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SELECTING THE CORRECT INDEX TABLE FOR YOUR APPLICATION

FOR BEST EFFICIENCY:

* Keep tooling as close to center as possible to reduce inertia.
* Use aluminum or magnesium tooling plates in place of steel or iron to reduce weight.
* Increasing the number of stations reduces the indexing distance and time.

METHOD OF SELECTING THE CORRECT INDEX TABLE FOR YOUR APPLICATION IS TAKEN FROM CHARTS

ON PAGES 2 THRU 7.

EXAMPLE FOR CALCULATING CHARTS
- Charts are based on aluminum tooling plate, Models T-8 and T-10 are 5/8" thick, Models T-14 and

T-18 are 1” thick,

- If steel tooling plate is used, increase index time by 30% (.625 Sec. Index Time x 30% =
.187 Sec.) (.625 Sec. + .187 Sec. = .812 Sec. Index Time).

— Ratings for Horizontal and Vertical Mountings are the same.
- If requirements are not obtainable on chart, refer to next larger chart.

EXAMPLE 1: FIXTURES OFFSET (MULTI-FIXTURES OFF CENTER)

Data from Model T-8 Chart, Page 2.
¢ 1.8 Ibs. of Tooling, Fixture and Part Total at each Station

(use column 1-1.9 Ibs.)

¢ 13.75" Tooling Plate Diameter (use column 12"-13.9")

¢ 8 Stations required

e Fastest Index Time is .625 seconds.

EXAMPLE 2: FIXTURE ON CENTER (SINGLE PART POSITIONED OVER

SPINDLE) Data from Model T-8 Chart, Page 2.

Decrease Index Time by 50%

¢ 1.8 lbs. of Tooling, Fixture and Part Total at each Station, on
Center (use column 1-1.9 Ibs.) 8 stations x 1.8 Ibs. =15 Ibs. Total Part.

¢ 13.75" Tooling Plate Diameter (use column 12"-13.9").

¢ 8 Stations required

* 50% of .625 Sec. Index Time = .312 Sec. Index Time.
(Index Time must always be slower than .250 seconds).

EXAMPLE 3: INLINE TRANSFER DRIVE

Data from Model T-8 Chart, Page 2.

* 16 Pallet Transfer

all 16 Stations is 15 Ibs.
8 Station Index Table

15 Ibs. + 8 Stations = 1.8 Ibs. required for each station

to index (use column 1-1.9 Ibs.)

