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RS TECHNICAL PARAMETERS

BAEARSE] BASIC SPECIFICATIONS

FHER Spindle diameter mm 105
FHHHEEFLINFS Spindle taper 1ISO 50
FipEEIESEE — N/ R/ R4AEIT4MFE Spindle speed range N/ R/ R4 RPM 10-2,300/10 - 3,300/ 10 - 4,000
FHHIINZE Main motor rated output kW 28
TEEHEMITFE(X) Table cross travel X mm 1,800
FiHFEFEEITIE(Y) Headstock vertical travel Y mm 1,250, 1,600
STHEETTRR(Z) Table longitudinal travel Z mm 1,250
§EAMITRE(WER) Spindle stroke W mm 630
TEfTRESeRE — X4, YiH. Z4h. WiH Feed range X, Y, Z, W mm.min” 2-5,000
HuFiH£81EE Rapid traverse

- X8, Y3, Zi# X, Y, Z mm.min’' 10,000

- Wit mm.min” 8,000

- Bl RPM 2
Fih O &EETFEEEENR/IMES
Minimum height of spindle axis above table mm 0
T4 KEE Maximum table load kg 5,000
BT EEEMERT Table clamping surface size mm 1,400 x 1,400, 1,400 x 1,600
TYESTEUE Table clamping "T”-slots

- R size mm 22H8

- [8)8E pitch mm 160

- #E number 9

El{th£%§ FURTHER SPECIFICATION

WEER IT/EED Hydraulic circuit operating pressure MPa 8.1-88
ER/ZESEHRBMA Compressed air network requirements
-ED pressure MPa 0.6

WH (Q) 105 CNCit BN =B iER R o B e L= I TR - & volume l.sec” 18
Eﬂczgg;ﬁﬂﬁ]E#Hggﬁi%iﬂ?fgﬁ;iﬂzﬁ%\%mi%ﬁﬂTigﬁgé:slggm BE/EMIFZE Main voltage/frequency V/Hz 3 x 400/ 50.3 x 400 / 60
L. i IX, v, 2, Wi S rl e = T a =T AR . RAERIZEIEE Control and operating volt V= 24
REERTFRGSHUBNSENL , tiESFEENECERRTH a0 20 OPSTENG YOTAGE
BEEINT. ARSI FREEEEE Qe S SemE T2I5E PR S5 ATIZE Total machine power consumption kVA 52
e BRIEHW SR KRAREZTE Noise level "A” at the workplace max. dB(A) 80

The WH (Q) 105 CNC horizontal boring machine has been designed
using the latest technology to ensure that it is suitable for the most
demanding applications. The high cutting performance

and outstanding product reliability make this machine ideal for One-
off Applications or Volume Production in the most difficult
operations. The continuous control of X-, Y-, Z- and W- axes

and rotary positioning of the table allow for the machining of both
simple and complex components. For companies requiring
continuous production the versatility of the machine can be
increased by fitting an Automatic Toolchanger, this is designated
the model "Q”.
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ERTTESHINNI. EEAEMEEAIFHTHBINTITIZE
E. HIERILEAVSADTESEED, N "B , AERTRAX
B AIFRRAINTITZ.

HEADSTOCK "N"

is suitable especially for power machining. The maximum speed is
suitable for finishing operations. The torque characteristic of the
spindle predetermines the machines equipped with the "N”
headstock to use of roughing cutters and faceplates.

s s -

6
60%

40 315 28 KW 1,600
315 25 2 W 1,250
204Kk

2520 4 . QNUIN. _ ... S LT es 1,000
20 16 . == Tesjw || | 800
16 12,5 Ss b o 630
: 8 . 8|18 8| 3|1&F s00

125 10 < ][l gl 32
| 367.6 Nb | | ][0 o| of~F 400
0 8 L ~| &g gl g2k 315
8 63 22288nm [\ &2 2l SeF 250
63 5 N To 200

.

