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THE SOVIET CHALLENGE IN MASS PRODUCTION OF MACHINE TOOLS 

The Soviet Union is rapidly developing a mass production machine 

tool and machinery industry with a productive efficiency far greater than that of 

the United States and West European industries. The United States cannot afford 

to remain passive in the face of this Soviet challenge. 

High efficiency and consequent lower costs have already enabled the 

Soviets to make inroads into the West European market for machine tools, but 

the most serious threat is their growing competitive advantage in sales to under = 

developed countries. Development of the Soviet machine tool industry has included 

careful planning for low-cost mass production of machines suitable for such 

countries. 

Such a program will carry forward the Soviet plan for victory through 

peaceful competition. Professor Seymour Melman has said, "With their side of 

  

Note: The material in this memorandum is based in large part on an EPA, report 

and articles and interviews by Seymour Melman, Associate Professor of Industrial 

Management and Engineering at Columbia University, who spent the summer of 1959 

studying the machine tool industry of Western Europe as an adviser of EPA, followed 

by a visit to Russia and a tour of the leading Soviet machine tool and machinery plants. 
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economic competition being carried out from a base of mass~producing machinery 

industries, the Soviets could very well be in a position to win on a world scale." 

He predicts that "in the foreseeable future" Soviet mass production techniques 

will enable them to offer machinery and machine tools to the underdeveloped 

countries at half the price of similar goods produced by Western firms. 

Soviet sales of machine tools and machinery to underdeveloped coun~ 

tries will be accompanied by technicians and specialists to assist in designing 

plants, installing the equipment and instructing management and workers in its 

use. Technical assistance will undoubtedly be offered also for whole programs 

of industrial development. Technicians, instructors and advisers will also 

function as effective propaganda agents for the Communists. A whole network of 

contacts will be established between the Soviet Union and these countries, with 

the ultimate purpose of swinging them into the Soviet camp. 

The superior efficiency of the Soviet machinery industry does not 

yet apply to all its plants, but a continuing advance in efficiency throughout the
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industry is a major policy. Itis based primarily upon: 

(a) Use of mass production techniques; 

(b) Specialization of production among plants, so that each can 

concentrate on mass production of a specified type of 

equipment; 

(c) Alarge scale program of research with a view to steadily 

broadening the application of mass production methods throughout 

the industry. This includes study of possible further advances 

in efficiency through standardization of parts and use of 

modular (building block) techniques in machinery design, 

As a result, the Soviets are already underselling West European 

and U,S, machine tool producers in the West European markets and are competing 

in underdeveloped countries, 

West European machine tool manufacture is hampered by an essentially 

handicraft approach, producing highly specialized, virtually custom-built machines 

in small batches, There is no evidence of "productivity mindedness" either in the
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designing of the product, the layout of the plants or the production methods 

followed. Research is limited, and Professor Melman says there is no "evidence'! 

of any major moves within the industry substantially to raise the level of techno- 

logical efficiency in production.'"' The typical firm is preoccupied with its financial 

and market position rather than its technology. 

The U.S. industry has substantially higher efficiency than the West 

European, but according to Mr. Melman mainly due to "tighter systems of production 

organization -- systems which are nevertheless of the small-batch type." We lag 

far behind the Soviet Union in development of high-efficiency mass production 

techniques. For example, in contrast with the Soviet emphasis on the efficiencies 

of standardization, U.S. firms prefer the monopolistic technique of deliberately 

designing machinery so that only their own attachments will fit it. 

Unless the mass production methods which the U.S. has pioneered in 

other industries are applied to the machine tool and machinery industry, the Soviet 

Union will gain world-wide superiority in a vital economic sphere.
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Productivity in the whole economy suffers from low productivity and 

high costs in the machine tool industry. Productivity advance depends on the avail- 

ability of advanced machinery at a cost which makes it cheaper than the labor it 

replaces. High machinery costs slow down this progress. In the U.S., some 60 

percent of machine tools in use are 10 years old or more because, Professor Melman 

says, "in the absence of an abundant supply of economically produced machines, the 

tool using industries have preferred to retain older equipment. "' 

Mr. Melman's report produced a sharp reaction in the West European 

machine tool industry which indicated an awareness that his criticisms had a basis 

in fact. While the industry's immediate response was an attempt to justify its 

policies and methods, there was wide agreement that Russian competition posed 

a growing threat, and the industry published papers and held seminar discussions 

which indicated that they were giving serious consideration to the problem. In 

Britain a study was made under the auspices of the Board of Trade. Industry 

representatives on the committee which made the study stated as part of their views:
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'The Soviet threat to United Kingdom exports of certain 

types of machine tool is a very real one now and can 

be expected to intensify in the future. The political 

angle can only serve to increase this threat and it will 

apply particularly to the less highly industrialised 

countries." 

Melman was able to point out in support of his warnings that his 

recommendations parallelled those made to the British machine tool industry by a 

team of technicians in a report published in 1953 by the Anglo-American Council 

on Productivity, but never implemented. 

In order to meet the Soviet challenge, there must be some drastic 

changes in the policies and methods of the machine tool and machinery industry in 

the United States as well as Western Europe. In this crucial area of competition 

between the Soviets and the free world, there is no room for continuance of 'business 

as usual" attitudes. Steps must be taken by the U.S. government to assure that the 

machine tool industry gets itself into shape to serve as an effective arm of our 

national policy in the competition with the Soviets for the loyalty of the developing 

countries. 

There must be a vast expansion of research efforts, in particular
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research into methods of developing mass production techniques in the industry. 

If necessary, government financial support should be provided for a central research 

organization for the industry. The Russians have such a research organization, and 

are making effective use of it. 

Research must include programs for standardization of parts, and 

study of the possibilities of building-block construction of machines, so that as many 

components as possible can be produced by mass production methods in specialized 

plants serving the whole industry. Measures must be taken, either through in- 

centives or penalties or both, to assure that full use is made of the results of such 

research throughout the industry, and that they are neither monopolized by a few 

companies nor suppressed by those who have a stake in the status quo. 

The fact that Professor Melman's report, after almost two years, has 

made little or no impact on the U.S. machine tool industry clearly indicates the need 

for government leadership. Without such leadership, we shall simply be handing 

the Soviet Union a major victory in the economic war that may well determine the 

final outcome of the world-wide struggle between tyranny and freedom. 

oeiu42aflcio
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The 3162 Cylindrical Plunge-Cut Grinder is designed for center-type grinding 
operations. The machine meets all the requirements of external cylindrical and 
taper grinding in large or small lots of work, with assured accuracy and fine finish. 

The work is set on dead centers and is driven by a driving dog fixed in the 
headstock face plate. The headstock spindle is driven by a constant speed motor 
mounted on the headstock. Three work speeds are available. 

The rapid advance of wheel to the work, the slow cross feed of wheel 

(plunge-cut grinding) and the rapid back movement of the wheel to its starting 
position are operated hydraulically. Manual cross feed of wheel is also provided. 

.. The machine enables grinding with automatic retraction of wheel after the 

final size of work (according to 3rd class of accuracy) is reached. The machine 

‘also enables manual grinding up to a positive stop and provides means for 

compensating for wheel wear. 

The table can be swiveled for taper ‘grinding. 

The traverse of the table is operated hydraulically. The machine can be 

used for both plunge-cut and traverse grinding, 

SrPRCIPFICA TIONS 

CAPACITY 

Maximum swing over table, mm 

7 Face : Bos eee y 

300 Hole diameter oe be BOD 

Distance between centers, mm 1000 SPEEDS AND FEEDS 

Height of ‘centers, mm 5 eo 2D : : 
Distance between wheel and work centers Work speeds, r.p.m: Bes .<« 60; 120; 240 

(without hydraulic. back movement Table traverse speeds (hydraulic), mjmin:; 
of wheel), mm : Minimum is ee Or 

Minimum 200 Maximum is wae AO 
Maximum 00 Range of wheel cross feeds (plunge-cut 

Diameter that can be ground, mm: grinding), mm/min se Sp re 
Minimum with wheel 490 mm. diameter 10 | 7 : | 
Maximum with work rest 60 DRIVE 

Maximum without work rest with wheel 250/380 volts, 3=phase, 50 cycle, A:C. motors: 
750° mm. diameter 250 Wheel head: 

Power, kw cee Sea a 3 
TABLE, HEADSTOCK AND FOOTSTOCK Speed, rp. Me ano: 

Maximum traverse of table (hydraulic Headstock : 
and by hand) mm 1050 poner oe eee “ne So 

Maximum swivel of table, deg 7 Hvdr : ‘a ee PSs ee 
Taper hole in headstock and | yOLSG PIIOD 

footstock spindles Morse No. 5 | ee oe ote oe a 
| : Spams 3 See 

Coolant pump: 

WHEEL AHEAD Power, kw ae eee M125 
Maximum cross travel of wheel head, mm: Speed, r.p.m. ee eee 3000 

Manual 250 

Hydraulic (advance) 50 SPACE OCCUPIED 
Graduation of cross feed dial, mm 0.005 Floor space tam 4320 % 2300 
Maximum diameter reduction of work ee i fee | (plunge-cut grinding). mm 16 Height of machine, mm Se eee 1500 

Grinding wheel dimensions, mm: % E 

Minimum diameter: ... 500 WEIGHT 
Maximum diameter ... 750 Net weight, kg approx. 6000
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Cable address: STANKOIMPORT.
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Se ee lryiGATIONsS 

CAPACITY 

Height of centers, mm. 

Maximum distance between 

centers, mm. 

Bar capacity, mm. 

Swing over carriage, mm. 

Swing over bed ways, mm. 

Threads that can be cut: 
Metric, pitch in mm. es 
English, threads per inch 
Module i 

CARRIAGE 

Maximum travel (mechanically or by hand), 

mm: 
Longitudinal (carriage) .. 

Cross (cross slide) 

Height from _ tool 
to center line, mm. 

Maximum distance from center 

line to edge of tool block, 

mm. oa i 

Maximum size of tool, mm. .. 

bottom 

SPINDLE 

Spindle hole diameter, mm. .. 

Taper hole in spindle 

TAILSTOCK 

Taper hole in spindle 

160 

750 

29 

175 

320 

0.5—9 
38-2 
0.5—9 

850 
210 

20 

185 

20 x 20 

30 

Morse 

Morse 

The Tool Room Lathe is designed for all general lathe 

work, as well as for cutting Metric, English and Module threads. 

Simplicity of design, rigid construction, accuracy and ease of opera- 

tion are the outstanding features. 

Change of spindle speeds are obtained through a change speed 

gear box, mounted in the bed, and countershaft spur wheels in the 

headstock. Feeds and threads are obtained from the feed gear box 

and change gears. 

For cutting accurate threads provision is made in feed gear 

box for direct engagement of the lead screw to the spindle through 

change gears only, by-passing the feed box. 

The cross slide is equipped with a device for quickly withdraw- 

ing the tool from the threads when cutting. 

The apron of the machine has an interlocking arrangement 

which prevents simultaneous engagement of feed from the lead 

screw and feed shaft. 

Maximum travel 

DRIVE 

Main drive: 
Power, kw. 
Speed, r.p.m. 

Coolant pump: 
Power, kw. 
Speed, r.p.m. 

Lubricating pump: 
Power, kw. 
speed, r.p.m.   

of spindle, 
mm. 95 

Setover on side, mm. plus 

minus 10 

SPEEDS AND FEEDS 

Number of spindle speeds 
(forward and reverse) 24. 

Range of spindle — speeds, 
r.p.m. 19-1415 

Range of feeds, mm. per revolution of spindle: 
Longitudinal (carriage) .. 0.3—1.67 
Cross (cross slide) 0.02-—1.24 

220|380 volt, 3 phase, 50 cycle A. C. motors: 

2.3 
1500 

0.1 
3000 

0.1 
3000 

SPACE OCCUPIED 

Floor space, mm. 2355 x 850 

No, 4 Height of machine, mm. 1275 

WEIGHT 

No. 4 Net weight, kg. approx.—1850  
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SF PCiPricaAT 

CAPACITY 

Maximum grinding diameter, mm 

Kange of recommended grinding 

diameters; mm 

GRINDING WHEEL 

Grinding wheel diménsions, nim : 

Maximinn: diameter .. 

Minimum diameter =.. 

Maximum width (sectional wheel) 800 

Maximum travel of grinding wheel 
head, mm 

REGULATING WHEEL 

Regulating wheel diamensions, mm : 

Maximum diameter .: 

Minimum diameter ... : 

Maximum width (sectional wheel) &00 

Maximum swivel of spindle ... 

Maximum travel of rezulating 

wheel head, mm 

SPEEDS 

Grinding: wheel speed, Op.m:i.. 

Number of regulating wheel speeds 

The 3A182 Centerless Grinding Machine is designed for centerless grinding 
a very wide range of work including plain cylindrical, taper, shouldered, formed 
and multidiameter. 

The machine has two wheels: a high speed grinding wheel and an opposed 
slowly rotating regulating wheel, forming a grinding throat between them. A 
work rest in the throat supports the work during grinding. The grinding wheel 
serves solely for grinding purposes, while the regulatiag wheal controls sizing, 
speed of work rotation and the longitudinal feeding movement of the work. 

There are three principal methods of grinding the work: through-feed, 
infeed, and combination infeed and through-feed. Plain cylindrical parts are 
ground by the through-feed method. The workpieces are fed in at one side 
and pass between the grinding and regulating wheels leaving the machine at 
the other side. 

Workpieces having a form or shoulder are ground by the infeed method. The 
workpiece is placed on the work rest with the wheel withdrawn, the wheel 
receives then a cross feed up to a stop; on completion of operation the work is 
automatically ejected. 

