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Opérating Instructions for WOHLHAUPTEE_Universal Boring and
Facing Heads UPA 1, UPA 2 and UPA 3
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Max. admissible speed 1000 rpm

Purpose
The Mounting of the Head

Pa-briiaation

Turning Inside and Outside Diameters.

a) Quick Setting of Slide
b) Fine Setting of Slide
) Locking the Slide

O

Facing, Recessine, Undercuiting

a) Self-acting Slide Feed
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b) Automatic End Release of Sross Feed

¥

¢, Rapid Retu
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d4) Arresting the Rapid Returnm
) Advance and Rapid Return Movementis

withouti using the stop rod

f) Setting the Stop for Precision End Relsase

Taper Turning

Contrel Elements of Heads UPA 1, UPA 2 and UPA 3

NOTE: Millimeter-values i
inch-valuss, but apply

in bracksts are not a conversion of the
© to heads with metricz gradustien.
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movement without echanging-sense- Qj‘ mﬂﬁion.

“eutamatio end rem-u mu m

. The "WOHLHAUPTER" !hcing-and Boring Heads are sultahlc for facing,

tnrlins ingide and outside. Ma, fine boring, recessing and Qnglrmttlnd
“as well as h.per tminx opgti‘bim, all to be performed on ome mk setting.

Thanks to thig versatlllty, ‘the range of applications of boring m
drills, lathes, milling machines, traensfer units and other ‘mach
be greatly insruised by using our Universal Facing and Boring ﬁeeas

1}3, radial
1s can

The mounting of the head must be carried out very garefully. The shank of the
head is inserted into the machine spindle and secured with a cotter pin,
draw-in rod or cap nut against the possibility of falling out.

C. Lubricatien For lubrication through grease nipple (5) we recommend a ball

bearing grease of medium viscosity, dropping point at about 200°C, of a well-
known brand like ESSO "Beacon M 200", SHELL "Alvania CGrease 3" or others of
corresponding specification. Use a hlgh-quallty 0il lubricant for the dovetail
joint. Please take care that the unit is at all times properly lubricated.

Turning Inside and Outside Diameters.

-b)'?ine Setting of slide (13) and tool bit respett

Before starting remove stop rod (2).
a) gg;ck Setting of Slide (13) and of toolbit respectively:

. with .Head at rest:
Push out feea button (8) by applying operating lever supplied as
standard, to its shoulder; then turn graduated collar (7) to the
left or to the right.

2. with lead rotating: (feed button (8) must be pushed out),
Stop graduated collar (7).

Sense: When turning collar (7) in the direction of arrow (3), slide (13)
will move in the same direction.

1 rotation of graduated collar (N correspondahto a slide
movement of .02" = ,04" in dia (0,5_' = .

. Depress feed button (8) 'hxls;-tmmg
m’ te the Ieft. ;
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1. Loosen aat-gze- (4): slide (13) must not be clamped. ;“”

2. Depress: feed Wition (8), simultaneously turning grnﬁnated eollar (7)
slightly in the desired semse.

3. Place sigp :fﬂm) in rehtnml ring (6) holding it by hand or using
machine for: t.

4. Rotate th at-riing the machine).

the head rotate b ring ( ratalggg, the slide will feed 3t

constant rate o (o,man) pe‘t

As a rule, the autamntic enﬂ relenae becoues operatlve by stop (12)
hitting stop pin (11) or else in case of excessive cutting. pressure
due to damaged tools, blunt, broken, or otherwise.

If anything of that nature happens, feed button (8) wi.
immediately thereby disrupting the feed movement, Whenff
taining ring (6) with stop rod (2) by hand, the end re

The sensitivity of the fged button (8) can be adjusted to §#¥;§;¢c1f1c
cutting pressure (dete: mi ‘hy tensile strength, cress: seﬁtlan ‘of chip -
and cutting speed) by regmlating screw (9). _

Should the stop device be used for automatic end release true':'
meter, subseguent to the facing operations, follow instructions
page 4, sect.f.

