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DESIGNED AND
MANUFACTURED TO
INTEGRATE TO CUSTOMER'S

SPECIFIC INSTRUMENTATION

Olamef’s knowledge and experience manu-
facturing forming machines are applied
when designing this new line of equipment

It helps to eliminate manually forming and in-
serting through hole components

Operate components without nicking or crac-
king leads.

The SP machines cut, bend and form compo-
nents placing them in a position where

they can be picked up by an automatic system
to complete an assembly cycle.

Weight, dimension and volume of feeders
vary on each individual unit and depend
greatly on the customer's requirements.



P2 ] PNEUMATIC STEP BY STEP FEEDER FOR THE
PREPARATION OF RADIAL TAPED
I

COMPONENTS

®. SP21.09  cur anp 907 BEND

-\.Ilﬂ i

SP21 O3 STRIGHT CUT ADJUSTABLE ke
HEIGHT \

Pneumatic feeder SP21 is designed
to preform taped radial components.
Very fast system suitable o height adju-
stable cut or cut and Q0° bend.

It is supplied mechanically operating,
complefe with cylinders; without electri-
cal or pneumatic systems and PLC.
This feeder can prepare components fo
be picked up by a mechanical gripper.
It is suitable as working point in auto-
matic placement lines.

PRODUCTION: 1.200 P/H




SP2 ] A AUTOMATIC BY STEP FEEDER FOR STRIGHT
CUT OF RADIAL TAPED COMPONENTS
|

' SP 21/A O3 STRIGHT CUT ADJUSTABLE HEIGHT

QQ“ _ SP21/A O9  cur AND 90° BEND

SP21/A is a pneumatic machine suita-
ble to operate radial faped compo-
nents. Very fast system suitable o
height adjustable cut or cut and Q0°
bend.

It automatically operates components
for their subsequent ejection into a part

bin.

PRODUCTION: 1.200 P/H




P2

SP2/ O1 cut AND FORM WITH

KINKS

SP2/ .02 cur AND PITCH SPREAD

SP?2/ O4 CUT AND SMD

OUTWARD FORM

SELECTION OF

SP2/.06 rorms on

DEMAND

PRODUCTION: 700 P/H

STEP BY STEP PNEUMATIC FEEDER EQUIPPED WITH

MORE POSTS ABLE TO OPERATE TAPED RADIAL
COMPONENTS

SP27 pneumatic feeder is
designed to operate taped
radial components. As this
model have more posts, it is
able to operate different
and more complex forms
depending on the custo-
mer's request. It is supplied
mechanically operating,
complete with cylinders; wi-
thout electrical or pneumatic
systems and PLC.This feeder
can prepare components fo
be picked up by a mechao-
nical gripper. It is suitable
as working post in automa-
tic placement lines.



/A

STEP BY STEP PNEUMATIC MACHINE
EQUIPPED WITH MORE POSTS ABLE

TO OPERATE TAPED RADIAL

COMPONENTS

SP27 /A Q1 CUTAND FORM WITH

KINKS

SP27/A 02 CUT AND PITCH SPREAD

SP27 /A 04 curanp

SMD OUT-
WARD FORM

il SP27/A 06

SELECTION
OF FORMS
ON DEMAND

PRODUCTION: 700 P/H

SP27 /A is a pneumatic
machine designed to
operate taped radial
components. Having it
more posts, it's able to
operate different and
more complex forms
depending on the
customer’s request. Auto-
matically operate compo-
nents are ejected info
dedicated part bin.



P22

;_.-'.-'“ ‘ . -
& SWAGE LEADS

SP22 O5 CuTBEND AND

é\ SP22.08 cur AND 90° BEND

/"/é‘ SP22 .1/ curanp

DOUBLE BEND
“M,_.--"

FOR VERTICAL
MOUNT

‘K"‘?IKH SP22 . 2 ] CUT AND BEND

! %

. SP22 25 CuT, BEND AND
M 4 FORM

PRODUCTION: 1.200 P/H

PNEUMATIC STEP BY STEP FEEDER FOR THE
PREPARATION OF TAPED AXIAL COMPONENTS

Special pneumatic post desi-
gned on specific data recei-
ved by customer for the cut,
bend and form of taped
axial components. Tape
feed occurs on horizontal
axis. Components are indivi-
dually and vertically opero-
ted from top to bottom. The
leads of the component are
held on the right and left
sides of the body during the
cut. This way all risks of da-
maging the body are avoi-
ded. This position is
supplied without electrical,
electronic or pneumatic sy-
stem and it is mechanically
operating. Then it can be in-
tegrated o an automatic
placement system.



AUTOMATIC CUTTING BENDING
FORMING MACHINE FOR TAPED
AXIAL COMPONENTS

A8 OLO ] cut BEND AND

FLATTEN LEADS

Special automatic
machine designed
to cut, bend and

form axial compo-

Pt 0
- 43.0l02.0 Tcur anp “ur genp oM 1o customers

specification and
WITH KINK INVWARD PLC controlled. Tape

feed occurs on hori-
zontal axis. Compo-
nents are ndividually
W 48 0L02.04 cur AND “C* BEND  and verfically opere:
b ted from top to bot-
tom. The leads of
the component are
held on the right

. d left sides of th
> 48.0L02.06 cur aND "seacULL Egdfbe?;riiﬁe iy
- " WINGS” FORM and during the for-

ming. This way all
risks of damaging
the body are avoi-

/Ay 48.0l02.1 Tcurao ony one *

SIDE @0° BEND

e 48.0l02. 18 cur anD Loor Form

t.,_

PRODUCTION: 1.200 P/H Q




AUTOMATIC, PNEUMATIC CUTTING AND FOR-
MING MACHINE FOR TAPED HALL TRANSISTORS
|

:' SPQ@OQ CUT AND FORM

) SP26.05 cur anp 90° BEND

- SP26.06 cut AND "s” SHAPE
FORM SUITABLE
FOR FLAT LEAD

=ty ‘ SP26.09 cut aND s” SHAPE

FORM

PRODUCTION: 1.200 P/H

SP26 is an automatic,
pneumatic machine with
tape feed, cenfring, cut
and form for taped Hall
transistors. This machine
was designed to operate
Hall Transistors which are
very delicate and weak
and need perfect positio-
ning on the forming die.
The model SP26 is equip-
ped with a pneumatic cen-
fring gripper that locks the
body of the component.
After cutting the compo-
nent from the tape the
gripper moves it fo the
subsequent step (i.e. 20°
bending, SMD form or
other forms) and finally
places it info a bin or info
a set point where a me-
chanical hand (robot) can
pick it up.
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CUSTOMER'S SPECIAL
NEEDS

EXAMPLES OF FORMS:

MANUAL MACHINES FOR LOOSE COMPO-
NENTS DESIGNED TO
|

@ : SP20 05 SP20 line Pneumatic

machines are manually
operated equipment, in-
dividual component
feed suitable to cut and
‘\\'« SP20 O/ form radial loose com-
' ponents. Machine's die

assembly is designed fo
quickly reach the forms
requested by the custo-

£ mer. It simplifies and
3 SP20.08 speed up the time nee-
ded, reducing the num-
ber of steps in one
single operation

PRODUCTION: 600 TO 1.000 P/H
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AUTOMATIC CUTTING — PREFORMING
MACHINE AND SUBSEQUENT TAPED

FILTERS" PLACEMENT

SP34.01

SP34.01 is an automatic machine \
designed to cut, preform and place _ " i
filters. It is an example of a manipu- :
lator that OLAMEF designed to take & =4

radial components from the tape,
operate the leads at more interme-
diate posts and then place compo-
nent where the customer needs it.

PRODUCTION: 1000 P/H

12



%

LOOSE COMPONENTS PREFORMING

MACHINES

SP36.03 axaL loosE

COMPONENTS
FORMING

SP36.05 special

COMPONENTS
CUTTING AND
FORMING

PRODUCTION: 700 P/H

SP36 line pneumatic
machines are manually
fed equipment for indivi-
dual loose components
cutting and forming.
Machine's die assembly
is designed to quickly
reach the forms reque-
sted by the customer. i
simplifies and speed up
the time needed, redu-
cing the number of
steps to one single ope-
ration.

13



P MANUAL MACHINE FOR THE LOOSE L.E.D.
PREFORMING
——

¥4
RN SP38.01 1o00sELED. cuT
N\ AND LEFT BEND
NS
& SP38.02 10osk LED. cur fnz?ﬁ.'m o i
N AND RIGHT BEND f e
N a foot pedal . Compo
% nents to be operafed
shall be manually fed
and this tool cuts, bends
PRODUCTION: 700 P/H and forms loose L.E.D.
as requested by the cu-
stomer

14



AUTOMATIC PLECEMENT MACHINE FOR
SP2006 TRADITIONAL THROUGHOLE COMPONENTS

SP2006.01 AxaLmaped |
COMPONENTS CUTTING BENDING

AND FORMING MACHINE

PRODUCTION: 1200 P/H

Thanks to the experience matured with the manufac-
turing of hundreds special feeders for axial and ra-
dial components (SP21, SP22, SP26, SP27)
Olamef designed this bench placement machine for
through hole components.It is an automatic machine
designed for cutting, bending and eventually for-
ming taped axial components that will subsequently
be inserted into a circuit Board by the same machi-
ne’s manipulator. The machine can be supplied in
different versions: It can operate as a selfstanding
station with manual load and unload of the P.C.Bo-
ards; it can be located in line. In this case the com-
ponents are inserted into the P. C. Board which is
directly positioned on a conveyor belt or on a
load/unload system and this will make the opera-
tion fully automatic.It can be realized on customer's
request and beside axial and radial parts it can be
designed to place also TO-220 transistors, ICs, con-
nectors and other components in tube.