The work speed depends on the number of revolutions in minute of the 
regulating wheel. 

The regulating wheel speed and the grinding wheel cross fead are changed 
by pick-off gears. 

The angle at which the regulating wheel is set and its speed determine the 
longitudinal feed of work through the machine for throughfeed method. 

Truing of the grinding and regulating wheels is performed with special 
truing devices. 

LON > 

  

DRIVE 

150 220/389 volt, 3 phase, 50 cycle A.C. motors: 

Grinding wheel: . 

10-75 Power, kw oe ea AOS 
2 . Speed, r.p.m. pe as TOO 

| Reeulating wheel : : ae 
| Power, kw ee eo aS 

500 epecd, Tp 2. ee OO 
330 Grinding wheel feed: ce 

Power, kw... a 
“| Speed, rpm |. .. 1000 

200 Wheel truing devices (2 pes.): : 
Power, kw eee a 0:15 
Speed; 6 pm, 8 See OOOO 

Machine lubricating : : 

350 Power, kw... .. 0.65 
290 Speed, r.p.m. es a2. 3000 

Coolant pump: 

oe , Power, kw is Oe EGS 
Speed, rpms sss ee BODO 

150 

SPACE OCCUPIED , 

Floor space, mm was ... 3600 x 2310 
1370 Hei ht of machine, mm see es 1310 Soe 

£ WEIGHT 
Range of regulating wheel speeds, r.p.m. 11-300 Net weight, kg es approx. 11000 
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SPECIFICATIONS 

CAPACITY 

Maximum drill diameter in 

mild steel, mm. 

Distance, center of spindle to 

column, mm: 

Minimum 

Maximum 

Distance, end of spindle to 

table, mm: 

Minimum 

Maximum 

Distance, end of spindle to 

base, mm: 

Minimum 

Maximum 

SPINDLE AND SPINDLE HEAD 

Taper in spindle 

Maximum vertical spindle 

travel, mm, 

Maximum traverse of spindle 

head on arm, mm. 

ARM 

Maximum traverse of arm on 

column, mm. 

Maximum swing of arm 

| 

The Radial Drilling Machine is designed for drilling, boring, 

counterboring, reaming, facing and tapping operations. 

19 different spindle speeds and 18 spindle feeds are obtained 

through speed and feed gear boxes. | 

The spindle has both forward and reverse motions, the reverse 

of the spindle being effected through either a driving clutch or 

reversing motor. | | 

The spindle feed is operated both by power and manually. 

The elevating and lowering motion of the arm is operated by a 

separate electric motor. 

The locking and unlocking of the arm on the column and of 

the spindle head on the arm are obtained by hydraulic means. When 

starting raising or lowering movements of the arm on the column 

. the arm clamp is released ee and when stopping these 

movements the arm is clamped automatically. 

The traverse of the spindle head along the arm and the swing 

of the arm around the column axis are accomplished manually. 

All controls and levers are grouped on the spindle head within 

easy reach of the operator. The machine is equipped with four 

motors. 

  
| SPEEDS AND FEEDS 

  

    

  

| Number of spindle speeds © 19 

50 Range of spindle speeds, 

r.p.m. 30-1700 

Number of spindle feeds 18 

400 Range of spindle feeds, mm 

2000 per revolution | 0.03-1.2 

DRIVE 

0 220/380 volt, 3 phase, 50 cycle A. C. motors: 

1150 | Spindle drive: 

| Power, Kw. . 4.5 

| Speed, r.p.m. 1500 

600 | Elevating and lowering arm motions: 

1750 | Power, kw. . | 2.8 

| Speed, r.p.m. | 1500 

| Arm and spindle head clamping: 

| Power, Kw. .. 0.6 

Morse No. 5 | Speed, r.p.m. 1500 

| Coolant pump: 

250 | Power, kw. .. 0.1 

| Speed, r.p.m. 3000 
| 

1600 | SPACE OCCUPIED 

| Floor space, mm | 3600 x 1550 

| Height of machine, mm. — 3875 

700 | WEIGHT 

360° | Net weight, kg. | approx.—9600 

 



ENGINE LATHE 

 



The 165 Engine Lathe is designed for all general lathe work 

and for cutting Metric, English and Module threads. 

The spindle is driven from an individual electric motor through 

Vee-belts and the change speed gear box, 

Change of spindle speeds are obtained through a head stock. 

The feed gear box is enclosed, and provides for cutting all 

standard thread, without change gears. 

105 For cutting accurate threads provision is made for engaging 

the leadscrew to the change gear train by passing the speed gear 

box. 

The machine is equipped with rapid power traverse to both the 

cross slide and carriage. 

SPEC: £CA-TIEONS 

  

  

CAPACITY ' Range of feeds, mm. per revolution of 

Maximum swing over bed spindle: 
ways, mm. aon Bs 1000 Longitudinal a 0.204—3.05 

Maximum distance between © Fees se ee oiee tse 
Rapid Traverse, m|min: 

centers, mm. oe ..- 3000 ; 
Carriage a GeO 

Maximum diameter that can Cross slide ee AS 
be turned over carriage, 

mm. Be .. 650 
DRIVE 

Threads that can be cut: 

Metric, pitch in mm, cee Pty Power of electric motor, kw... 28 

English, threads per 

Module a .. 0.5-60 

Floor space gee .. 6255 x 2280 

SPEEDS AND FEEDS Height of machine, mm, .. 1760 

Number of spindle speeds .. 24 : w 
E 

Range of spindle speeds, IGHT 

PDs 3 -- 98-500 Net weight, kg. 3% ». approx.—12500   
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PPROPLE TOA £ 

CAPACITY 

Diameter of piston rings ground, mm: 

Minimum 

Maximum 

WHEEL HEADS 

Maximum vertical travel of grinding 

spindle, mm SSeS 

Distance from griiding wheel face to 

grinding surface, mm: 

Minimum 

Maximum 

Grinding wheel dimensions, mm: 

External diameter 

Hole diameter 

Minimum height 

Maximum height 

SPEEDS AND FEEDS 

Grinding wheel speed, r.p.m. 

Wheel spindle feed, mm/min 

Rapid movement of wheel spindle, 

mm/min 

Piston ring feeds, mm/min 

DRIVE 

The 3317 Piston Ring Grinding Machine is designed for the precision finish 

grinding of piston ring sides in mass manufacture at a very high rate of production. 

Two grinding wheels with offset spindles running in the vertical position 

and revolving in the same direction at the same speed grind both piston ring 

sides simultaneously. The rings are fed to the grinding wheels by a work feed 

mechanism of the semi-automatic magazine type equipped with endless feed 

chains. The feeds are changed by suitable interchangeable chain sprockets. 

Entering the grinding zone the ring receives a rotation in the clock-wise direction; 

then, in the middle of the grinding zone the ring is rotated counter clockwise 

and when leaving the grinding zone the work is again rotated clockwise. This 

produces very accurately ground rings, flat, parallel and of a high degree of 

finish. 

The machine has both manually operated and power driven wheel spindel 

feeds. 

The machine is equipped with a wheel truing device and with an exhausting 

system for the vapour of kerosine which is part of the coolant fluid. 

IONS 

220/380 volt, 3-phase, 50 cycle, A.C. Motors: 

Grinding wheels : 

Power, kw Ee Seed 

Speed) pam eee O08 

75 | Wheel spindle rapid movement: 

180 , Power, kw Be ..» OAL 

: Speed, r.p.m. ak ... 1500 

Work feed mechanism: 

| Power, kw sae eee OBS: 

50 Speed, r p.m. sub ase E500 

Belt conveyor : 

Power, kw eo See QEZ5 

0 | Speed, r.p.m. a »». 1500 

50 ! Exhausting system: 

| Power, kw 3 Se gs 

750 | Speed, r.p.m. ©... cae 1500 

3950 | Wheel truing device: 

I5 | Power, kw ee see O25 

40 7 Speed, r.p.m. = os see £O00 

Coolant pump: 

| Power, kw ok gee 8:65 

460 3 Speed, r.p.m. a eae 3000 
0.6 ! 

| SPACE OCCUPIED 

tee 316 | Floor space, mm fas »»» 2980 x 2865 

Height of machine, mm oe Sep OOO 

WEIGHT 

Net weight, kg : approx. 9500





  

BULLDOZERS J[-159 B and J[-271 
The J[-159 B and JJ-271 Bulldozers are used to move 

earth, gravel, road-metal and other bulk materials 

short distances when site grading with slight soil 

cutting, spreading earth supplied by other machines, 

filling trenches, pits, ditches, when removing debris 

from building sites, road building, etc. 

The J[-159 6 Bulldozer is mounted on a J T-54 ca- 

terpillar tractor. 

Raising.and lowering the blade on the J{-159 B Bull- 

dozer is accomplished by means of a universal hy- 

draulic gear operated by the tractor driver. The hy- 

draulic pump is mounted on the tractor rear axle and 

is driven from the power take-off shaft. 

The J{-271 Bulldozer is of the hanging type and is 

mounted on a C-80 caterpillar tractor. 

The blade of the J{-271 Bulldozer is raised by means 

of a steel rope from a winch operating from the power 

take-off shaft. 

No structural modifications are required on the trac- 

tors for mounting the J[-159 5 or J{-271 Bulldozers 

on them, and after removal of the Bulldozers the trac- 

tors are immediately available for haulage. TheJI-1596 

and J[-271 Bulldozers are simple to operate, they are 

sturdy and convenient for heavy earth work. Due to 

the large range of speeds and tractive efforts of the 

Specifications of the -159 B Bulldozer 

Length of blade (width of working)...... 2280 mm 
Heigat pt Wades. iis peice eek pe aes 800 mm 
Cutie ahglt o.oo Pes wey eeu vo 60 ° 
Maximum penetration depth of blade..... 150 mm 
Naxpmumslft of bldde s,s. sea eae os os 600 mm 
Velocity of raising or lowering the blade. .0.2 m/sec. 
Pramyp speed ss Jno pea ee 925 RPM 
Ppp denvery. 5. on ce ow te 200 litres/min. 
(Oilspressure in system) 0223.63 6 oes 30 atm. 
Distrimuter ow Giese slide valve type 
Hydraulic lifting gears (cylinders).......... 2 
Bore of hydrauhe cylinders... 0.5... oe 101 mm 
PATON goo is ae es ee oe Cae Se 470 mm 
Filling capacity of oil system........... 40 litres 
Oil for hydraulic gears... Transformer or spindle oil 
Overall dimensions with tractor: 

length 4300 mm; width 2280 mm; height 2300 mm 
Weight of Bulldozer without tractor and hy- 
TSU Ba io ye soa so eee Saha gas 650 kg 

Weight of Bulldozer with hydraulic gear... 850 kg 
Average capacity per shift when moving earth 

to-adistatice 66-501 sos 55 155.55 up to 225 m3 

Specifications of the J[-271 Bulldozer 

Length of blade with side cutting blade... 3030 mm 
Height-of blade ...oy 6355 oe aa pees 1100 mm 
TORR PM ons onk se weeded alk oe 52-62° 
Maximum penetration depth of blade..... 180 mm 
Nexium bftof Blade oc cee oe eo ee 900 mm 
Winch, single drum...... pat ose JJ-269 
[impeach ke 216 mm 
Lengtn or Omi OS. ks ee 96 mm 
Tractive effort on first layer of steel rope. 2800 kg 
Velocity of steel rope on first layer. ...1.66 m/sec. 
Dianitter of steel rope... a4 bas Peas 13 mm 
Overall dimensions with tractor and winch: 
length 5000mm; width 3030 mm; height 2660 mm 

Weight: 
Bulldozer without tractor and winch... 1580 kg 
MAO Gc ae as Ol ca ee eee 320 kg 
Tractor with Bulldozer and winch.... 13300 kg 

JUT-54 and C-80 tractors, the JJ-159 B and J{-27 Speed of tractor: 

Bulldozers possess excellent manoeuvrability and T FOE sees a8 ea to. }.60'kuiheur 

are highly efficient. 
reverse ..... eo wa ee 2.66 to 8.75 km/hour 

Outputonaverage site grading 3—6 hectares per shift 
yy  
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INCREASED-FREQUENCY 
MOTOR-GENERATOR ARC-WELDING SET, 

TYPE Mc—100 

SCOPE 

Type TC-100 increased-frequency motor-generator sets are designed for the arc-welding of low-carbon 

steels with a single-phase increased-frequency alternating current ranging from 20 to 115A. 

  
DESCRIPTION 

The type IIC-100 motor-generator consists of a single-phase increased frequency generator and a driving 

220 or 380 Volt induction motor mounted in a common frame. | 

Both the generator and motor rotors have a common shaft fitted with ball-bearings. 

To facilitate portability the motor-generator is equipped with wheels. 

The excitation of the generator is accomplished through a selenium rectifier which is powered from the 

A.C. supply that feeds the motor. 

Starting and disconnection from the power circuit is controlled by means of a rotary double-break 

switch. 
A special regulator is provided for smooth regulation of the welding current in the range from 20 to 

100A, and for rough regulation up to 115A. 

Both the rectifier and the double-break switch are mounted on the motor-generator frame, while the 

current regulator is self-contained and portable, and can be placed near the welder. 

THE TYPE [CB-100 SINGLE-PHASE INCREASED-FREQUENCY 

ALTERNATING-CURRENT GENERATOR 

This is a unipolar inductor type machine. It has two stators furnished with windings which are con- 

nected in series. The excitation winding is placed between the stators. 
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Overall dimensions of the Motor—Generator set 

  
.Diagram of Connections of Motor—Generator Set 

  
Internal Connections of the Motor—Generator Set. 