13.75" Dia. Drive Wheel - Same Calculation as Tooling

Plate Dia. (use column 12" - 13.9")
Fastest Index Time is .625 seconds

Gross Total Weight of ALL Fixtures, Parts and Chain combined for




O O Indicates Example

t» (3| MODEL T-8 INDEX TABLE tr |3 MODEL T-10 INDEX TABLE
LAIIT]o- 99 [f-19mN2-29m. |3-30m.s-40m.|5-60m. | [FAL]|T o-99m.[1-190m.[2-201.[3-39m.|4-49m.|5-60m.
gE ﬁ EA. STA. . STA/| EA. STA. | EA. STA | EA. STA. | EA. STA. gE ﬂ EA. STA. | EA. STA. | EA. STA. | EA. STA | EA. STA. | EA. STA.
80" |4 375 375 500 500 500 625 10" |a 375 375 500 500 500 625
& e 375 375 375 500 500 625 & le 375 375 375 500 500 625
B ols| 250 250 375 375 375 500 B olsl 250 .250 ars 375 375 500
D [12] .250 .250 .250 375 375 500 D [12] .250 .250 .250 375 375 500
E lis| .280 .250 .250 .250 375 375 E [e] .250 .250 .250 .250 315 315
al| ars 500 500 625 625 750 4 375 500 500 625 625 750
a1 le| 375 375 500 500 625 750 101" {6 375 375 500 500 625 750
To |s| .250 375 375 500 500 625 TO |a| .250 375 375 500 500 625
89" 12| .250 .250 .250 375 ars 500 1297 142] 250 .250 .250 315 375 500
16| .250 .250 .250 375 315 375 16| .250 ,250 .250 375 375 375
a| 500 625 625 750 .750 875 a| 500 625 625 750 750 875
10" 6] .00 500 625 625 750 750 13" |6| .500 500 625 625 750 750
TO |8 375 375 500 .500 625 625 TO |8 375 375 500 500 625 625
19" l42| 250 375 315 500 500 500 159" 142| .250 375 375 500 500 500
16| .2s0 .250 375 375 500 500 6] .250 .250 375 375 500 500
a| .50 750 875 875 1.000 1125 a| .50 .750 875 875 1.000 1125
6| 625 750 .750 875 875 1.000 16" {6] .25 750 750 875 875 1.000
®| 625 750 750 875 875 T0 |8s| w625 625 750 750 875 875
12| 500 500 625 625 .750 .750 189" 1421 500 500 625 625 750 .750
6| .ars 375 500 500 625 625 16| .a75 375 500 500 625 625
a| 875 875 1.000 1125 1.250 1375 4 875 875 1.000 1125 1.250 1375
1 6| .750 750 875 1.000 1125 1.250 19" |e| .750 750 875 1.000 1125 1.250
TO |8| 625 625 750 875 1.000 1125 TO |8| 625 525 .750 875 1.000 1125
158" 1421 500 500 825 750 875 1.000 297 [42) 500 500 625 750 875 1.000
1| .a7s 375 500 625 750 875 16| 375 375 500 625 .750 875
t
a| 1000 1125 1.250 1375 1.500 1625 a| 1000 1125 1.250 1.375 1.500 1.625
16" |6| 875 1.000 1125 1.250 1375 1.500 22" |6 875 1.000 1.125 1.250 1375 1.500
‘To 1| .750 875 1.000 1125 1.250 1375 TO |s| .750 875 1.000 1125 1.250 1375
18" 42| 625 .750 875 1.000 1125 1.250 24" lyp| 625 750 875 1.000 1.125 1.250
16| 500 625 750 875 1.000 1125 1) .500 625 .750 875 1.000 1125

The above charts take into account the three variables: Diameter of Tooling Plate, Number of
Stations, and Weight of Fixture plus Part at Each Station. Figures indicate the Fastest Index Time
(Tooling Plate Motion Time only) obtainable (in seconds) by the three variables.

The above charts are based on using a 5/8" thick Aluminum Tooling Plate. If Steel Tool-
ing Plate is used, increase Index Time by 30%.

Refer to example on Page No. 1 for calculation.

If requirements are not obtainable on above chart — refer to next larger Index Table
Chart. ,

Refer to Page No. 6 of General Catalog for dimension of Model T -8 and Model T - 10,
L _________________________________________________ ]

TORQUE RATINGS:
Model: T-8 and T-10 1350 inch pounds at 1/4 H.P., 40:1 Gear Ratio, 1 sec. Index Time, 8 Stations
Model: T-14 and T-18 2880 inch pounds at 1/2 H.P., 40:1 Gear Ratio, 1 sec. index Time, 8 Stations

Torque ratings are intended only for transmitting load. Stopping of load must be calculated
from application charts.

Each application should be forwarded to the Factory for analysis which should include Tooling Plate thickness,
material, and diameter, along with total weight at each station (or on center), and Index Time. The application will
be physically tested at the factory, thus assuring trouble free performance on the job. This procedure is the only
basis for warranty.




