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Introduction

Gy-Roll twin spindle and Multi-spindle heads are specially designed for use
with small self-feed drilling units. These self-feed drills are primarily
intended for the drilling and tapping of small holes. As it is more often
necessary to drill a group of small holes instead of a single hole and since
such groups are often on close centres, it is important that a head specially
designed for these units be capable of drilling on the closest possible
centres. The minimum centre distance for Gy-Roll heads is approxima-
tely twice the maximum drill diameter.

Since the heads may be run at high speeds, particular care has been
given to the design of the bearings for the internal gearing and spindles.
All journal bearings are precision ground and needle bearings have caged
rollers so that friction and subsequent wear is kept to a minimum. Axial
spindle load is taken by a patented roller thrust bearing with a rating at
least three times greater than a ball thrust bearing of an equivalent out-
side diameter.

Standard drilling adaptors and reversing tapping adaptors are sup-
plied to suit most self-feed drilling units and air motors. Special adaptors
for other units can be quoted for.

Heads can be supplied for general workshop use with a taper
shank arbor for fitting directly into a drilling machine spindle or with
a standard flange or spigot location for adapting to a drilling machine
quill.



Technical Description

Gy-Roll standard adjustable centre heads should be set in the following manner:

(a) The turrets are rotated to bring the spindles to the required centre distance or pitch
circle diameter.

(b) In cases where a particular spindle setting is frequently required setting rings can be
provided for quickly locating the spindles in their relative positions.

(c)  When setting the spindle centre distance the head can also be turned relative to the
drill unit adaptor. This adjustment may be necessary in order to line up the spindles with
the holes to be drilled or tapped.

Gy-Roll adjustable centre heads are suitable for drilling or tapping 2 holes, 3 holes equi-
spaced in a straight line and 3 or 4 holes equi-spaced on a common PCD. The spindle
arrangements available for adjustable centre heads are shown on page 7. See notes on page
14 showing manner of twin spindle adjustment. »

Where there are applications for heads where the hole pattern cannot be attained by
means of the standard spindle adjustment, fixed centre multi-spindle heads can be provided.
These heads are specifically made to suit any form of hole pattern. Maximum collet capa-
city and minimum centre distance for the type 400, 650, 800, 950 and 1250 fixed centre
heads are shown on page 7. For economy in manufacture, availability of spares and early
delivery, many parts such as spindles, gears and bearings etc. are common to both the stan-
dard adjustable and the fixed centre heads.

When ordering Gy-Roll fixed centre multi-spindle heads, it is essential to supply a
drawing of the component to be drilled or tapped.

Where accurate hole positions are required, it is always necessary to support the drills
in close proximity to the work by means of drill bushes. Under these conditions it is there-
fore essential that either bushed jigs or bush plates are used with both adjustable and fixed
centre heads.

The screw back type of collet used in all Gy-Roll heads provides the maximum drilling
capacity in relation to spindle diameter. The type 950 head can be also supplied with drill
chucks. The type 1250 head is available with either the screw back type collet, drill chucks
or the automotive type of drill adaptor sleeve.

The lubricating system in all Gy-Roll heads is designed in such a way that oil is released
by capillary action from reservoirs as and when it is needed. The oil reservoirs provide oil to
the spindles with the head in any position from vertical to horizontal. The oil is of a standard
motor grade which is easily obtainable.

Gy-Roll patented roller thrust bearings are fitted to the spindles of all drilling and
tapping heads.
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Gy-Roll Drilling Heads

. It is important that the following instructions are passed on to the personnel responsible for
using the Gy-Roll drilling heads.

Recomménded method for holding drills in spindles

Important

Use only the spanners provided for the head.
Do not overtighten the collet.
The locking insert must be used to provide a positive drive for the drill.

The ring spanner should be used for tightening the collet. The open-ended spanner is for
holding the collet spindle to prevent it from turning. Do not hold on any other spindie than
the one in which the collet is being tightened otherwise undue strain may be transferred to
the gearing.

All straight shank drills have a tendency to slip when held in a collet or chuck. It is
therefore important that the locking insert is always used for holding all sizes of drills. With
the exception of the drills too large to enter the locking insert, it is only necessary to grind a
single flat on the shank end of the drill. The length of the flat should be approximately
equal to the diameter of the locking insert. The depth of the flat should be 1/3 of the drill
diameter.

A flat of these proportions will not interfere with holding the drill in a normal chuck
but when used in a Gy-Roll spindle provides a positive drive comparable with the tang drive
on a taper shank drill. The locking insert is only really effective if there is a flat on the end
of the drill.

Drills too large to enter the locking insert should have an approximate square ground
onto the end of the shank. The shape of the square is not critical provided that it freely
enters into the locking insert.

When the drill is first put into the collet it is important that it is held with a grip light
enough to locate the drill yet still allowing it to move rotationally and axially in the collet.

The screws in the locking insert should be adjusted so that the locking insert is in the
centre of the spindle when gripping the drill. Check the end float of the locking insert to
ensure that it moves freely. _

When inserting the drill into the locking insert be sure that one of the screws locates
squarely on the ground flat of the drill, and that the drill is pushed into the locking insert as
far as it will go. The collet should now be firmly closed after which the screws in the locking
insert are finally tightened. If the locking insert screws are lost they should be replaced with
similar screws. It is important that the dog end or gripping end of the screw is flat.

When spindles are working on close centres check that the locking insert screws clear
the screws in adjacent spindles.

In cases where the spindles are too close together to use the ring spanner for tighten-
ing the collet, the open ended spanner has to be used. In such cases the collet should be pro-
gressively tightened by applying the spanner to alternative collet flats. If a spare short
handled open spanner is not available a long spanner may be used for holding the spindle.
The short handled spanner can then be used for tightening the collet.

Continued overleaf,




Lubrication
Gy-Roll heads are lubricated with oil as specified on the name plate.

It is most important to ensure that grease is never used as this will clog up the lubricating
system.

The oil in a Gy-Roll head is carried in a polyurethane felted foam block. It is fed by
capillary action to the gears and bearing extremities. The oil absorbed in the polyurethane
block is adequate for lubricating the entire head. There should be no free oil floating
around in the head. Any indication of oil dripping from the spindles or any other part of
the head means there is an excess of oil in the head.

Oil is pumped into the head by means of the nipple in the side of the body. Two to
three strokes of an oil gun should provide sufficient lubrication for approximately 500
running hours, If there is an excess of oil in the head it can be drained off by running the
head with the lubricating nipple or oil plug removed.

It is important to appreciate that the Gy-Roll lubricating system is not based on an
oil bath as with this system the oil would settle in a different part of the head according to
how the head was mounted. This could adversely effect lubrication to bearings at the
extremities of the head while other bearings may be flooded causing unnecessary agitation
of the oil and overheating of spindles if they were run at high speed.

It is most important to ensure grease is never used. If there is any risk of someone
pumping grease into the head it is safer to replace the lubricating nipple with an oil piug.
The nipple can then be put back at the appropriate time interval when the head is due for a
further injection of oil.