 



  

GENERATOR RATING 

No-load voltage 7 colt, er ed ae .. 80V 

Welding current at np 100%, a nt rr Pe .. 80A 
: ato? RT Ee OR PS Sr aN RS Sar iat, ge ee 
. »  atMP 50% ~... ; aw Podge Ob Cd ee 

Where [IP is relative percent of welding time (duty Richa, 

Frequency ad bes oi gis voi Eis a7 ... 490 ¢.p.s. 

Speed 9... rr i ae _ aa was Pr ... 2900 r.p.m. 
Excitation voltage _... wee es E a cr re oe 

Excitation current... ies ral ite ca jay . B6A 

The excitation current is not subject to regulation and remains constant irrespective of the generator 

load ; consequently the no-load voltage when welding with currents ranging from 20 to 115A is also constant 

and remains equal to 80-85 Volt. 

The welding current is controlled by the adjustable-reactance current regulator connected in series 

with the load circuit. 

THE CURRENT REGULATOR 

A reactor with a steel magnetic circuit which consists of a fixed core and a moving armature controlled 

by means of the handwheel of the regulator. A shift in position of the moving core introduces and varies 

an air gap in the magnetic circuit which changes the reluctance of the magnetic circuit and, consequently, 

the reactance of the reactor coils connected in series with the load circuit. 

For the purpose of expansion of the regulation range, the reactor winding is made of two coils. A 

change-over switch is also provided. This makes it possible : 

(a) to connect both reactor coils in series and introduce them into the load circuit when a small 

welding current ranging from 20 to 55A is required ; 

(b) to introduce only one reactor coil into the load circuit when a medium welding current of 

about 35-100A is required ; 

(c) tocut out both coils when welding at a maximum welding current of about 115A. 

Thus, the reactor has three stages of coarse regulation. The current ratings corresponding to each 

position of the change-over switch are marked: “small current, medium current, large current.” On the 

positions of the change-over switch marked ‘‘small current and medium current more accurate regulation 

can be obtained by shifting the moving core with the aid of the handwheel. 

An indicator hand is rigidly joined to the moving core to show its position. It moves over a scale 

fastened to the regulator casing. This scale is graduated directly to the values of welding current, obtained 

when metallic electrodes are used. 

Net weight of the welding current regulator—20 kg. (44-1 Ib.) 

RECTIFIER—TYPE b3 

This is a normal single-phase selenium rectifier connected in a full-wave Gratz circuit. 

THE RECTIFIER RATING we 
A.C. voltage... ‘a oy ee bois cet bas ae oe 

Rectified voltage a mil oe se i .. 382V 

Nominal current ; oe . ; _ . BBA 

The 52 Volt A.C. supply is ae by Erica the saunas terminals to two points of one of the 

phases of the motor stator winding between which a potential difference equal to 52 Volt exists (provided 

that the phase voltage is equal to 220 volts). 

DRIVING MOTOR—TYPE AJ[9-41-2 | 

The Type AJ[9 -41-2 motor is a normal type three phase squirrel-cage induction motor. 

 



  

MOTOR RATING 

Power output ... — wa _ ni san .. 4kW 

Voltage Be eee ome ile ven oan 2 ale, SOB e WN 
Load current... - is ios ss site + 18+5/7-8A 
peed =... saz =i a nik is a vor SOO Tit 
Frequency oh - “et ve <i i woo + 5O°G:p.S. 

All the six stator leads are brought out, providing possibility for delta or star connection of the motor. 

OPERATION AND MAINTENANCE INSTRUCTIONS 

The motor-generator set should be started with the welding circuit open. Therefore, before starting the 
motor-generator set, check to see that the ends of the welding cables are not in contact with each other, or 

that the electrode holder and the end of the other welding cable do not simultaneously come into contact 
with a metallic surface. 

Starting is effected by switching the starter handle to the “‘ Start ’’ position marked on the starter case. 
The motor and the rectifier are energized simultaneously. Nominal no-load voltage at the generator 
terminals is reached as soon as the motor develops its nominal speed. Whenever the motor is in operation 
the generator is under excitation. 

REGULATION OF THE WELDING CURRENT 

Put the reactor change-over switch into the position at which the current range scale corresponds to the 
character of the part to be welded and to the thickness of the electrode to be used. Then, by means of the 
reactor handwheel, bring the current indicator hand into a position corresponding to the required current 
rating. Welding operations may now be started. The final setting of the welding current is to be adjusted 
by aid of the handwheel. 

The increased frequency of the welding current (490 c.p.s.) and the relatively high no-load voltage of 
the generator (85 volts) ensure a stable arc and easy striking of the arc over the entire welding current range, 
even in cases when electrodes with a light chalk coating are used. However, such electrodes do not ensure 
welded joints of high mechanical strength. Seams of high quality on thin low-carbon steel can be obtained, 
if grade OMM-2 electrodes are used. Approximate welding conditions applicable for this grade of electrode 
are shown in the table below. 

SRE PS YS FTO ESE ca SPS PN SP SENSEI TET PS SN I TT EAE SLT Oe ET ET IT I NT I I HO IY TTI ETE IOI TILE IE TLE TT OST ESSE LAE OTE IE TI EA 

Thickness of steel Diameter of Current 

      

sheets, mm electrode, mm A : Notes oS 

ros) 25-80 1. The conditions given are ap- 
Keo 2:0 30-35 plicable for the welding of low- 
2-0 r 30-40 carbon steels. 
2-5 | 35-50 

2:5 ) 3 50-60 ~ 2. When welding keep the arc as 
3-0 | | 60-85 short as possible. 
3°5 r 3°0 80—100 

4-0 | 90-115   
LUBRICATION OF BEARINGS 

In course of time the lubricant thickens and becomes dirty. For this reason repack the bearing once or 
twice a year. It is recommended to use grade 1-13 (the USSR Standard 1631-42) lubricant for this purpose. 

INSULATION RESISTANCE 

Insulation resistance decreases mainly because of penetration of moisture during the long stay of an 
idle machine in a moist atmosphere, or in damp premises not heated in winter. In such cases, in order to 

prevent breakdown of the insulation at the moment of starting because of low insulation resistance, check the 
insulation resistance before starting the machine after an extended idle period. 

It should not be less than 0-3 to 0-5 Megohm. 

If the insulation resistance has fallen to a value less than the above value, the motor-generator set 

should be thoroughly dried out. 

 



PLEASE ADDRESS ALL ENQUIRIES 

IN CONNECTION 

WITH PURCHASING EQUIPMENT 10: 

V/O “MACHINOEXPORT” 
Smolenskaya-Sennaya Ploshchad, 32/34 

MOSCOW. G. 200 US.S._R. 
CABLE ADDRESS: 

= >MAGHINOEXPORT - Moscow. 22 
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The Travelling Radial ak Machine has been design- 

ed for drilling, boring, reaming, ta 

or awkward work. 

The machine is mounted on a 

ping and spot facing on large 

rigid bogie, arranged on four 

wheels, which move along railway of standard gauge by means of 

a separate motor. 

21 different spindle speeds and 

through speed and feed gear boxes. 

and reverse motions, the reverse 

through either a driving clutch or 

18 spindle feeds are obtained 

The spindle has both forward 

of the spindle being effected 

reversing motor. The spindle 

feed can be operated either by power or manually. 

The spindle head is traversed along the arm both by power and 

by hand. 

The arm is of strong section and can be swung radially through 

a complete circle. 

Clamping of spindle head on arm, locking of outer column on 

inner one and bogie on rails are 

through separate electric motors. 
obtained by hydraulic means 

The machine is equipped with nine motors. 

SPECIFICATIONS 

  

CAPACITY Range of spindle speeds, 

Maximum drill diameter in r.p.m 93-1000 

mild steel, mm. se OR Number of spindle feeds 18 

Distance between center of spindle and center Range of spindle feeds, mm. 

of railway guage (radius of drilling), mm: per revolution 0.1—2.12 

Minimum 850 ‘ . 
Maximiun 3500 Speed of bogie, m|min. 10 

Distance, end of spindle to top of rail, mm: 

Minimum 900 DRIVE 

Maximum 1400 220/380 volt, 3 phase, 50 cycle A. C. motors: 

Distance between rail axes, Spindle drive: 

mm. eS BOD Power, kw. 14 
: Speed, r.p.m. 1500 

Type of rail <. PB8itI-a Bogie travel: 

acc, to GOST 3542-47 Power, kw. 5 eg 

Speed, r.p.m. .. 1000 

SPINDLE AND SPINDLE HEAD Hydraulic pumps (6 motors): 

Taper in spindle Morse No. 6 Power, Kw. .. 0.6 

Maximum vertical travel of Speed: ee ees 
: Coolant pump: 

spindle (by power and Power. kw 01 

manually), mm. .. §00 Speed, r.p.m. 3000 

Maximum traverse of spindle 
: 265 head on arm, mm 650 SPACE OCCUPIED 

ARM Floor space, mm. 5025 x 4300 

Maximum swing of arm 360° Height of machine, mm. 3360 

SPEEDS AND FEEDS 

Number of spindle speeds .. 21 

WEIGHT 

Net weight, kg. approx.—25000   
 





MALUMHbI JIS SSEKTPHYECKOW KOHTAKTHOM 
TOYEYHOH CBAPKH tunos MTM u MTM-75* 

~HASHAYEHHE | 

Maumupi tunos MTT] 1 MTM-75 npequa3ua- 
YaIOTCA JJIA IICKTPHYeECKOH KOHTaKTHOH CBapKH 
heTasleH H3 MaJlOyriepOLHCTOH CTaH HW MO3BOUA- 
10T IIPOHSBOAHTb CBapKy CJIEXYIOULUMH Cnoco6aMuH: 

1. [Ipu onyuwienHok nefanu, Korma cBapouHpie 
UHKJIbI C€LYIOT HeMpepbIBHO OHH 3a APyrHM. 

  

* C BbIXO,OM HacTosulero BbIllycKa KaTaJora, BbI- 
nyck 6823 cuHTaTb ycTapeBIHM, | 

    

“n 

  
Puc. 1. O6uHH Bu H raGapuTHble pa3mepb (CM. B TeEXHHYeCKHX MaHHbIX) TO- 

yeuHoH MawuHubt Tuna MTII: /— kopnyc MauMHbl; 2u 3 — Kponuiteiup; 4— 
NpHBOA MaBeHHA; 5 — no3yH; 6 — xo6orbl; 7—3neKTpozomepmKatemn; 8—nol- 

: nopka; 9 — nHeBMaTHYecKaad CHcTeMa; 10 — cHcTeMa OxJaxKeHHA, 

2. []pH mnepvHoguyecKoM onycKaHHH nea, 
KOra MpOHCXOAHT CBapKa TOJIbKO OJHOH TOUKH, 
HO CBapOuHbI Npollecc mpoTeKaeT NO 3apaHee 
yCTaHOBJICEHHOMY Pe?KHMY. 

poMe Toro, MalnHa MTM-75 no3soumserT Be- 
CTH HeaBTOMaTHYecKyl0 CBapKy, Kora TIpu kKax- 
JOM ONYCKaHHH NeaJiv NpOHCXOAUT CBapKa OJHOH 
TOUKH HM BPeMA MPOXOAMeHHA CBapOuHOTO TOKAa 
3aBHCHT OT BPeCMeHH 3a ep KKH nelaJid B HH}KHEM 

NOJIO2KCHHH. 
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ELECTRICAL SPOT WELDING MACHINES 

Types MTM and MTM-75 

| | APPLICATION cae ee 

Type MTII and type MTM-75_ spot welding te Pedal periodically depressed: to produce one 

machines are designed for the resistance welding spot weld on a predetermined welding cycle. 
of low-carbon steels. Welding may be carried out — In addition, Type MTM-75 machine provides 

for non- automatic operation. In such cases, a spot 

  

  

in - following ways: eon -_ weld is produced every time the pedal is depressed. 
1. Pedal held down; for continuously recur- Duration of current flow is controlled by releasing 

ring cycles of welding. : | | the pedal. | ae 

Ratings : 

Eye p & of machine ae 

De s6 Pip 10-1 Units 2 dens 
7 Mtn a7: MTI1- sad MTTI- ei MTU- a0) Mtn 300 MTI- 400) MTM-75 

Primary voltage OMe na volts 380 380 3801. 380 380 380 |220 or 380 
Duty factor (on a recurring short- time PP ee fh ea : 

A aycley te ia ES, ee Blo. 5 220 20 moe D0 bs Fay 20 19.5 

Automatic So Rains Se a ot) 
Maximum weldable | welding . . .{ mm | 2.5+2.5 apa [Stee f-  O48 747 | 848 | 2.54+2.5 

total thickness of 

low-carbon steel Non- automatic 
welding .. .| mm | 545 8+8 | 10410 | 12412 | 14414 | 16+16 x 

up to 68|up to 68] up to 60|up to 60] up to 40| up to 40] up to 50 

oe 8 8 es 8 8 
Number of welds per Whites kd 

    

“Number of secondary voltage steps . aS 

Regulation limits of secondary voltage | volts |3,39-6.03 re ee 5.1510.3)" 3:5-57 

500—550} 500—-550) 500—5£0) 500—550) 500 - 550] 500-550} 350 Effective throat depth iia Sou eee Wilts / mim 

Working stroke of the upper electrode | — Foe 

with smooth regulation ..... mm 30 30 30 30 30 | OO bs ag 

Additional movement of upper elec- my | eo eee 

ee ae eae ee oe mm a0 ee 70° 70 90 90 

Vertical regulation of lower electrode ee 3 | 

cantact mechanism 2... 4 ee ; mm 150 - 150 —-160 160 ~160 | 160 — 

Lateral regulation of lower electrode mm 100. “e — a a = nt 

Maximum pressure between electro- | oi | 

GOS cs ee Oh eee er ee oe | 550 B60 2-4-1560 1500 3900 3200. 350 

under welding pressure, 

    