te |1|__MODEL T-14 INDEX TABLE te || MODEL T-18 INDEX TABLE
N T |o-191b. [2-391b. [4-591b. | 6-791b. | 8-9.91b. [10-11.091b.[12- 15Ib. el T |o-191. |2-391b. | 4-591b. | 6-791b. | 8-9.91b. F10-11.9Ib. 12-15lb.
EE ﬁ EA. STA. |EA. STA. |EA. STA. | EA. STA |EA. STA. |EA. STA. |EA. STA gE ﬂ EA. STA. |EA. STA. |EA. STA. | EA. STA |EA. STA. |[EA. STA. |EA. STA
wor |4 375 375 500 500 625 625 625 o~ |4] 375 375 500 500 625 625 625
s |8| a7 375 375 500 500 625 625 s« |6] s 315 375 500 500 625 625
u |8 .250 375 375 500 500 500 500 u 8] .250 375 375 500 500 500 500
N |12 250 .250 375 375 500 500 500 N [2] -2s0 .250 315 315 500 500 500
E [16| .250 .250 .250 375 375 500 500 E |16] .250 .250 .250 375 375 500 500
R 24| .250 .250 .250 .250 375 500 500 R l2a| .250 .250 .250 .250 375 500 500
a| 500 500 625 625 .750 .750 .750 4] 500 500 625 625 .750 750 .750
g 8] 500 500 500 625 625 750 .750 w1 |8] 5% 500 500 625 625 750 750
1o |8] 375 375 500 500 500 625 625 10 |8| 375 375 500 500 500 625 625
60 [12] 250 375 375 500 500 625 625 2197 [12| 250 375 375 500 500 825 625
16| .250 .250 375 375 315 500 500 16| .250 .250 375 375 375 500 500
24| .250 .250 .250 375 375 500 500 24| .250 .250 .250 375 375 500 500
4| 625 625 750 .750 875 875 | 1.000 a| .25 625 .750 .750 876 875 | 1.000
o |8 5% 500 625 625 .750 875 875 . | 8] 5% 500 625 625 750 875 875
70 |8 500 500 625 625 625 750 .750 7o |8] S0 500 625 825 625 750 750
1997 |12] 500 500 500 625 625 .750 750 2597 [12] 500 500 500 625 625 750 .750
16| 375 375 500 500 500 625 625 16| .75 375 500 500 .500 625 625
24| 250 .250 375 375 500 500 500 24| .250 .250 375 75 500 .500 500
4| .750 750 875 875 | 1000 | 1000 | 1425 4| .mo 750 875 875 | 1000 | 1000 | 1125
20 |8 €25 625 .750 750 875 | 1000 | 1.000 26» | 8| ~%25 625 750 .750 875 | 1.000 | 1.000
7o |8] 500 .500 500 625 .750 875 875 To |8] 500 500 500 825 750 875 875
2097 {12| 500 500 500 625 750 750 750 209" |12]| 500 500 500 625 .750 .750 .750
16| .250 375 315 500 500 625 625 6] .250 375 375 500 500 625 625
24| 250 .250 375 375 500 500 500 24| 250 .250 375 375 500 500 500
a| .875 875 | 1000 | 1000 | 1125 | 1125 | 1.250 a| .85 875 | 1000 | 1000 | 1125 | 1125 | 1.250
2 | 8] 50 .750 875 875 | 1000 | 1125 | 1125 s0r |8] 750 .750 875 875 | 1000 | 1125 | 1125
To |8] 500 500 625 750 875 | 1000 | 1.000 o |8] 500 500 825 750 875 | 1000 | 1000
259~ |12] 500 500 500 625 625 875 875 azg~ |12] 500 500 500 625 625 875 875
16| 375 375 375 625 625 .750 750 16| 378 375 375 625 625 .750 750
24| 375 375 375 500 500 825 625 24| 375 315 315 500 500 625 625
4| 1000 | 1000 | 1125 | 1125 | 1.2s0 | 1.250 | 1.375 4| 1000 | 1000 | 1125 | 1125 | 1.250 | 1.250 | 1.375
26 |8| @75 875 | 1000 | 1000 | 1125 | 1.250 | 1.250 aar |6 #78 875 | 1000 | 1000 | 1125 | 1.250 | 1.250
To |8| 625 625 750 875 | 1000 | 1000 | 1125 70 |8] €25 825 750 875 | 1000 | 1000 | 1125
289~ |12| 500 625 625 750 750 | 1.000 | 1.000 are~ |12] 500 625 825 750 750 | 1.000 | 1.000
16| .500 625 625 750 .750 875 875 16| 500 625 825 750 .750 875 875
24| 375 500 500 625 625 .750 .750 24| 375 500 500 625 625 .750 750
4| 1125 | 1125 | 1.250 | 1375 | 1500 | 1.500 | 1.625 a| 1125 | 1125 | 1250 | 1375 | 1500 | 1500 | 1625
a9~ | 8| 1000 | 1000 [ 1125 | 1250 | 1375 | 1500 | 1.500 ag» [6] 1000 | 1000 | 1425 | 1250 | 1375 | 1500 | 1.500
0 |8] 815 875 | 1000 | 1125 | 1.250 | 1.250 | 1375 0 |8] @75 875 | 1000 | 1125 | 1.250 | 1.250 | 1375
32 [12] .750 .750 875 | 1000 | 1000 | 1125 | 1125 a2 |12] 750 750 815 | 1000 | 1000 | 1125 | 1125
6] 625 750 .750 875 875 875 | 1.000 16| .625 750 750 875 875 875 | 1.000
24| 500 625 625 750 750 875 875 24| .s00 625 825 .750 750 875 875