SR 125.9 Nm i D
4 3.15 <4 125
3.15 25 91.5 Nm S| 100
2 VY 80
2" e JIE &
. 48.7 Nm 50
16 125 & of of 2|z =2 5
125 1 2 NERE S8 315

& N SIE o] <
 REREREREREREEERERE R R RS ) 25

jolvNeoleoNolololololoNoNoNe)

L —00MOO0OWOOOWwOo

NoID®OD®QNRLOB ~ O

S Sdd® S
n[min’]

.R4 " BIE4HEE

WH(Q) 105 CNCitEH#isR = E KRB E T LALESIARIRS
4000%5/2 ¢S IRIRAZ E IS INENSIEMY, XMECEREE
KR AZEGOLAER #aSCHIMPKE BURYFERETS SENEE,
HEADSTOCK "R4"

WH(Q) 105 CNC machine specification is being extended for
possibility with headstock R4, max. 4.000 RPM — this execution is
necessary to be equipped compressor cooling system OLAER or
SCHIMPKE.

WH(Q) 105 CNC

~R " BIERHFE

IS, R iRt CEIE A TRANRSIRIEENSIUEINT.
EIRS B AT AR FEEER KT,

HEADSTOCK "R"

option with higher spindle speed is suitable especially for the
precision power machining of high cutting speed and using the
maximum machine capacity at the same time.

Fih# HEADSTOCK

ﬁimﬁﬁ)’@ﬂlﬁ%ﬂﬁ"f%}%ﬁﬂ , BRI R ERAES I
SHREIN AR,
As standard the headstock oil is Air cooled. An Oil
I_refrigeration unit can be supplied as an option.
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HFRZEEAE8i1H4ES DESIGN OF MAIN MACHINE GROUPS

,_HI.E?E#’AJ _I ﬁ%’—ﬁ%ﬁﬁ _\

ANBLARFEINGEN |, BEEREEE. J&aiFl+=2 Mm% T ESAEBIREEEE2300 x 6002KF12200%K
EE. RTEEBISHERFENENR , HEcamuiEEa SRECERIEE. HRRNBSIEPTHAER
BRERZFNENZ. KRS ERNEBIRSS IREBSH MR , TEERAITFAE.
MEZBaHA. THE ELECTRIC OUTFIT

THE MACHINE CONFIGURATION One electric control cabinet is provided and this
is designed in the classical sense with a fixed column, is to the following dimensions

travelling spindle and cross travelling rotary table. The basic 2,200 x 600 x 2,300 mm (height, depth, length).
slideways are fitted with hardened and ground steel plates, Al electrical equipment fitted is supplied mainly
counterways are coated with a layer of low friction material. by Siemens or similar prestigious companies
The guideways of the longitudinal slides are through anti- and complies with all current C. E. regulations.

L '
H B

MR

l friction unit.

Xid1, Yif, ZAHANBHSHERASKEL—K
FEVEBR EREBLH T BEhER.
HYDRAULIC-AGGREGATE

Guideways of X, Y, Z and B axes are lubricated
automatically by means of oil metering unit
placed together with hydraulic-aggregate on

. the column saddle.

Fﬁ!&ﬁﬁ] ‘

HURRTE B MR B ARl I FARHF
EHIACRANRIRaNRS, SRR TIRIE
&8, IRBIERABRTX, Y, Z Wil EER
ENES  BRURBEEEHRERE.

_| THE FEED DRIVES
of all linear axes are equipped with digitally

"cﬂﬁ'u;??z&tmﬁ U SRR A0SR 1E

MARRER S S T FERINEE Rk controlled AC servo-drives manufactured by
AR EERER NGRS - Siemens. Ballscrews are fitted to all X-, Y-, Z-
STAINLESS STEEL TRAY and W - axes ensuring smooth continuous

The standard machine execution is fitted operation. The linear axes are held in position
with stainless steel tray around the table by the servo-drives. The B-axis is automatically

to collect swarf and contain coolant. hydraulically clamped.

