OPERATION AND SERVIGE MANUAL n~o. 7502-7-v

|
550 -o0r| Accu-Dex.
012 Standard Accessories :
Special scroll chuck (671 for 550-006
" (&) for 550007 Note:
" (127) for 550-012 This special adjustable tyvpe scroll
chuck provided with a 2-pece
mask plates N interchangeable 1aw mechanism
(tooth numbers 2, 3, 4, 6, & and ‘_mv will largely facilitate centering
1 each—in case of stock No.

~ 550-006. 550-007 work
(tooth nombers 2, 3, 4, 6, 8 12, 164nd 21)
each—in, case of 550-012

Sectional photo N
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Index pin

ng machies, drilling
as a single-purpose indexing

machmes and other metalcutting machine to
attachment.

It 15 bullt to very rigorous tolerances to assure
rehability in all its parts.

The machine ability will particularly be
takes place

rugged qualities as well as

proved when heavvduty cutting
Since theindex head 1s equipped wit designed  scroll

Lawaih i spec
casily provided its diameter

chuck. a long size workpiece mav be machimead
15 identical to the center hole of the Turret.

Dividual numbers, 2, 3, 4, 6, 8, 12, and 24 (2, 3, 4, 6, 8 12, 16, 24 and 48
in case of stock No. 550-012) are available in this machine and when the
master index plate is provided with the mask plate (standard accessory)
setting, the prescribed indexing operation can be readily carried out in

an easy manner so that there is no operational error at all.
Stock No. and Dimensions

o Dividuai ) . N . Dameter of | Diameter of
Stock.  No. number ALl B 2 b h o b tnner jaw (uter jaw hole {chuck) { hole {turre)
350006 260 ) 2184 220 | 130 156.21 167 4~42 TOA0-1% 36
2,3 4 6 [10.24}1R5818.6615.12 6.1516.571 9.16--1.65 | 0.39~6.14 1.41
S50-007 812 24 212 [ 2581 258 | 148 [ 149.25 173.3] 210 4~62 16~18) 63
) 12.28110.16110.1615.83 | 5.68 168218271 0.16~2 44 | 0.39--7.08 2.48
560012 234 6,8 432 ] 3|30 20 228 Parlf 30 5~HR 15--265 i 5 146
T e, o, s ]17.00]15.27)13 78] 7.97 12.20] 0.2-4.25 J050-10.43 | 4. 4.0 220




Exploded view
{(650-012)
(5650-006, 007)

Parts No. & parts names
O1-7  Base 03-2

Oi-7 SUoring A (O ring 04
o2-1 06
02-2 07
02-3 08
02-3. 09
025 )

03-1, Thrust i P cover

Ol  Base 08 Bushing

02 Turret 10 Index pin

O3 Thrust plate Il Index pin cover

04 Clamp shaoe 2 Pinion handle

O5 Clamp shoe spring 13 Set screw for pinion handle
06 Clamp handle 14 Index pin spring

O7 Master index plate 5 Vernier

08 Mask plate 16  Guide Block



(A) Angle read-out (2)  On removing the cover, there may be found t! aster mndex plate
To read the angle, the turret 1s provided with T J M
a full 3607 graduation. and equipped with 4 I [nsert the mask plate that has been tris

30060

vermer whch can read up to five m plate
The guide boss of the mask plate should be well adjusted to

hole of the index plate

~ TN
Guide hole - % (

(B) The special type chuck and jaws
As shownon the lustration, the chuck’
nposed ot "two-prece
vinterchangeable

550-006....6" adjustable type scroll chuck. 360" Divisten
550-007....8" "
5

550-012....12" "

Guide boss -

(C) Index plate
The master mdex plate for single purpose

f
24

indexing 1z divided into it parts. and (3) Mount the workpiece on the K
) o WOt
tions of chuck O,
dexed

N Incomnplete centerimg will have
WO\A : an il effect on the dividing accu-
S~

racy

w Dial Indicator
so that no operational error mayv be found

The master index plate (Stock No. 550-012)
is divided into 48 equal parts, and by using
a mask plate in place, positions of 2, 3, Fig. 1
4. 6, 8, 12, 16, 24 and 48 can be easily i
indexad.
(1) How to mdex (In case of tnsection)
First remove the thrust plate 03 located at the reverse side of the body
by loosening its three clamping bolts
Remove the returning spring of Stock No. 550-012. (4) In the indexing cperation. frst lovsen the clamp handle, then pull the
mdex Jever

i—

FKspecially in case of fitting
unhardened jaws to the scroll
chuck or fitting them agan
after thew removal, be sure to
carry out centering.