The above charts take into account the three variables: Diameter of Tooling Plate, Number of
Stations, and Weight of Fixture plus Part at Each Station. Figures indicate the Fastest Index Time
(Tooling Plate Motion Time only) obtainable (in seconds) by the three variables.

The above charts are based on using a 1” thick Aluminum Tooling Plate.
If Steel Tooling Plate is used, increase Index Time by 30%. Steel Tooling
Plate not recommended over 30" dia.

Refer to example on Page No. 1 for calculation.

If requirements are not obtainable on above chart — refer to next larger Index
Table chart.

Refer to Page No. 7 of General Catalog for dimensions of Model T - 14
and Model T - 18.




MOUNTING OF THE INDEX TABLE TO THE BASE
AND MOUNTING THE TOOLING PLATE

P !
EXACT LENGTH 1 8
—TT——— Y /’ peVENT SOW i N
O
l |
o © COLUMN ‘
RISERS
HORIZONTAL
MOUNT

VERTICAL MOUNT WITH VERTICAL MOUNT WITH
PILLOW BLOCK YOKE ROLLER SUPPORT

Select Tooling Plate thickness to prevent bowing. Support rollers under tooling plate can be
used to prevent bowing.

If column risers are used under the tooling plate, the length must be equal on each column
to prevent distortion and binding.

On vertical mount applications, if an overhung load exists, use a Pillow Block or Yoke Roller.

| 1

Tooling Plate and Floor Base must be flat within .002” within the area of the Index
Table to prevent distortion and binding. Shims can be used to obtain the required flatness.

Balance tooling and part for symmetrical load.
A maximum 3 tons pressure can be directly applied

on the index table. ¥
If pressure exceeds 3 tons, provide an anvil under A
the tooling plate.
™ SOLID ANVIL

Allow .005” clearance between the tooling plate
and the anvil for full 360° rotation.

[e] tﬂ i %O
POWER CLAMP W} POWER SHOT

PIN

When applying high torque tools, or requiring minimum movement of the table top, or toqling plate,
utilize either a power clamp or shot pin at the maximum diameter of the tooling piate.

For accuracy greater than £.001" at the Table Top diameter, or as required fo_r a larger tooling plgte
diameter - precision locating holes can be provided at the maximum diameter of the tooling
plate, and clamped by a power shot pin. The use of a shot pin should be stated on the

purchase order.
Provide interlock switches to prevent power clamp or shot pin from being actuated during indexing.




