RFEEARBMI machining for the top quality technologies




MBEEINITNC 530i=HIEtR
CONTROL PANEL

OF HEIDENHAIN iTNC 530
CONTROL SYSTEM

U R
MEASURING TOUCH PROBE

’Tﬁ%ﬁiTT 130718 MENkL

b Z 55 — HREES] CONTROL SYSTEMS - MACHINE CONTROL

I JFSinumerik 840 Di§IEIR
CONTROL PANEL

OF SINUMERIK 840 D
CONTROL SYSTEM

v
M

FVFENR L HAREDENE. METUETNERKE
MER , RIS ESITIRT. CNCGHE
HERFSNEHIEENREFEIEX S , FEAT
NCEEIEFEFE TR,

TOOL TOUCH PROBE

This touch probe gives the possibility to measure
different types of tools. It is possible to measure
distances and diameters of tools, during this is also
possible to measure each edge of these tools. The
resulting values are saved by CNC control system in to
the tool table for further operating in NC programs.

—

FREiEH R AT R EEE:

o BB (R

« 15 / 104 JLCDR MR ETENERER

o TR EAIREER

- REFEERMERIRNETFFR

R R RIRE R Ig s

o =tk

o RYFTAEISHTRIRE

RRBRHAREEE. RETsEENEEFMERRAS
CNGHENEIERFEE (B iTNC 530,

I JFSINUMERIK 840D, ZBBRHITHLARAIE.
FrE1EH RFESEHINARRIANEERR(X, Y, Z, W)
I0E3H(B). tINEEEDETIEFEREIER.

W HFIEHIRNACRK R AIRIR GBS EF B R AT AT
FRA T RS

- AIBIRAMHE ZRIERD

o ESERD

- 1ZhEEAD

All types of control systems in basic

configuration consists of:

 Basic module (control office)

* Visual module with the 15" / 10.4" LCD display

« Control panel with a keyboard

« Portable control panel with an electronic hand
wheel

The machine control system can be equipped

with:

* Measuring touch probes for the Component and
Tooling

« Interface to allow remote diagnostics via
a telephone line

The machine standard version is equipped with the

HEIDENHAIN iTNC 530 control. The SINUMERIK

840 D control can be also added to the machine

optional version.

The CNC control provides fully continuous control of

four linear coordinates (X-, Y-, Z- and W-) and the

rotary table positioning (B- axis).

The system enables present interpolation:

e Linear - up to 4 axes

« Circular

* Helical

AN FEER =R R BENESER e IR
PORTABLE CONTROL PORTABLE CONTROL
PANEL SIEMENS PANEL HEIDENHAIN

| wm B

BEA(X, Z, V)RSUERAEEEEENEL MR,

SYSTEM OF MEASURING

Linear moveable groups (X, Z, Y) are equipped with direct
kmeasuring with help of electro-optical rules HEIDENHAIN_.I




HiliiJJ5%=E AUTOMATIC TOOL CHANGE (ATC)

JIEEZSE Quantity of pockets in magazine g
JI{SIBEES Pitch of pockets in magazine mm
JJE&AERR Tool dia max

- JJEE#J] with fully planted magazine mm

- #B8B7I{iZSER with adjacent pockets mm
BAISimEJJEER Dia max. of special flat tool  mm
JJEE&AKE Tool length max. mm
JJEE&AKEE Tool weight max. kg
JJESEE Total weight of tools in magazine kg
JIERSAARFEE Imbalance of tools in magazine kg
#aT]2RHE Total tool change time sec

Ut PR EMTENEENEHE S FNTIR
S

TOOL MANIPULATOR WITH ITS SWIVELING
MECHANICAL HAND

B DS ER
ATC AUXILIARY CONTROL PANEL

40, 60, 80, 120
130

125 - 150
320
390 (600)
500
25
750
150
20

BB E BN FAY ) B S,

B PR LSRR R TR EIRIHUAR:

ATC consists of a chain type tool magazine

and horizontally traversing manipulator with swiveling
mechanical two-armed hand fitted to the back of
the column.