  
  

  

   

Time inter. | UPSetting, pauses . .| sec |0.04—1. ae 04—1.4/0 04—1.410.04—1.40,04—1,4/0.04—1.4] - — 

vals | | : | | 
of current flow. ... ee 0.04—6. 50. 04—6.5|0.04— 6.510.04— 6.50 04—6.5)0.04—6.5) — 

| § per | 
Air. pressure:in omaing 2 2 ie. sq. cm ee | oO D | Eo 5 5 _ 

Consumption of compressed air per | gypic 7 
SE apg ae ee me PL Poters 4 a | Gees Oe ih ae 12 — 

Cooling water consumption per hour | liters 430 680 eae” 795° 1200 1200 400 

Moter-owlgut:: 6.0. 50005 - as | kW ag ae ee ae — CSF as 6 
| ; | | 1 | 

| Height... 5 eS | mm 2100 21s... 2208 = 2995 4 2650 | Ido 
Overall di- | | | aes | ee E | 

mensions {Width ce. 8 a | mm | 00> 4 BOs 2 2 TSO 750 795 795 500 

Lengo 6 ye l anm: 1369 | 4 45900] 1485 | 1435s. | 1500 1550 961 

VSESOJUZNOJE, * OBJEDINENWE 

«MACHINOEXPORT> 

e
e
 

~ 
=



eS ere —_—_—— 

LY¥op 60 TAG 1 © 
  

Dees cri pty on Units 
MTil-75 | Mrn-109 MTII-150 MTI1-200 ‘MTI-3001 T-400 MTM-75 

Frontal dimension be- 

tween foundation bolts mm 590 590 590): 590 640 640 450 

    

Installation | Longitudinal dimension 
between foundation 

dimiehsions: Pholis eS mat | 1050 |< 1650". + 1100 | 110° | ag30. “1 1080 560 

Holes for foundation | | 
bolts in machine frame| mm 18 18 18 18 18 18 — 

Weight... 2: et So ee ko 930 1000 1100 1200 1400 - 1500 525 

  

A step change-over switch provides eight steps timer, which may be separately regulated, is used 
of secondary voltage. Machines with ratings up for pulsating operation when welding heavy 
to 200 kVA are equipped with plug type switches; cross-sections. | 
those with ratings higher than 200 kVA are Time interval of current flow — from 0.1 to ~ 
equipped with drum type change-over switches. 1.0 second 

The foot switch is electrically connected to an 
electronic timer. The wiring to this foot switch Time interval of pause—from 0.1 to 1.0 second 

is encased in a flexible conduit which allows the - Overall welding cycle time — from | to 6 se- 
loot swich to be placed in a position most con- conds. : 
venient for the operator. When so ordered, an additional electronic 
_An additional electronic timer is provided timer may be furnished with MMTII-150 and 

with MTIT-300 and MTIT-400 spot welders. This MTII-200 spot welding machines. = 

Shipping Complement of Type MTII Machines 

Spot welding machines, Type MTII, areshipped with a description of the machine, a set of 
spare parts and a set of special tools. 

PUNKTSCHWEIBMASCHINEN 

Type MTII und MTM-75 

BESTIMMUNG 
Die Maschinen Type MTITund MTM-75dienen jeden zu schwei®enden Punkt verlauft die Arbeit 

zum Kontaktschweifen von kohlenstoffarmen in vorher festgesetztem Takt. 
Stahlteilen. Mit diesen Maschinen kann wie folgt Mit der Maschine MTM-75 kann auch nicht- 
ceschweigt werden: | , automatisch geschweiBt werden, d. h. jeder Druck 

1. Bei dauernd heruntergedriickter Pedale fol- auf die Pedale gewahrleistet einen Schweifipunkt, 

gen die Schwei®zyklen ununterbrochen hinterein- wobei die DurchfluBzeit des Schweifstroms von 
ander. | - der Zeit abhangt, in der auf die Pedale gedrtickt 

2. Bei periodischem Druck auf die Pedale.ftir wird. ; 

Technische Daten 
  

Mas- 7 Me sc iment y pS 

: | 
ot MTI1-75 | Mrm-100 MTI1-150} MTTT-200 oo MTr-400 MTM-75 

i La nn nen nn re 

be sen red \ et g 

  

    

7 220 

Prnistateom 2 eae ee ie V 380 380 — 380 380 380 380 oder 380 

ED ‘kurzzeilige Einschaltdauer bei 7 

hoher Schalthaufigkeit) ...... % 20 20 20: 20 = QO 20 12,5 

Gesamtstar- |bei automatischem 
ke des koh- SCHWEIBEN 354 es mm 2,5+2,5) 444 545 6+6 7+7 8+8 | 2,5+2,5 

lens toffar- 
men Schweif-|bei nicht automatischem 7 

guis (Stahl) |Schweifen ...... mm O+5 8+8 10-+-10:) 12412) 147-14 | 16-16 -— 

Anzahl der Schweifpunkte pro Minute | — | *-bis 68 bis 68 | bis 60 bis 60 bis 40 bis 40 | bis 50 

Anzahl der Regelstufen der Sekun- 
darspannung 2.7.68 a te es -— 8 8 8 8 , ee oe 8



~MaB- 
ein- Beschreibung : 
heit MTM-75 

  
MTII- 100] MI 1-150 

anes enna waar 

    

Regelbereich der Sekundarspannung 

Durch Umschaltung der Stufen kénnen acht 
verschiedene Sekundarspannungen erhalten wer- 
den: Die Maschinen mit 200 kVA Leistung sind 

“mit Steckumschalter, die © Maschinen mit 
mehr als 200 kVA mit Trommelumschalter aus- 
cestattet. 

Der Fufhebelknopf ist mit dem Elektronen- 
zeitregler durch von einer flexiblen Spirale ge- 
schtitzte Drahte verbunden und kann an_ einen 
fur den Schweifer bequemen Ort angeordnet 
werden. : 

MTII- 200 MTtl- so nro MTM-75 

| 
V_ [3,89—6,03} 3,4— pal 65—8, 1/4,75—8,45 4,63—9, 27/5,15—10,3} 3,5—7 

        

Wirtzausladung. oof eee ee so mm | d00—5E0} E0Q—550 500—550 500—550} 500—550) 500—550} = 3.50 
Arbeitsvorschub der oberen Elektrode 

mit. stufenioser: Regeland . .2. 0+. mm 30 30 30 30 30 30 20 

~ Zusatzvorschub der oberen Elektroden mm 50 50 70 70 90 90 — 
Senkrechtregelung des unteren Kon- 

fakileHe 2h) See fs ee es mm 150 150 160 160 160 160 — 
Wagrechtregelung der unteren Elek- 

(Ode OOP aie ee ec mm 100 -- — — _ — wee 

GroBter Druck zwischen den Elektroden, kg 9900 660 | 1500 1500 | 3200 3200 350 

ase fiir Arbeitsspiel plus— , | : . 
PME Pace 2) oe Sek | 0,04—1,4] 0,04—1,4] 0,04—1,4| 0.04—1,4! 0,04—1,4] 0,04—1,4 — 

, ~ | 

oN fir Stromdurchflu8 . .| Sek | 0,04—6,5, 0,04—6,5, 0,04—6.5) 0,04 — 6,5) 0,04 - 6,5) 0.04- 6,5) = — 

Druckluftspannung in der Leitung. . at 5 a 5 a 5 5 — 

Druckluttverbrauch 40s. *. m3/Std 4 4 6 6 2 12 — 

Kithlwasserverbrauch 1/Std 430 680 795 795 1200 1200 400 

Leistung des Elektromotors,, .-.°.-. kW — — — — — -- 0,6 

Athos Hone 8 Get mm 2100 2150 2220 2220 2650 2650 1315 

bs BiGite 2 os eer es mm 790 700 750 7590 795 795 500 

Viele Ce ee Oe oe mm 1360 1590 1435 1435 1550 1550 961 

Abstand zwischen den 
Fundamentschrauben, : 
der Breite nach mm 590 590 590 590 640 640 450 

4 _ | Abstand: zwischen den 
pet as Fundamentschrauben, | 

eRe der Tiefe nach. . mm 1050 1050 1100 1100 1230 1230 560 

Durchmesser der 
Offnungen fir die Fun- | 
damentschrauben. . .| mm 18 18 18 18 18 18 _ 

UE WHOUE oat Cee oo ne eae kg 930 1000 1100 1200 1400 1500 20 

  

Zur Lieferung der Maschinen Type MTII-300 
und MTTI-400 gehort auch ein zusdtzlicher Zeit- 
regler, welcher die beim SchweiBen bedeutender 
Materialstarken erforderliche Pulsierung erzeugt 
und eine unabhangige Regelung ermoglicht. 

Dauer des Stromimpulses: 0,1—1 Sekunde. 
Pause: 0,1—1 Sekunde. 
GesamtschweiBdauer: 1—6 Sekunden. 
Auf Wunsch des Bestellers konnen auch die 

Maschinen Type MTII-150 und MTII-200 mit 
zusatzlichen Zeitreglern ausgestattet werden. 

Zur Ausrustung der Maschinen Type MTII gehoéren 

Ersatzteile und Werkzeug. Der Lieferung wird eine Beschreibung beigelegt.
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MACHINES A SOUDER PAR POINTS 
Types MTI et MTM-75 | 

~ APPLICATIONS 

Les machines MTT et MTM-75 sont destinées diquement sur la pédale, pour soudage de points 
au soudage électrique par points de pieces en isolés en régime predetermine. | | 

acier doux. Elles se prétent a l'utilisation par les — La MTM-75 permet d’effectuer en outre le 
différents procédés suivants: So soudage non-automatique en- appuyant sur la 

|. Marche a la volée avec la pédale abaissée pédale de commande pour chaque point intéressé, 

(les cycles de soudage se succédant sans inter- — 'a durée de passage du courant de soudage dépen- 
ruption): | dant aiors du temps pendant lequel la pédale est 

9. Marche coup par coup, en appuyant pério- — maintenue dans la position abaissée. 

Caractéristiques techniques 
  

| ; Ly pecd.e La. ma Ciera @ 
  — — 

            

  

Designation rae | | ba 
CS | MTII-75 | M1T-100) MTIT-150 “ea MTI1-300 Ce MTM-75 

Tension PLiGiile ous So Ne 380 380 380 380 J80 | 8 | 

Facteur d'utilisation (service intermit- | sha ogi 

tent Variable) 2 0s ees 0 20 55 20 20 20 20. 42,5 

Epaisseur | | z sis | o be 

estes soudage automatique .; mm | 2,5+2,5, 4+4 O+5 6+6 7+7 848 POSE 5 

ee aa soudage non-automati- 
Le | 

doux) GUC 6s eG ee ee mm 9+9 | -8+8 10+10 | 12+12 | 14414 | 16414 ee 

Nombre maximum de soudures a la aoe 3 | oS es. 

Gitte be SR os ag be eee — 68 68 — 60 60 40) 40. 50 

Positions de réglage de la_ tension 

secondaire. ee ae = 8 8 8 8 pe 8 8 

Limites du réglage de la tension se- cree : 

Pea ee ae V_ 13,394 6,0313,4 a 6,8]4,65 a8, 114,75 4°8,45/4,63 a 9,27|5,15 4 10,3) 3,5 a 7 

Longueur utile des bras... - + mm {500 a 550/500 a 550/500 a 550)500 a 550/500 a 550/500 a 550} 350 

Course de l’électrode supérieure : 

(réglage continu). . . + ee. es mm 30 30) a 30 30 30 90 

Course supplémentaire de l’electrode | : 

SADC TICHEG got eee as mm 50 oO 70 | 70 90. G0) ‘ail 

Réglage veriical du porte-électrode | 
| 

ICHeHT 9 ah a ee a ee 150 150 160 160 160 160 — 

Réglage transversal de I’électrode in- 
OCA ey ae a eS mm 100 = = — | — oe se 

Effort de compression maximum ent- : 

fe--les eletirodes eae kg 550 660 1500 1500 3200 3200 350 

aI 
ment (forgeaye), repos sec |0,0441,4/0,04a1,4 0,0441,410,0441,4/0,0441,4/0,0441,4, — 

  

Compression, refoule- 

Periodes: 
ees 

passage de courant. . sec 10,0846, 50,04 4 6,5]0,04.46, 50,04 46, 5)0,0426,5)0,044a6,5) — 

Pression d’air dans le systeme .. . At 5 O a 5 5 5 ace 

Débit d’air' comprime ove be m?/h 4 4 6 6 2 12 ss 

Débit d’eau de refroidissement . . I/h 430 680 795 795 1200 1200 400 

Puissance du moteur... .- + «> kW are ea ats ae se aoe 0,6 

hauteur mm 2100 2155 L220 2220 2650 2650 1315 

Cotes d’en- : 
. 

Cae argent isis. mm 750 750 750 750 795 795 | 500 

jongdeur sy ate =. mm 1360 1590 1435 1435. 1550 1550-° | 961 

distance enlargeur enf- 
| 

re les boulons d’ancrage | mm 590 590 590 990 640 64> 2 a0 

distance en Jongueur 
| 

| ek de entre les boulons d’an- 
: | 

ORES: rage. eee ds RE AO 1050 1100 1100 1230 1230 560 

diamétre des trous pour ; 

les boulons d’ancrage .| mm 18 18 18 18 18 18 _ 

Peniside ta. MACHINE . 32.0585. e kg 930 1000 1100 1200 1400 1500 525 

  

  

 



Un commutateur de réglage permet d’obtenir 
huit valeurs différentes de la tension secondaire 
de la machine. Les machines jusqu’a 200 kVA 
sont munies de commutateurs 4 fiches; celles 
dont la puissance est supérieure a 200 kVA sont 
munies de cammutateurs rotatifs. 

