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READJUSTABLE AUTOMATIC LINES FOR MODERNIZED MACHINES YOR
™HE PRODUCTION OF TAPS
by
D. G. Yakovlev and .0., E. Kudel 'man

Automatic Line for Mekins Tavs of the gig_x_ms_t_ggg_f_'gg_ 16 mm

In accordance with the existing specializationa of the tool factories
the nomenclature and the ranges of the dimensions of' the processed taps on
analogous automatic lines, operatable at thet;e factories, are not identical

At 'the factory Frezer ‘(milling cutter) named for Kalin for the process-
ing of taps of the diameter of 9 to 6 mm there bave been constructed two
.automatic lines, identical as to composiiion of equipment (with the exception
of the antomatic lathes). " On one of them (Fig. 149, see insert). On one
of them there are vrocessed taps of the diameter from 9 to 16 mm, and on the
other from 11 to 16 mm.

On each of these automatic lines basically the same operations are per-
formed as on the line for processing tavs of the dlameter of 7 to 8 mm.

On the automat:.lc lines for processing taps of the diameter of 9 to 10
and 11 to 16 mm there has been introduced an additional operation, the mill-
ing of the ends of the blanke of the taps on automatic horizongal milling
machines 11 model 680P for the vurvose of removing tke burr remaining on the
face of the blank after its being cutt off orn the sutomatic lathe.

The hourly productivity of the automztic lines amounts tp: taps of the
dianeter of 10 mm 1,600, of the diame_t»ei- of 12 to 14 mm 1.@6-}@& of the .
diameter of 16 mm 1,200,

The 1imiting operation on these automatic lines ie the.rounding off and

cutting off of the blanks on the automatic lathes
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The autonatic line is attended by three machinlsts (for eizht automatic

g ' lathes) and four adjusters.

Automatic Line for Makingz Taps of the diameter of from 18 to 24 mm

On the antomatic iine (section shown in Fig. 150) the following opera-
tions are performed: ‘ .

1) Plushing and checking the lengths of the blanks of the taps on a
special checking and sorting automatic machines,

2) ¥i1ling of the ends of the blanks on the sutomatic horizontel mill-
ing machine Model 680P.

3) Centering on the special automatic centering stand.

4) Rounding of the vosterior and working vart on three automatic hydrau—‘
lic covying lathes Model VT10.

5) T.hrough-feed grinding of the working part of the tap to vass under the
milling of the cutter on the centerlers grinding machine 4, 1, model 3180.

6) preliminary grinding by notching the posterior part on the automatic
centerless grinding stand 4, 3, model 3180.

7) Milling of the squares of the taps on the automatic horizontal milling
machine 5 of the Cincinati concern.

8) Mar‘king on the automatic marking stand 7, model T-34.

9) Preparatory (with allowance under grinding) smoothing of the cutter of

machine and manual taps with ground profile of the cutter and final amoothing‘
of the cutter of the taps with unground profile on the sutomatic thread-cut-
_ting stand 9 with th«; round Pee-¥Wee dies. |
. 10) Mnish feed-through grinding of the working part of tape with un-
o ground profile of the cutter on the automatic centerless 8rinding stand model

3180 equipped with automatic electrical-impulge countimg device for counting

the processed parts 11,
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11) Milling of eaving grooves on four automatic on four plano-milling
. j machines, Model 6V-1M.
12) Removing of barbs by a nechanical device on a spec:al sutomatic

machine and counding the varts in the orocess of working.
The hourly pgoductiv;ty of tke zutomatic.line amounts to 500 taps of

.

the diameter of 18 mn;

This line consisting of 17 machines is served by five =dlusters.

(GRAPHIC}W )

Fig. 150. Ausomatic line
for working taps in diam-

eter 18 to 2b mm

1. auuomatic ;entefiess.é}indin: stan& model 31803 2. chain trancporter with
ovarhead drive; 3. automatic centerless grinding stard model 3180; 4. chain
transporter with éverhead drive; 5. automatic horizontal milling machine of
Cincinnatl concern; 6. chain transporter with unierneath drive; 7. automatic
@ marking stand model T-36: 8. chain transpo;ter with underneath drive: 9. the
Pee-Wee ~utomatic éhread—cutting machine; 10. inertial transvorter: 11, au-

tomatic centerless grinding .stand model 3180,

3. Basic Industrial-Economic Indices of Automatic Lines §£ Modern

Universal Machines

The improvement in the quality of the processed parte through stabilisga~

tion of their geometric parameters znd modes of machining on automatic ma~

chines proves to be one of the main indices of the industrial-economic effec~

tiveness of the antomatic lines described.

The productivity of the stands as devends on the dimensions of the varts
.feing processed and the character of the overations have been improved by a
factor of 2 or 3 through the shortening of the auxiliary time in automatic

feeding, The systems of machining have remained unchanzed and in & number
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f of case§ has deteriorated,

v ? Increase in the outwut of production from a unit of produeyidn area ©C-

’ cupied by automatic lines by a factor of 24 has been assured thréugh the in-
creased productivity of the maéhinea and improved technological processes as
well as the freeinz of considerable production ares formerly occubied by flow
nonautomatic production filled up with belt conveyers.

The productivi*y of the labor on automatic lines has increased by a faoe
tor of 3 to 6 through increasing the vproductivity ;f the machines and parallel
tending of a number- of machines at a time.

The greatest increase in thé productivity of the work (by a factor of 9
t0.12) was attained a result of the replacing of the broaching of the squares
of tﬁe taps by broaching machines, and milling one horizontal milliﬁg machines
by stamping on automatic crank presses. -

The 1least increase in the productivity of the work (10 to 15%) was as-
sured as a result of the building in of automatlc longitudinal shaping lathes
in the automatic line and equipping them with feeding devices.

The average norm for tending the automatic lines described consists of
three automatic machines for one adjuster and three to four automatic lathes
for one machinist. The machinists do the adjusting only for the automatic
lathe;;

The period for the ouélaya to repay themselves in automation through
the lowering of the cost of vproduction at the factory Frezer named for Xalinin
amounts to less than two years with 1ncre;se in the earnings of the worker
i of from 14 to 2 times'yaking into account the exvenditure for prevaring ex-
verimental specimens and exverimental work. : .
. At the Tomsk and Sestroretsk tool factorles to which were sent the work-

ing drawings of the automatic devices uvon . correction after trying out the
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exverimental specimens the period for the outlays to pay for themselves was

leses than a Yyear.
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