The ATC equipment adapted with respect to the tool
standard can be as follows:

CSN 22 0432

CSN 22 0434

DIN 69871

BT 50 MAS 403-1982

CAT ANSI/ASME B5.50-1985

BB R/ R0, IE EREERERTE

9 R4 ACCESSORIES

&M% OPTIONAL ACCESSORIES

—— LD 650ZY3jE52 Facing head - LD 650 (headstock "N" only)

—— HF 50 ABYFrho N85Sk Milling head (vertical) - HF 50

—— HUR 508!F A8k Hand universal milling head - HUR 50

—— CHZ 105ZY/MEBIERAIEIRNTIRISHEE Tool cooling kit - CHZ 105

— CHOV 10529 IR ZEI Al =P ORRENFAA NI RiL#0%E Tool cooling through spindle axis - CHOV 105
— INT=ER9FG1RE Workspace protective guards

| UK 50082tk Clamping cube - UK 500

— HEBHNESEE Chip conveyor

— TFEIERIREAEUU 800, UU 950, UU 1120, UU 1450 Clamping angle plates - UU 800, UU 950, UU 1120, UU 1450
—— HEJJEFEMR Additional pullstud kits

HFRIREEM STANDARD ACCESSORIES

—— BUE Anchoring hardware kit

— PVK 105-250845RIFimSEx 22 Spindle leading support (short) - PVK 105-250

—— EE#EPullstuds for clamping the tool

WH 105 CNCE!S - 30 {4 for WH 105 CNC - 30 pcs

WHQ 105 CNC 85 - ZEaiRTI I ESEEEGHE for WHQ 105 CNC - according
| 4msezliEwtE Spindle taper brush number of tools in magazine

——— EERN4EEERETER Set of tool for operation
HFEZMHE Set of consumable parts

- SFENARIREEMAIREN AR SIE Accompanying technical documentation including operating manual

EREARBMI machining for the top quality technologies




Vi HUERHHE ACCESSORIES

*h A— Ve

HF 50 : HUR 50 LD 6508 FhEfR
ERTFRECNCH B ERMENSRNT TZHE.
FACING HEAD LD 650

is designed for complex applications with the possibility to use a

‘ continuously CNC controlled facing slide.

HF 50 (A) BU37%%sL , HUR S50BUFREEHEL

AR E A LR LA RSAIN T T ZMHE |, i0Smse2e, Fhek, #kEE.

THE HF 50 (A) VERTICAL AND THE HUR 50 UNIVERSAL MILLING HEADS

the mounting of the heads on the machine headstock is by manual operation. Toolchange into these
I_heads is by manual operation of a Push Button, giving a semi-automatic operation. _I

hiﬂﬁﬁﬁﬁiﬁ%ﬁﬁ j

-t SR B RE (B P A LAE

KEhERY)

CHIP CONVEYOR

The length of a chip conveyer and its discharge
kheight can be accommodated to user's needs. J

UK 500823251k
UK 500 CLAMPING CUBE

KEB
CLAMPING ANGLE PLATE

EFEEARBMI machining for the top quality technologies
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SR
SRR R A TR NI E B EIEN,
SPINDLE SUPPORT

The spindle support ensures a significant increase
in the rigidity of the work spindle in the case of
larger pullouts.

— =

-

INI=EpAPE

YURMHE: ACCESSORIES

SHEE

EFA]IEECCHZ 105BUMEM A IHIRATI RiSEIZE B CHOV 105
B airER ) BRI MER B R R S RS A4 E,

TOOL COOLING DEVICE

the customer may choose either CHZ 105 outer tool cooling kit or
CHOV 105 through spindle tool cooling kit which brings coolant to
the cutting edge through outside nozzles as well.

PR S TR LREIRAIIE Sk, T HEF/AERTEAEMP OERTIERINES.,
WORKSPACE PROTECTIVE ENCLOSURE Full guarding can be supplied and is desirable to prevent
against coolant and chip splash. This is recommended particularly for the machines fitted with the

Coolant through the spindle.

E
AXES ARRANGEMENT
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&R MACHINE ARRANGEMENT

1,800 mm
1,250, 1,600 mm

630 mm
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WH(Q) 105 CNCERIZH=RIVIEIRRES £ 58

WH(Q) 105 CNC ALL TYPES MACHINES ARE USED IN
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