Le bouton de pédale est connecté a un régula- 
teur de temps @ectronique au moyen de conduc- 
teurs protégés par une gaine spirale souple et 
peut étre disposé dans un _ endroit facilement 
accessible pour le soudeur. 

Un régulateur de temps supplémentaire est 

prevu pour les machines types MTTII-300 et 
MTTI-400; il sert a obtenir un régime pulsatoire 
pour le soudage de fortes épaisseurs et assure un 
réglage indépendant. 

La durée d’une impulsion de courant est de 
GF a ol sec. 

La durée du repos est de 0,1 a 1 sec. 
Le temps total de soudage est de | a 6 sec. 
Sur demande spéciale des usagers, les machi- 

nes type MTTI-150 et MTII-200 peuvent aussi 
étre munies d’un régulateur de temps supplémen- 
taire. » 

Accessoires 

La machine type MTII est fournie avec un lot complet de piéces de rechange, des outils spéciaux 
nécessaires et une notice descriptive. 
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Hanea- TLow2xKHO 

Hua CTpoxa TaHO ObITb 

Metanan-| Mexanu- 

8 9-4, CHH3Y o— oe 
yeCKHH qeckuu 

3axas 2178
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Haw padota) 

Ba eh wi | pe fe AW Re. 
: HanmMenosanne BerM4uHbI Se Sine paren eee pee neon tester ere seman aI eS eee eet oe RENE. tates 

| ae MTM1-75 | MTTI-100 | MTI1-150 | MTII-200 | -MTM-300 | MT 
‘ x : ad 

Nepswunoe Hanpaxenne 6 : | | | eS oe 

MIB (noBTOpHo-KpaTkoBpemen- % | | | | ; | | 

  

Han6oupuasn pH aBTOMaTH- | . | 

) | . 
+ + 4p 

- CYMM@DHAA CBa- | ¥YWeECKOH CBapKe HM | 2 2,842)0 . , . . , 
pHBaemaa TON- pH HeaBTOMa- 

LHHa MaNOYTAE- THYecKOoH | Hx + + 10+ 10 2412 14414 
POAHCTOH CTanH | cBapke 

    

    

      

YucnoO CBapOK B MHHYTY 

                        

  

    

  

    

- Uncao ctyneneii perynuposa- on , | 
HHA BTOPHYHOFO HanpAKeHHA | ‘ 

| Iipenenbl peryiHpoBanHA BTO- | a 7 an Ls si a 
puyHoro Hanpaxenns 6 3,39—6,0 ,4-6,8 4,65-8,1 — | 4,75—8,45 4,63—9,27 

Monesupiit Bbinet | awe | 500-550 | 500—550 | 00—550 500 ~550 | 400 ~ 550 500-5 

bbe Pa6ounh xoM BepxHero 31eKT- ‘aie | | 
powa C NAaBHOH pery1AHpoOBKOH | : | | 

 Jlonoanwteabuplit xom Bepx- a sig oack ) | 
Hero 9eKTpona | 7 yo rar 

BeptuKabHas peryauposBka aoe : ; 
HWKHEH KOHT4KTHOH 4YaCTH | ) 

Nonepeynas peryaHpoBKa HHK- | , ene ea = mes 7 
Hero 91ekKTpona | : 

MakcuManbHoe jaBazenue ae : : 1500 | 
MeKLY 3EKTPoAaMH ce ; | ey : 

, CKaTHA, NPOKOBKH, - es oe a ee bi 
Bimep aKa may3ul, ceK 0,04—1,4 0,04—1,4 0,04—1,4 0,04—1,4 | 0,04—1,4 | 

Bpemenu NpOxXOMMeEHHA TOKA | Cex (0,04—-6,5 | 0,04—-6,5. 0 ,04—6,5 0,04—6,5 —-0,04—6,5 

* MauinHa H3rOTOBAAeTCA Ha OHO H3 YKa3aHHbIX HaNpmMKeHHH CeTH NepemeHHoOro TOKa 50 24.  
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KOHCTPYKUWHA MALUIMH THNA MTN 

Mawinna tuna MTII (puc. 1) cocrout u3 cae- 
AYtOUWMX OCHOBHbIX y3JIOB: CBapOYHOrO TpaHcop- 
MaTOpa, BCTpoeHHOrO B KOptiyc Maulnupl J, BepX- 
Hero 2.4 HHKHerO 3 KPOHUITeHHOB, NpHBOAa aB- 
AeHHa 4, NO3yHa 5, xoOoTos 6 c 31eKTPOMOMEpKa- 
TeiMH 7, NOANOpKH 8, NMHeBMaTHYeCKOH cucTe- 
MbI 9, CHCTeMbI OXJIaxqeHHA JO HW aeKTpHYecKOro 
ycTpouictsBa. 

Tpaxcibopmarop — 6ponesoro Tuna c AHCKO- 
BbIMH OOMOTKAMH H BOJAHbIM OXJIaxKeHHeM, OG6ec- 
MNeYHBaeT BOSMOXKHOCTb WHPOKOrO AHana3oHa H3- 
MeCHeCHHA BTOPHYHOLO HalpsAxKeHHA MAILUHHbI. 

Kopnyc MalHHbl BbINOJIHeH B BUe MeTaJJH- 
YeCKOH KOHCTPYKUHH, CBapeHHO u3 Tpy6 (aBAAIO- 
IMHXCH peCHBepaMH JVIX CKaTOrO BO3syxa), 
YFOJIbHHKOB, (POHTAMbHOK MAHTbI WH OalliMaKoB, 
CJIY2KallHX OCHOBaHHeM BCeH MAILIHHbI. 

BepxHuii KPOHUITeHH BHINOHeEH B Bue YyryH- 
HOH OTJIMBKH H TIpHKpelsetca K BepXHell ¥acTH 
(PpOHTaNbHOH NHTEI Kopnyca. Kponuirefin oT 
KOpnyca 3JIEKTPHYeCKH H30JIMPOBaH. 

HwKHHH KPOHWTeHH BbINOHeH B BHAe YyryH- 
HOH OTJIMBKH H YCTaHaBJIMBaeTCA B CTA@JIbHbIX Ha- 
NpaBJAIOWHX, MPHKpenvieHHbIX K HWKHeH “acTH 
(PpOHTaJbHOK NIUTHI KOpnyca. Bpaurenuem nowp- 
€MHOrO BHHTa HHKHHM KPOHUITeHH MOXKeT Nepe- 
MelLaTbCA B BePTHKaJIbHOM HanpaBseHHu. B Ma- 
wine THIa MTTI-75 Haxkunii KpOHUITeHH UMeeT 
TaKKe JONOJHHTeIbHYIO peryJHpOBKy UH B LopH- 
3OHTAJIbHOM HafpaBJIeHHH. 

K BepXHeH YaCTH KpOHIUITeHHa mpHKpernsena 
MeQHawA KOHTAKTHAA KDbILIKa, 3aKHMAOLUaA XO- 
Oot 6. KouTakTHaa Kpblluika COoeqMHeHa MeAHbIMH 
rHOKHMH WIMHaMH C OAHHM MOJIOCOM CBapoyHOro 
TpaHcopMarTopa. 

IipuHpox MaBeHHA OCcylllecTBIeH B  BHe 
MHEBMATHYeCKOrO UHJIHHApa, paccuHTaHHOrO Ha 
NOJyueHHe BO3AyYXa H3 HOPMANbHOH 3aBOJCKOM 
BOSYINHOH ceTH 5—5,0 ar. LlunuuAp uMeerT yBa 
NOpWHA, H3 KOTOPbIX BePXHHH CJIyKUT OTpaHHyH- 
TeseM XOJa HuKHero. HuxkuHH nopuieHb nepe- 
ABHraeT NOJI3SYH C BEPXHHM JJICKTPOJOM H CO3aeT 
aBlleHHe Me*KAy IIeKTPOLaMH. 

MoasyH coeqHHeH CO WITOKOM MHeBMaTHYeCKO- 
ro UWHJIHHApa u MepesBuraeTca B CTaJIbHbIX 3aKa- 
JIGHHbIX HallpaBJIAIOWWAX, MPHKPemMJIeHHbIX K BepX- 
HeMy KponuiTeHHy. Tlom3yH npegacraBsaseT coboi 
YYPYHHYW OTJIMBKY, K HH2KHeEH YaCTH KOTOPOH Npu- 
KpervieHa Me€AHaA KOHTaKTHaA KPbIlllKa, MNpHKH- 
Matolllad xoOoT 6. KoHTakTHaA KPbIllIKa COeqHHe- 
Ha Me€2HbIMH THOKHMH IWHHAMH CO BTOPbIM MOJIIO- 
COM CBapouHOrO TpaHc*opmaropa. 

B BepxHem WH HH#KHeM XOOOTax 3aKpenAIOTCA 
3eKTPORORep Katelin 7 CO CMCHHbIMH HaKOHeYHH- 
KaMH. XOOOTHI H WIEKTPOMOMepKaTeIH CAeMAaHb! 3 

2 

Me, a CM€HHbI€e HAKOHeEYHHKH — 3 CelMasbHO- 
rO H3HOCOYCTOHYMBOrO civiaBa MapkKH OB. 

_Sakpensenne xo6oTos x aIeKTposOMepxKaTeneit 
BbINOJIHEHO TaK, YTO MO3BOJIAeT NMPOBOPayHBaTb HU 
nNepeABHIaTb HX B OCe€BOM HalpaBJieHHH. 

Moqnopka yMeHblwaeT MHHMMasbHbIit mporn6 
HH?KHErO KPOHUITeHHa MPH CO3MaHHH MaBseHHA 
M@*KAY 3IeCKTPOMaMH. OHa BbIMNONMeHa B BHe 
TpyObl CO BXOAAULHM BHYTPb BHHTOM C_ ONOpHOL 
raikou. [Ipu nogbeme wd OMycKaHHH KPOHIITelt- 
Ha raHka JO2KHa ObITb YCTAHOBJIeHa B COOTBeT- 
CTBylolllee MOO*KeHHe. : 

ilHesMarnyeckaa cuctema (puc. 2) cocTouT u3 
peaykTopa JJId H3MCHCHHA BeNMUHHbI DaBJeHHH 
CAKaTOrO BO3AyxXa, NOCTyNalollero H3 BO3AYIIHO! 
ceTH, JyOpHKaTOopa HW 3JIeKTPOMArHHTHOrO KJlana- 
Ha, COeAHHAIOWero BO BPeMA PpaOOTbI MalUHHbI 
BePXHIOlO HJIH HHKHIOIO KaMepy MpHBOAa aBe- 
HHA C BO3AYUIHOH CeTbWO. 

  
Puc. 2. TiHepmaruyeckan CxeMa TOYeYHOH MalLIHHbI 
Tuna MTIT. /—xkpan tpexxogoBoii; 2 -— pecuBep; 
3 —pocceMpyioulMh Kanan; ¢—HMxKHHH WTOK; 
5 — TIHeBMaTHYeCKHA UMIHHEp; 6 — apoccenupyw- 
UHH KJlanaH; 7 — 9eKTPpOMarHHTHbId mMHeBMaTHYe- 
CKHH KJlanaH; 8 —say6pukatop; 9— penyKTop Bo3- 

AYWHbIE 

TpexxoQ0oBoH KpaH CJIYKHT JIA BbINyCKa CKa- 
TOrO BO3AyXa H3 BepxHeli KaMepbI UWIHHAPa B 
aTmocdepy. J[pocceupytolulve Klalaubl, yCTaHoB- 
JICHHbI€ Y BXOJ[HbIX OTBEPCTHH WAJIHHApAa, peryu- 
PylOT CKOPOCTb NOCTYNJICHHA BO3AyXa B KaMepbi 
IWHJIMH Apa. 

   



CucTeMa OXJaKMeHHA COCTOHT H3 pacnpeAcsH- 

TeJIA ¢€ BCHTHJICM, WaHrOB, NOABOAAILHX H OTBO- 

TIALLHX BOY KO BC€M OXJIaKMaeMbIM UaCTAM Ma- 

IIHHbl (CBapOuHOMy TPpaHc*opMaTOpy, KOHTAKT- 

HbIM KPbILUKaM, XOOOTaM, 93/IeEKTPOAOLepKaTesAm 

Hi aMMlam UiPHHTPOHHOTO KOHTaKTOpa) H CJIHBHOTH 

KOpOOKH, 
JnekTpHyeckoe ycTpotctBo (pHc. 3) COCcTOHT 

H3  HPHHTpOHHOrO aCHHXPOHHOTO KOHTAaKTOpa, 

QNIEKTPOHHOTO perysJATOPa BPeMeHH, MePeKJO- 

yaTeIA CTYMeHeH, NeqabHOH KHONMKH H no06aBou- 

HOrO peryJiATOpa BpeMeHH. | 

  
Puc. 3. SnexTpuueckanh cxeMa MallivHbt = THIla 

MTII-150 6e3 go6aBouHOorO. peryjATOpa BpeMeHH: 

] — WrHHTPOHHbIM KOHTAKTOP; 2 — cBapoOuHbIi TpaHc- 

dbopmatop; 3 — mepekmwuaTelb cTynéuel; 4— Ka- 

TyWKa 9JeKTpOMAarHHTHOTO KJianaHa, 5 — Oannact- 

Hoe conmpoTuBeHHe; 6 — 30eKTPOHHBIK § pery.1ATOp 

BpemMeHH; 7 — Nef@aibHad KHONKA, 

MrnutTpounbiii ACMHXPOHHbIi KOHTAKTOP COeAK- 

HAeT NepBuyHy!o OOMOTKY CcBapouHOrO Tpaneop- 

MaTopa C CeTbIO NepeMeHHOrO TOKa BO BpeMA Pa- 

6oTbI MallHHbI. KoHTakTop oOecneuHBacT TOYO 
pa6oTy MalIHHbl H He HyKaeTcA B 
CKOH HacTpoHke. 

