S 501705009501 KIT KO3 UT 3-360 S 501703259500
KIT KO3 PSC 80 UT 5-500 /5-630 / 5-800 S 501705009502 KIT KO3 UT 5-500 /5-630 /5-800 S 501705009500
KIT KO3 PSC 80 UT 8-800 / 8-1000 S 501708009501 KIT KO3 UT 8-800 / 8-1000 S 501708009500
TU - MHD’ . I
\ 2 Im LT ®
P = M| ]
U L2
L ¢ Use with RD 80/ .... p.12
U-TRONIC REF. CODE MHD’ o1 L L1 L2 L3 b
UT3/5/8..S ¢ TU 50/60.16 460505016001 50 236 236 173 63 63 265
UT3/5/8..S ¢ TU 63/75.20 460506320001 63 295 295 247 79 .79 882
UT3/5/8..S TU 80/95.25 460508025001 80 374 354 256 .98 .98 7.94
TP - MHD’ \
/ (@]
0
|l
T
=
U-TRONIC REF. CODE Ib
UT 3-360 S TP 80/90.50 460408050001 5.07
UT 5-500 / 5-630 / 5-800S TP 80/90.50 460408050001 5.07
UT 8-800/8-1000 S TP 80/125.50 460408050002 7.05
PC 50 B
:
=
] | BCA /| 59
U-TRONIC REF. CODE ] Ib
UT 3-360 S PC 11.50 433050160950 3.74 287
PC 12.50 433050161350 5.31 4.4
UT 5-500 /5-630 / 5-800 S
PC 13.50 433050162000 7.87 7.0
UT 8-800/8-1000 S PC 14.50 433050163000 11.81 11.02
CARTRIDGES 20CA ISO 5611
PTGNL16CA-16 PCLNL16CA-12 PSSNL16CA-12 PSRNL16CA-12
CODE 483010161001 CODE 483010161002 CODE 483010161003 CODE 483010161004
AN TNM1604 © CNM1204 © SNM1204 @ SNM1204
TOOLHOLDER WITH B50 & B50 (&)
AUTOMATIC TOOL MECHANICAL HYDRAULICS
CHANGE B50
pic.1
U-TRONIC REF. U-TRONIC REF.
UT 3-360 S - HSK - A63 - A100 UT 3-360 S - PSC / HSK
UT 5-500/UT 5-630/5-800S  B50 - DIN69871-B 50 UT 5-500/UT 5-630/5-800 S  B50 - DING9871
UT 8-800/8-1000 S - MAS BT50 UT 8-800/8-1000 S - MAS BT

Special and HYDRAULICS B50 toolholders for automatic tool change, can be provided on request (pic.1).
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U-TRONIC

CHIP REMOVAL CAPACITY

The chip removal rates are indicative for normal working
conditions on steels with hardness in the range of
160-200 HB, (average Ks = 2000 N/mm2) recommended
Vt 393/525 sfmm/min.

The optimal values and working times must be determined

with trials.

L-L1inch

L-L1inch

D1

L-L1inch
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U-TRONIC 3-360 S

D - D1 inch
—
9 7.09 14,17 22,83 31,50
o+
> | [oo77 ] |
i 2
Y . mch/ | |
. T T4 /
.0062 finch? L //
11.81 1 Z
.0046 jinch? ]
15.75 1
19.69 1

U-TRONIC 5-500 / 5-630 / 5-800 S

D-D1 mm
| —_—
(? 15;35 25.}59 39;37 55.}12 62}.99 UT 5-800 S
0 12.60 24.80 37.01 49.21
¢ - | } } UT 5-630 S
0 9.84 19.69 29.53 39.37
! | | } | UT 5-500 S
or
3.941 !
.0139)inch? J
7.87+1
1 L1
1 0093 inch2
11.81 ~JUIoHRen-
15.75+ — R
.0062 inch? .004€)/rf:h2
19.69+
' 23.62—