TWIN SPINDLE ADJUSTABLE HEAD

L ‘ ON AL HEADS THE ADAPTOR, BODY
TYPE | Bk lune i S ok, | S M AND SPINDLE ARE_THE SAME LENGTH
40030 4|6 |4 | 375 2125 9.5 |54.0 MIN., LGRS AS_THE STANDARD TWIN SPINDLE

ADJUSTABLE OF THE SAME TYPE

650|V4l6-5/10( 5 | 500|2.500] 12.7 [ 635

800Pe| 8 [Vs| 6 | 625 [3.125] 16.0 | 79.0
950|3g{95/%¢| 8 | 750|3750] 19.0 | 95.0 A -
1250[>[13[3g[10] .00 [ 5.00[ 250 [127.0 e ! ' \
: ) 7 +H
TWIN SPINDLE EXTRA REACH ADJUSTABLE HEAD & g ~
TYPE !l)NR"ﬁlﬁ UNT(.:ASM ﬁ'ﬁNTQ&ASX %IEN'\ TREASX \___/ IN.CRS.
40040 4|6 |4 | 75 |2500[ 19.0 | 635 MAX. GRS

650 |Y4|65|10| 5 {1.000|3.000 25.4 | 76.0
800 | 8 |4 | 6 [1250]3750] 31.8 | 95.2
950 [¥g(95/%6| 8 1500|4500 38.0 [114.3
1250]¥2]13]¥g[10]200d6.000] 5001524 |

THREE SPINDLE IN LINE ADJUSTABLE HEAD

TYPE DRILL[ TAP | CENTRES | CENTRES
IN_ MM[UNC MM| MIN. MAX | MIN. MAX

400!|Ys|32| 6 |4 | 375 |1.250( 9.5 | 317
650|3%|5 |8 |5 | 500 |1.500(12.7 | 38.1
800|Ysl6s|12]5 | 625 1875 | 16.0 | 476
950 (| 7 V4|7 | 750 [2.250] 19.0 | 571
12503 9516 9 [1:000/3.00d 25.0 | 76.2

THREE SPINDLE ADJUSTABLE HEAD %
TYPE DRILL| TAP PCD. ECD.
N_MMUNC MM| MIN. ~ MAX. | MIN.  MAX.
400|Yg(32]| 6 | 4 | 565 [2320| 14.4 | 589
65036/ 5 | 8 735 |2730| 18.6 | 69.3
800|Ysles|12]5 | 915 [3.415| 233 [ 867
950 % 7 |l4| 7 [1100]4.100] 27.9 [i04.1
1250 (¥g|95[™¢| o |1-445|5.485| 367 {1392

C-BRNERS NN

FOUR SPINDLE ADJUSTABLE HEAD %

TYPE DRILL | TAP PCD. PCD
IN. MM|UNC MM| MIN. MAX | MIN.  MAX

4001Yg|32| 5 |35 890 2645|227 [ 67.2
650 |3/ 5 | 8 |45| 1125 [ 3120 28.5 | 79.2
800|Y4|65| 8 | 5 | 1.405|3900| 357 | 99.1
950(%,| 7 |12 7 | 1.680|4.680| 427 1189
1250(3g|9-5|Y4| 7 | 2.225|6.260| 56.5 |159.0

FIVE SPINDLE ADJUSTABLE HEAD % MAX PCD - TTIAY;
| TYPE %B“Fqlﬁ u;{é\ gM MIN.PCQMAX. MIN? CDMAx‘ i(@)}‘

Y
(
o -\3\\ 5

400|Yg(32( 5 | 3 | 890 |2645] 227 | 67.2

650 [}/ 5|6 | 4 [1.125 [3120] 285 | 79.2 ALL DRILL & TAP SIZES ARE
800|Y4 (65| 8 | 5 | 1405|3900 357 | 99.1 FOR MILDLSTEEL FOR OTHER
5
7

(-

s
2

950 {¥o| 7 |12 1.6804.680| 427 (118.9 MATERIALS SEE SHEETS No.
2.225|6.260| 565 |159.0 15164 17 d

1250|3¥g|9:5]12
% NOTE THESE HEADS CAN ONLY BE USED WHEN - MAX_PCD.
HOLES ARE_EQUI-SPACED AND ON A COMMON P.C.D.
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INSTRUCTIONS RELATING TO SPINDLE ADJUSTMENT

For Simple Spindle Adjustment the
X—X and Y-Y Axis of the Component
shown in Fig. 1should coincide with the
X—X and Y-Y Axis of the Drill Head
and Drilling Unit as shown in Fig. 2.
The Spindles should then be adjusted in
the manner shown in Figs. 3 and 4.

IMPORTANT

If this procedure is not followed and
both Spindles are moved out to one side
of the Head any subsequent Spindie Ad-
justment will result in the necessity of
having to re-adjust the relationship
between the Drilling Unit and the Com-
ponent.

Fig 2. shows the Twin Spindle Head
with the Spindles set to the minimum
centres.

To adjust the Spindles as shown in Fig.
3 slacken both screws A and rotate both
Turrets in the direction indicated by the
arrows to the approximate centres that
are required.

Rotate the complete Drill Head Assembly
to bring both Spindles to the required
Y—Y Axis as shown in Fig.4. Finally
adjust Spindle Centres on Axis Y=Y to
suit gauge or drill bushes and tighten
screws A securely.

X
{
]
[l
Y—- o
Fig.1 =4 =
CEN{RES
X
X
L]
Y
Fig.2 |
|
X

Y
Fig.3
X
Y—o-
Fig.4 CENTRES
|
X
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TAPPING CAPACITIES FOR GY-ROLL HEADS

The following sizes are based on optimum cooling and cutting
The tap sizes shown represent the Max. size that

conditions.
can be held in a spindle.

Smaller tap sizes are shown where

the torque of the tap would be higher than that recommended

for the head.

When taps reach the stage where they require
sharpening the torque loading is substantially higher.

*Figures shown are maximum torque ratings for head. The
maximum rating of tapping unit should be similar.
To convert torque to horsepower:
x R.P.M.
Horsepower = Torque ——
63 000
Single Spindle Heads.
Haﬂd. Mﬂx. I,8.0. IlSuoc
Type |Torque Material Metrio Metrip UaleCo U,N.F, BeA, Bu5W, B.S.F B.S.P.
Rating Coarse Fine )
1b in,
Aluminium 8 x 1,25 8 x1 5/16 x18|5/16 x2k!| A11 |5/16 x18 |5/16 x22 | 1/8 x 28
650 | 52.8 bBrasa 8 x 1.25 8x1 5/16 x1815/16 x24| A1l .|5/16 x18 |5/16 x22 | 1/8 x 28
H.S. ?2x1 8 x1 1k x20|5/16 x 24| A1l 1/ x20|9/32 x26 | 1/8 x 28
ENLO 5 x 0.8 8 x 0.75 | 410 x2h| 1/h x28| 4 1 3/16 x2h {7/32 x28 | wmcmeee-
Aluminiva | 12 x 1.75 12 x 1.5 | /27 %13 1/2 x20| A1l /2 x12| /2 x16] 1/8 x 28
950  |158.4 Brass - 12 X 1.75 12 % 1-g 1/2 x13| 1/2 x20| A1l 1/2 x12| 1/2 x16 | 1/8 x 28
, M.S. 11 x 15 Xl 3/8 x16| 1/2 x20| A1l 3/8 x16 [72/16 x18| 1/8 x 28
ENhO 9 x 1,25 | 16 x 1.25 | 5/16 x18| 3/8 xak| A1l |5/16 x18| 3/8 x20| 1/8 x 28
Twin Spindle Fixed and Adjustable Heads.
{ Head [Hax, * 1.5.0. I.5.0.
Type ([Torque | Material Metric Metrio UuNoCo | UNF. | Boas | BuS.W, | B.S.F. B.S.P,
rating Coaraa, Fine
ib in,
' Aluminiue %09 | 4x0.5 #6 x %2 K6 xh4O| B 4 [5/32 x32| we-mem | cmceann
400 | 2,4 Brasa 4 x 0,7 b x 0,5 ¥6 x 32| §6 xhO) E W |5/32 x32| ---=-= | —-moee-
. M.S, k x 0,7 bx0,5 | g6x32| #6 xHO| 4 . [5/32 x32| ememmm | mccuaam
EN4O b x 0.7 Lk x 0.5 wG x bo| K6 x4O| H & 1/8 x40 | amcwmme | —eaoaee
Aluminium 5x0,8 15.5x0.5 [¥12x2h| p12 x28] § 1 [?7/32 x2h|7/32 x28] emecae
50 | s2.8 | Brass 5% 08 155x0.5 |#12x24) w12 x28) k1 |7/32 x24[7/32 x28| mmeme-n
o H.S. 5x0,8 [5.5%x0.5 |¥0xah| p12 x28] w1 |[3/16 x24 7/32 x28| memewem
ENGO k.5 x 0,75 |5.5 x 0.5 $8 x 32 | 48 x36| k3 [5/32 x32| ed-une | mswe-—-
- Aluminiuw 1. 6 x 1.0 | 6% 0,75 | 1/h x 20| 1/k x28| ALl 1/h x20] 1/h x26] memmen-
800 |100.8 Brasa 6 %140 6 x0,75 11/ x 20 1/ x28| A1l 14 x20( 1/4% x26| eveenen
M3, 6 x 1,0 6 x 075 | 1/% x 20| 1/h x28] And /4 x20| 1/h x26| =meemea
ENGO "5 x 0.8 6 x 0,75 | #10 x 24 | 1/4 x 28| k1 3/16 x2h|7/32 x28] ~mme-am
Aluniniup 8x1.25 | 8x1 5/16 x 18 | 5/16 x24] A1l [5/16 x1B]5/16 x22| 1/8 x 28
950  |158.4 Brasa 8x1.25 | 8x1 5/16 x 18 1 5/16 x2k| A1l |5/16 x18|5/16 x22| 1/8 x 2B
- . M.8, 8x1,25 | Bx1 5/16 % 18 | 5/16 x24] A1l |9/32 x20{5/16 x22| /8 x 28
ENLO 7 x 1 8 x 0.75 | #12 x 24| 1/h x28| A1l 7/32 x24)9/32 x26| 1/8 x 28
Alunipium 12 x 175 [ 12 x 1.5 - | 1/2 x 13 1/2 x20{ ALl 1/2 x12] 1/2 x16[ 1/8 x 28
1250 |240 Brasa 12 x 1,75 {12 x 1,5 [/16 x k| 1/2 x20| A1l [ 7/16 x| 1/2 x16| 1/8 x 28
, H.S. 10 x 145 12 x 1,29 |3/8 x 16 | 1/2 x20] A1l |5/16 x18|7/16 x18| 1/8 x 28
BNk 8 x1,2 |12x1 /% x 20} 3/8 x2h| AXl  [9/32 x20]5/16 x22| 1/B x 28