OMeCKTPOHHbIH peryATOp BpeMCHH yNpaBAcT 
pa6oTol 9IeCKTpOMarHHTHOrO KlanahHa HW onpese- 
JIA€T BPCMA BbIAeEPAKKH eTaIH NOA TOKOM H HON 
aBJIeHHeM H Nay3bl M@XKLy OTAeCJIbHbIMH CBapOou- 

HbIMH UHKaMH. BpeMsa BbiepxKKH perysupyercs 

nepHosLHue- 

B CJIEAYIOULUX Npemeax: CKATHA, NPOKOBKH H Ma-— 

y3bl — oT 0,04 no 1,4 cek., MpoxowKeHHA TOKA—OT 

0,04 no 6,5 cek. Perysupopka OcyllecTBJAAeTCA 

PeryAHPYIOWHMH TOTeHIHOMeTpaMH,  CcHaOxKeH- 

HbIMH UIKaJlaMH HW HaJMHCAMH, COOTBETCTBYIOWILAMIt 

OTCJIbHbIM ONepalHAM WHKIa cBapKkH. PerysATop 

JlaeT BOSMOXKHOCTh He3aBHCHMOrO peryJHPOBAaHHA 

MNPpOMOJKUTeCJIBHOCTH HMITYJIbCa CBapOYHOrTO TOKa, 

MpOMOJKHNTeMbHOCTH CKATHA eTaseH WH MpOMON- 

MKHTENbHOCTH May3bl. . 
Ilepekioyatetb cTyNeHel JaeT BOCeMb 3Haue- 

HHii BTOPHYHOTO HalpsxKeHHA MalKHbI. Matinubi 

MouHOcTbIO 0 200 Kea cHaOxKeHbI NepeKioua- 

TeIAMH BTbIMHOrO THMa, cBbillie 200 Kea — repe- 

Ko"uaTesIAMH OapaOanHoro THA. 
IleqasibHad KHONKa COeAHHeHA C 3JIEKTPOHHDIM 

peryJIATOPOM BPC€MeHH MpOBOMaMH, MpOO*KeHHbI- 

MH B FHOKOM 3allMTHOH CNMpasiH, HW MOMKeT ycTa- 

HaBNHBaTbCA B YAOOHOM AIA CBapUlHKa MecTe.. 

Tlo6aBounbit ~perysIATOp BPeMeHH BXOJHT B 

KOMMIekT MalwHH THnoB MTII-300 nu MTITI-400; 

OH CJLYXKUT JWIA CO3AHHA MyNbCalMOHHOPO PexKH- 

Ma IipH cBapke JleTaseH OOMbINMX TOMUIMH H WaeT 

BO3MOXKHOCTbh H€3aBHCHMOrO peryJIHpoBaHHaA. 

TpogosKHTebHOCTh HMMysbca TOKa — oT 0,1 

no) Cex. | 
TlpogomkuTenbHOcTb Nay3bl — oT 0,1 qo 1 cek. 

TlpofomKHTeIbHOCTh OOlero BpeMeHH CBAap- 

KH — oT | fo 6 ceK. 
Ilo oco6omy TpeGoBaHHio 3aKa34uHKa 00a- 

BOUHBIM peryJIATOPOM BpeMeHH MOTryT ObITb TaK- 

Ke CHAaOxKeHbI H MawuHp THNoB MTII-150 « 

MTTI-200. : 

  

Rt 

 



  

nmPHHUMNM QEACTBUA 

Tipy HaskaTuw wa NefaJibHylO KHOMKy (cM. 

9IeCKTpHYeCKylO H MHeEBMATHYeCKy!O CXeEMbI) Ha- 

ips2KeHHe MOaeTCA Ha KaTYLIKY 3I€KTPOMarHHT- 

Horo NHeBMaTHYecKoro KanaHa. IIlpH 3TOM NHeB- 

MaTHYeCKHH KlanaH OTKPbIBaeT JOCTYN PeAyKUH- 

PpOBaHHOMY BO3AyXy B CpeHIOlO KaMepy WHJIMHApa 

aBJIeHHA. | | 

- Hwoxknuii nopwieHb HW CBA3@HHbIH C HAM NOJI3yH 

OnycKaloTca BHH3 4O CKATHA CBapHBaeMOH Je- 

TaJiH. | | 

Yepes onpeqeeHHbId HHTepBaJl BPeMeHH Cpa- 

OaTbIBaeT HTHHTPOHHbIN KOHTAKTOP, BKOUAaIOWIAH 

nepBuyHy!o OOMOTKy TpaHcopMaTopa Ha BpeMs, 

HeO6OXOAHMOe JIA HarpeBa MeCTa CBapKH JO TPpe- 

6yemoi TeMMepaTypbl; 3aTeM HallpAxKeHHe CO CBa- 

_ poyHOorO TpaHcopMarTopa BbIKJIOUaeTCA H NOCIC 

nay3bl, HEOOXOAHMOM WIA MpOKOBKH, 93JICKTPO- 

MHeEBMaTHUeCKHH KJlanaH NepekroyaeT nosauy 

Bo3AyxXa cO cpeqHeli KaMepbl UMIHHEpa B HHK- 

Hiolo. Hw>xkKHHH NOpWeHb BMeCTe C NOJ3YHOM Tie- 

peMelilaeTcaA BBepx, OCBOOO%K Aad Mp STOM eTaib. 

OHOBpeMeHHO BOSAYX, HaXOAAWMHcA B Cpes- 

‘Heli KaMepe WMIHHApa, yepes Apoccerupyloulni 

KlallaH BbIXOAMT B aTMOCdepy. 

BesHuHHbI BCeX HHTePpBaJIOB BpeMeHH CBapo4- 

HOO WHKJa yCTaHaBJIHBaloTCA HaCTPOHKON 3JIeKT- 

pOHHOrO pery.IATOpa BpeMeHH. 

Maumua 6yaeT NposoKaTb paOoTaTb aBTO- 

MAaTHYeCKH JO TeX NOP, NOKa Hakata NefaJib. 

JlnutTepHOCTh Nay3bl MeKAy OTeJIbHbIMH 

CBapOwHbIMH WHKaMH OnpeesineTCAH COOTBET- 

CTBYyIOULeH yCTaHOBKOM PyKOATOK peryJATOpa Bpe- 

MeHH. ~ | 
BepxHuii noplieHb WHIMHEZpa MpHBoa aBe- 

HHA CYKHT OFpaHH4nTesiemM NepeMelleHHA HHK- 

Hero MOpIHA H NOMOKeHHe ero ONpeMeAeT BeMH- 

uHHy paOoyero xofa MNoN3yHa C TOKOBEAYILeH 

KPbILUKOH H 3JIEKTPOJOM. 
- [ina nomyyenua AONONHHTebHOrO Xofa MocTa- 

TOUHO MOBeEPHYTh PyYKOATKy Tpexxof@oOBoro KpaHa. 

Bepxuad KaMepa Mp 3TOM, HOPMAJIbHO COCJHHEH- 

Had HeMOCpeACTBeHHO C CeTbIO CKATOFO BOSAyXa, 

nosyyaeT cooOuleHHe ¢ aTMOCHepoH H BepxHHi 

noplieHb NepeMelaeTcA MO ynopa BBepX, He lpe- 

NATCTBYA Gomee MONOJHHTeIbHOMY NepeMeuleHHlo 

HH KHeroO NOPLIHA C MO3YHOM. 
Jina nog6opa tpe6Gyemoro pexKHMa CBapKH, B 

3aBHCHMOCTH OT TOJIMHHbI CBapHBaeMbIX JeTaJen, 

B MalHHax Tuna MTI] npenycmMoTpeHa BO3MOXx- 

HOCTb peryJIHpOBaHHA BeJIMYHH BTOPH4HOTO Ha- 

nps2KeHuA HW padoyero JaBeHHA. PaOouee WaBue- 

HHe MlaBHO peryJHpyeTcA BOSAYWIHbIM PpeyKTO- 

pOM H BeIHYHHAa ero ONpekemAeTCA TO MAaHOMETPY. 

Vi3mepenve BTOPHYHOrO Halips2xKeHHA MpOH3BO- 

WWMTCA NepeksiouaTeseM CTyMeHelH, CMOHTHPOBaH- 

HbIM BHYTpH MauHHb. Jia H36eKaHHA YyapoB 

mpH MOsbeMe H ONYCKaHHH NOM3yHa Ha NyTH BbI- 

xofla BO3MyXa H3 HWKHeEH MH CpeqHeH KaMep UK- 

JIMH[pa yCTaHOBJIeHbI APOCceIHpyIOlve KianaHbl. 

KOMJIEKTHOCTb NOCTABKH MALUHH THAA MTT 

C Malnuoli nocraBAeTCA KOMMMIeKT 3amacHblx yacteli, HeEOOXOAHMbIM CMel\MaIbHbIM HHCTPyMeHT 

‘HM MpHuiaraetca onHcaHHe. | 

 



KOHCTPYKUHA MALWIHH THNA MTM 
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Puc. 4. Mauna jJIf 9neKTPHYeCKOH KOHTAKTHOH TOUeYHOH 
cpapki THna MTM-75. 

OcHoBaHHe MallHHbI (pvc. 5) CcOcTOHT H3 ABYyX 
JIMTbIX CTCEHOK (6OKOBHH) /, CBA3AHHbIX Me@XKILY 
coOol MepeMbIuKaMH H3 NOJOCOBOH CTaJIH, HW JIH- 
TOH YyYryHHOH NHTpI 2. mS 

Ha naute 2 CMOHTHPOBaH MeXaHH4eCKHii MpH- 
BOA 3, MeXaHH3M JaBseHHa 4, pbiuar 5 aA Kpen- 
JIiGHHA BepxHero xo6oTa 6, KpouHlteiH /2 ana 
KpelJieHHA HWKHero xOOoTa /3 H MeXaHHueCKHil 
KOHTakTop /4. Ha npaBOM LWIHTKe MAallIHHbI yctTa- 
HOBJICH TWJIaCTHHYaTbIW MNMepeKIOUaTeIb cTyme- 
Heh /5, npeqoxpaHuTeu /6 B CeTH ABHraTeJA, Na- 
KeTHbIH TPeXMOJIOCHbIH BbIKIOUaTeIb /7 u OOpHO- 
Ban mocka 18. 

MetaaiiH4eckHH MpHBOX COCTOHT H3 Tpexda3- 
HOrO JIBHraTeA, YePBAYHOFO pesyKTOpa, 3yOuaToH 

pa3beMHOH MyQTbI CLEMIeHHA H KyauyKOBOrO yCT- 
polcTBa — paOouero Kkyslaka H TOKOBbIX KyJIau- 
KoB. YnpaBseHHe My®TOH CLeMIeCHHA MpPOH3BO- 
QUTCA CMeWHaJIbHbIMH KJIMHbAMH, 3aKPeMJICHHbIMH 
Ha MOABHXKHOH NoJyMydte, wu NoAKOBOOOpasHbiIM 
pbiuarom OT nejaJiH. 

TlonHbli MOBOpOT KysJa4¥KOBOrO yCTPOHCTBa Ha 
360° o6ecneyHBaeT WHKJI ABTOMATHYeCKOH CBapKu 
ONHOH TOUKH: COM KeHHeE JIeCKTPONOB, 3aKaTHe 
H3@IHA, BKJIOURHHE TOKa, 3a,aHHy!O TOKOBbIMH 
KyJaukaMH BbiJepxKKy BPeMeHH MpOTeKaHHA CBa- 
pOuHOrO TOKa, BbI-epxKKy NOM AaBJIeHHeM CBapH- 
BaeMOrO H3AeHA NOCMe BbIKJIOUCHHA TOKA H OCBO- 
6oxKMeHHe H3AeIHA — NOAbEM BepXHero 9YJIeKT- 
pola. 
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Puc. 5. O6ulni BUA H raGapHTHble pa3sMepbl TOUeYHOH MaluMHB! THNa MTM-75 ¢ 
3 -— MexaHHyecKHi npHBoA; 4— MexaHH3M jaBJleHHs; 

9 — ralika; 
urelu; 73 — HH KHHH xo6oT; 14 — MexaHH4yeCKHH KOHTAKTOP; | 

1—cTenka; 2— nauTAa; 
xo6o0T; 7 —cepbra; 6 — pa6ouan mpyxKuHa; 

Mexanusm JaBJCHHA COCTOHT 3 CJIeyIOULNX 
neTanen: | " | 

a) pa6ouero ppuara 5, B KOTOPOM 3akpemueH 
BepxHH xo6oT 6; | 

6) ceppru 7, B KOTOPOH 3akpenweH POJIHK; 
B) paOoueh pyxuHp 8, HacaKeHHoH Ha 

LIIHJIKY; | 
rT) ralika 9 ans peryIMpoBanust aBJleHHA; 
9) wikabl 10, cayKallleii OPHEHTHPOM AJA Ha- 

_ CTPORKH pexkuMa; | 
e) BO3BpaTHOH mpyxuHb J], cAyKalleH MIA 

oGecneyeHHA MIOTHOrO MpHwieraHuA posMKa K N0- 
BepxHocTH paOouero kylaka. | 

MeqanbHoe ycrpowcrBo COcTOHT H3 Mean 19, 

Kaualollelca Ha TOPH30HTAJIbHOH OCH, H TAH, CBA- 
SbIBalollleH Mesayb C nOJ.KOBOO6pa3HbIM pplua- 
rOM MexaHHyecKoro MpHBosa. Xo Nemau pery-— 
supyetca Gontamu 20. 