U-TRONIC 8-800 / 8-1000 S

D-D1 mm
Q 7.57 15.‘75 23.‘62 31.‘50 39737 47;24 55;12 62.‘99 70.‘87 78‘.74 UT 8-1000 S
0 630 1260 18.90 25.20 31.50 960 44.09 50.39 55.12 62.99
} | | | | | } | } | i UT8-8008
0,,
7.87 +
.0217 inch?
11.81+ /
15.75 +
.0155 inch? /
19.69 +
H 2
o362 .0108 inch
27.56 +
.00[77 inch?
31.50 +




TECHNICAL DATA

o]}

I
Q
- I E 1
TECHNICAL DATA UT 3-360 S UT 5-500 S UT 5-630 S UT 5-800 S UT 8-800 S UT 8-1000 S
A inch 1417 19.69 24.80 31.50 39.37
B inch 1417 19.69 31.50
C Radial traverse inch 4.72 6.30 7.87 9.84 11.02 13.78
D inch 6.09 7.86 9.06 9.84 10.24
E inch 9.25 10.96 11.10 14.57 16.14 16.34
QGxF inch 31.50 x 5.51 39.37 x 5.91 49.21 x 5.91 62.99 x 5.91 62.99 x 6.30 78.74 x 6.30
O HxF2 inch 15.75 x 15.75 22.05x 21.26 27.56 x 21.26 32.68 x 21.26 33.46 x 33.86 41.34 x 33.86
J1xF1 inch 26.38 x 26.38 33.46 x 11.61 41.34 x 11.61 51.18 x 11.61 49.21 x 14.57 62.99 x 14.57
Max. inch/min inch/min .04 +15.75 .04 +19.69
Max. U/min min-1 500 315 250 200 160
Weight Ib 286.60 507.06 310 1168.45 2204.62 2645.55
Radial force daN 400 500 1000
Torque Ib ft. 2960 5920 7400
Repeatibility accuracy inch .0001
Boring accuracy IT7
Max chip removal inch? C40 .0077 .0139 .0217
Rapid trasverse inch/min 15.75 19.69
Roughness Ra 0.8 in optimal working conditions
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TA-CENTER 2 T1A-C2

TA-CENTER 2 Boring and facing heads uniquely designed for machines with automatic tool
changers and applicable on all machining centers. The toolholder slide movement is managed by
an external U-DRIVE unit attached to the spindle flange.

Machine U-DRIVE

CNC

TA-C2.110 / TA-C2.170 %

TA-C2.110

A’ drive @ max 9.84

Interchangeable
arbors

Coolant outlet

Toolholder slide

Rotating body

TA-C2.170
@ max 18.11

Orientation ring Fixed body | Balancing counter-weights

Retaining pin

Coupling
HT5 - HT8
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TA-CENTER 2 T1A-C2

COMMAND
The TA-CENTER 2 boring and facing heads are

designed to be used on machines with automatic tool
changers, therefore essentially on all machining centers.
The control of the feed, the tool-holder slide and the
tool position, also during rotation, are controlled by a
U-DRIVE gearbox unit. This group is managed directly
by a U-axis of the numerical control of the machining
center. A machining center set up in this way offers
several additional and different operations including
internal and external turning, grooves, taper bores,
concave and convex radius machining, cylindrical and
conical threads and facing for serration.

U-DRIVE

COMPONENTS U-DRIVE

1. Base element

2. Servomotor

234561 3. Mechanical unit for automatic hook-up

to the TA-CENTER 2 drive
4. The unit comes with air inlet
connection for cleaning the drive
5. Manual lubrication
6. n°6 M5x.31 holes to be used for

securing a possible protective casing

3 4 56 1 2 {

3 4 56 1 2

PREARRANGEMENTS

Coolant supply pic.1 Balancing pic.2

Coolant exits from the two adjustable nozzles in the TA-C2 located next to the slide after
crossing the taper and the rotating body of the head. This noteworthy advantage ensures
longer duration of the cutting edge, quicker cutting speed and for obtaining good
surface finishes. The centralized supply of coolant does not harm the TA-C2 of which the
internal labyrinth protected by an O-ring. It is advisable to not exceed

725 PSI of pressure.
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TA-CENTER heads are designed with two counter-
weights (5) for automatic balancing, that move opposite to
the slide (3) allowing to machine at a higher number of rpm
without noticeable oscillations.