TAPPING CAPACITIES FOR GY-ROLL HEADS

Three Spindle Fixed and Adjustable Heads.

Head |Max. * I.5.0, 1.5.0.
Type {Torque Material Metric Metric U.N.C. UN.F. BJA. B.S.W. B,S.F. B.S.P,
Rating Coarse Fine -
1b in,
Aluninium kx0,2 | 4%.x0,5 wb x32| w6 xh0| u b [5/32 k32| ===--- “ | m—e————-
400 | 38,4 Brass h ox 0.2 4 x 0.5 w6 x32| 26 xh0| ah |5/32 x32| wmemme= m——————
. M.S. k x 0,7 4 x 0.5 kb6 x32| w6 x40| u h " |5/32 x33| =we--- - | meeeme-
EN4O 3 x 0.5 b x 0.5 45 x40| a6 xhk| a5 1/8 xH0| =emcau- rteivingeteded
Aluninium 5 x 0.8 5.5 x 0.5 w12 x2h] w12 x28] x 1 /32 x 2k 7/32 x 28| mememe-
650 | 52.8 Brass 5x 0.8 |55 x 0.5 | wi2 xahi w12 x28] a1 [72/32 x24|2/32 x28| «m-meen
M.S. 5x 0,8 |55 x05 w8 x32| #10 x32] w2 [5/32 x32|3/16 x32| =mmwme=-
EN4O 3.5 x 0.6 | 5.5 x 0.5 45 x40| wb x k0| = & 1/8 x 40| wwm—oum | ccmeces
Aluninium 6 x 1,0 6 x0,75]| 1/ x20] 1/4 x28] Al 1/% x20] 1/4 x26] —===- -
800 |100.8 Brass 6 x 1,0 6 x 0.75] 1/4 x20] 1/4 x28} a1l 14 x20| 1/4 %26 amm=e--
00 [100. M.S. 5 x 0.8 6 x 0.75| w12 x24| 14 x28[ A1l [ 7/32 x2h| 1/% x26) memem-e
ENkOQ 5 x 0.8 6 x 0,75 =B x32| «10x32| w2 |5/32 x32|3/16 %x32| --m----
Aluninium 8 x 1.25 8 x 1 5/16 x18} 5/16 x2k| All 5/16 x1815/16 x22}1/8 x 2B
o |158.4 Brasa 8 x 1.25 8x1 5/16 x18] 5/16 x24| a1l |5/16 x18] 5/16 x22|1/8 x 28
» . K.S. 7 x1 8 x 1 /% x20| 5,16 x24| ALY | 1/4 x20] 9/32 x26|1/8 x 28
EN4O 5 x 0.8 8 x 0.75| w10 x2h| 1/4 x28] a1 |3/16 x 24| 7/32 x2B] —--eee-
Aluninium 12 x 1.75 12 x 1.9 1/2 x13] 1/2 x20} All 2/16 x| 1/2 x16]1/8 x 28
250|240 Brass Mx1.5 | 12x1.5 | 3/8x16] 1/2x20| Al | 3/8 x16[ 7/16 x18|1/8 x 28
125 M.S. 9x1.25 | 12x1 |56 x18] 3/8 x24 a1 |5/6 x18| 3/8 x20| 1/8 x 28
ENLO 7 x1 11 x 0,75 w12 x24| /4 x28| A1l | 7/22 x2k| 9/32 x26|1/8 x 28
Four Spindle Fixed and Adjustable Heads,
Head Max, * .
Type |Torque .[Material | hi3:0: L-3.0. UeNeCo | UWMNGFo | Boke | BuS.We | B.S.Fa | BuS.P.
Rating etric fetric
1b in. Coarae Fine
Aluminium b x 0.7 & x 0.5 wb x32| w6 xhO| a b |5/32 x32 | memenm- —————
400 38,4 Brass k x 0.7 4 x 0.5 wb x32| w6 x40 | w & 5/32 %32 | emencne | sccacae
* MeSe 3.5 x 0.6 4 x 0,5 45 xhO| w6 xHO| a4 | 1/8 x40 | weeuccnn | cccme-
ENLO 3 x 0.5 4 x 0,5 a3 x48| o x48| « 6 3/352 x 4B | wmwecen | comaces
Aluninium 5 x 0,8 [5.5x0.5 | wiz x2h| wi2 x28 [ w1 [7/32 x24 |7/32 x28 | =mmeeam
650 52.8 Brass 5 % 08 |5.5%x05 | g10 x24| w12 x28| w1 3/16 x24 |7/32 x28 | emeamem
. M.S. 445 x 0,75 |55 x 0.5 w8 x32| w8 x36| 82 |5/32 x32| eemenen | coemees
EN4O 3 x 0.5 5 x 0.5- w5 xho}l &6 xb0o| % 5 1/8 x40 | =memmne | mwaoeae
| Aluninium 6 x 1,0 6 x0.75 ! 1/4 x20] 1/4 x28 | A1 /4 x20 | 1/h x26 | ==wacee
8o |100,8 |Brass 6 x 1.0 6 x 0,25 1/ x20| 1/h x28| ALl 1k x20 | 1/% %26 | =wemcne
M.S. 5 x 0.8 6 x075] wBx32] w12 x28] w1 [5/32 x32 |7/32 x28 | =m=eeun
ENLO L5 x 0,75 5,5 x 0.5 w8 x32]| o8 x w3 |5/32 x32 | ewcme—= | wme—aea
Aluminium 8 x 1.25 8 x1 5/16 x18 [5/16 x24 | A1l 5/16 x18 |5/16 x22 | 1/8 x 28
950 | 158.4 Brass 8 x 1.25 8 x1 5/16 x18 15/16 x24 § A1l 9/32 x20 |5/16 x22 | 1/8 x 28
MeSe 7 x1 8 x 0,75 | ‘wt2 x2h| 1/k x28 ) A1l |7/32 xek4 |9/32 x26 | 1/8 x 28
NGO 5 x 0.8 72 x 0,75 | #8 x32| m10 x32) w2 |5/32 x32]3/16 x32 | ===m=mm
Aluminium | 12 x 1.75 | 12 x 1.5 |7/16 x14| 1/2 x20{ A1L  |7/16 x4 | 1/2 x16 | 1/8 x 28
1250 |240 Braas 10 x 1.5 12 x 1,25 | 3/8 x16{,1/2 x20} A1l |5/16 x18 |7/16 x18 | 1/8 x 28
H.S, " 7 x 1.0 1 x 1 1/k x20{ 3/8 x24 | A1  {9/32 x20|5/16 x22 | 1/8 x 28
ENLO 5 x 0,8 -] 10x0,75 | w12 x24| 1/4 x28 | ALl 7/32 x24 | 1/b x26 | =eveean
Five Spindle Fixed and Adjustable Heads.
Head  [Max. * : 1.5.0, 1.5.0.
1 Type |Torque Material Metric Metric U.N.C U.N.F. B.A. BuSeWe BJS.F. B.S.P.
rating . Coarse Fine a
1b in,
Aluainium k x'0.7 b x 0,5 wb x32] b x40 w b 5/32 x32| wmem—= | wmwma-
4oo | 38,4 | Drass K x 0.7 bx 0,5 | w6x32( w6 xho| wk [5/32x32 —maae
M.8. 3x0.5 b x 0.5 #5 x40| w6 xh0| w5 | 1/8 x40 mamman
EN4O 3x0.5 |3.5x035| w3xh8| whxh8| w6 |3/32xi8 e
Aluminium 5x0.8 [5.5x05 | w12 x2h| w12 x28] # 1 /52 x2h [7/32 x 28] aemama
650 | 52.8 Bress 5x 0.8 |5.5x 0,5 w8 x32] W10 x32| w2 |5/32 x32{3/16 x32| wemmm=
M.S. b x 0.7 |5.5 x 0,5 b x32| w8 x36] k4 1/8 x40| mesuac | ccmeaa
EN4O 3 x 0.5 L x 0,5 ah x40] 85 xhb| a5 |3/32 x4B| ———eum | —oeeee
Alupinium 6 x 1.0 6 x 0,751 1/ x20] 1/k x28] Al 1/4 x20) /% x26| ww—-n -
800 ]100.8 ' Braass 6 x 1.0 6 x 0,75] #12 x24| 14 x28] A1l | 72/32 x24| 1/% x26) —=wmea-
; M.S. 5 x 0.8 6 x 0,75 o8 x32] w10 x32| w2 |5/32 x32]3/16 x32| =ewm~a
EN4O 4 x 0,72 15,5 x0,5 6 x32] 4B x36} a b 1/8 x40 | weomom | cmeeen
Aluminium 8 x 1.25 8 x1 5/16 x18] 5/16 x2k! ALl 5/16 x1815/16 x22{1/8 x 28
950 {158.4 Brass 7 x 1,0 8x1 1/4% 20} 5/16 x24| M1 |5/16 x18}5/16 x22|1/8 x 28
M.S. 5 x 0.8 8 x 0,751 w12 x24| 1/4 x28] A1l 2732 x24) 1/h x26| ——aeea
EN4O 5 x 0.8 5.5 x 0.5 ul x32] w10 x32] x 2 5/32 x32}3/16 x 32| a~m———m
Auninium 11 x 1.5 12 x 1.5 3/8 x16] 1/2 x20| All 3/8 x16]7/16 x1811/8 x 28
1250 |24 Brass 9 x 1.25 10 x 1,25 | 5/16 x18] 7/16 x20| all 5/16 x18| 3/8 x20]|1/8 x 28
M.S. 7 x 1.0 9 x 1,0 ¥12 x24]1 5/16 x24| AL ?/32 x24|9/32 x26)1/8 x 28
ENL4O 5 x 0.8 8 x 0.75| w8 x32| s12 x28| w1 5/32 x32|7/32 x28| ~eme--

