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CHURCHILL UNIVERSAL HOBBING MACHINES __ -~
. PROVIDE AS STANDARD EQUIPMENT . . . : j
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Fully automatic machine cycle.

Push button operation to worktable, vertical - |

slide and hob slide for setting-up purposes.

Automatic lubrication to all moving parts.

Hydraulic actuation of tailstock. ‘
P
Provision for semi-automatic or fully automatic j
loading devices. ,, |
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CHURCHILL UNIVERSAL HOBBERS

Extreme accuracy allied to maximum rigidity.
Sin}glest possible transmission for long life.

All .nd accessibility for set-up-adjustment,
control and maintenance.

Index and differential gears located in one
enclosure.

The choice of manual, continuous or intermittent
hob shifting movements in addition to tangential
feed (all provided in one hob head assembly).

Alternative main drive systems. Eithera P.l.V. unit,
a Ward Leonard control unit or a single speed
drive unit with interchangeable pulleys.

Alternative feed drive system. Either a P.l.V. unit
or change gears.

PROVIDE ALL THESE BUILT-IN FEATURES . ..
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CHURCHILL
24" & 36" UNIVERSAL

HOBBING
MACHINES

Manufactured by
CHURCHILL GEAR MACHINES LIMITED a company of the Charles Churchill Group

Blaydon-on-Tyne, Co. Durham, England
,_...-f* Mlnufntmrs of Gear Hobbing Machines up to 48" capacity—Gear Shaving Machines up to 30" capacity—Gear Forming Machines
Y Gear Sound Testing Machines—Hard Gear Honing Machines—Gear Chamfering Machines—Gear Tooth Rounding Machines
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CHURCHILL UNIVERSAL HOBBING M

Fully automatic machine cycle.

Push button operation to worktable, vertical

slide and hob slide for setting-up purposes.

Automatic lubrication to all moving parts.

Hydraulic actuation of tailstock.

Provision for semi-automatic or fully automatic
loading devices.

PROVIDE AS




MACHINE CONSTRUCTION

The base is a substantial iron casting forming a
rigid support for the column and the worktable
slide complete with the tailstock column. The
worktable slide is carried on accurately ground
Vee-type slideways and can be clamped by
locking pads in any required position. The base
also forms a sump for the coolant and provision
is made for removing swarf, either by a swarf
chute or a scraper type conveyor.

The column isrigidly keyed and bolted to the base
and houses the main drive and vertical feed
equipment. Accurately ground, Vee-type slideways
carry the vertical slide which is retained by heavy
gib straps and firmly clamped by locking pads.
The hob head is designed for maximum rigidity

and accommodates a robust hob slide for carrying

large hobs. The hob slide is fitted in slideways,

also accurately ground, and retained by heavy gib
straps.

Theworktable slidesupports the tailstock column
which can be manually retracted 4 in by means
of a lead screw and nut to accommodate extra
large gears on the worktable. The worktable
spindle is a close-grained iron casting and is
hollow to accommodate workpiece end sections.

Vertical slideways on the tailstock column carry
the tailstock bracket which houses the work centre.
The complete centre unit runs in high precision
bearings and can be removed, leaving an accura-
tely machined bore for accommodating special
workpiece fixtures.

The extreme accuracy obtainable on the Churchill
Universal Hobbing Machine is achieved by
utilizing substantial, well-ribbed main castings,
the accurate mating of major components and the
precision machining of all bearings and sliding
surfaces.
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The feed gear box is housed at the bottom of the
column as a complete sub-assembly so that it
can be withdrawn for maintenance purposes. .
Electro-magnetic clutches, gearing and bearings
can be easily inspected through detachable front

CoOVvers.

The feed rates can be obtained from either a
P.l.V. unit, which gives variable feed rates up to
20:1, or from a change gear system giving 20 rates
of feed. For high production machines, where
simplified transmission is desirable, the differen-
tial unit may be omitted. T —
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An anti-backlash device is incorporated in the
feed drive to the worktable slide which can also
be moved manually on the slideway.
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motor drives through toothed belts and pulleys to

Independent 3 h.p. foot mounted rap
the feed gear box.
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The vertical slide, hob slide and worktable slide |
are fitted with verniers and scale indicators. —
Micro-switches and trip-dogs are fitted to govern
the limits of travel and sequence of operation on 4
automatic cycle.
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ELECTRICS
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The electrical controls and relay panel are
housed in a cabinet with self sealing door giving
access to all relays and controls which are clearly

marked for maintenance purposes. An isolating

switch with interlock is built on to the cabi

All push buttons and switches are readily acces-
sible from the operators’ position and afford full

control of the machine for setting-up,

selection and emergency stop. Controls are

provided for rapid traverse motion in

direction for the vertical slide and the worktable

slide.

All machine functions are fully interlocked during
a cycle operation. The cycle start button is
inoperative when the selector switch is on ‘Set’
and, when the selector switch is on the appro-

riate cycle, there is no supply to the jog buttons.

or ease of maintenance the complete button

anel hinges forward.
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Radial and Vertical feed

(a)
(b)

(c)
(d)

(e)
(1)

The workhead feeds forward rapidly.

Fine radial infeed takes control and
carries on to a dead stop position.

Axial feed is engaged and hob head feeds
either up or down past workpiece.

The workhead is held in this position for
one complete revolution of the workpiece.
As above.

A rapid vertical return occurs on the hob

head.

CHURCHILL HOBBERS OFFER THREE TYPES OF
AUTOMATIC .“ACHINE CYCLE

Radial infeed

(a)
(b)
(c)

(d)

On depression of start button, the work-
head feeds forward rapidly.

Fine radial infeed takes control and
carries on to a dead stop position.

The workhead is held in this position for
one complete revolution of the workpiece.
The workhead returns in rapid traverse.

Radial and Tangential feed

(a)

The workhead feeds forward rapidly.

(b) Fine radial infeed takes control to a dead

(c)

(d)

(e)
(f)

stop position.

Tangential feed of the hob is engaged (to
the left or right).

The workhead is held in this position for
one complete revolution of the workpiece.
As above. |

The hob returns tangentially in rapid
motion.
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Manutactured by
CHURCHILL GEAR MACHINES LIMITED a company of the Charles Churchill Group
Blaydon-on-Tyne Co. Durham

Distributors

CHARCES . CHURCHILL & CO. . LIMITED
Birmingham ™

London

Manchester

Newcastle upon Tyne

Glasgow f

Agencies throughout the werld