MACHINING

The chip removal rates are indicative for normal working conditions on steels ~ CHIP REMOVAL CAPACITY
with hardness in the range of 160-200 HB, (average Ks = 2000 N/mm?2) TA-C2 / TA-T2
recommended Vit 393/525 sfmm/min.

The optimal values and working times must be determined with trials.

TA-C2.110 TA-C2.170
TA-T2.110 TA-T2.170
D .39 ~ 4.02 79 ~ 7.64
L 2.56 3.94
D1 3.78 ~ 4.96 6.02 ~ 10.35
L1 3.54 5.51
D2 4.96 ~ 9.84 7.99 ~ 18.11
L2 1.00 1.52
oo 0@ ? 3.?4 5.?1 7.?7 9.?4 TA-C2.110
r= kBF TA-T2.110
aNa N
OF OF o 197 394 591 787 984 11.81 18.11
<L << % % % % % = | TA-C2.170
FF FF TA-T2.170
- 0T OT T
)
X
S 1.97 + g
c [ — =
- 1.97 — | —
a ' r ‘ inch?
1 3.94+ B C3
| / TA-C2 110 .0007 | .0004
TA-C2 170 .0015 | .0011
1 TA-T2110  [.0007 [ .0004
' 3.54 + 5.51 + L e R | TA-T2 170 .0015 | .0011
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TA-CENTER 2

K02

REF. CODE
KO2 TA-C2.110 1.80 R. 0.25 501251100800
K02 TA-C2.110 .8O R. 0.5 501251100801
K02 TA-C2.110 I.110 R. 0.25 501251101100
KO2 TA-C2.110 I.L110 R. 0.5 501251101101
K02 TA-C2.170 1.110 R. 0.25 501251701100
K02 TA-C2.170 .L110 R. 0.5 501251701101
U-DRIVE KB1-KA1
For Interchangeability with previous version TA-CENTER,
use TA-C2 with mechanical ratio R .02
ARBORS HT TA-C2/TA-T2
REF. CODE L Ib
DIN69871-AD40 HT5 .36.5 41HT05024000 1.44 2.43
DIN69871-AD40 HT5 .44.5 41HT05024001 1.75 2.65
MAS403BT-AD40 HT5 .27 41HT05034000 1.06 2.20
TA-C2.110 MAS403BT-AD40 HT5.36.5  41HT05034001 144 243
TA-T2.110 MAS403BT-AD40 HT5 .44.5  41HT05034002 1.75 2.65
HSK-A63 HT5 .54.5 41HT05046300 2.15 2.43
HSK-100 HT5 .60.5 41HT05041000 2.38 6.17
CAT40 UNC HT5 .54.5 41HT05054000 2.15 2.87
TA-C2.110 DIN69871-AD50 HT5 .36.5 41HT05025000 1.44 6.17
MAS403BT-AD50 HT5 .54.5 41HT05035000 2.15 8.16
CAT50 UNC HT5 .36.5 41HT05055000 1.44 6.17
DIN69871-AD50 HT8 .36.5 41HT08025000 1.44 7.50
- TA-C2.1770 MAS403BT-AD50 HT8 .38.5  41HT08035000 1.52 8.16
1 [ TA-T2.170 HSK-A100 HT8 .76.5  41HT08041000 3.01 8.82
— — CAT50 UNC HT8.50.5  41HT08055000  1.99  8.60
D E
1 5 _ o
%= ¢ L=
Lo
A
REF. CODE oH7 A B C D E b
P 120 TA-C2.110 / TA-T2.110 431550160250 .63 1.18 .67 .98 1.97 1.57 .44