17



SNOILVOI3103dS NMO SY3WNOLSND O1

QIUNLOVANNYN 39 NVD 3JSHOW NVHL 83HIO Sdoayav

SAV3IH 31NNOW YOoayv

SZ | 95 S061 | 2201 OO0 | 2€6 | SZ JOOO | HIE 0S2]
Yo | %% MEEE A ERET A )
95 | 9% o6l | e | Oiz | €09 | el | €89 | €22 |, w,
) % Phel| TRE| YhsC | % | e | Y8
95 | _9s 8eai | 069 | Ol | ves| ni | S19 ] 0%l
) ! Wt | B2 | sz | e | W | Y2 | Bkt i
95 | ov | viei | v9s| viL[O9v [ 16 | 805 | 1491 ]eq @)
dp | B | Me9| ¥ | | Yl | ke 4 s 9
95 | ov [ vudi| v9s| 606 | oov | €8 | €L€ [ Sz6l [y
] Nn}. ~n\m vo\mo g mn\m c $\~n € o_\n_ | Nm\mm ~m\£ | vo\hnu. . —_— om——
TW5ON TWEON| TWON[IW TN o 1| 3 q 5 | g v AL N v} ) ISV
,Is W, (=9 v, N W, W4, Y, O(MI
R/E6Ed [IE69Ed I082d | Zv8ed [052]
Zleicd |IL2IEd veeed | es0id | 056 .
2N9vd | 171517 29vEd [¥9¥Ed [ 008 m ———
C/SIEd [I/LSIEd | LL22d | 6E0Id | 0G9
2/S8Ied [1/581Ed | SEO0Ed | 608!d {00V L
TWON TWEONLW ZON[ TWTON] QV3H || 37709 RdAL _
ATWISSY HOLdVAY | JIsve vH I S
T
. .
o€l | % 052l o] s [ose ] 1 [0S e LEL L
S6 8 1096 0% | %E | o6l % [0S6 mﬁﬂ%ﬂiﬂgg
o8 | % (008 o6L | seE | O9 % 008 ! dVL_3SUON ONIATNT ¥0J
o [ {069 se [ ue | se [ u 106 ﬂ%muﬂﬂ,a%aaﬁaﬁm
ov | b ovs | e | 6 | % |00V {13 QNY QV3H WOWJ HOBRY
¥3dVL ISHOW JAOK3Y INIHOYW
W .Ioz_ IdA ] WKW Ioz_ W :oz_ 3dA LS SNITING 0L ONILLI4 NIAM OV3H
137703 XYW [GVH SFUINID XVIN [ STHLINTD NIW GV3H TUYA-10W 0L FOVH a_%d_ﬂ
) "

18



[N ESSES

SPIGOT MOUNTED HEADS

M -

—

| A% ]
’, ,,/////i oM N

TWIN SPINDLE ADJUSTABLE HEAD

i

=D & T

| |
MULTI-SPINDLE ADUUSTABLE HEAD

?%E ‘A ‘B C D E F G H
400 5% | 12 | sz | 1% | 1% 8 Y52 | 116
141.3 373 183 460 | 397 159 71 49.2
650 555064 2 54 | 136 16 58 Y352 | 2732
1488 508 9.1 460 | 429 159 71 56.4
800 68 2%4 | The 26 I12%52 | S8 352 | 22¥32
1683 615 11 524 | 437 159 71 691
950 7% | 2'We 12 2% | 1Y S8 352 | 3 V32
1857 683 2.7 603 | 444 159 7 818
1250 IOW¥r32 | 316 e 3Me | 2¥s2 g Sie | 472
2643 (1000 | 175 93.7 532 |.159 79 |107.2
E T v ke | e
1063 37 i3 7
400 Ifszg 'é-’-i 3 %é ‘ 23? c2>|/<‘; M5
o I" gg 56 27‘/ HEAD| MAX.COLLET
650 oo T e 21 2 1 M5 TYPE| INCH | MM
. 33. . 97 220 | 730 4001 s 4.0
800 |-2126 | (73 :;éz 8661 | 3% |\ 650 % | 65
540 244423I 078 220 9'73 800 She 80
950 2638 2585 jg 8661 | 472 M6 9501 % | 95
1 670 | %83 a7 220 | 1072 1250] 72 130
ipsol25431 38188 | 3 [1sil [ 5% | o
900 | 18 28 300 [ 1389
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MACHINE QUILL
WITH EXTERNAL
THREAD

.

