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Cold forming principle of working
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The workpiece i fixed in place by the back and
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The upper and lower slides move synchronically.
The forming racks roll the workpiece synchronically
from two sides 1o finish the rolling

forming
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In & few seconds, the workpiece is
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d lower slides
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[ Rolling machine characteristic and merit :

The performances of forming rolling machine are stated above.
n addition to high afficiency and aconomy, this n @ can
achieve high guality machining. The actual machining time just
neads a faw seconds ta finish the work. Therefore, this milling
processing |s more efficient than cutting processing.
Furthermore, rolling processing is molding processing.
Thera is no chip problem,

4 Other advantages are :
1. The spline and the threads on the same shaft can be finished
al the same time at the 1st project. If there is a fall at the shaft
junction, the machining can be very close to the junction.

ha

. Three splines at threa positions on the same shaft, with
differant numbers of tooth, different profile angles and modules
can ba finished at the-sames tima.
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. The installation and pesition of the rolling tool can be adju
80 as nimize the tooth offset. Therefore, metal won'
rolled into tooth root. so the tooth won't crack
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e R RS8N Precision rolling tool system
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Straight teeth
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Oil groove teeth
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Racks cutting tool type and disposition
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Spiral teeth

Model No WT-B00 / WT-BO00X WT-B005 | WT-800XL WT-1225 1/ WT-12255 WT-1225%
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Toal layout
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Model No WT-12ZZ5XL

WT-1225XEL
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Taok layout
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13" 18" W24" W36" W48"
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Auto System (option)
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Auto Direction-turning System
Tab EFHEBRT RSN A
EETFHEN EApT®E

Unnecessary to unload and reload the
workpiece for changing work direction of the
workpiece, Thus, unloading and relcading
time can be saved to increase work efficiency,

HE & 2 B & M
Auto Feed System
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When the slide home retumns. the finishad
workpiece and the unfinished workpiece are
exchanged. It shortens the Ioading and
unloading time, incresses work efficiency.
and reduces manpower
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Cold forming machine timeline list
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Successfully developed the precision rolling machine. #
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Presented the precision rolling machine at machine tool show.
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Big automotive factories also employed a lot of splines of precision rolling machine.
Thus round twisted plate rolling machines for cutting gears were not used anymore.
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Develop 3-position gear box shaft and multiple-position precision rolling machine

MERLAMRRBOLTR ®WAR®E 000000
Developed auto loading/unloading and direction-changing system for the precision
rolling machine.
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After rolling

Helical
Spline