P 120 TA-C2.170 / TA-T2.170 431550250380

98 1.85 1.08 1.50 2.99 2.13 1.21

P130 TA-C2/TA-T2

f fe-——o ——o

=

REF. CODE o ¢ D E F G Ib
P 130 TA-C2.110 / TA-T2.110 433040250950 .63 .98 3.74 1.57 1.46 .41 1.10
P 130 TA-C2.170 / TA-T2.170 433054381520 .98 1.50 5.98 2.13 2.34 .65 3.53
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-.0004
-.0008

2.79

TECHNICAL DATA

+
Y

TECHNICAL DATA TA-C2.110 TA-C2.170
OA inch 4.33 6.69
B inch 4.09 6.46
C radial traverse inch + 159 +1.18
D inoh o R
E inch 1.22 1.57
F inch 1.50 213
G inch M 4 M5
HT HT5 HT8
| inch 3.15/4.33 4.33
L inch 4.25 5.35
M inch 217 2.72
N inch 1.65 2.20
(0] inch 2.54 2.72
P inch 6.14/7.32 8.50
Q inch .75 .75
R inch 49 .49
Feed inch/min .04 +16.69
Radial force daN 150 250
Maximum speed min-1 2000 1600
Torque Ib ft. 2960 5920
Weight without the cone Ib 12.57/13.45 36.60
Boring accuracy IT7
Max workable @ inch 9.84 18.11
Max chip removal on C40 steel inch? .0008 .0015
Roughness Ra 0.8 in optimal working conditions
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TA-TRONIC 2 T1AT2

TA-TRONIC 2 Boring and facing heads designed to be applied manually on small boring machines,
machining centers and special machines. The integrated servomotor, connected to the CN, manages the
toolholder slide movement. The stationary body is held in position by a flange or, for light operations, by

a simple anti-rotation pin.
Toolholder @q%

CNC Machine

TA-T2.110 / TA-T2.170

TA-T2.110
@ max 9.84

Anti-rotation
Small block

Motor

Coolant outlet

Corpo rotante

TA-T2.170

Toolholder slide @ max 18.11

Interchangeable
arbors Fixed body Balancing counter-weights

Anti-rotation pin

Coupling
HT5 - HT8

COMMAND

The control of the TA-T2 heads takes place through

the direct connection to the “U” axis of the numerical
control of the machine tool that allows boring, internal,
external and back facing, internal and external turning,
grooves, facing for serration, threads and taper bores, as
well as concave and convex radius machining through
interpolation with the other axes.

CNC
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PREARRANGEMENTS

Coolant supply pic.1 Balancing pic.2
In the TA-T2, coolant  cutting speed and for TA-TRONIC heads
exits from the two obtaining good surface are designed with two
adjustable nozzles are  finishes. counter-weights (5) for
located next to the The centralized supply automatic balancing,

that move opposite to
the slide (3) allowing

slide after crossing the of coolant does not
taper and the rotating  harm the TA-T2 of which

body of the head. the internal labyrinth to machine at a higher
This noteworthy protected by an O-ring. number of rpms W!thout
advantage ensures It is advisable not to noticeable oscillations.

longer duration of the  exceed 50 BAR of
cutting edge, quicker  pressure.

K02 _ ARBORS HT / P120 - P130p.70 CHIP REMOVAL p.69
P XL 4
REF. CODE
K02 TA-T2.110 1FK7022-5AK74-1HA5S 501201100400
K02 TA-T2.110 FANUC fis 1/6000 501201100800
K02 TA-T2.170 1FK7032-2AK74-1EA2 501201700400
K02 TA-T2.170 FANUC fis 1/6000 501201700800