ADAPTOR & DOG NUT SELECTION CHART

ADAPTOR MADE_BY

CUSTOMER TO SUIT —

DRILLING MACHINE

—
DRIVING DOG

SPIGOT MOUNTING
MULTI-SPINDLE

I

—11

MACHINE QUILL

|
|
i
|
|
i
1

MADE BY

CUSTOMERQ)IT[

ADAPTOR
DRILLING MACHINE

DRIVING DOG — |

SPIGOT MOUNTING

|

=

Y

v

|

%
I
|

MULT! - SPINDLE
HEAD

ADAPTOR MADE BY
CUSTOMER TO SUIT
DRILLING MACHINE

9

DRIVING DOG

T

SPIGOT MOUNTING
MULTI -SPINDLE
HEAD

MACHINE QuILL

N———
Lo ———

Y
’

e T S
I e ] etk

<
NCm|

—
|

&~

HEADS SEE PAGE (9

GY-ROLL LIMITED

STD. DRIVING_DOGS FOR THREADED SPINDLES

PART No. | HEAD TYPE
THREAD  fe 22% % 30% | T T T 9 DIMENSION
SIZE pos | poc |8IZIB(Q/R| A
DIA. | DIA. =
3/gx 24 UNF |PIO53 x [ x [x]x 1730
I/’ 20 UNF [P112] X Ix|x[x 19/30"
I/3 X 20 UNF P3869 x| x| 136"
S5lgx 16 UNF [p224l xIxIx{x]| [1 32"
Yg'x 16 UNF P3004 x| x[ 154¢”

STD. DRIVING DOGS FOR_SPINDLES WITH
CHUCK TAPERS

PART No. | HEAD TYPE
.
TgIF;EER m ngG'z. *DagG % § 0 § ola DIM_EBNSION
DIA. | DIA, ofd|e|d
UACOBS No. | |PI149 X[x|x|[x I /32"
JACOBS No.2 |Pi752 X|X]x|x 1 932"
JACOBS No. 2 P3252 X|x11 5"
JACOBS No.33 [PI897 X Ix [x |x 135"
JACOBS No.33 P3647 x|x[1 3/g"
JACOBS No.6 |[P3437 x{x[x]x { 1730
B IO P2069 x[xTx]x 293"
B2 P209i X Ix |x|Ix | 3/30"
B 16 P3652 X {x Ix[x 1 1535
* B I8 P3608 X [x Ix]x 1 2%32
* B 22 P3689 x[x{x[x] [2 32"
STD. DRIVING DOGS WITH TAPER SHANKS
PART No. | HEAD TYPE
TAPER  [% 22% [% 30% DIMENSION
SIZE DOG | DOG 3 2 g 3R e
DIA. | DIA. e e el B
MORSE No.! [P37(2 x|x|x|x] |3 3737
MORSE No.2 [P37I3 x[x[xIx] [32%37
MORSE No. 2 P3529 X[x]|4 7R |
MORSE No.3 |P37I4 x|x|x|x] [4 9557

% DOG DIAMETERS ARE EITHER 22% OR 30" AS

STATED ABOVE WITH THE FOLLOWING EXCEPTIONS

P3608

25 %

P3689

31%

P3529

42%

P3714

26 %

20




FLANGE MOUNTED HEADS
H o
STUD OR SCREW | [~ - !
SIZE P’ - E = |STUD OR sg;gw
g st
L)
n i N ! w¢
. [H 'U o
u] i i | . |
L l i il i - I
I T -LL1
e .
» 1
] -t N -
:O }
. ' [
<« [
] | f <C
© @ | . . ,
! : (8
! 2 - ——— %iﬁ - G
o J‘@#@ L -
: _}_EHFJ@H krﬂ?ﬂf !
i ;ﬁ
TWIN SPINDLE ADJUSTABLE HEAD Gt (D (ot
MULTI-SPINDLE ADJUSTABLE HEAD
HEAD

HEAD " B ¢ ™ B = ‘¢ o
400 596 | 1%32 | 2% | 1'%6 | 495 | 2 he | 2460
1508 | 373 18.3 460 | 126 4.0 8.0 625
650 6'%%4 2 %4 | 1" | 512 32 e | 2460
158.4 | 508 9.1 460 | 130 | 40 8.0 62.5
800 7%4 | 22764 | e 2he | 512 32 he | 2%%s2
179.0 | 6I-5 11 524 i3-0 4.0 8.0 | 691
950 7% | 2% | T2 2% | 512 2| e | 37
198.4 | 683 12:7 603 130 4.0 8.0 820
1250 1l 356 | "e | 3 | 512 332 s | 4T
2794 |I00.0 | 175 937 13-0 4.0 8.0 1072

HEAD .. e - e
P =~a|zs; :-Ela! -:'fz .86L6. ug.s 27':6 ' :
A00 s 00 1S5 [ 220 [ 492 | 619 | M6 HEAD| MAX. COLLET
229 | 3990 | 33 220 | 564 | 730 | M6 400| 2 | 40
glo [ LR, | 38 | 866l | 2% | 395 1 650 Y 65
800 29 | 2¥¥ | R 220 | 691 | 913 | Mé 800| % | 80O
gaaz LB T 38 | 866l | 37 | 4T | 1% 950 ¥ | 95
950 0005 | 000 | 32 [ 220 [ 818 [iI072 | M8 250 %> | 13O
1250 jé%s };O%EA S8 s | 4l | 5%k | 2
o | 3990 3 300 | 1072 | 1389 | M10
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Minimum Spindle Centres:
9.5mm (3/8")
Maximum Spindle Centres:
54.0mm (2.1/8")
Drill sizes up to maximum of:
4.0mm (5/32")

Specify drill size when ordering
head.

Collet Sizes Available:

1.00mm to 4.0mm
In 0.1Tmm Steps

Dimension marked ‘X’ varies
according to the type of self-feed
unit used. This dimension is kept
to a minimum to keep the head as
compact as possible.

Standard Adaptors available for
most self-feed drilling units. Spe-
cial Adaptors for other units can be
guoted for.

This head is also suitable for tap
ping up to a maximum of 4.0mm
(5/32) with a lead screw or pitch
controlled tapping unit.

Tap shank and thread size must be
specified when ordering head.

Locking screws for extra grip in
holding drills or taps.

Collet P,1809

Use Bmm Ring Spanner for tigh-
tening collet when fitting drill or
tap.

Stacken screw to adjust spindle\

position.

Slacken both screws to rotate head
relative to self-feed unit,

Ratio of gearing in head
Input to Output: 1:1

Maximum Spindle Speed:

49 (1'516"") DIA
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. drill in -~
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10,000 R.P-M. " TypE 400 ADJUSTABLE TWIN SPINDLE DRILLING HEAD



Minimum Spindle Centres:
9.5mm (3/8")
Maximum Spindle Centres:
54.0mm (2.1/8")
Tap sizes up to maximum of:
4.0mm (5/32)

Specify tap thread and shank size
when ordering head.

Collet Sizes Available:

1.0mm to 4.0mm
In 0.1mm Steps

Self-reversing mechanism for tap- /

ping heads fitted to self-feed drills.