15



CUTTING MACHINE FOR TAPED RADIAL
COMPONENTS

30.0L2 1 TAPE HOLE PITCH 12.7 MMt
30.0OL22 TAPE HOLE PITCH 15 MM

The machine Model TP6/R is designed for cutting ra-
% dial components on fape. It can be supplied in two

versions for two types of tape:i.e. with hole pitch =

12,7 or 15mm (.5 or .59").

LEAD @ : 0,4 TO TMM
PRODUCTION: 20000 P/H

£ AR i fj—d};ﬁ;tt

Mmin mEE | min e ITlew

O7s 39 3 @i

S R e ARART

= | | ':l c:l'd' 1 -I:I-I:_:' 039 e e L
a D| 1 14 |[D392 55 E
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TPO-R OPTIONAL ACCESSORIES

BR6 - 400200 7APE REEL HOIDER

= __ MOTP8 - /215030 - 220 V.- MOTOR DRIVE UNIT.
(alinga’ \\OTO8 - 7915031 -110v - MOTOR DRIVE UNIT

TNS - 21.00T1 1 WASTE TAPE ROLLERS

17



E MANUAL CUTTING MACHINE FOR
TAPED RADIAL COMPONENTS

31.OL21 TAPE HOLE PITCH 12,7 MM
31.0OL22 TAPE HOLE PITCH 15 MM

[EAD @ : 0.4 TO 1MM
% PRODUCTION: 20000 P/H

The machine Model TP6/R-EC is designed for cut-
ting radial components on tape. The quality and re-
liability of this machine allows the customer to
operate years without any risk of mechanical parts
wear

The TP6/REC machine is only supplied in manual

version for taped components

AR I~

i min mas min max
H 2 10 |.078 .393

ar

04 1 |0ol5 039
T |p| 1 14 |oza 55
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PNEUMATIC AUTOMATIC CUTTING

FORMING MACHINE FOR TAPED RADIAL

COMPONENTS
——

EXAMPLES OF FORMS

#
-

QO.OLIT 11ov
Q0.OLT12 220v

The model TP/RPR is a pneumatic machine
with foot pedal control designed for cutting
and forming taped radial components. The
die assembly "SMS" is equipped with a wire
holder to keep the leads firm in position du-
ring the machine operation avoiding any
stress or damage to the part. Changing the
“SMS” is very quick and easy.

This machine is manufactured in two versions
to operate fape hole pitch 12,7 mm
(20.0L12) or 15 mm (90.0OL14)

If power feed is 110 V codes are:

Q0.0OL11 for TAPE HOLE PITCH 12,7 mm
and @0.OL13 FOR TAPE HOILE PITCH 15

mm

LEAD &: O0,4-1 MM\
PRODUCTION: 6000 P/H
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SMS DIE ASSEMBLIES FOR TP/R-PR-AS
THEY SHALL AIWAYS BE ORDERED WITH THE TP/RPRAS MACHINE

(THEY ARE NOT INCLUDED IN THE MACHINE'S PRICE]

MR I
min  max i | men e fix
SMS / ] . a|l 8 13 236 51
93 OOO -I ::: 3 gL 0 Ji8 393 —
DOUBLE KINK/ fl' g oo d | 04 08 s o3
STAND 13 —r—" D 1 10 Dan  and
OFF - LOCK IN
MR I
m min max fx | min max  fix
S/\/\S/Q A al 8 12 236 51
93 OOOQ A H_— Z ©v 1.4 B 055
Wpox UL dfedies ok
MM I~
N N
g | R . -.'4 'DES
: 23.0003 L -| |“l| E* D4 08 mE .03
ESQEDLOCKED ONP C. - o ol 1 0 030 893
o MMV N
S/\/\S/4 - . min  max fxx | min max  fix
a 3 10 J18 333
' 93.0004 T | ff d| 04 08 o015 a3
STRAIGHT CUT e | 1 10 039 393
hARA Ird
mir Imax fik | min max fix
N i Eli: |==
O H_r 14 055
*:“" ©3.0005 o o :P" 04 08 o5 031
- POLARITY e el 038 393
E* 2.2 JEE

*: QUOTA TO BE COMUNICATED AT ORDER

20



j_..r ;
b

o PARA I
mirn - max fix mirn max =
S/\/\S/é = | 2| B 18 R 3 B
Q§ OOOO : Fﬁ..ﬁ :: 04 OB y s O3 s
90” BENDING D* | ] a38 238
AMA I
SMS/7 alzs 5 | aa
93.0007 | 5
SMD A dt| 04 08 015 031
PLACEMENT D¥ 1 10 039 .353
= 1 038
SMS/8 Y N
23,0008 = M PlEm aes) 2 2 v
CENTRE LEAD SPREAD | —v-' b| a & He 236
1,27mm AND CUT 1 LF e 1.4 055
FOR TO92 p* i an
SMS/ 10 ———
Q300-| O = i rmin  max fix r'v'-r‘n I'I'.IE‘:-I: fix
CENTRE LEAD SPREAD [+ l + E[E il
1,27mm OCKINAND T |} ' fa o
CUT 7092 p* 157 a5
SMS/ 11 . v N
s min max fix | min omax fix
?3.001 1 LFL{*_'.': - lal s @ 956 A54
CENTRE LEAD SPREAD *" %4 "]V b | 5 & 18 236
1. 27mm AND 3 el e @ 0ss
[EADS LOCK TO92 P ] =

*: QUOTA.TO BE COMUNICATED AT ORDER
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CUTTING MACHINE FOR LOOSE RADIAL
COMPONENTS
|

e /4 .0l21 110V
| /4.0l22 200v

The TP/TC4 machine is designed to cut loose ra-
dial components. The speed and cutting lenght are
adjustable. The machine stops when the front cover
is removed from the machine.

PRODUCTION: 2000 P/H

A i

~ =T G RN

L e | 12 | .18 A72

L kS | O 03

L o [ 1 15 |[01.38 580

BR3 OPTIONAL ACCESSORY

a

This accessory can be attached to the TP/TC4
machine to allow the quick cut of radial compo-
nents in fape and reel. It is available in two ver-
sions: 78.0001 for tape with 12,7mm hole
pitch or 78.0002 for tape with 15 mm with
hole pitch.




PNEUMATIC CUTTING MACHINE FOR

/ .500 LOOSE RADIAL COMPONENTS

TP/IN - 500/1 - 34.0001
TP/IN - 500/2 - 34.0002

The pneumatic machine TP/IN-500/1 and
/2 cuts the leads of any kind of radial com-
ponents regardless of the diameter, mate-
rial, pitch and form because it uses a cobalt
“guillotine” blade. The upper plate which
defermines the cutting height (standard 3,2
mm 125") has always to be ordered sepa-
rately by the machine

because most of the times they have fo be
designed in special way to be adapted to
the component requested height, forms and
pitches. Additional plates to increase height
can be supplied upon request.

TP/IN-500/1 34.0001

Cutting area 53x43 mm.

Standard Stationary plate 340111 to be separately ordered
(340111).

Codes for special plates are assigned at order’s receipt
TP/IN-500/2 34.0002

Cutting area 53x93 mm.

Standard Stationary plate 340211 to be separately ordered
(340211).

Codes for special plates are assigned at order's receipt.

L% 1 ]

min max  fi< e rrax - fig

q L .2 125
d| 03 1.3 AT 0

PRODUCTION: 3000 P/H

23



lN. ] 00 PNEUMATIC CUTTING MACHINE FOR
LOOSE RADIAL COMPONENTS

W 72/18-100 - 36,0001

The pneumatic machine TP/IN-100 is used for

- cutting the leads of loose radial components. It
w is designed to adapt fo a very wide range of ro-

dial parts. The upper stationary plate defermines
the cutting height; the standard is = 3,2 mm.
Additional plates to increase this height can be
supplied upon request, starting from 0,5 mm.
The pneumatic foot pedal controls the stroke of
the lower plate, which performs a quick cut of
the leads, without any stress to the components.
The plates have a standard grid pattern, fo ac-
commodate most types of components. Plates
with special grid pattern can be provided upon
request. Lateral cuts at most common pitches
allow to easily handle warped leads

PRODUCTION: 3000 P/H
CUTTING AREA 45X 54 MM

el oy
MR I
H mirn max  fix | min omex  fix
l L] . - 3,2 125
i d | 03 ok i 5=

24



PNEUMATIC CUTTING
FORMING MACHINE FOR
LOOSE

] 8 f OOOO WITHOUT ANY DIE

LEAD &: 0,3 = 1,0 MM
PRODUCTION: 2000 P/H

The pneumatic machine TP/TS1 is very flexible equipment desi-
gned for cutting and forming loose radial components having up
to 1,2 mm of lead's diameter. A large number of dies are desi-
gned and manufactured to realise the mainly requested standard
forms and special ones. It is possible to equip the machines, on re-
quest, with two wire holders in order to lock the leads between the

body and the area of operation. This option should be requested
at order..