FLANGIA TA-T2.110 / TA-T2.170 ‘ ‘

1
" TECHNICAL
A 1 ] DATA
[e2]
*
05.83 TA-T2 170
o}
.
*
b 9’ e <é r
S
s
(&) ' M -
D L
e
F
TECHNICA DATA TA-T2110 TA-T2.170 TECHNICA DATA TA-T2.110 TA-T2.170
gA inch 4.33 6.69 Torque Ib ft. 2960 5920
B inch 4.09 6.46 Weight without the cone b ft. 11.68 without motor | 34.83 without motor
C radial traverse  inch +.59 +1.18 Boring accuracy IT7
D inch 317002 397002 Max workable @ inch 9.84 1811
E inch 1.20 157 Max chip removal on C40 steel inch? .0011 .0015
F inch 150 213 Roughness Ra 0.8 in optimal working conditions
. SIEMENS Motors Dimensions Siemens 1FK7022 |Siemens 1FK7032
G inch M4 M5
3% 1 217 2.83
HT 5 8 #*2 217 2.83
L inch 4.25 5.35 ¥ 3 7.01 6.81
M inch 1.65 2.20 * 4 3.54 4.72
N inch 12.5 FANUC Motors Dimensions FANUC fis 1/6000
Feed inch/min 04 +19.69 3 1 2.36
2 2.36
Radial force daN 150 250 %3 439
Maximum speed  min-1 2000 1600 % a4 3.54/4.72

3% Rough measures that may vary on changing the motor
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AUTORADIAL

AUTORADIAL Automatic facing heads that can be applied on machining centers and on NC
machines without the need for an electronic interface or interlock. They perform automatic working
cycle without ever stopping the rotation of the spindle. Particularly suitable for machining of seats
for elastic rings, facing for serration and creating “phonographic” spirals.

Interchangeable arbors | Drive flange

Rotating body

Check pin

Interchangeable
feed block

Control screw

Override (A), return (R)

Toolholder slide

Limit blocks

K02 K-NC
L )
ot SPECIAL .
W AUTORADIALS
‘ ON REQUEST
ol [+
i1
KO2 AR 125 K02 AR 160 FT
REF. Finch/O CODE CODE
KO2 AR...-F. .002 = .0002 .002 500612520050 500616020050
KO2 AR...-F. .004 = .0002 .004 500612520100 500616020100
KO2 AR...-F. .008 = .0004 .008 500612520200 500616020200
KO2 AR...-F. .012 + .0004 .012 500612520300 500616020300
KO2 AR...-F. .016 = .0008 .016 500612520400 500616020400 R.80 R.110
REF. CODE CODE
KO2 AR...-F. .020 = .0008 .020 500612520500 500616020500 KNG R -ARI25 394112508002 394110511002
K02 AR...-F. .024 + .0008 .024 500612520600 500616020600 K-NC R...-AR160 394116008002 394116011003|
P110
D E
‘ F1__F
H7
. ,,,,,éxf—,‘ 7}[@] ‘FL REF. CODE Q C D E F F1 G Ib
oL —9 Kl  AR125-P 110 433056381200 .98 1.54 4.76 220 59 1.79 .63 2.87
o] Le] AR 160 - P 110 433063481600 1.26 1.93 6.46 2.48 .75 2.48 .83 5.51
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MHD’ INTERCHANGEABLE FEEDS Finch/U
KO2 AR 125 K02 AR 160
REF. Finch/U  CODE CODE
F. .002-AR... * .0002 .002 382006105001 382006205001
F. .004 - AR... = .0002 .004 382006110001 382006210001
F. .008 - AR... + .0004 .008 382006120001 382006220001
F. .012 - AR... =+ .0004 .012 382006130001 382006230001
REF. MHD’ Complete range of arbors on page 8 F. .016 - AR... + .0008 .016 382006140001 382006240001
AR 125 63 F. .020 - AR... + .0008 .020 382006150001 382006250001
AR 160 80 F. .024 - AR... + .0008 .024 382006160001 382006260001

The chip removal rates are indicative for normal working conditions on steels
with hardness in the range of 160-200 HB, (average Ks = 2000 N/mm2)
recommended Vt 393/525 sfmm/min.
The optimal values and working times must be determined with trials.