Where head is required for fitting to
lead screw or pitch controlled tap-
ping unit the standard GY-ROLL
Drilling Head should be used.

Dimension marked ‘X’ varies
according to the type of self-feed
unit used. This dimension is kept
to a minimum to keep the head as
compact as possible.

Standard Adaptors availabie for
most self-feed drilling units. Spe-
cial Adaptors for other units can be
quoted for.

Locking screws for extra grip in
holding taps.

Collet P.1809

Use 8mm Ring Spanner for tigh-
tening collet when fitting tap.

Slacken screw to adjust spindle
position.

Slacken both screws to rotate head
relative to self-feed unit.

Ratio of gearing in head
Input to Qutput: 1:1

56 (27/32") DIA.
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1
&
o

TYPE 400 ADJUSTABLE TWIN SPINDLE TAPPING HEAD
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Minimum Spindle Centres:

(23/64")

12.7mm (1/2")
Maximum Spindle Centres: 55.5 (2316 ') DIA.
63.5mm (2.1/2") -
Drill sizes up to maximum of:
6.5mm (1/4")
Specify drill size when ordering
head. g
. r
Collet Sizes Available:
1.0mm to 6.5mm + .
In 0.1mm Steps "X
Dimension marked ‘X' varies
according to the type of self-feed’
unit used. This dimension is kept 44 \:;
to a minimum to keep the head as T
compact as possible. 3 === Vi g §
o] =\ [ -] d -
Standard Adaptors available for hn
most self-feed drilling units. Spe- e
cial Adaptors for other units can be o of
quoted for. S <7
\, { m
iEf:J ] == '
E Vo i ! :
This head is also suitable for tap- | | . i !
ping up to a maximum of 5.0mm i ' | ' . =
] . gzq=3! :I'.".‘J: o~
{(3/16") with a lead screw or pitch ! ' @5‘ o= o
1
controlled tapping unit. i P ! i P E ‘.9{'9 1o
Tap shank and thread size must be H : I ' E : : ! g
‘specified when ordering head. A5t \ :'f 355 N
: cepee d
1ot /
. o MIN. Joogle ]|
Locking Insert for extra grip in CRS. ”'“ Depth of
holding drills or taps. (1/2") drill in
_635(2Y2")MAX.CRs. |  SPindle
) - ®
™
Collet P,1039 o
Use 11 mm Ring Spanner for tigh- - 83 (34" DIA. . @
tening collet when fitting drill or ‘ l
tap.
Slacken screw to adjust spindle \
position. \ —~ -
R 3
Slacken both screws to rotate head _ - "_-:_ :J
relative to self-feed unit. Q o
Ratio of gearing in head —L
Input to Output: 1: 1

Maximum Spindle Speed :
7000 R.P-M. TYPE 650 ADJUSTABLE TWIN SPINDLE DRILLING HEAD



57 (27732 ") DIA.
Minimum Spindle Centres: ~ »

127mm  (1/27) ¥
Maximum Spindle Centres: <
63.5mm (2.1/2") :
Tap sizes up to maximum of: f
5.0mm (3/16") !
Specify tap thread and shank size ’
when ordering head. R
Collet Sizes Available: g
1.0 mm to 5.0mm o
In 0.17mm Steps - ©
/ -
Self-reversing mechanism for tap-
ping heads fitted to self-feed drills.
Where head is required for fitting to ° T
fead screw or pitch controlled tap- 2
ping unit the standard GY-ROLL "3_
Drilling Head should be used. ©
<
—

Dimension marked ‘X’ varies
according to the type of self-feed o

(23/62")

unit used. " This dimension is kept N il hand | ]: ‘
to a minimum to keep the head as I ! ! !
compact as possible. ? B ! ‘ I —_
pactese Lok oboad Y
Standard Adaptors available for i H @ SEHZ | ! e -
most self-feed drilling units. Spe- ! X : bt ﬁ\‘ o
cial Adaptors for other units can be ! , ' l : 1 : E =
quoted for. Lo p Sy N
“* 4 ’ L..l.. f.l
by
: o MIN, (V2") 1]
Locking Insert for extra: grip in cRs.1127 1l Depth of
holding tap. tap in
63.5 (2 V/2"")MAX. CRS. spindle
83 (3 V4"
Coliet P.1039 - ( ) >
Use 11 mm Ring Spanner for tigh-
_tening collet when fitting drill or
tening collet when fitting tap. Y o ‘
. I
, . . K 3
Slacken screw ta adjust spindle > il aN
position, - et
T ?% %
Slacken both screws to rotate head -
relative to self-feed unit. -

Ratio of gearing in head

Input to Output:1:1 TYPE 650 ADJUSTABLE TWIN SPINDLE TAPPING HEAD




Minimum Spindle Centres:

16,0 mm (5/8")
Maximum Spindle Centres:

790 mm  (3.1/8°)
Drill sizes up to maximum of:

8.omm (5/16)

Specify drill size when ordering
head.

Dimension marked ‘X’ varies
according to the type of self-feed
unit used. This dimension is kept
to a minimum to keep the head as
compact as possible.

Standard Adaptors available for
most self-feed drilling units. Spe-
cial Adaptors for other units can be
quoted for.

This head is also suitable for tap-
ping up to a maximum of 6.0mm
{ 1/4") with a lead screw or pitch
controlled tapping unit,

Tap shank and thread size must be
specified when ordering head.

Locking Insert for extra grip in

69 (22%;)Dia.

holding drills or taps.

Collet P.3464

Use 13 mm Ring Spanner for tigh-
tening collet when fitting drill or
tap.

Slacken screw to adjust spindle
Slacken both screws to rotate head
relative to self-feed unit.

Ratio of gearing in head
input to Output: 1: 1

h -]
|
X
1 1
4/( \\> !
)
S N
| == ¢ 3
0 a\ JI 2 G —
N
;] C 7 1 < ] c 0
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16{{5," MIN:. CRS. |,
— 8 ) e =
(,/ ) | ' Depth of
79(3/5)MAX.CcRS. '|'  drill in
T spindle
m’-h
oS
L
position. \
© o
I Te)
© ™
< ©
|

Maximum Spindle Speed:
6,000 R.P.M.

26 TYPE 800ADJUSTABLE TWIN SPINDLE DRILLING HEAD



Minimum Spindie Centres:

2(3732 )Dia,

16.0mm (5/8”)
Maximum Spindle Centres:
79.0mm (3 1/3')
Tap sizes up to maximum of: %
w6 - (1) |
Specify tap thread and shank size
when ordering head. !
Collet Sizes Available:
1.0 mm to 6.5mm —
In 0.1mm Steps N
)
<
v -
Self-reversing mechanism for tap-/ =
ping heads fitted to self-feed drills. -~
1
Where head is required for fitting to l y
lead screw or pitch controlled tap- 4/ \} ‘
ping unit the standard GY-ROLL g 3
Drilling Head should be used. =% X
| — 7 ' <= \‘.—q’
. ' o
Dimension marked ‘X’ varies . |
according to the type of self-feed — } ! — 2
unit used. ~This dimension is kept f ; - X
to a minimum to keep the head as i E I i i J
. N ]
compact as possible, b ' . i E gy
1 i i “©
Standard Adaptors available for hooko g bedeod N
most self-feed drilling units. Spe- E ; ;l ! ;,4___“._%
cial Adaptors for other units can be | f | : ¥ E g\ﬁ 5
quoted for. o AR R =
tagg
- -|- N
/t//,c B ey |
/ )
Locking Insert for extra grip in 16 (5/8') MIN.CRS, Depth of
holdmg tap. 1 ‘ tap? in °
0 o
EXS
ColletP.3464 1
Use 13 mm Ring Spanner for tigh-
“tening collet when fitting drill or [
tening collet when fitting tap. [
Yo vl
Sl
Slacken screw to adjust spindle - aTy
position, g 2:
Slacken both screws to rotate head

relative to self-feed unit.