STANDARD DIES FOR TP/TS]

1 8060 sTAND OFF LOCK IN = DOUBLE KINK -
Pe 254-508-7.62-1016 M [.1-2-.3- 4"

R I
n_ min max L | min omas ik

la| 5 15 1968 590

b b| 2 12 078 472
", ERE - 1,4 055

- P Ll ldg| o4 oB L5 oA

e b| 1 15 o - I

1 80,/00 sTAND OFF-LOCK IN LED,/DOUBLE KINK =
LED. P.2,54 mm (.1")

Ty IIRA 1M
min maxs e | min me fix
5 15 s M)

12 FL = T s

14 [k 25
2 =] A8 1585

Oh ora




1 8O800 STAND OFFKINK OUTWARD - P:=2 - 2. 54 - 5.08 -
7 62-1016 M [78-.1-2- .3 .4

[Ty i
mi max fix | min max fix
a i <] 236 gy
b 3 13 1a =1
(o3 14 JI55
d| D4 05 ms a3t
o 1 15 349 - 580

1 8000 BoDY LOCKED ON P.C.BOARD - P:=2 54 - 5,08 -
762-1016 mm (.1-2-.3- .4")

MM | I~
o
| mn max X | mn mad i
a 3 118
Aoy [° 14 055
e d| 04 05 ois 03
B |1 039 SED

181000 sTRAIGHT CUT-P:=2.54-508-7.62-10.16
MM (1-2-.3- 4"

i A N

mk e fix | min max fix
L] = | i 14 118 511
ia) d|os o8 a5 03
% | 1 15 039 580

181 100 DIODE BRIDGE 4 [EADS - P.5.08 MM (.27]

| hard (1
: min ras i miry e e
i al|l & 14 235 BET
£ E,‘ . Bl 4 2 1 |
T g _,_:I B 14 (Y
|+ T M| 4 DA s 0%
Bl 1 s Fotcti Rt

181200 roLARTY -P2,54 MM (.17)

A ]
ﬁ min rnsm x| o e ik
a 5 JaE  5an
l. &1 z 12 0TS ATE
:r g [ 1,4 55
| rl_ \1 [ 5] ol 5 JovE 194
E & 4 054
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181300 90° BENDING

hanA i

| mim e e | o min max e
r‘ = 2 g by} -
e —— b* B 1]
v T !d‘ 04 04 ois e
' in' 1 15 L0 FED

181400 surracE MOUNTING

han [
MmN meEx 1 min max  fix
o la |25 & (1= T U
- | ‘ b 2 C7B
=:f= - - :I' ,"’ je* 25 098
S d*| 04 08 os  oE
o 1 18 C38 590
1 8 1500 s1AND OFF /KINK INWARD
P 254-508-7,62-10,16 MM (.1-2-.3-.4"
o | Tl ind
‘_",‘53,-& E mm e hx e e e
N N al 8 18 338 H29
“-% _c_i d —{ | 3 13 18 511
A 3 a 1.4 055
_”_J “F d| 04 08 iSO
|l 1 15 aas 580

18 1./00 10 spread OUT AND CUT

Rt I

min  max  fix mim max i
a e} E: 165 a4
=] 2 L] OFE 155
L= 1,4 L
d'| a4 o8 015 130
o ] e 5h0
B 2,54 1
[l 3,05 Py

181800 repuce pitcH AND cUT

kA (1]
min mex fix | o max fix
A B = i A14
b o E: JLIEE L 5]
1 1 i a 1,4 JLOh
| o*| 04 08 AL PR e
| . D g 039 HE0
' p1 5,08 2
P 254 N 27




! F

=

rARA M
| mi e e N e s
- a = n 236 A4d3

"I

MM ™
min  max Tk mim mox i
g ﬁ a7 a3 275 51
: " =1 b| 4 10 57 393
P —%’{.‘iﬂ L}ﬂ ¢ 1.4 055
R T e 2,54 1

182100710220 CENTRAL LEAD SPREAD AND CUT

:l M M
i R = min  meEs s
F al 7 13 215 51
= | amT o
_dju4 | |2 4 10 . 57 293 -
Jel] 254 1

1 82200 10 220 CENTER [EAD SPREAD AND LOCK

min e fix | min mas fis
a 7 13 273 5N
5] i 10 157 8383
F_’[T: L 1 085
p* 2,04

1 82300 10 220 CENTER LEAD SPREAD/3 LEAD LOCK

82400 TO 220 DOUBLE KINK ON THREE LEAD - INI LINE

& | 1.4 OES

‘|:| L] 3 B g .34

=]

1 82500 10 92 CENTER [EAD SPREAD

FAKA M
iy e (i | oM reas fix
_l' Ia 4 13 A76. BN
=1 4 | [T
!I:I 14 Hsiala]
‘ |o* ! 127 05
L.

1 82600 10 92 CENTER LEAD SPREAD AND LOCK

(LY Ik i

mim mAaE fig min mAax T
= | ! 13 295 511
o eF L]
. 4 13 ASF 3uG
J—— 1A (B2 L

A2l 127 o5 | 28

o 0N oo
=




._.
e

.

»

182 /00 1092 CENTER LEAD SPREAD/THREE LEAD LOCK

MR N
FTin gkt { o d T max '-I.Pl:
&5 13 276 BN
a ] o 10 A57 283
] 1.4 JOE6
p* 1,27 A5

1 82800 1092 STAND OFFLOCK IN /THREE LEAD IN LINE

| T

| MM N
min mm B | min max fix
- ] s} 1 B W o |
b i | ] By [ 5
o 1.4 J066

183 100 10 220 90° BENDING CENTER LEAD OFF SET

MM | N

mi max | MmN mas ik
la|l 3 =5 ME 86
| Ea* 5 195
| 5 216
e | 5,08 3
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SC4 CUTTING FORMING MACHINE FOR
LOOSE RADIAL COMPONENTS
]

16.0000 STANDARD 2 CYLNDERS

WITHOUT FORMING DIE

16.0100 3 cYUNDERS WITHOUT
4 FORMING DIE

163000 CENTER LEAD SPREAD - DOUBLE KINK
ON OUTER LEADS

F

L [

T TR - L A [

.24

(01

f—l-_r

; % 7 oz

TR, L, B
: Le]

6.0

gE39®

1-|

* QUOTA.TO BE COMUNICATED AT ORDER

The pneumatic machine TP/SC4, very flexible equipment , is de-
signed for cutting and forming loose radial components. A large
number of dies are designed and manufactured to realise the
mainly requested standard forms and special ones. Die 163000
is the only die that needs the activation of a third cylinder that
can only be with TP/SC4. It is possible to equip this machine, on
request, with two wire holders in order to lock the leads between

the body and the operation area. THIS OPTION SHOULD BE RE-
QUESTED AT ORDER.

DIAMETER OF THE LEAD O,3 TO O,8MM
PRODUCTION: 2000 P/H
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STANDARD DIES FOR TP/TS'

1 60600 sTAND OFF LOCK IN = DOUBLE KINK —
P=254-508-7.62-1016 M (.1 -2-.3- 4"

AR ]
min max € | mn mas K
- al| 5 15 198 590
b2 12 o7E . AT2
¥ -~ 1,4 055
;_t—r |:'L d| o4 og oS oo
wl D| 1 15 o=a san

1 60,/00 sTAND OFF-LOCK IN LED,/DOUBLE KINK =
LE.D. P.2,54 mm (.17

’ - hRA I
2 min mas  the | min o mee fix
o i = r gl s 1= 196 530
’"*-. SRR [ o 17 E s T =)
la o 14
ol & o e =

160800 STAND OFFKINK OUTWARD - Pi=2 - 2,54 - 5,08 -
7,62-10,16 w (.78 - .1-2- .3 - 4')

kA it
i Fm-c fox | min e !"l:-'_
] L] L] P L R
b 3 I3 na =1t
c 1k 055
d | 04 DE M5 031
o 1 15 e L= R | =

1 6000 BODY LOCKED ON P.C.BOARD - P:=2,54 - 5,08 -
/7,62-10,16 mm (.1 -2-.3-.4"|

" il | I
n;ﬂ\ ' min max e | min omax

3 =

14 L5
J4 05 FLeg LR e |
1 15 39 580

goaaw

161000 STRAIGHT CUT-P:=2.54-508-7.62-10,16
MM (1-2- 3 .4%)

n__ A i

m e fie | min max fie
% o u a ! 13 i1 -] w11
L - d|os o8 a15 03

] [D I 15 £32 520
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161 100 DIODE BRIDGE 4 LEADS - P.5,08 MM (2]

