e Kk Specifications:

Model = 1208 | 1208-L [ 120G-LL
x. working |er7{]£th = = = 2,340
Ml shats distasos — o i = ~ 600% ] 7807 ‘ 900
B!epth ofj%rillinguu - il R 40"
L e il i 75"
Rotor B g o 11075 x 2P 78
Bl rovolutions - = 50/60Hz  2,900/3,500 rpm
Ataohment ¥ 7~ " Sime SR | PAmLIS% | SIMIEIS
Working a%pressure B = 5 ~ 7kgf/cm
%r consu,ﬁ‘mon E = - 12 &/stroke l 12 ¢/stroke ‘ 15 ¢/stroke
g%erau height ] = 1,300
Sverail tongmn & I 1,050%, \ 1,250 | 1,350,
(ﬂf/erau width E3 - 2,400
R e - 650 kg \ 710k | Zr
H¥RIMHBE KL FOBAINIRE  * Max. machining depth for 65 m/m screwed drill
ATy=a2 Options:
120G 198 P/32 120G 19 spindle P/32
120G-L 27 P/30, 258k P/32  120G-L 27 spindie P/30, 25 spindle P/32
120G-LL 298 P/32 120G-LL 29 spindle P/32

120CHEHR 218 P/30+P/26+P/22 120Gspecial type 21 spindle P/30 + P/26 + P/22

= = {Y 8k 95%@9%“-72% \ "
70mm with screwed drill 95mm lengt
$OMABRNES - MIRS Zomim wih sorowed dril oom:

g g 35mm with finger tip fitting type drill 5Omm length
- Max. mounting length and depth of dril TR
55mm with 7Omm length drill

ﬁj * D 7]":— I} \/7‘7:/ \/ Double Butt End Boring Machine
TYPE SA_W]ZOB AN IR 120~1,350%

Max. machining length:

= KN L 8 600%
Max. machining width:

R KN IR 40%
Max. machining depth:

T — &~ L 1. 1MW X 2P 4dunits
Motor:

BSEE—KI 0.1kwW

Width control motor:

# © @& ¥ 50/60Hz2,900/3500rpm

Drill revolution:

PIUF A 18P /30 28
Attachment: 21spindle P/30 2pcs
2 [EAAE Bke/om
Working air pressure:

TIBEE 24 o/stroke
Air consumption:

® ) 1,320%
Total height of machine:

B oW = B 850
Total width of machine:

1 & 2,890
Total length of machine:

“ M F 8INET) 830ke

Machine weight (net):

KRB BRUTFRERBOLD. FEETERTRIENHNET DT T HLZEN,
* The specifications and the shape of this machine may be changed without prior notice for improvement.

Shinmaeda Kosgyo Co., Ltd.

1-26, Ohigashi, Hatsukaich-city, Hiroshima-pref, T738-0006 Japan.
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SAD-120B

ngiuiﬁ_c:miiT \'IAV'I\I'I?:IVEI'FIS: (Ii:(I)I?\ILCDEPI%I')I((l;ENC-'II-'gTIIDOEi:ENING CiNTERING ON FIELD CONVENIENCE. i --
RHENSRHETRBEPOILTERAES - BKTT,

Sl

5. ¥4 TLr—UaEHL, K-> EEREMTE
7\/\ w I‘ @LT‘I\ IEEE\ @IE fa:%]%] Machining position for vertical plates
BHAHRET,

= = A special dial indicator permits accurate, swift
. LY ,
(1 @$525% 1 it 01 %) vertical adjustment of the boring head,

o) > (25 mm/revolution, 0.1 mm/graduation)

ZL\D7ND DDRAUN

9 points that give SAD-120B distinct edges over others!

1. T NTOiIIARE THOA « ZZEF] Al drills turning clockwise do away with the

need for the selection of righthand or lefthand

AL BERCDHNA TEAEE BB drils, .. only righthand'drildls can be used which
e greatly promotes control and regrinding.
ﬁﬁﬁ}"éb‘kz{%'(?'o (GﬂLL@%Bﬁ <) (Except G and LL types)

6. BRREMREFRITI200TMINIT A, — A
MTTS LIMIAHEET,

Use of a long ruler enables machining of 1200 mm len
be performed by a single-direction shift,

\—— TEAI R Ny IN—TFF LT A square-shape stopper ruler with a vernier pro-
2./ *ﬂlﬁ.%i b /.~ : £ E% ax % vided to the machine permits accurate boring
EXDIEFENR—1) o ITHHES, operation,

7. PR yFIZLY) Fyrazy bo
KEME CKAMNI), EEAE (WRE
TALT) OBIRHAT L& v FTHE, Kk
T, RUEBICHEBE, R—-1) 5
REDORHEIVLED ) FHA,

il T |

ey o

3. FYIA~y FIgRNIL M r—20B 7)) —
2 FAINDA L TARE, B, B-—LIYAT

8. BIRRA v FIZKY) 3@ DEEHERIR
HHFEZET, B, B-LY 1 TDOH,
(2821 - E #3801 1% - F 378 10&4)

9. NIFOFIvA—DEMILN R L~
AIRR—=D L ITHhHEKFT,

The drill head is of belt case construction that makes grease
and oil lubrication unnecessary. (B and B-L types)

4. R~y FOLwIEERIT) ZR—
WART Y Th{EROE, AL - 1L
DA T INE,

A linear ball bearing used in the sliding part of the drill head
makes adjustment and oil lubrication unnecessary.

7.

A changeover switch makes selection of the horizontal position
{butt end machining} and the vertical position (plate surface
machining) possible with a finger tip. Adjustment of boring
speed is not necessary when the switch is changed to the
horizontal or vertical position,

8.

A select switch permits revolution to be selected in three steps.
(For B and B-L types only) (21 spindles in total, 11 spindles

- on the ruler side, and 10 spindles on the front side)
KERAMIAE
Machining position for horizontal butt end 9.

The use of a hydro-checker promises smooth boring.