Ratio of gearing in head
input to Qutput: 1:1

TYPE 800 ADJUSTABLE TWIN SPINDLE TAPPING HEAD
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Minimum Spindle Centres:

19.0mm (3/4")
Maximum Spindle Centres:
95.0mm (3.3/4"")
Drill sizes up to maximum of:
9.5mm (3/8")

Specify drill size when ordering
head.

Dimension marked ‘X’ varies
according to the type of self-feed
unit used. This dimension is kept
to a minimum to keep the head as
compact as possible.

Standard Adaptors available for
most self-feed drilling units. Spe-
cial Adaptors for other units can be
quoted for.

This head is also suitable for tap-
ping up to a maximum of 8.0mm
(56/16") with a lead screw or pitch
controlled tapping unit.

Tap shank and thread size must be
specified when ordering head.

holding drills or taps.

Collet P.1052/

Use 15 mm Ring Spanner for tigh-
tening collet when fitting drill or
tap.

Slacken screw to adjust spindle
position. \

Slacken both screws to rotate head
relative to self-feed unit.

Ratio of gearing in head
[nput to Output: 1:1

Maximum Spindle Speed:
5,000 R.P.M.

82 (37/32 ") DIA., 4{
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TYPE 950 ADJUSTABLE TWIN SPINDLE DRILLING HEAD



Minimum Spindle Centres: ‘ 82 (37/32"DIA. |

19.0mm (3/4") \
Maximum Spindle Centres: l Y
95.0mm (3.3/4") : ' X
Tap sizes up to maximum of: -
8.0mm (6/16") f
Specify tap thread and shank size ‘
when ordering head. .
Collet Sizes Available: §
2.0mm to 8.0 mm =
In 0.1mm Steps . 8
B ﬁ’
Self-reversing mechanism for tap- /
ping heads fitted to self-feed drills.
Where head is required for fitting to \m
lead screw or ditch controlled tap- &
ping unit the standard GY-ROLL 3
Drilling Head should be used.
‘(; Y —
" @ &
Dimension marked ‘X' varies B —_—
according to the type of self-feed . ;
unit used. This dimension is kept | ' T
]
to a minimum to keep the head as :l.r.-:.-]' z
compact as possible. i x ‘i‘ﬁ“ X
. Y
Standard Adaptors available for i RN
most self-feed drilling units. Spe- Ih’:‘:'j o]
cial Adaptors for other units can be cilic @
quoted for. - ' o ‘
MIN. (31a”) 1|} Depth of
m’ 19 i tap in
) ‘1" spindle
Locking Insert for extra grip in 95 (3%4")MAX. CRS. «i
holding tap. - Te)
o
124 (47/5 ")DIA.
Collet P.1052
Use 15mm Ring Spanner for tigh-
tening collet when fitting tap. ]
A
. . :c.o .3
Slacken screw to adjust spindle i -
. ['1)
position. - e
g r~
@ ~
Slacken both screws to rotate head
relative to self-feed unit. -

Ratio of gearing in head

Input to Output: 1: 1
nput fo Butpu TYPE 950 ADJUSTABLE TWIN SPINDLE TAPPING HEAD
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Minimum Spindle Centres:
25.0mm (1.00")
Maximum Spindle Centres:
127.0mm (5.00")
Drill'sizes up to maximum of’
13.0mm (1/2")

Collet Sizes Available:

6.5mm to 13.0mm
In 0.1mm Steps

Specify drill size when ordering

107 (47/32")DIA.

lx'

head.

Dimension marked ‘X' varies
according to the type of self-feed
unit used. This dimension is kept
to a minimum to keep the head as
compact as possible,

Standard Adaptors available for
most self-feed drilling units, Spe-

r,f

N

94 (311/16")

cial Adaptors for other units can be
quoted for.

N

18

( 11/16")

This head is also suitable for tap-
ping up to a maximum of 10,0mm
(3/8") with a lead screw or pitch
controlled tapping unit,

Tap shank and thread size must be
specified when ordering head.

1
| Sy
Locking Insert for extra grip in/ri

——mm——q -

. [ YRy S |

holding drills y
Collet P.2847

Use 22 mm Ring Spanner for tigh-

tening collet when fitting drill or

L P

l_l
4

| I SO,

i

rr

MIN. CRS. 25 (1.0")

——

127 (5"")MAX. CRS.

-\

e LS Py
H
iy

tap.

165 (612")DIA.

100 (31576 )

This head is also available fitted
with spindles to take morse taper
sfeeves instead of collets. See
overleaf

Slacken

screw to adjust spindle
position. \

Slacken both screws to roate head
relative to self-feed unit.

Ratio of gearing in head
fnput to Output: 1: 1

Maximum Spindle Speed:
3,500 R.P.M.

Depth of
drill in
spindle

~—19 5 (3/g")

65 (2918 ")

102 (4 Vea"')

TYPE 1250 ADJUSTABLE TWIN SPINDLE DRILLING HEAD



Minimum Spindle Centres: . 107 (4732 ") DIA.
25.0mm (1.00")
Maximum Spindle Centres:

127.00mm (5.00") i
Drill sizes up to maximum of:
“No. 1 Morse Taper
Specify drill size when ordering | x
head. Maximum drill size ;
14,0mm (35/64)
\
& < |
Dimension marked ‘X' varies .
according to the type of self-feed ‘2
unit used. This dimension is kept s
to a minimum to keep the head as R 17 J— 32)
compact as possible. i 3
. 0 | .
Standard ‘Adaptors available for |
most self-feed drilling units. Spe- [ T P e
cial Adaptors for other units can be ; ] ! w &
quoted for. h T - T l e
: ! | 1 : :

This head is also suitable for tap L“ . . . L__'__J_} N
ping up to a maximum of 10.0mm | 1 ! A :
(3/8"") with a lead screw or pitch ! : | : ,\,3
controlled tapping unit. ‘ ' : ! )

I | ] oe)
! 1 | ] N
] 1 . | ]
1 1 ! |
| | | {
| | | |
bocle o ‘ bedeed
Lock Nut providing depth control ! } > m L ! 1
for drilling by adjustment of fesizy - casa
orse taper sleeve.
" P - MIN. | I (1.0")
This head is also available fitted CRS. _
with spindles to take standard GY- . 127 (5”) MAX. CRS. E'
ROLL collets. See overleaf. N 2
Yy
- 165 (61/2")DIA. - i
Slacken screw to adjust spindle
position. \
Slacken both screws to rotate head
relative to self-feed unit. ~ =
.2 5
Ratio of gearing in head 3 i
Input to Output: 1: 1 ol =
¢l 8
Maximum Spindle Speed: L
3,500 R.P.M.