Trd 1M
mih mas i miry e fiw
o 14 s T 1 |
4 ) BT AT
1.4 (s
o4 DA L5 D31
1 IS Aids SR

-P.2,54 MM (.17

: (Y 1]
min mesx fi | omin e i
ﬁ a| 5 15 96  5an
1T Bl 2 12 078 a7z
v i '] c 1 055
I el ‘ Bl 2 5 075 A9
jE 24 o
161300 90° BENDING
o nBA in
min mae x| min max e
r‘ = e d 4
= - ]n‘ £ 2a6
T d*| o 08 L
gl‘:.r! 1 16 L3 B

161400 surracE MOUNTING

it It

mn meEx fid min  max  fie
la|zs =& == S
o 2 O7E
e+ 2.5 095
;ﬂ" 04 08 e DE
ol 1 15 039 590

161500 STAND OFF /KINK INWARD
7,62-10,16 MM (.1 -2-.3- 4

P: 2,54 -508 -
MR i

M e fia ITirn Ml 1 B
B 16 288 G20

q 13 14 L b

|.4 55

04 O (4] b S

1 15 L= B
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161 /00 10 SPREAD OUT AND CUT

ik I

min  max fix min max T

&l s ] E: 15 J14

b| 2 & el R L

o 14 L5

) da'| 04 o8 e 3r

o o 5 560
e Pl 2,54 1
P 5,08 e

161800 repuce piTcH AND CUT

kA (Y]
rein e fi | ormm s fioc
A i [T F.
o b a C: LIRS 15
i l I I a 1,4 OEh
df| 94 68 ats a1
' “l\i’j‘: D 1 S
| A Pl 5,0 2
o P 254 1

16210010 220 CENTRAL LEAD SPREAD AND CUT

KM I

1 min max K | min omas
e L SRR M
T-—l=j—_»-r :,, zI::a :l.TL.
162200 10 220 CENTER LEAD SPREAD AND LOCK
i MR T
— i min s i Tk mae i
:’ﬁ 1EF w1 Bl 275 .51
ﬁi : 4 10 " 157 388 -
B 254

162 300 10 220 CENTER LEAD SPREAD/3 LEAD LOCK

1 MR N

P min M A | min max T
= 1 Wiel s g 457 .393

e 1,4 055

—-I-P-I-- ) e 2o 1
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162400 10 220 DOUBLE KINK ON THREE LEAD - IN LINE

AR L
| i max | min e fix
a | ia iy 236 433
& 3 B (1= 314
e | 14 0E5

162500 10 92 CENTER LEAD SPREAD

3
e

MR [y |
i e (i | i e e
a T 14 276 &R
=] 4 | by = = |
= 1,4 56
o 127 05

.....

162600 10 92 CENTER [EAD SPREAD AND LOCK

E#EES}H

_l:-

G

rARA

o 0o
L

men e e

mim max Hx
] a1
RLT 493
055
(I

162 /00 1092 CENTER LEAD SPREAD/THREE LEAD LOCK

=

hARA i
FTin TN o T I :I.i':
a 13 276 BN
bB| 4 10 157 .3aa
c 1,4 a1
p* 1,27 05

162800 1092 STAND OFF-LOCK IN,/THREE LEAD IN LINE

i
!

F

,

A

" LY M
min mmd i | omin mae fix
-] [+ 1 B |
b 5 TBE a1d
£ 1.4 JIEE

163100 10 220 90° BENDING CENTER LEAD OFF SET

e

-1

Bk [ L[]
| min max fix | min max fix
| & 3 5 ME 86
| 5 ==}
] ey}
&) 2
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P/I0<F

13.0l01: 110V
13.0L02: 220V

TP/TO-CF is an automatic machine designed to cut and form fransistors
in tube (TO-220,TO-218, TO-126). All strokes are controlled by a PLC.
The complete operation is fully automatic and each form needs a dedi- 3
cated die. Two wire holders lock the leads before the cutting forming

CUTTING FORMING MACHINE FOR
TRANSISTORS IN TUBE

operations. Special forms to customers specifications are available

upon request.

PRODUCTION: 3000 P/H

STANDARD DIE ASSEMBLIES

1 31000 STRAIGHT CUT

1M

‘ - -
- i FEEET ITREL
ool

e £ 3 A3
R

e | mim e M=
B s |o RARERH T g

131300 90° BENDING

I |

g PN

[‘ min max s
ey i
]

a3
b* =]

min  mas  fis
g 34 ‘

i |

131400 SURFACE MOUNTING

i

1

i B
RES

- AN
Il s
= A1 A | =h kL
- { b" =

fix

JHE 04

min e fix

KIS
Jae
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132100 CENTRAL LEAD SPREAD AND CUT
B

PR | i
w e max Tk | oming max . Tk
i | a| 7 13 275 5
f'l H P Be] 4 8 157 =0
r-l ol _T P 1.4 055
p 254 | 1

1 32200 CENTER LEAD SPREAD AND LOCK

KARA Ik
min e fx | omin mes fis

H | T 13 L R |

s | 4 10 J87  LAag
o 14 IGE
p* e LT |

RARA i
min e fic | omino max i
a ¥ 13 Ey 2 S
| ¢ W 157 a9a
o 1,4 056
p* = /b4 1

1 32400 DOUBLE KINK ON THREE LEAD = IN LINE

: i | MM | 0]
|
5‘3' L min max T | min mae fic
. }f A | el e 1 236 433

_'--'17’*, b

= ]

A H Ry
14 hal=t

1 33100 90° BENDING CENTER LEAD OFF SET

) AARA I
- FF -':_ min  maEx x| mie e fis
=
— 3 v el a3 s M8 196
: . ] L— b* 5 105
—- TI_L * & B
' P 5,08 2

*. QUOTA.TO BE COMUNICATED AT ORDER3 6



y FORMING MACHINE FOR IC's
COMPONENTS IN TUBE

/7 .0l0]

! | I " MANUAL DIP LEAD FORMING MACHINE

MOT- ICF -MOTOR DRIVE UNIT
64 .0Ol0T - 110V

w 64.0102 - 220v

The model TP/IC-F is designed  for straightening the leads of
IC components to facilitate their insertion onto the P. C.
s N Board. The machine is supplied with the necessary tube
. <X holders to accommodate standard components having .3

and .6" Pitch. (7,62mm and 15,24mm)

PRODUCTION: T TUBE/6SECONDS

STANDARD PITCHES: T
7,62 MM = 15,24 MM (.3" 6] %%
LN DL N

FOLOWING PITCHES ARE
AVAILABLE UPON REQUEST :
10,16 MM = 19,05 MM = 22,86 MM (.4"-./5"-.9")
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CUTTING AND BENDING MACHINE
FOR AXIAL COMPONENTS

20 O] STANDARD LEAD @: 0,4-1,3

20 OlO4 REINFORCED LEAD @: 0,6 - 1,4

70 O|lO6G  REDUCED LEAD @: 0,4 - 0,8
20.0L07 /9 / 10O RepUCED AND X PITCH EAD @: 0,4 - 0,6

The model TP6 is designed for cutting and  bending taped axial
components with lead diameter from 0,4 to 1,4mm (.015 to
.055"). The high quality and reliability of this machine ensure the

best operation for a very long time. No maintenance is required.

PRODUCTION/HOUR
TAPED: 50000
LOOSE: 5000
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TOOTHED DISCS NOT TO MARK LEADS

CUTTING AND BENDING MACHINE FOR
AXIAL COMPONENTS WITH DELRIN
|

20.OLT 1 stanparp
20.0OL12 reNForceD

CUTTING AND BENDING MACHINE
FOR AXIAL COMPONENTS
WITH QUICK SET UP

|

20.0OL01/Q7 STANDARD
Qu‘w\ 20.0l04 /97 RENFORCED
20.0l06/9/  repuced

This system automatically adjusts the bending wheels, reducing the
setup time and making it easier.
This system is available with the some versions of the TP machine.
)}/M\ Warning= the maximum pitch possible with the /97 system is 40
-‘-‘I : a " [/
< mm and the maximum “B" is 10 mm
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STANDARD VERSIONS OF TP6, TP6,/D AND TP6,/97 MACHINES

20.0101 - 20.0L11 - 20.0101 /97
TP6/1 STANDARD VERSION

pAn 1]

| [RAI=E ) | =

P L S #h Al

i J__E = i a4 a AE7 51

¥ - o |12 o4

L. L 50 gES
-2 BEPE ¥ d o2 | At ool
P (=] & i 11 Fig!

20.0104 - 20.0L12 - 20.0l04 /97
TP6,/4 EXTRA REINFORCED BENDIN

|
Hal B T - R )