  
Me€XaHHY¥eCKHM MPHBOsLOM: 
5—ppuar; 6 — BepxHHit 

1] — Bo3BpaTHas npyxHHa; 12 —Kpou- 
J5—nepekmouatesb; 1/6 — npemoxpanntenu; 

10 — wikana; 

17 — nakeTHbI BbIKMOYVaTeb; 18 — 6opHoBan AocKa; 19 — nexanb; 20 — 6our. 

Ilo WelicTBHeM MpyXKHHbl, NOMeWLeHHOH BHYT- 
pH OCHOBaHHA MalIHHbl, Nealb CTPEMHTCA 3aHATb 
BepxHee nmoviomwKeHHe. XOOOTb] BepXHHH H HWXK- 
HHH —— Kpyrvible MeyHble. Bepxuuh xo6oT HMeeT 
IHJIMHAPH4eCcKoOe OTBeEPCTHe, B KOTOPOM = 3a%KH- 
MaeTCA CBeYa C SJIEKTPOJOM, HHKHHH XOOOT HMeeT 
KOHHYeCKOe OTBeEPCTHe, B KOTOPOe BCTABJIAeTCA 
3JIEKTPOL. 

_ Qnexrpnyeckoe yctpovictrso. CBapounblli Tpauc- 
(bopMatop — OpouHesoro THNAa, C BOAAHBIM OXJ1axK- 
J@HHeM, MOILHOCTbIO 70 K6a pH IIP=12,5%, pac- 
CUHTaH Ha BKJNO¥UeHHeE B CeTb MepeMeHHOrO TOKa 
50 ey Ha HallpsxKeHue, yKa3aHHoe Ha LULHTKe Ma- 
WIHHbI. 

OO6OMOTKH pacnosOxKeHbl Ha CpeMHeM CTep2kHe 
MarHuTonposoya. [leppHuHaa OOMOTKAa MMeEeT OT- 
BeTBJICHHA, MOMBeEAeCHHbIe K MepeksouaTemo 15, 
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The 3423 Crankshaft Regrinding Machine is designed for regrinding both 

pins and line bearings of automotive crankshafts. It may also be used for 

plain cylindrical grinding of many other automotive parts. While regrinding 

pins the crankshaft is held. in chucks mounted on the headstock and footstock 
spindles. The chucks and balance weights are mounted on slides, the positions 
of which are adjustable in order that the required off-center distance may be 

secured when grinding pins of differeat crankshafts. When regrinding line 

bearings the crankshaft is held in centers. 

Power from the motor to the work spindle is transmitted by means of a 

belt drive with three-step pulleys. 

The longitudinal movement of the table and the cross movement of the 

wheel head are performed manually. 

The swiveling table permits grinding of tapered surfaces. 

A wheel truing device, equipment for horizontal and vertical adjustment of 

the crankshaft to be ground and a work drive dog for center grinding are 
supplied with the machine. The machine is equipped with three motors. 

SPECIFICATIONS 

CAPACITY Minimum face Ses vce 

Height of centers, mm 300 Meximom ace o : S Hole diameter... Se OOD 
Distance between centers, mm 1690 

Distance between wheel and work centers, mm: SPEEDS 

Minimum 219 Work speeds, r.p.m. a re Ba: 64 115. 
Maximum 999 

Diameter that can be ground (ia steadyrest), mm: DRIVE 

Minimum 30 220/380 volts, 3-phase, 50 cycle A.C. motors: 

Maximum 100 | Wheel head : 

Maximum crankshaft throw, mm 110 | Power, kw... vee 7.0 
Maximum length of work, mm 1600 | Speed, eee 1000 
Maximum weight of work, kg 125 . Headstock : 

| : Power, kw ... ee LO 
Speed, r.p.m. »»s 1000 

TABLE 
| Coolant pump: 

Maximum table travel, mm 1600 | Power, kw... 195 
Maximum swivel of table 5° | Speed, r.p.m. .s. 3000 

WHEEL HEAD | SPACE OCCUPIED 
Maximum cross travel of wheel : Floor space, mm es wes 4270 * 1795 

head, mm 320 - Height of machine, mm .., ee £620 

Grinding wheel dimensions, mm; : | : | 
Maximum diameter .. 900 | | | : WEIGHT 

Minimum diameter . 550 | "Net weight, kg ..« Approx. 6000
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KesesHOLOpoxKHEIN KpaH K-251 mpemHa3sHayeH ua morpy- 

304UHO-pasrpy30uHbIxX padOoT CO UITYYHbIMH Fpy3aMu H CbIyYHMH 
MaTepHaJiaMH, a Tak2Ke JWIA TAKEbIX CTPOHTeCJIbHO-MOHTAKHbIX 
M aBapHiHO-BOCCTaHOBHTeJIbHbIX pador. 

KpaH MoxeT paOoTaTb c KploKom H rpelidepom. IIpu 3amenHe 
KploKa Ha rpeldep KpaH oOcJIyKMBaeT CKJAabI CbIMNyYHX H kKyC- 
KOBbIX MaTepvaJos. 

HopMaJibHad JiuHa CTpeibl KpaHa paBHa 15 M; B_ cJIyuae 
HeOOXOAUMOCTH OHA MOXKET ObITb YAJIHHeHa 20 25 M Mp NOMOLLN 
BCTABOK JJIMHOH M0 5 M Kaxkaa. 

Jia MpOv“3BOCTBa MOrpy30uHO-pa3rpy30uHbIx paOoT c 6o0uJIb- 
le-ra6apuTHbIMH rpy3aMH BecOM JO 5 T H YWIMHEHHOU cTpeson 
Ha HeOOJIbIUHX BbINeTaX KpaH CHaOxKaeTca FyCbKOM. 

Ji MOBbIMIeCHHA YCTOHYMBOCTH pH spadoTe c MpeeJIbHBIMH 
rpy3aMu KpaH cHaOxKeH PHApaBsMyeCKUMH ayTpHrepaMn. 

KuHeMaTuyecKkan CX€Ma KpaHa TO8BOJIAeT TPOH3BORUTb N0JI- 
Hoe COBMelLeHHe onepallun. 

YupaBJieHie OCHOBHbIMH M@€XaHH3MaMH H TOPMO3aMH KpaHa — 
rujlpaBJIHVeCKoe. 

Kpau oOopyoBaH aBTOCIenKOH, MmpomeTHOH TpyOKOH H HOp- 
MaJIbHbIMH KeJIC3HOJOPOXKHbIMH CILENHbIMH TpHOopaMu. 

  
    

XKEAE3HOAOPOXKHbIM 

TEXHWHYECKAH XAPAKTEPHCTHHKA 

[py30noObeMHOCTb KpaHa B T: 
Ha aytpu-  Be3 

repax  ayTpu- 
repos 

IIpu qauue crpenp 15 M 
pH BblieTe CTpeJbI 4,5 M 25 15,0 
» » » 5 25 10,0 
» » » 1D > 10 5,0 
» » » 14:25 5.0 3,0 

[Ip aauHe cTpeb 25 M 
Ip BblieTe cTpetbt 6,5 M 12 7,5 

» » » 8 » 12 5,0 
» » Ie moe 30 
» » eo See 4.0 L75 
» » »- 20.2% 25 1,0 

IIpuH aauHe cTpeimbr 25 M c ryCbKoM 
Ip BblueTe cTpembr 12—15 m 5 

CxopocTb NepexBHxKeHHA KpaHa B_ KM/uaCc: 
6e3 rpy3a 15—25 
Cc rpy30M 2—10 
B cocTage moe3za no 60 

Ji puratevib: 
THI Beckommpeccopuniit 

Au3senb 2]16 
MOIWLHOCTb B JI. C. 120 
4yHCIO OOOPpOTOB B MHHYTY: 
IIpH MAaKCHMaJIbHOM MOIIHOCTH 1150 
IIpH XOJIOCTOM xoje 500 

TeHepatop: 
THI TTH-550 
HallpAKeHHE B B 460 
MOUWLHOCTh B KBT 88 
4YHCIO OOOPOTOB B MHHYTY ; 1460 

TArCBbIN SeKTPOABUrAaTeJb: 
THII TK-305A 
MOULHOCTb B KBT onda: 
HallpaxKeHHe B B 190 
YHCJIO OOOPpOTOB B MHHYTY ~ 1020/3000 

XOMOBaH XapakTepHcTuKa: 
IMpHHa KOJIeH B MM © 1524 
WHaMeTp XOJOBbIX KOIeC B MM 900 

EmxkoctTb rpelidepos B M3 KB: 20; 3,0 
Bec kpaHa co crpenoh 15 MBT 71,8
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MOCTABIACT CTPOMTeJIbHbIe HW JOPOKHbIe MaLIMHbI, OOOpyOBaHHe AVIA 
MPOH3BOACTBA CTPOHTeJIbHbIX MaTepHaJIOB, SJICEKTPO- H MHe@BMOHHCT- 

PyYMeHT, a TaK?Ke 3alacHble YaCTH K CTPOMTeJIBHbIM | 
HW JOPOXKHbIM MallvHaM. | 

-NABCTPOUMEXAHM3ALINVA 
OCYMJECTBJAET CBO JEATEMIbBHOCThL 

YEPE3 CETb NTOMYAHHEHHDIX OPFAHH3ANUUNH 

Kw: 

Co13Hbli Tpecr «CTPOHMeXAHH3al
UAY 

— 
Mocxsa, Codbulickaa Ha6epexuag, o. Ne 6, ten. B 1-11-46. 

Teserpapuplt aapec — «CrpotimMextpecrT». 

¢ | * 3 
Tpecr «<IOxcTpoliMexa

nu3alu 
a» — Xappxos, Jlom Tocnpoma 

TeserpapHbIi anpec — <«Crpolimex». 

* 

    

Kontopa «Cu6cTpoimMexanu3anua» — Hosocu6upex, Tpynosaa, 
n. Ne 23. Tenerpadupim ampec — «Crpoiimex». 

4 ao 

Koutopa <¥Y pamcTpOHMeXaHH3aluaA> —_ 
Cpepazsiosck, Jom IIpompiuiennocru, 2- stax. 

Teserpauplt aapec — «Crpolmex». 
~~ | 

_ Koutopa JleHcTpoHMexaHH3alu a> — 
Jlenuurpan, Anpakcuy ZBop, Kopnyc 41, nom. 683. 

Tenerpadubii ampec — «Jlenctpormex». 
: * 

Muuckan koHTopa «<[ maBcCTpOHMeXaHH3 aH A» — 
Mauuck, yal. Kapaa Mapxca, Ne 5. | 

Tenerpapupii anpec— «[napcTpolimexannsallua». 
* 

Kontopa «CTrpofimMex3anuacTb» — 
Mocxsa, ya. Kaanora, 1. Ne 20, ten. B 3-55-57. 

| 1 

© UliiLo: Ban: 2524, Tup. 3.300. 

THNorpadua «H3Bpectuh>,. 

 



LOCOMOTIVE 

The K-251 Locomotive Crane is designed for 
handling separate loads and friable materials, 

as well as for heavy construction and emergency- 
restoration operations. 

The Crane may operate by means of a hook 

or a clam-shell bucket. When the hook is changed 

for a clam-shell bucket, the Crane may handle 

both friable and separate loads. 

The normal length of the Crane boom is 15 m; 

if needed, it may be lengthened until 25 m by 

CRANE K-25! 

For handling large loads up to 5 tons by 
means of a lengthened boom at a small pitch the 
Crane is supplied with an auxiliary “goose-neck” 
frame. 7 

The Crane has hydraulic outriggers for grea- 
tening its stability when handling maximum 
loads. 

The kinematic scheme of the Crane allows 
various operations to be combined. 

The main gears and brakes of the 
have hydraulic controls. 

The Crane is supplied with automatic coup- 

Crane 

    

means of auxiliary beams, having a length of ling, span pipe and regular railway coupling 

5 m, devices, 

SPECIFICATION 

Crane load-lifting capacity in tons: 

With out. Without 
geet: Herc 

At a boom length of 15 m: speed, r.p.m.: 

within a reach of 4.5m . 25 ID , hee 

7 Se 95 10 at maximum output 

eae Oe ae 5 idling 500 
. YY 12 99 14 m . 5 . 

Aes lenoth of 25 Generator: 
a boom length o m: 
within a reach of 6.5m _ | 12 7.5 VG eS ITH-550 

ree Borie: 12 5 VOllGe ry 2 ce ae 460 

: Oran 75 3 pie kw ge 88 

= 2 ee 4 eo speed, r.p.m. 7 1460 

i et a ee Oe ES 2 I 

At a boom length of 25 m, an Traction electric motor: 

auxiliary “goose-neck” frame ,; 
em ype 2. JUK-305A 

and a reach of 12—15m . 5 teat 33/43 

Crane travelling speed in km voltage, V “GG 

per hrs: speed, r.p.m. 1020/3000 

~ without loads 15—25 | 

with loads | oat Running gear specification: 

ag pant Ola, train eee Pause, TWN 1524 

Engine: wheel diameter, m 900 

5 type Semi-Diesel Clam-shell capacity, cu. m Lo ee a8 

2716 Crane weight, with a 15 m boom, 

output, H. P. 120 tons Ph 

VSESOJUZNOJE OBJEDINENIJE 

  

«MACHINOEXPORT>»



EISENBAHNDREHHRAN K-25! 