toward vourself, remove the

it

press the lever downward as it 1=
!
t

iex pin from the ar
own in tne

procedure sigmbies that, when pres the
\\ 131s gomg to enter the prmion aft so that 1215 no longer ro
L the index pin will become mevitably m such a srate
_MQMN retracted mside
" I
Clamping Bolts - / AM B )
Key Wrentch = S K
{ - N

e Pull this side

Loosen , OEH

g, 2




(5 Next, after shghtly rotating the table,
raise the lever upward and give the table
an additional turn so that the index pin
will automatically fall in the groove.
The index lever will return to the ongl
nal state by means of a spring when re-
leased.

6y Before machimng begins, tghten the clamp t
This procedure is essential for quality work.

unit to the table

Tighten

How to change the master index plate

Remove the Thrust plate, and also  take
off six hexagon socket head bolts for the
master index plate setting. then mnsert two
screw stocks whose length 1s 27 or so 1nto
tapped holes for master index plate removal
(MS&. 1 .25 in case of using 550 008, and MIO,
PLS in case of using 550-007, 550-012) and
set the master index plate afloat by rotating
either screw stock at the same time so
that the plate will come off.

Handle

T,mﬁ. O

1andle and tightly clamp

I

Clamp shoe adjustment (in case of _Fm\innu..lmo.\‘

~

Fig. 11 Fig 10

-~

e In case of {550-007]

When the clamp shoe is too tight loosen bolts at both sides with a spanne:
wrench, and properly adjust the brake shoe retracting the spring.  to prevent
the clamp shoe from producing a lopsided braking torce, rotate simultaneously
the counterpart spring holder located at the opposite side.

Clamp Handle Position Adjustment

®ln case of [550-006)
When there is something wrong as the
position of the clamp handleQO6-2hits the
machine proper. remove the set-screws
pull out the handle knob section
alone because of its serration
construction, then remsert it a-
2 long the groove after shghtly
Fig 12 moving its angle, and reclamp
i with the set-screws. (Fig 12)
Pull the clamp handle 06-2 of Stock No.

) 550-012 toward you,and the handle posit-

Method of Centering  ion can be freely changed.

While holding the test bar or workpilece, put a dial gauge Lo 1ts Cir-
cumference to read the run-out

Loosen the three chuck mounting bolts and adjust the run-out to be-
come zero on the dial gauge by using three additional adjusting holts
After the run-out has become zero, tighten the three chuck mounting
bolts and then fix the chuck to the turret by tightening these bolts.




Mechanism of 550-012 Special Accesories
(1) Since the inner turret is supported dy ® Tailstock

bearings, ;. ::‘M.:oy, smoothly  even 553-300 for NO.550-006
when workpiece is held.

min 3.94" (100nun)

. A . ~max 2.31" (135 )

2y How to adjust clamp handle position mwwuw:_:gmuw poﬂwmc‘%ﬁ:u
If the handle is unproperly positioned ‘::: 531" Q,.w.aa:i

when it 1s clamped, pull the grip alone {3‘% 6 ac... MSS:::
mw%rn handle toward vou to free the 563-311 for NO.550-012

= ) nun 6.69" (170mm)

0en, m the handle to a desirec W e
It 1. tun - the hand © ¢ ed ~max 9.05" (230mm)
position and release it.

. ®Fa I
(3) How to change mask plate Face plate

Detach the returning spring to remove
the cover plate easily, and the mask
plate can be changed.

HH3-222

for NO.550-006

Outer Dia 8 (203mm)
553302

for NO.550-007

Outer Dia 10" (254imm)
553-350
for NO.550-012
Quter Dia 15" (380mm)

Special Accessories on order
Master index plate producing 20-, 30-tooth types, etc.
In case of 20-tooth type : 2, 4, 5, 10 and 20 a- ulable.
In case of 30-tooth type: 2, 3, 5. 6, 10, 15 and 30 available.

Guide hole

Guide boss - _

Mask plate Fig. 15
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