— ;

l | il -El & 43 | 12651
; T nl 21 | sy

2 L S0 T 460

P | oE 14| 023 0SS

D: LaEs 10 - - <k ol o ats

20.0L06 - 20.0L06/97
TP6,/6 REDUCED BENDING — ADJUSTABLE PITCH

B i
(e ey |

||= RTe Sl - R

| || a4 13352 =1
r3 le| o8 o
I .-r:i iL 653 1955
T 1 Id 1,4 LB 1T

R L el oa €| .05 oan

20.0l0/ - 20.0l09 - 20.0L10
TP6,/7 = TP6,/9 — TP6,/10 REDUCED BENDING FIX PITCH

[ Il ) 1
T | | (BT #1057 583
i g 1 [t s g
b < i Od uE | Ok L
| o Of 04 4 | oi5 AET 40
= V' oods so.ar P| S05 a
|G S, EAY 7 3
1 &




TPO OPTIONAL ACCESSORIES

BR6 - 400200 reeL HOIDER

— MOTP8 - /915030 - 220 v. MOTOR DRIVE UNIT
" MOT98 - /915031 -110V - MOTOR DRIVE UNIT

TNS - 21.001 T WASTE TAPE EECTOR

N
‘ CS10-51.0100 reeper FOR LOOSE COMPONENTS

200240 comPLETE BODY GUIDE

4]



PG EC

23.0L

(01 STANDARD LEAD: 0,4-1,3

23.OLO4 REINFORCED [EAD: 0.6 -1 4
723 OlLOG REDUCED LEAD: 0,4 0,8

CUTTING AND BENDING
MACHINE FOR AXIAL | g
COMPONENTS

23.0OL07 /0O / TO Rebuced AND Fix PTCH EAD B: 0,4 0,6

The model TPO-EC is a manual machine, designed for cutting and
bending taped axial components with lead diameter from 0,4 to

1,4mm (015 to .055"). Operation quota are set up in a quick and
precise manner. The high quality and reliability of this machine en-
sure the best operation for a very long time. No mainfenance is re-

& Y quired.This machine is only supplied manual version and for taped
e components.
3 PRODUCTION: 50000/HOUR
IP6,/1-EC TP6/4-EC
STANDARD - 23.0101 REINFORCED - 23.0L04
i i MM N
T M min E min rmaEs | min mex
Ples 60 | .255 2a62 Plios 60| 4 zse2
o B |4 1w | s EH B| 5 113|196 &1
L e |12 La 7 c| 24 054
@ 50 oE8 L 540 1.968
+ It lgjosa 13 | 05 051 d| 06 14|.023 055
—— D (04 16 015 629 D| o0& 16 |.023 622
TP6/6-EC TP6/7-EC
REDUCED - 23.0L06 REDUCED FIX PITCH - 23.0L07
MR ] szl ] MM [N i
J. | —_— r'|1.5'|~.-§c'|'"i;i-|ir-| g '—'J_.Iiiu ; min rmaEx | min mas
i "J o B P |4 15 8935
L P|508 60| .2 2362 o G| 0.5 Q13
B . ;"_c = j_; 1_; 167 511 Esif 0 d| 04 08|05 023
.,1 I :[ e| 08 falcy ! Il bl
i L 50 1,988 code 230007 P| 508 | .2 i
b ld| 04 08 ms 03 coda 23.008 P 7562 3 42
plo4 10| 015 ooo oode 230010 P 1016 o




CUTTING BENDING
= FORMING MACHINE FOR
]

AXIAL COMPONENTS

EXAMPLES OF FORMS STANDARD EAD@: 1-1,3

40.0L21 z 3,1
”’"-“ 40.0l31 73,9

1 L 4001247 5

REINFORCED rapz 1-14

f\ 40.0122 7 3 PRODUCTION PER HOUR:
. 40.0OL32 7 3,9 TAPED 25000 |

400_25 7 5 LOOSE 5000

The model TP6/PR-B is designed for cutting- mm (.039 to .055"). It can be motorized.
forming and bending taped axial compo- With TP6/PR-B it is possible to exclude the
nents. The “stand-off” form keeps the body off  kink substituting the cutting/forming wheels
the P. C. Board. The machine handles com-  with only cutting wheels.

ponents with lead diameter from 1 1o 1,4

40.0121- 40.0L3 1 - 40.0124 40.0122 - 40.0L32 -40.0125

STANDARD VERSIONS REINFORCED VERSIONS
MR IN | MM | N
_|mir max | - max rTiir max | Mmin e
P | 6.5 60 |.266 2.362 P fo1e 60 4 D389
';J B |1 14 |.583 581 b B | 10 14 | 393 551
ol )y i“"" .2 047 o Tl i | 2.4 0
i = L 50 |58 | —‘—’— I L 50 1.968
- w 5 i i i = {
i y i-:l 1 13 038 051 7 LMl 14 | 029 055
L d e L HERE L i I |"\'-\I l o | 1 16 | .03  .B20
h | 7 1 |.27s 433 I T 11 275 4a3n
coda 40.0L01 Z 3.1 fix 22 fix code 40.0L02 F ERE™ BEEE ™
coda 40.0L11 & 3.2 fix 53 fix cods A0.0L1E F 3.6 fix 455 Nx
coda 40.0L04 5 fix 106 fix cade 40.0L08 E & fioe g9 fix
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CUTTING BENDING
= FORMING MACHINE FOR
AXIAL COMPONENTS
]

EXAMPLES OF FORMS STANDARD EaD @ 11,3
40.0121/97 7 3,1
40.0L31/97 7 3,9

f ( 40.0124/97 7 5

REINFORCED IrAD @ 1: 11,4

| 40.0122/97 7 3.1
-:a 40.0132/9/7 7239
40.0125/97 7 5

PRODUCTION PER HOUR:
TAPED 25000
LOOSE 5000

The model TP6,/PR-B/Q7 is designed for cutting-

forming and bending taped axial components.
The “stand-off” form keeps the body off the P. C.
Board. The machine handles components with
lead diameter from 1 to 1,4 mm (.039 to
.055"). It can be motorized. With TP6/PR-
B/97 it is possible to exclude the kink substitu-
fing the cutting/forming wheels with only cutting

40.0121/97 - 40.0L31 /97 -
40.0124 /97 - STANDARD VERSIONS

MM I
il M M max
IF‘" 6.6 i 2bh 2.352
j'_ ) iE g (] 14 S84 551
& F“l-i-' I EE 1.2 w7 y
; | | -ldt-_ L 50 | D58
. | Id 1 13 |38 0851
1 [ Y B 18 |.039 629
= - |
h | 7 11 275 433
coda 40.0L01 Z i 3.1 fix J22 fix
coda 40.0L11 & 3.4 fix A53 fix
coda 40.0L04 X 5 fix A0 fis

hhaA (1]
ITiin ITIEL rmirn. rmax
I
EF' o168 a0 A3 2.362
B | 10 14 383 551
- c |24 0g4
T L 50 1.568
oo coce |1 Bl 1.4 |.029 055
by P L ) 1 16 LR35 G258
: N i1 275 433
code 40,0L02 X ERE™ 22 o
cods 40,0012 E .5 fix e fix
cods 40.0L05 T G fix J96 fi

wheels. Easy to set up and use. This system auto-
matically adjusts the bending wheels, reducing
the setup time and making it easier.

This system is available with all versions of
TP6,/PR-B machine.

Warning= the maximum pitch possible with the
/97 system is 4A0mm. and the maximum “B" is
10mm.

40.0122/97 - 40.0L32/97 -
40.0125 /97 -REINFORCED VERSIONS
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TP 6[P -B OPTIONAL ACCESSORIES

BR6 - 400200 reeL HoOLDER

: /\/\QTQ8 /215030 - 220V, - MOTOR DRIVE UNIT.
W MOTO8 - 7915031 -110V - MOTOR DRIVE UNIT

TNS - 21.001 T WASTE TAPE EECTOR

o e
L i ‘ CS10-51.0100 Feeper FOR LOOSE COMPONENTS
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FOR AXIAL COMPONENTS

TP6/PR-F/1:::

EXAMPLES OF FORM

\ .

43.0OlOT stanparD

The model TP6/PR-F is designed for cutting and forming axial
taped components. Version 43.0OL01 is suitable for lead @ 0,5
to 0,9 mm (.19 to .035"). Die assemblies designed for each one
of the version, need to be ordered separately depending on the
form required. It is possible to order special forms, supplying
Olamef with drawings and specifications. This high quality ma-
chine is designed and manufactured to last long fime. Preforming
operations are realized in order not to mark, scratch or deform
leads. Machine’s adjustment takes advantage of ‘97 system. |t
can be motorised. VWaste tape ejector TNS is always already in-
cluded with the machine’s price.