Der Eisenbahndrehkran K-251 dient fur Be- 
ladung und Entladung von Sttickgtitern und 
Schiittungsmaterialen, ebenso wird er auch bei 
schweren Bau-, Montage- und Wiederherstel- 
lungsarbeiten verwendet. 

Der Kran kann sowohl mit einem Haken als 
auch mit einem Greifer arbeiten. Wenn man den 
Haken durch einen Greifer ersetzt kann der 
Kran Stiickgut und Schiittungsmaterial-Lager 
bedienen. 

In normaler Ausfithrung ist der Kranausleger 
15 m lang; diese Lange kann bei Bedarf durch 
Einsdtze von je 5 m Lange vergrofert werden. 

Bei Beladung und Entladung von grofen 
sperrigen Lasten bis zu 5 t Gewicht und einem 

verlangerten Ausleger mit: kleinen Ausladungen 
wird dem Kran ein Kopfarm zugegeben. 

Wird der Kran ftir einen Betrieb mit Hochst- 
lasten verwendet, so wird er zwecks Vergrofe- 
rung seiner Standfestigkeit mit hydraulischen 
Hilfssttitzen versehen. : | 

Das kinematische Schema des Kranes 
ermdglicht eine gleichzeitige Ausfuhrung samt- 
licher Betriebsvorgange. | 

Die Steuerung der Hauptvorrichtungen 
des Kranes sowie der Bremsen ist hydraulisch. 

Der Kran ist mit einer selbsttatigen Ejin- 
rtickungsvorrichtung und normalem Eisenbahn- 
kuppelgerat ausgertstet. 

TECHNISCHE CHARAKTERISTIK 

Tragfahigkeit des Kranes in t: 

Mit Ohne 
Hilfs- Hilfs- 
stUtzen  stttzen 

Auslegerlange 15 m: 

bei Ausladung 4m .. 20 1d 

5 Ee Otic 5. 23 10 

: _ ont oy 10 5 

” ” 14 M1 . . 5 3 

Auslegerlange 25 m: 

bei Ausladung 6.0m . . 12 Lo 

i ,: Se i 5 
is - ba: eee 5 Gor 

Cnn te Pa ee 4 Lf 

s WO tee I 

Auslegerlange 25 m mit Kopi- 
arm: . 

bei Ausladung 12—15 m 5 

Kraniahrgeschwindigkeit in 
km/Std.: : 

ohne Last 15—25 
init. Last 25. 2—10 

an einen Zug angehangt bis 60 

  

Antriebsmotor: 
Type neater age Kompressorloser 

7 Dieselmotor 2/16 

Weistune i Pio. 120 
Drehzahl/min: 
bei maximaler Leistung 1150 
bei Leerlauf 500 

Generator: 

Type. ITH-550 
Spannung i VS 460 
Leistune 4d kW oo 88 
Drehzahl/min. wees 1460 

Elektromotor: 

Type 35 JK-305A | 

Leistung in ie 38/43 
Spalmnne In Ve LO eas: 
Drehzahl/min. oe 1020/3000 

| Laufcharakteristik: 

Spurweite in mm . . 1524 

Laufraderdurchmesser 
iP MN. 900 

Greiferinhalt in mo ; 1.5: 2,02. 3,0 

Krangewicht mit einer Ausie- 
gerlange LD m, , in t, 11,6
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GRUE 

La grue type chemin de ier K-251 est destinée 
a la manutention de charges unitaires ou de ma- 
tériaux pulvérulents. Elle est employée égale- 
ment dans les travaux de construction difficiles 
ainsi que pour réparations urgentes en cas d’ava- 
rtes. 

Cette grue peut fonctionner avec crochet ou 
benne preneuse. Dans ce dernier cas la grue 
dessert les parcs a matériaux pulvérulents ou en 
morceaux. | 

La longueur normale de sa fléche est de 
15 m; en cas de besoin cette longueur peut étre 
portée a 25 m par des rallonges de 5 m chacune. 

Pour. les manutentions de charges a grand 
_ encombrement pesant jusqu’a 5 t, avec fléche 

"<~PE CHEMIN DE FER K-251 

allongée et faibles portées, la grue K-251 peut 
étre équipée d’un bras articulé. 

La stabilité de la grue lors des manipulations 
de charges limites est augmentee grace a des 
vérins hydrauliques spéciaux. 

Le schéma cinématique de la grue se préte 
entiérement a la composition de _ diverses 
manoeuvres. 

La commande des mécanismes principaux et - 
des freins de la grue se fait par un systeme | 
hydraulique. 

La grue K-251 est dotée d’un attelage auto- 
matique, d’une conduite a air comprimé et 
d’équipement d’attelage normal. 

CARACTERISTIQUES TECHNIQUES 

Force de la grue, en t: 
Sur Sans 

verins vérins 

Avec filéche de 15 m: 
-Portée de la fléche 4,5 m. 25 15 

ir ag ee 6 i 25 10 

Be ey age oe BU SE 10 5 

pee Pa ee o 5 

Avec fléche de 25 m: 

Portée de la fléche 6,5 m 1? Tp 

3 ca ‘s Soe ee 5 

ste ea ae een eS 10 3 
Hee ck a yy 4 E75 

a9 2% | 2 2) 2) M1 - Zi I 

Avec fleche de 25 m et bras 
articulé: 

Portée de la fléche 12 a 15m 5 

Vitesse d’avancement de la 

erue, en km/h: 

MON ee ee eae 15-4 25 
avec charge . Zea 10 
dans un convoi de chemin 

Ge er oe ee, jusqu’a 60 

Moteur 4 combustion interne: 

Type fe  Digset 2 “aijec- 
tion mécanique 

2716 

Pitissance, en-G? Vi 6. 120 

Vitesse de rotation, en 
tr/min : 

a la puissance maxima . 1150 
en marche a vide ..... 500 

Générateur électrique: 

Tee tS Boers e IIH-550 
Tension, en V ee tee 460 
Piissance, en kW ¢. 22055 88 
Vitesse de rotation, en 

ATVI gas oe 1460 

Moteur électrique de traction: 

Pye. | ate IK-305A 
Puissance, .en “kW Bee 38/43 
VORSICIRC OV ee 190 
Vitesse de rotation, en 
Ria eS es ee oe 1020/3000 

Caractéristiques du train: 

Voie, en mm .. 1524. 
Diamétre des roues du train, 

Gf Pies a ee 900 

Capacité des bennes preneuses, | 

eer Eee 152-2.0:-3.0 

Poids de la grue avec fleche de 
Ly Oa ee ene aay 71,8 

~ Buewroprusgat. 3aKas Ne 3050/6343
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THE CHAIRMAN OF THE 

COUNCIL OF ECONOMIC ADVISERS 

WASHINGTON 

  

August 25, 1961 

  
q 

had to say about the economic situation and policy in the 

course of your conversation with him the other day. He 

has asked me to follow up this conversation by meeting» 

with you at the earliest convenient time for a further 

discussion of economic issues and for a closer examin- 

ation of the policy suggestions you made to him. My 

impression is that he would welcome 8 memorandim that 

might grow out of such e further meeting between us and 

selected members of our staffs. 

I am enclosing copies of two items that I think you 

might find of interest: (1) a copy of the President's 

letter to Senator Clark, and (2) a copy of the summary of 

ea talk I gave in Madison the other day. 

I look forward to hearing from you and seeing you 

when the pressure of your current negotiations lets up. 

We! _— 

Walter W. Heller 

Honorable Walter P. Reuther 

President, United Auto Workers 

8000 Rast Jefferson Avemue 
| 

Detroit 14, Michigan 

: 
| 

       



  

ene meneuasee Walter W. Hell 

: of the Gousstt of 

  

This will acknowledge receipt of your letter of August 25 

with enclosures. 

lam very pleased that the President has asked you to 

follow through on the matters that I discussed with him on August 16, 

and I look forward to working with you on this matter. 

      

At the mome: 

absorbed in major contrac otiat 

as ts - wehind me os will be in touch v 

nt i am, as you can eae er 

   
I am, worry bapemes that the settlement over the week end with 

m will facilitate our reaching an early 

agreement with the ° Big Three. | The yongpeea ananing concept incorporated 
believ , sig nificant t developr: ent = tabor- 

    

     

  

     Custautite Vice President of fasten n Mote n his press release, a 

copy of which is enclosed, said in part, “Because of the progress sharing 

plan the proposed new agreement is clearly and demonstrably non- 

inflationary despite the fact that it includes the most liberal benefits we 

have ever offered." 

        

oe 

  

 



  

The Honorable Walter W. Helle: ~Z« August 28, 1961 

I thought you might like a copy of my statement with 
respect to the UAW-AMC agreement and a summary of the highlights of 
the agreement. 

    

I look forward to seeing you. 

All good wishes, 

Sincerely yours, 

  

WPRiob Walter P. Reuther, President 

ecless INTERNATIONAL UNION, UAY 
Enclosures 

   



THE CHAIRMAN OF THE 

COUNCIL OF ECONOMIC ADVISERS 

WASHINGTON 

October 2, 1961 

Dear Walter: 

I hope that I am not being too optimistic in 
assuming that you will soon reach the successful 
end of the current automobile negotiations as was 

indicated in your letter of August 28. 

I look forward to hearing from you as to a 

convenient time for us to follow up on the dis- 

cussion that you had with the President in August. 

With warm regards, 

(aA 
Walter W. Heller 

Honorable Walter P. Reuther 

President, United Auto Workers 

8000 East Jefferson Avenue 
Detroit 14, Michigan



Inter-Of fice Communication 

November 6, 1961 

    

To Walter P. Reuther 

From W. L. Ginsburg 

Subject Key Economic Indicators } | 7 
oe t 1UD-AFL-CIO 

Employment and Unemployment 

Total employment for October 1961 reached 67.8 million, an increase of 

approximately 800,000 over September 1961. But unemployment of 3, 934,000 

on a seasonally adjusted basis was at 6.8 percent, unchanged from September 1961. 

October marks the llth consecutive month in which unemployment has been 

virtually at the 7 percent level. This is the first time since the 1930's that 

such a high rate of unemployment has persisted for so long a period. 

  

Though the unemployment figure was below 4 million for the first time ina 

year, as Secretary of Labor Goldberg noted, the high rate of unemployment 

‘underscores that we have a stubborn and continuing unemployment problem." 

Substantial Labor Surplus Areas 

As of September 1961, there were 72 of 150 major labor market areas which 

had 6 percent or more of the labor force unemployed, and 217 smaller areas 

with substantial unemployment. (The October 1961 comparable figure was 

68 major and 206 smaller labor market areas. Data for October of earlier 

years are not available. ) 

In September 1960 there were 42 major and 116 smaller areas with substantial 
AR NS eS 

unemployment. 

Automobile Industry 

Production and Employment 

Present industry forecasts call for output of 1.8 million passenger cars for the 

fourth quarter of 1961, as compared to actual production of 1,739,000 in the 

fourth quarter of 1960. 

In the fourth quarter of 1960, auto production worker employment averaged 

about 605,000. There are no current available data on employment, though 

so far this year employment has ranged approximately between 450,000 to 

550,000.



Walter P. Reuther = page 2 November 6, 1961 

Inventories 

At the end of October, inventories of domestic built passenger cars were expected 
to be 700,000, as compared to 920,000 a year ago. By the end of the year forecasts 
point to 875,000 as against the almost 1,000,000 car inventory with which the 
industry ended 1960. | 

Council of Economic Advisors Forecast for 1963 

  

A recently published projection of GNP for 1963 prepared by the Council to serve 
as a "perspective" showed the following: 

Between the second quarter of 1961 and second quarter of 1963: 

(a) GNP is expected to rise by approximately 16 percent. 
(b) Personal income is expected to rise by approximately the 

same percentage (17 percent). 
(c) But corporate profits are expected to rise more than twice as 

much. (36 percent) 
(d) Personal consumption expenditures are expected to rise less than 

the GNP (less than 14 percent). 

(e) State and local government expenditures are expected to rise at an 
annual rate of less than 4.5 percent, much less than the 6 percent 
rate under the Eisenhower Administration. 

The entire growth is based on the expectation that total fixed capital investment 
will increase by 34 percent. Nothing anywhere close to that level has been 
achieved since 1947. 

Between 1954 and 1956, which was the two-year period of most rapid growth in 
Capital expenditures, plant and equipment spending increased by less than } 
17 percent. This increase was only half of the planned increase for the next two years. 

This projection, based on the trickle-down theory, will turn out to be entirely 
unrealistic. With the expected investment far below that projected, the actual 
growth in GNP will be much smaller than the Council's "perspective" suggests. 
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Woody Ginsberg dictated over the phone, Vv a ’ 
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Employment nation-wide 67.8 million | ype x ae 

October 1961 up 800,000 from September 1961 } : Sy 
a 

Unemployment 3.9 million October 1961 -- 6.8% of labor force seasonal adjusted, 
Unchanged from September 1961, 11th consecutive month, unemployment rate 7% level. 

Substantial labor surpluses areas: 
September 1961 (2 major of 152 total, plus 217 smaller 
September 1960 42 major, 116 smaller 

Automobile: 

Forecast 4th quarter of 1961 is 1.8 million passenger cars , 
The actual for the 4th quarter of 1960 - 1,739,000. 

Employment in 4th quarter of 1960, actual 605,000 production workers. 

There is no current data so far this year. Employment 450,000 - 550,000. 
Car inventory: 
End of October, inventories were expected to be 700, 000 
I YORT ORG + ee 920, 000 
By the end of year, forecast - - ~.«. =... . - - 875,000 against almost 1, 000,000 in car 

inventory at end of 1960. 

Detroit unemployment: | 
In September there were 127,000 or 9% of labor force unemployed.