TYPE 1250 ADJUSTABLE TWIN SPINDLE DRILLING HEAD



ARBOR MOUNTING SINGLE SPINDLE
TAPPING HEADS

— D IMPORTANT
TO_AVQID DAMAGE TO TAPPING

HEAD_WHEN FITTING TO DRILLING
MACHINE. REMOVE MORSE TAPER

! ARBOR _FROM HEAD AND FIT
SEPARATELY INTO MACHINE SPINDLE
SOCKET. USE SOFT BLOCK OR MALLET

FOR DR/ SE TAPER FIRMLY
NTO SOCKET. SCREW TAPPING HEAD
BACK ON TO_ARBOR USING

1 PANNE O

=T I O

1

<
FRICTION DRIVE |
CHUCK Ca
POSITIVE DRIVE
! CHUCK
(x |
(4]
HEAD " I B C 0 e
TYPE Nod MT. [No.2 MT [No.3MT.
650 857/54 I/s 5/32 7/32 6.867 |63/64
22581 3.2 4.0 5.6 174.4 | 504
950 @] I3/32 3/8 7/32 7/32 7.367 263/64
2643 | 95 56 56 187.1 75.8

FOR TAPPING CAPACITIES SEE PAGE 16




SPIGOT MOUNTING SINGLE SPINDLE

TAF’F’IN(_S| HEADS
-

. F
G -
R
| e l
| o \

I

<
M
[ I
POSITIVE DRIVE
\L / CHUCK
I (I 1111]]
Y
| o
FRICTION DRIVE
CHUCK
e A I O I O I I O T A )
gs0l-2% | " | % | %se | 2% |lesa | 15 | 866l | 3 | -
1968 | 32 [ 159 | 71 [ 564 | 420 | #:88 | 22.0 | 332
950 8 2Ys; %Is s 32 372 | 2638 | 5544 | 1125 | 3R M6
2199 | 95 [ 159 | 71 [ 818 | 670 | %8 | 286 | 33

FOR TAPPING CAPACITIES SEE PAGE 16
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GY-ROLL STANDARD COLLET SIZES

SIZE| EQUIVALENTS STANDARD TYPES * | SIZE | EQUIVALENTS ' STANDARD TYPES
M/M | Inch No. | 400 650/ 800[950[1250 | M/M | Inch | No. | 400 [ 650 [ 800 | 950 [1250
1.0 03961 | X | X| X - - 7.0 .276 - - X | x X
1.1 043 | 57 | X | X| X | - . 7.1 | 9/32 | .280 - - X | X X
1.2 | 3/64 |.047 |56 | X | X | X | - . 7.2 .283 e - X | X X
1.3 052165 X | X| X | - - 7.3 .287 - . X | X X
1.4 055 | B4 | X | X| X | - . 7.4 .291 : . X | X X
1.5 059 |63 | X | X | X | - - 7.5 .295 . . X | X X
16 | 1/16 1.063 | 52 | X | X | X | - - 7.6 | 19/64 | .299 . . X | X X
1.7 067 | 51| X | X| X | - - 7.7 .303 - . X | X X
1.8 071150 | X | X| X - 7.8 .307 ; ; X | x X
1.9 075 48 | X | X | X | - - 79 | 5/16 | .31 . - X | X X
20 | 564 |.079 47 | X | X | X | X| - 8.0 .315 - - I X | X X
2.1 08345 | X | X | X | X | - 8.1 .319 . - |- X X
2.2 087 |44 | X | X| X | X | - 8.2 323 . - - X X
2.3 001 43 | X | X | X | X | - 8.3 | 21/64 | .327 . - - X X
24 | 3/321.004] 42| X | X| X |X| - 8.4 .331 - - - X X
2.5 008140 | X | X | X | X | - 8.5 335 | - - - X X
2.6 102 38| X | X | X | X | - 8.6 - .339 - - - X X
2.7 106 | 36 | X | X | X | X | - 8.7 | 11/32 | .342 . . ; X X
28 [ 7/64 1110 | 36 | X | X | X | X | - 8.8 .346 - - - X X
29 M4 33| X | X! x| x| - 8.9 .350 - - - X X
3.0 8132 | X | X | X | X 9.0 .354 - - - X X
3.1 A2 (31 | X | X | X | X | - 9.1 | 23/64 | .358 - - . X X
3.2 | 1/8 |.126 X | X| x| x| - 9.2 .362 - - . X X
3.3 13030 X | X | x| x| - 9.3 .366 - . . X X
3.4 134129 | X | X | X | x| - 9.4 .370 - . . X X
3.5 .138 X | X | X | X]| - 95| 3/8 | .375 - - - X X
36 | 9764 |.142 | 28 | X | X | X | X | - 9.6 .378 - . - - X
3.7 146 1 26 | X | X | X | X | - 9.7 .382 - - - X
3.8 150 | 25 | X | X | X | X | - 9.8 .386 - |- - X
3.9 A54 | 23 | X | X | X | X | - 9.9 | 25/64 | .390 - - . - X
40 | 5/32 {167 | 22 | X | X | X | X | - 10.0 .394 . . ] ) X
4.1 161120 - | X | x| X | - 10.1 .398 . . - - X
4.2 .165 | 19 X | X | X! - 10.2 402 - - - - X
4.3 169 18| - | X | X | x| - 10.3 | 13/32 | .406 - - . - X
a4 |11/64 | 173 | 17 | - | X | X | X | - 104 410 - - . - X
45 A77 116 - | X | X | X . 10.5 414 . . . X
4.6 811 14| - | X | X | X 10.6 418 . . - . X
4.7 A85 | 13 ] - | X | X | X | - 10.7 | 27/64 | .422 - . . X
48 | 316 .189 | 12| - | X | X | X | - 10.8 A25 . . - - X
4.9 19310 - | X | X | X | - 109 429 - - . . X
5.0 197 9 X | X | x| - 11.0 433 - - - - X
5.1 201 7 X | X | x| - 11.1 | 7/16 | .437 . . - - X
52 |13/64 ].206| 5| - | X | X | X | - 11.2 441 - . . . X
5.3 2000 4] - | x| x|x| - 11.3 445 - . - ; X
5.4 213 3] - | X | x| x| - 11.4 .449 ; ; ) ) X
5.5 .216 S x x| x| - 11.5 | 29/64 | .453 . ; ) ) X
56 | 7/32 |.220| 2 X | X[ x| - 11.6 457 - . ; ) X
5.7 .224 S XXX ] - 1.7 461 - ; ; ; X |
5.8 2281 1| - | X | X | X 11.8 .465 - - ; - X |
5.9 .232 XX | X 11.9 | 15/32 | .469 S - ] ] X
6.0 |15/64 | .236 S X X [ x| - 12.0 472 - |- ; . X
6.1 - .240 S X X | X 12.1 476 ; ; ; ) X
6.2 .244 Sl x x| x| o- 12.2 .480 . - - - X
6.3 .248 - X ] X | X 12.3 | 31/64 | .484 - . - . X
6.4 | 1/4 |.252 X I x x |- 12.4 488 - - . - X
6.5 .256 X XX ] X 12.5 .492 . ; ; ; X
6.6 .260 . -l x | x| X 126 | 496 - - . . X
6.7 | 17/64 | .264 -l - X x| X 127 | W2 500 - . ] ; X
6.8 .268 - - X x| X 12,8 504 - - - - X
16.9 272 - - X X | X 12.9 ~-SOi@l - - - - X
a4 13.0 512 -l - - - X




SPINDLES OF SPECIAL LENGTHS

FOR FIXED CENTRE MULTI-SPINDLE HEADS

<
| } [}
OodD D Y
HEAD A
TYPER RS, SPECIAL SPINDLE LENGTHS
| 12%4 | 14%4 | (6Y6a | 21364 | 22%4
400 369 | 433 | 496 | 56.0 | 623
132 | 12752 | 2%32 | 2Ws2 | 2952 | 22752 | 3¥3:
650 405 | 468 | 53.2 | 595 65.9 | 72.2 | 78.6
8 16%4 | 22364 | 24764 | 364 | 33Vea | 354 | 454
00 504 | 599 | 695 | 790 | 885 | 980 | 1076
2V 2% | 3V 3% | 4Va 434
950 571 698 825 95.2 | 1079 | 1206
364 | 34%a | 4ea | 44%a | 51T6a | 59%4 | 6764
|250] 829 95.6 {1083 | 1210 | 1337 | 146.4 | 159.]
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Adaptors For Bush Plates

Guide bars can be supplied for mounting a self feed driller or tapper on
to a base plate. This type of assembly can also incorporate a bush plate
as shown below.

Guide bar collars can be supplied
with bronze bushes or recirculating
ball bearings

A bush plate can be supplied bored
and fitted with drill bushes in
alignment with spindles —————%=

Base plate for mounting drill
assembly and fixtures for locating _
parts to be drilled ——————3 4

Guide bars can also be supplied complete with yoke attachment to eliminate radial
play between the drill unit and the multi-spindle head.