PRODUCTION/HOUR
TAPED: /000
LOOSE: 5000

TNS - 21.001 3 WASTE TAPE EECTOR 1S

ALWAYS ALREADY INCLUDED WITH THE MACHINE
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TP6/PR-F/1 STANDARD DIE ASSEMBLIES

420800 - STAND OFF 2,5MM 4720850 - LOCKIN
AT ™ PR IN
min max min max ity e | rir Max
P hos coos 4 24 ;
3 5 Yiia Pl1016 6096 4 24
e |12 047 L s 20 e 1023
: o s = - ]
- - h & L4 2AE  85a —_ :
= Rl T T JB 8 11 | 814 433 = [P %S 8 |77 31
ﬁe e dlos oo loe oas L “F - Bl7s 1 l2os 433
e Tl lolos & |ow 2 — . 1 T S EREERE O T
e z|2 4 |ora as? i e SO
3 4 |18 87
420900 - REDUCED PITCH 420950 - LOCK IN
[YTY, N
P|7e2 5842l 5 23 T p
= BHCL oot P 0.6 650.86| 4 2.4
2 e i L 50 1.968
i 5 qg .jurr:u a4 c |12 B
l o 3 3 L i hl45 &8 |177 314
=R 8|76 1 |oon s
. l S et d|o6 08 |023 035
~.Jd] & z| 2 078 157 oloeg & |osa o
ok A = z|3 45|18 177
420/ 50 - STAND OFF 3MM 421000 - BODY LOCKED
(1% (45| ]
min  max [ min  max [Ty N
P 016 B008| 4 24 N max | min max
L 50 1.968 P 1016 8086 4 24
e |12 47 L K < OEL
' 'I"'.I lh BS5 95 |255 374 S i naz
FL -]} |B|ss 15 [as4 as2 A0 iy [B| 5 & |196 314
i d|05 09 |019 035 Ed—r | d|05 08 |0 03
-~ [ jp|Ds 8 g 34 pl2z &8 |ora a4
z | 2 4 |o7e 157
420650 - U’ BEND 42100004 -Low BODY LOCKED
RA M
min  Imax | min  max
P06 80958| 4 24
| (XX IM L 50 1023
(N e (i ina | 1.2 A7
! 2L 1 P06 6095 | 4 12 h| 3 8 |118 314
—=aa8 L 50 1868 g e sy B| 6 11 |.236 433
’+ | = _l' c (1.2 D47 i =13 =0 1 Bicy
= = B 12 1936 472 T c_J @ ﬂ'z_’ sl
e o ! 'd|os 0@ (018 035 | ST e | o L S
- o D |05 o |lolg aia =) 3 4 [A18 A7
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AXIAL COMPONENTS

CUTTING BENDING
TP PR'F FORMING MACHINE FOR

EXAMPLES OF FORM
43 .0LO2 reINFORCED

TITTT o

The model TP6/PR-F/2 is designed for cutting and for-
ming axial taped components. Version 43.0OL02 is suita-

ble for lead @ 0,8 to T mm (.031 to .039"). Die
assemblies designed for each one of the version, need
fo be ordered separately depending on the form requi-
red. It is possible to order special forms,supplying Olo-
mef with drawings and specifications. This high quality
machine is designed and manufactured fo last long time.
Preforming operations are realized in order not to mark,
r—-‘r scratch or deform leads. Machine's adjustment fakes ad-
i | vantage of ‘97 system. It can be motorised. Waste tape

ejector TNS is always already included with the machi-
ne's price.

PRODUCTION/HOUR
TAPED: 7000
LOOSE: 5000

TNS - 21.001 3 WASTE TAPE EECTOR IS AL-

WAYS AIREADY INCLUDED WITH THE MACHINE
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TP6/PR-F/2 STANDARD DIE ASSEMBLIES
420900 - REDUCED PITCH

MM | IN

Min  mMax | min  max
P 762 5842 .3 23
L 50 1968

e |15 K>
- h| 6 12 |238 472
o & 1 4 V8| 8 14 |.314 551
T[T.? " 1x d|08 1 031 038
iz | L r D|0BE & [031 314
L. P ____._I' - 2 4. 078 157

L E |1.27 05

420950 - 1OCK IN

MM IN
(o = T R =
1076 5026 4 2.4
]| 1.96H
1.5 D59
5.5 1 216 433
835 14 1334 .56F
0.8 1 @31 0349
(8- 8 Lo g
] 45 (.N8 47T

NODoa@DmTorT

420/50 - STAND OFF 3MM

MM N
min  max | min  max

1016 6096 4 24

P
L 50 1.968
c| 15 losg
| jebe h| 7 12 |27 472
%T'T—'_u;.-—-ﬂ- B 9 14 (354 561
Pk T e d 05 1 |03 058
9 —fe = 1 Dl CE 8 [031 314
b m?. ] z| 2 4 lo7g as7

|
|

420650 - "U" BENDING

MM IN
min - max [min max
1016 6005 | 4 12
50 1968
12 \ca7
12 |oag 472
0,8 {018 025
05 B lowm &4

oomomar T
L
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EXAMPLES OF FORM

CUTTING BENDING
TP PR'F FORMING MACHINE FOR
AXIAL COMPONENTS
I g

4 3.0LO3 EXTRA REINFORCED

The model TP6/PR-F/3 is designed for cutting and forming axial
taped components. Version 43.0L03 is suitable for lead @ 1 to
1,3mm(.039 to .051"). Die assemblies designed for each one of
the version, need to be ordered separately depending on the form
required. It is possible to order special forms, supplying Olamef
with drawings and specifications. This high quality machine is desi-
gned and manufactured to last long time. Preforming operations are
realized in order not to mark, scratch or deform leads. It can be
motorised. Waste tape ejector TNS is always already included
with the machine's price..

PRODUCTION/HOUR
TAPED: 7000
LOOSE: 5000

TNS - 21.00 1 3WASTE TAPE EECTOR 1S

ALWAYS ALREADY INCLUDED WITH THE MACHINE
50
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TP6/ PR-F OPTIONAL ACCESSORIES

‘ BR6 - 400200 et HOLDER

; | MOT98 /A - 7915032 - 220 V. - MOTOR DRIVE UNIT
@m MOTQ8/A - 7915033 - 110V - MOTOR DRIVE UNIT

| : . N CS40 - 51.0400 Feeper FOR LOOSE COMPONENTS

y EAas s 430240 compiete BoDY GUIDE
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CUTTING BENDING FORMING
TP MACHINE FOR AXIAL COMPO-

NENTS FOR SURFACE MOUNTING
]

EXAMPLES OF FORMS
- 25 .OlO 1 stanparD

The TP6,/S machine is designed for cutting and bending axial
components for surface mount. The standard version offers the
most common dimensions. Special versions to customer’s specifi-

" cations are available upon request. It is however necessary to
know all dimensions of the component, before and affer the ben-
ding operation.

N
PRODUCTION/HOUR
TAPED: 50000
LOOSE: 5000
Ll i
TN Max | R e
P | 12 a7 | 4721850
oy Coll I 1 | 085 =8s
I L 40 |54
] —= ‘IIT;. e |oa 8 | s see
e " o L HER] LXedid T
a8 = Tix LIS R
e h* A Bl CFEIA T
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TP6/ § OPTIONAL ACCESSORIES

BR6 - 400200 reeL HODER

. -_T MOT8 - /915030 - 220 V. - MOTOR DRIVE UNIT
i MOT98 - 7915031 -110V - MOTOR DRIVE UNIT

TNS - 21.00T1 T waSTE TAPE EECTOR

i e
\ CSTO-51.0100 reeper FOR LOOSE COMPONENTS
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CUTTING BENDING MACHINE
FOR AXIAL COMPONENTS
——

VERTICAL MOUNTING

EXAMPLES OF FORMS
80.OLO 1 stanpARD

&\

( N
AN

The TP6,/V machine is designed for cutting and bending taped

axial components for vertical mounting. It operates components

with lead diameters from O,5 to O,8mm (.019 to .031"). The ben-
[ ding pitch is defermined by the bending cam supplied and it can
a:-: | be changed by replacing this cam with one having different thick-
' ness.

WARNING: FOR PITCH 2,54 MM MINIMUM LENGTH BET-
WEEN BODY AND TAPE SHALL BE: LENGTH OF THE BODY
PLUS 12 MM. THE LENGTH OF THE LEAD FOR THE LARGER PIT-
CHES SHALL BE INCREASED BY RELATION

PRODUCTION:
TAPED: 50.000
LOOSE: 5.000
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TP6/V/1 STANDARD VERSIONS

80O.OLO1-PTCH 2,54 MM
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80.OLO3-PITCH 3,8 MM
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80.0OLO4 - PITCH 5,08 MM
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80.0OLO5 -PITCH 7,62 MM
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CUTTING BENDING MACHINE
FOR AXIAL COMPONENTS
VERTICAL MOUNTING

TP6/V/2]

EXAMPLES OF FORM

8\ 80.0OL2 1 renrorced

.

€ e The TP6,/V/21 machine is designed for cutting and bending

\ taped axial components for vertical mounting. It operates compo-

, nents with lead diameters from O,8 to 1,3mm (.031 to .051").
g The bending pitch is determined by the bending cam supplied and
it can be changed by replacing this cam with one having a diffe-
rent thickness.