Rapid Return without changing sense of rotation or stopping t e work-

1 -- t

pe felt.

spindle, is initiated as follows, after disengagement oftjgs« oS! qgﬂ:

Depress button for rapid return (1) using the lever suppligﬂ*
retaining ring. (6) with stop rod. . Py

Slide (13) will 1mmadlately withdraw at a rate of
(0,5 mm = 1,0 mn _in $). Return button (1) may al

the automat1c end 7 lease has become operat1ve,
will then be arrested 1mm$d1ately ggﬁ slldﬂﬁ

1f depressing ret T ﬁﬁtton (1) with the work
atgg.ymn 1

n hit either’ '“glide (13
(?) oontxn:y to the direction of arrow..

br by stop (12), inclamp the

nis rin( (6 ;
: lhuionl «é‘ficale ('{
(8) s

sl e
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Engage transverse feed as described in Sect. IIa, in addition to axial

The self-acting feed of the slide is prodliccﬁ w feed motion of the machine apmdle or the machine table as per table

during rotation of the head with feed button below:
tion 1Ia/2). 5 i _ -
. ba L) ." - agz bl »
Rapid return without reversing the sense of rotation i yduced by a : » Slide f"‘?‘ = ?ﬂ LWt TR ¢ 'mg.. f,:: ;z
greduated collar (7) during rotation of the head after fee : Slide feed ! e s i
pushed out by means of the o?era.tmg lever. Do not e required : : : required -
1 qﬂén ; ial machine fee
(1) . Tt ’.' ‘ﬂﬂ i Cone ulalper r::.
) _autome end release true to diame ; ' oL XBv. ;
= angle . .
1 with with UPA 1 with

The stop must be set and bolted to the slide in such a..&g as to cause L 2 | and UPA 2 UPA 3
Cross Feed to disengage instantanecusly upon the p ¢ imea ‘diameter — L S
having been produced by the cutting tool. ¢ - .02318 80° . 00265 .00242

: : % ; —_— : E .

Thigten Regulating Screw as little as possible so as to keep release : 010688 - +01540 85 .00242 .00221

pressure between stop and stop pin at the lowest possible level. 20° .01260 .01150 90° .N0222 .00203

2 A ' s .0018

To produce an exact ratio between cutting tool and end release it is re- 25° .01002 .00915 95 .00204 00185
commended to ascertam the amount of deviation to be e11m1nated by a test : 30° 00829 .00757 100" .00186 .00170
release, B 1 _ootaz - 105° .00170 .00155
For this reason, after coarse setting of the stop, whlch must be tightly 110° 00155 00142
secured in position, a test release of the Cross Feed is made. This ' a '
pernits ascertaining of the actual turning diameter produced by the tool * 115° .00142 .00129
with the present setting of the cross feed, The stop must then be adjusted 120° 00128 00117
by half the difference between the desired and the actual diameter obtained — ' : -
by the first trial release. 125° .00115 .00105
Proceed as follows: 130° .00103 .00094
1. Stop ‘nuts should not yet be removed, but slide should be moved back 3 135‘-’ 3 0092

until a sliding fit of a gage block to be determined e.g. 1/8", between - e

stop and stop pin has been sec;ured. i 149‘
2, With the aid of the slide locking screw, secure slide in this p051t10n, 1-.

* thus preventlng it from changlng position on ad justment of the stop.

p:ﬁsefeeding as folléﬁ%: : RS i i

£, smaller Faan me e ;er & ired, iy  Table values represent the axial feeds of machine s

revolution reguired so as to produce, in conjuncti
T B o! the head, the selected Taper

machine feeds per rev.
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Refa:mrng Rihg
. UPA 5-51

Internal Ring
UPA 3~ .52_

' t.’a:zp'!:hg" Geor Ring
UPA 3-34
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Parts Lfsf‘ UPA 3

Important: mn orderi
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A Glosing Ring
 UPA3-75

g

—18

Stop Dog right
UPA 3* 75

Spring
UPA3-36

Gear Ax/e
UPA 3-22

Gib Screw
urPA 2-171

N
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Cylindrical Pirn
UPA 3-29

159"
Worm -
UPA 3-20
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Pl 8eor Pin Spring
U:fg-gg/gg UPA 2 -6# - UPA 3-69 UPA 3-8
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UPA 2-67
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Soring
UPA 2-59
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Pin
UPA 3-73
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Parts List UPA 3 Page 3

Important: m ordering, check wether the dimensions of the
w m with dimensions mm
Iist Advise mode/ and seral number of Nead.

Operating Parts UPA 3

@\

-]
e

El
l ¢
| 0
i T g
! ' !.
i ! sSws
| ! DIN 917
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Stop Rod with '
i Spring Clip Flot Wrerctr SWS Lever Allen Wrench 5
| UPA 3 - 60 UPA 3-97 UPA 2-87 S 350
! Extra Equipment UPA 3
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) Holdlirng Screw
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