AR 125 | AR 160

F 98 1.26 -
Dimax  3.90 5.67 2
L1 6.30 7.87 5
D2 max 748 10.63 N
L2 6.30 7.87 -
D3max 1260 | 1575
L3 1.57 1.97

i AR 125

o
o

1.97

3.94

3.94—
5.91

6.30 7.87

1.97+

D1-D2-

CHIP REMOVAL CAPACITY - MAX ROTATION SPEED

D3 inch

7.87

12.60

9.84
| I AR125

To ToOo

9.84 11.81 1575
} } } AR 160

{ AR 160

1
t
1
e

4 ) I R T

inch?
[ [
AUTORADIAL 125

AUTORADIAL 160 | .04 | .03

TECHNICAL DATA

<3

TECHNICAL DATA AR 125 AR 160 TECHNICAL DATA AR 125 AR 160
TA inch 4.92 6.30 M inch 2.95 3.27
0B inch 5.12 5.12 N inch 110 1.38

C radial traverse inch +.79 +1.38 (0] inch 1.38 1.38

D inch .39+ 90" 4750 P inch 6.16/7.34 6.75/7.93
E inch 1.57 1.97 Q inch 1.52 1.75

F inch 2.482-50% 3152005 S inch 49 .59

G inch M5 M6 T inch 1.56 1.79
OH inch | (MHD’63) 1.65: 955 | (MHD’80) 1.65 3503 Maximum speed min-1 500 400

| inch 3.15/4.33 3.15/4.33 Weight without the cone b 19.84 30.86
L inch 4.33 4.92 Quick return inch/L .03 .03
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TA-SENSITIV 2 TA-s2

FACING AND BORING HEADS

TA-SENSITIV 2 - Boring and facing heads, applicable for milling machines, boring mills and radial
drills with the possibility of manual adjustments during machine stops and automatic feeds during
the revolution of the machine spindle.

It’s possible to carry out external and internal facing operations, backward operations, cylindrical
and conical borings, internal and external grooves, turning and chamfers.

The arbor is interchangeable and, thanks to the MHD' coupling, it allows the use of all available
arbors from the MHD' modular system.

TA-S2120 max09.84 TA-S2.170 max0 15.75

Clamping knob Fixed body \
for venier resetting

Interchengeable arbors
MHD’ coupling

Selector feed rates

o0 feed .006 inch/U

Neutral @
® feed .002 inch/U

Millimetric vernier

% Centesimal vernier

Rotating body

Toolholder
locking screws

Toolholder slide

Handle
Manual adjustment

Automatic advance
disengagement Adjustable stop block
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APPLICATION

The TA-S2 heads can be applied to the machine tools through the driving arbor (1) and an anti-
rotation stop block (2). For heavy machining it is recommended to apply a flange.

Vista da ‘A’

TECHNICAL DATA

TA-S2.120 TECHNICAL DATA TA-S2.170 REF. CODE Ib
9.84 Max workable @ inch 15.75 K02 TA-S2.120 500212031001 12.79
1.57 Cradialtraverse _inch 2.36 P95 TA-S2.120 433030300951  0.88
1000 Maximum speed mm-1 800
14.33 Net weight Ib 41.89
295.02 Torque ft.lb 590.05 K02 TA-S2.170 500217031001 30.86
2-6 Motor Power Kw 3.5-11 P140 TA-S2.170 433040401401 1.76
04.72 ©6.69
[ MHD’50 [ MHD’63
- - pd
| D'ANDREA TA-52.120 D’ANDREA  TA-S2.170
@@ © Y 2
© : g
= ©
o—o N
—
& j = =
e : HOEof
- L LS
; ©
- - L oo 9] B
2 MAX 5.91 1 I MAX 9.84‘
P95 574 1.20 Q
1 @ @
< — = I o <o
I ¢ o1 © ] 2 MAX 8.66 ‘ @ MAX 15.75|
o] ofes
| @ P140
| 5.51 1.57
I [ =n]
‘ — 79 148 | .49
| o o [@E] IR
a Va
@ % E bW T
I
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D’ANDREA
{ Lainate - Milano .

h .

D’ANDREA Molise
Castel del Giudice - Isernia
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You will be welcome in ltaly
Wir warten auf euch in ltalien
Os esperamos en Italia

Nous vous attendons en ltalie
Viaspettiamo in Italia

2%«%%" WM“L
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