WARNING: FOR PITCH 3,8 MM MINIMUM LENGTH BET-
WEEN BODY AND TAPE SHALL BE: LENGTH OF THE BODY
PLUS 16 MM. THE LENGTH OF THE LEAD FOR THE LARGER PIT-
CHES SHALL BE INCREASED BY RELATION

PRODUCTION:
TAPED: 50.000
LOOSE: 5.000
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14 _ \\OT98 - /915030 - 220 .- MOTOR DRIVE UNIT
" MOTO8 - 7915031 -110V - MOTOR DRIVE UNIT

TNS - 21.0071 T WASTE TAPE EECTOR
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CUTTING BENDING
MACHINE FOR AXIAL
COMPONENTS VERTICAL
MOUNTING

TP6/V/1-EC

EXAMPLES OF FORMS

81 .OLO 1 stanparp

&\

( \
ﬁ.\\\

The TP6,/V/ 1-EC machine is designed for cutting and bending
taped axial components for verfical mounting. It operates compo-
I nents with lead diameters from 0,5 to O,8mm (.019 to .031").
|I The bending pitch is determined by the bending cam supplied
and it can be changed by replacing this cam with one having dif-
ferent thickness.
TP6,/V/1-EC machine is only supplied manual version and for
taped components.

WARNING: FOR PITCH 2,54 MM MINIMUM LENGTH BET-
WEEN BODY AND TAPE SHALL BE: LENGTH OF THE BODY
PLUS 12 MM. THE LENGTH OF THE LEAD FOR THE LARGER PIT-
CHES SHALL BE INCREASED BY RELATION

PRODUCTION:
TAPED: 50.000
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TP6/V/1-EC STANDARD VERSIONS

81.OLOT-PITCH 2,54 MM
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MOUNTING

CUTTING BENDING
TP6 V 2 ] .Ec MACHINE FOR AXIAL

COMPONENTS VERTICAL
]

FAAMPLES OFFORMS 81 OL2 T remrorcen

The TP6,/V,/21-EC machine is designed for cutting and bending
taped axial components for vertical mounting. It operates compo-
P nents with lead diameters from 0,8 to 1,3 MM (.03 1 to .0517).
% The bending pitch is determined by the bending cam supplied
\ and it can be changed by replacing this cam with one having dif-
ferent thickness.
TP6/V/21-EC machine is only supplied manual version and for
taped components.

WARNING: FOR PITCH 3,8 MM MINIMUM LENGTH BET-
WEEN BODY AND TAPE SHALL BE: LENGTH OF THE BODY
PLUS 16 MM. THE LENGTH OF THE LEAD FOR THE LARGER PIT-
CHES SHALL BE INCREASED BY RELATION

PRODUCTION:
TAPED: 50.000
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COMPONENTS VERTICAL
MOUNTING

CUTTING BENDING FORMING
- MACHINE FOR AXIAL
] N,

ESEXAMPLES OF FORM
36.0L01

Machine model TP6,/V-PR is designed for cutting, bending and
forming taped axial components for vertical mounting. The stan-
dard form locks the components into the P.C.Board. All dimen-

sions are adjustable. This model handles components with lead

P diameters from 0,5 to O,8mm (.019 10.031"). Special versions

’;;“\ can be manufactured to form leads having different dimensions.

r‘\ It is possible to suppress the form and only operate the “V* bend
L of components.

WARNING: THE MINIMUM LENGTH OF THE LEAD BETWEEN
THE BODY AND THE TAPE SHALL BE EQUAL TO THE LENGTH
OF THE BODY PLUS 15 MM

PRODUCTION HOUR:
TAPED: 7000
LOOSE. 5000

850/50 - DIE ASSEMBLY FOR PITCH 2.54 MM
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CUTTING BENDING FOR-
MING MACHINE FOR AXIAL
COMPONENTS VERTICAL
MOUNTING

TP6/V-PR/2

EXAMPLES OF FORM

86.0L02

‘\\ Machine model TP6/V-PR/2 is designed for cutting, bending

and forming taped axial components for vertical mounting. The
standard form locks the components into the P.C.Board. All di-
mensions are adjustable. This model handles components with

ot lead diameters from 0,5 to O,8mm (.019 10.031"). Special ver-

¢ ﬁ:‘\ sions can be manufactured to form leads having different dimen-
L W sions.

Q ™ It is possible to suppress the form and only operate the “V* bend

of components.

WARNING: THE MINIMUM LENGTH OF THE LEAD BET-
WEEN THE BODY AND THE TAPE SHALL BE EQUAL TO THE

-~
(‘:\ LENGTH OF THE BODY PLUS 18 MM
%
-
PRODUCTION HOUR:
TAPED: 7000
LOOSE. 5000

850800 - DIE ASSEMBLY FOR PITCH 5,08 MM
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TP6/V-PR OPTIONAL ACCESSORIES

BR6 - 400200 reeL HoDER

MOTO8 /A - 7915032 - 220 V.- MOTOR DRIVE UNIT
¥ MOT98/A - 7915033 110V - MOTOR DRIVE UNIT

[ TNS - 21.001 3 waste 1ape gECTOR
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SEF 'I FLAT CABLE SEPARATOR BENCH
MANUAL VERSION ‘
B

/3. OlOT rircH 1,27mM (.057)
/3. OlLO2 prcH 2,54MM (17

The model SEF 1 is designed for separating wires of flat
cables. Two different pitches of separation

can be supplied: 1,27 mm (the wires are individually se-
parated Code 7/3.0OL01) or 2,54 mm (the wires are se-
parated by couples Code 73.0102). This version is a
"bench" manual machine suitable for separating edges
of flat cables having maximum width of 33mm.

FLAT CABLE SEPARATOR MANUAL
OR MOTORISED VERSION

/1. OLOT1 prcH. 1.27M (05"
/1. OLO2 rircH 2,54MM (.17

The model SEF 1 is designed for separating wires of flat ca-
bles. Two different pitches of separation
can be supplied: 1,27 mm (the wires are individually sepa-

rated Code 73.0L01) or 2,54 mm (the wires are separated
by couples Code 73.0L02). This version is a "bench" ma-
nual machine suitable for separating edges of flat cables ha-
ving maximum width of 33mm.
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B B 2 REBALLNG SYSTEM
]

?8.0000

Re-balling kit designed for repairing BGAs and re-positioning of
soldering balls. Use the kit when:

you wish to re-use a BGA after desoldering it; you need fo re-use
profotype BGAs; when you need to mount soldering balls for a
small lot of BGA production. It requires Satm compressed air, air
tube 6/4mm. Standard kit is formed by: base for BGA positio-
ning, centering adaptor, top adaptor for soldering paste, top
adaptor for soldering balls, tools.

PROPER BGA POSITIONING BY USING CENTERING ADAPTOR

GLUE/SOLDERING PASTE POSITIONING ON BGA

SOLDERING BALLS PLACEMENT
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SEP ] MANUAL P. C. BOARD SEPARATOR
——

100.0000

Manual machine suitable to separate pre-assembled Electronic
Board. Precise, reliable and safe. The PCB is manually fed
between the lower and upper blades using the scoring as refe-
rence. By pushing the board horizontally, the blade rotation
starts offering a sharp and accurate cut. The blade height is
adjustable depending on the thickness of the PCB.

Upper and lower blades are also available titanium pleated

version
SEPARATION LENGTH: 380 MM
A: 1,0-3,2mm
B:
':f S __-"“' min. O,3 mm
U WO S R max O,8 mm
e ] C: min. 0,25 mm




MOTORISED P. C. BOARD SEPARA-
TOR
e

100.0001 110v.
100.0002 220v.

Motorized machine suitable to separate pre-assembled Electronic
Board. Precise, reliable and safe. The PCB is manually fed bet-
ween the lower and upper blades using the scoring as reference.
By pushing the board horizontally, the blade rotation starts offe-
ring a sharp and accurate cut. The blade height is adjustable de-
pending on the thickness of the PCB.

Upper circular blade and lower linear blade are also available fi-
tanium pleated

SEPARATION LENGTH: 380 MM
ADJUSTABLE SPEED

A: 1,0-3,2 MM

i1° B:
Sl A N MINLO,3 MM
eV MAX 0,8 MM
Sy | C:MIN. 0,25 MM
-t = == Twnl = o
I e ok 31 e S L "i = i L
WS / I
= | | l’ ; : —E f
PN N &
1eth o = N e el ' --[_ |
= ; -l A F 2 3



SEP

MANUAL P. C. BOARD
SEPARATOR

103.0000 MANUAL MACHINE = CUTTING LENGTH 450 MM

1040000 MANUAL MACHINE = CUTTING LENGTH 600 MM

SEP2 is a manual P. C. Board separator designed for scored and pre
assembled PCBs. The scored board is placed on the lower linear blade.
Separation length is 450mm or 600 mm. With the SEP2 the handle is
used to move the upper circular blade. The distance between the upper
circular blade and the lower linear blade can be adjusted. The height of
the front and back supporting tables is also adjustable.

Upper and lower blades are also available titanium pleated

104.0000 version is only supplied with titanium pleated blades

A: 1,0-3,2 MM

e B:

Tl A S MINL 0,3 MM
Ty MAX 0,8 MM
P I s C: MIN. 0,25 MM
__I_‘_:';a : i [ = ;.’wr":.ﬂ

|'1-'§3"-: f i 3 (e ljl !
T_ _*,w ]s..=m-ﬂ--1¢- ] [| T
o | | . nhi:: -[.; -| . nﬂt'_,%
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SEPARATOR

§Ep2

MOTORISED P. C. BOARD

103.000 1-cUTTING L[ENGTH 450 MM =110 V.

104.0001 - cUTTING IENGTH 400 MM = 110V

103.0002 - CUTTING LENGTH 450 MM = 220 V

104.0002 - CcUTTING LENGTH 600 MM = 220V

SEP2 and SEP2M are motorized

P. C. Board separators designed for scored and pre

assembled PCBs. The scored board is placed on the lower linear blade. Separation
length is 450mm or 600 mm. With the SEP2M the upper blade run is controlled by @
foot pedal and the length of this run can be programmed through push buttons located
on the main control panel. The distance between the upper circular blade and the
lower linear blade can be adjusted. The height of the front and back supporting tables

is also adjustable. Circular upper
pleated.

and lower linear blades are also available titanium

104.0001 and 104.0002 are only supplied with fitanium pleated blades

A

:1,0-3,2 MM
307 B:
PO MINL O3 MM
Jdov Y] MAXO0,8 MM
S oy ! C: MIN. 0,25 MM
[, el @ il
j .!. oy i [ ‘l.ud_[.-:-.l.r_ | = ._Jl...-m f‘._
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SEPARATOR FOR SIOTTED P. C.
BOARD < e

AVAILABLE BLADES CODE THICKNESS MM SLOT WIDTH MM
STANDARD BLADE 106001 I -
arh 1060020 19 20
' 1060025 24 25
1060030 20 3.0
1060115 1 4 15
REINFORCED BLADE 1060120 10 20
L: @ MM 1060125 2 4 9.5
1060130 20 3.0
"T" STANDARD BLADE 1060215 I4 1S
e 1060220 19 20
i 1060225 24 25
1060230 29 3.0
1060315 1 4 15
BLADE FOR REDUCED CUT 1060320 1o 20
L: 3,5 MM 1060325 2.4 25
1060330 20 3.0
1060415 1 4 15
REINFORDER — HIGH BLADE 1060420 1,9 2,0
L O MM el 1060425 24 25
el 1060430 20 3.0
1060515 1 4 15
REINFORCED - HIGH — LARGE LeR520 o 20
e e 1060525 24 25
' 1060530 20 3.0

]
&
-

The blades in the list shall be ordered together with the machine also specifying wished form and thickness.
Halfway thickness can be manufactured upon request. Air pressure: 6 bar /3



NMOTORISED MACHINE FOR
STRIP SEPARATION - STRIP

109.0001 110v

109.0002 220v.

SEP 4 — STRIP CUTTING MACHINE. Quick and easy set
up for various sizes, turning adjustment knob for header
length of 1 1o 32 pins. Hold down clamp for exact and
sure positioning. DC motor with speed adjustment for op-
timal efficiency. Counter for keeping trace of the number

of component cut.

BLADE: MATERIAL HSS
OUTER DIAMETER: 63 MM
THICKNESS: 0,25 MM

STRIP - WIDTH: MAX 12 MM

HEIGTH: MAX 8 MM
SEPARATION LENGTH: 1-32 PINS
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(COUNTER FOR TAPED AXIAL AND
RADIAL COMPONENTS
|

8301.081 COMPONENT COUNTER 220 V. 50-60 HZ
8301.083 COMPONENT COUNTER 110 V. 5060 HZ
8301.082 DIGITAL COMPONENT COUNTER 220 V.

50-:60 HZ WITH ACCUMULATOR PRINTER QUTPUT

830 1.084 DIGITAL COMPONENT COUNTER 110V

50-60HZ WITH ACCUMULATOR PRINTER OUTPUT

8301.018 svp 1ape ADAPTOR

830
330 |

028 surPORT FOR ROLLED BANDOLIER
030 HANDLE FOR SUPPORT

830
830 |
50 |

025 HANDLE FOR SUPPORT

095 priNTeR

02 3 SUPPORT FOR AXIAL AND RADIAL ROLLED BANDOLIER

The County is a microcomputer based instrument which counts radial and axial
components on tape. With the optional SMD adaptor it can also count SMD com-
ponents. |t counts in both directions [right or left). It is equipped with a divider from
1 to 19 and a TOTALIZER mode counting or PRESET mode, with an alarm that
starts when the desired component number has been reached.Calibration test and
self diagnostic procedure, last counting value and condition memory.
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MOTORIZED

COUNTY- EVo S

8301.131 220v

8301.141 1

8301.133 220V WITH EMPTY POCKET CHECK
8301.143 110V WITH EMPTY POCKET CHECK

Motorized counter for taped SMD component counting. This machine works in a simple way
by counting the holes on the tape. It can operate in two different ways.

Totalizer: components are counted from a zero reference, tape feed is motorized and the
counter automatically stops at the tape end, to prevent loss of the total.

Preset mode: the desired component number is keyed on the keyboard and the counter auto-
matically stops when it reaches the corresponding component.

All functions are easy to operate by the help of inferactive messages on the display,while sy-
stem status is monitored by means of LEDS near the control keys. Motion control procedures
are extremely simple, while special functions are grouped in a separate section on the keybo-
ard in order fo prevent operator errors. The memory function allows partial counting for the
same component type and memory call can show at any time the memory contents without
loosing of the actual counting data. Step number indication (division factor) is always present,
showed on a two-digit display.

Model with empty pocket check also check missing components and also operates on black

plastic tapes: models 8301.133 and 8301.143

MAXIMUM TAPE HEIGHT: 56 MM RS232C SERIAL OUTPUT FOR HOST
MAXIMUM REEL DIAMETER: 400 MM OR 650  COMPUTER OR THERMAL LABEL PRINTER
MM WITH SUPPORTS 8301.150 DISPLAY: BLU LCD SHINING BACK SIDE
UP/DOWN COUNTING MAXIMUM COUNTING SPEED:

PARTIAL COUNTING MEMORY 200/PCS/SEC 1 PIECE PER

PRESET MODE HOLE-HOLES PER COMPONENT: 0,5 TO 99

ADJUSTABLE FEEDING SPEED
STEP BY STEP FEED 1 COMPONENT AT A
TIME

8301.110 empry reeL

ALUMINIUM MADE FOR TEMPORARY
INNER 150/OUTER 350 MM DIAMETER WINDING

EASILY CHARGEABLE HEIGHT OF THE TAPE 8 TO 56 MM




Accessories ForR COUNTY

"\n =i
SED LABEL PRINTER N\
830 1.095 pRINTER FOR COUNTY EVO AND COUNTY-S EVO

PAPER

830 1.096 DIRECT THERMAL LABEL PRINTER DESIGNED
FOR LONG LASTING AND EASE OF USE

lt can be connected to COUNTY-S EVO code 8301.133, 8301.143, 8301.13]1
and 8301.141
and to COUNTY EVO code 8301.082 and 8301.084

LABELS/ROLL 8301.096 maximum print width 104mm = 57x5 Tmm — 1360 labels

BARCODE FOR COUNTY EVO AND COUNTY=S EVO
R0 155

Barcode:

It's small, lightweight and ergonomic design, coiled
cable included, a wider than usual scan angle pro-
vides the ability fo read longer bar codes from shor-
ter distance, IP42 profection. The barcode is
connected and powered via a single cable, without
the problem of two separate cables.
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OLAMEEF is one of the world’s leading manufacturers of equipment for the
electronic industry. Our company, located in the heart of the Italian industrial
region, has been producing high quality lead forming equipment at econo-
mic values for over 40 years. Although many have tried to duplicate Ola-
mef’s Circle of Quality, the reliability, repeatability and continuos
performance of this equipment are unmatched anywhere. These factors are
substantiated as some of this equipment, used under demanding conditions,
is still in use over 20 years. The modular system of this equipment allows
the user to begin with elementary units and continue to graduate to more
sophisticated operations by just adding additional components to the exi-
sting equipment. Yet the inherent quality is never sacrificed for the sake of
enhanced production.

OLAMEF has an international network of distributors, all well trained in the
uses and nuances of the OLAMEF lead forming machines. A highly skilled,
factory based and trained technical support group is available to respond to
any of your requirements, including special dies and modifications, often ne-
cessary in this ever changing technology. We at Olamef look forward to be
of service to you.

TOP ITALIAN MACHINE MANUFACTURER
FOR ELECTRONIC INDUSTRY

[ 4
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OLAMEF srl
Reg. San Vito, 86
14042 Calamandrana (AT) ltaly
Tel. +39 (0)141 75254
Fax +39 (0)141 75255
C.F ePl. 01214780056

www.olamef.com

e-mail: info@olamef.com



