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Safety

Glossary of symbols

eg g_i_ves additionél indlcaifbns -

> calls on you to act

. Enumerations

This part of the operating manual

+ explains the meaning and use of the waming references contained in the operating manual,
+ explains how to use the lathe properly,

+ highlighls the dangers that might arise for you or others if these instructions are not obeyed,
« tells you how 1o avoid dangers.

In addition to this operating manual please observe

- applicable laws and regulations,

- legal regulations for accident prevention,

+ the prohibition, waming and mandatory signs as well as the waming notes on the lathe.
European standards must be observed during installation, operalion, maintenance and repair of
the lathe.

If European standards are not applied In the national legislation of the country of destination, the
specific applicable regulations of each country must be observed.

Where necessary, the required measures must be taken to comply with the spedific regulation of
each country before the lathe is first used.

ALWAYS KEEP THIS DOCUMENT CLOSE TO THE LATHE FOR FUTURE REFERENCE.



11

111

Safety warnings (warning notes)

Classification of hazards

We dassify the safety wamings into various levels. The table below gives an overview of the
classification of symbois (pictograms) and wamings for the specific danger and its (possible)

consequences.

Alarm

Pictogram expression Definition/Consequences
DANGERI Imminent danger that will cause serious injury_or death to
personnel.
' WARNING! Risk: A danger that might cause serious injury or death o )
] personnel.
CAUTION! Danger or unsafe procedure that might cause injury to

personnel or damage to property.

Situation that could cause damage to the machine and
N produci and other types of damage.
J UL No risk of injury to personnel.
/AN

Application tips and other important or usefu! information

and notes.
INFORMATION No dangerous or harmful consequences for personnel or
objects.

In the case of spedific dangers, we replace the pictogram

Generaldan-  with a waming injuries to hazardous rotating parts.
ger of hands, electrical volit-
age,
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1.1.2 Other pictograms

A QS0 ®

Waming of auto-  Activalion forbid- Pull the mains Use proleclive Use ear prolec-
matic start-upl den! plug! goggles! lion!
Use protective Use protective Wear e safety suil!  Protec! the envi- Conlact address
gloves! boots! ronment!
1.2 Proper use
WARNING!
Impropar use of the lathe

* wlll endanger personne),
+ wlll endanger the machine and other material property of the operator,
» may affect proper operation of the machine.

The machine is deslgned and manufactured to be used In environments where there is no
potential danger of explosion.

The lathe is designed and manufaciured for straight tuming and facing round or regularly formed
three-, six- or twelve-square workpieces in cold metal, castings and plastics or simllar materials
that do not constitute a health hazard or do not create dust, such as wood, Teflon®, etc. The
lathe must only be installed and operated in a dry and well-ventilated place. The workpieces
may only be clamped In the lathe chuck using the special check-key provided.

If the lathe is used in any way other than as described above, modified without the authorisation
of company or operated with different process dala, then it is being used improperly.

We do not take liability for damage caused by improper use.

We would like to stress that any modifications to the construction, or technical or technological

modifications lhat have not been authorised by Toptech Will also render the guarantee null
and void.

It is also part of proper use that

+ lhe maximum values for the lathe are complied with,
+ lhe operaling manual is observed,
+ inspection and maintenance instructions are observed.

1z Technical data'

In order o achieve culting performance, it is essential to choose the right tuming tool,
feed, tool pressure, cutting speed and coolant.

WARNING!

Very serious injury due to improper use.

it is forbidden to make any modifications or alterations to the operating values of the
machine. These could endanger personnel and cause damage to the machine.

Page 8



1.3

©l
GV

=

Possible dangers caused by the machine

The lathe has undergone a safety inspection (analysis of danger with assessment of risks). It
has been designed and built on the basis of this analysis using the latest technological
advances.

Nonetheless, there remains a residual risk, since the machine operates with

« high revolutions,
« rotating parts,
« electrical voltege and currents.

We have used construction resources and safety techniques to minimise the health risk to per-
sonnel resulting from these hazards.

If the lalhe is used and maintained by personnel who are not duly qualified, there may be a risk
resulting from incorrect operation or unsuitable maintenance.

INFORMATION
All personnel involved in assembly, commissioning, operation and maintenance must

» be duly qualified,
- follow this operating manual.

Disconnect the machine whenever cleaning or maintenance work is being carried out.

WARNING!

THE LATHE MAY ONLY BE USED WITH ALL SAFETY DEVICES ACTIVATED.

Disconnect the lathe whenever you detect a fallure in the safety devices or when they are
not fitted!

All additional installations carried out by the operator must incorporate the prescribed
safety devices.

As the machine operator, this will be your responsibilityl
¥ “Safety devices" on page 11

Qualification of personnel

Target group
This manual is addressed to

» operators,
* users,
» maintenance siuff.

The warning notes therefore refer to both operation and maintenance of the machine.

Determine clearly and unequivocally who will be responsible for the different activilies on the
machine (use, maintenance and repair).

Vague or unclear assignment of responsibilities constitutes a safety hazard!

Always disconnect the machine from main power . This will prevent it being used by unauthor-
ised personnel.

INFORMATION
All personnel involved in assembly, commissioning, operation and maintenance must
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14.2

143

144

145

1.5

Page 10

*  be duly qualified,
« follow this operating manual.

In the event of improper use

« there may be a risk to personnel,
« there may be a risk to the machine and other material property,
» correct functioning of the lathe may be affected.

Authorised personnel

WARNING!

Incorrect use and maintenance of the machine constitutes a danger for personnel,
objects and the environment.

Only authorized personnel may operate the machine!

The only personnel authori zedto use this machine and perform maintenance on it are ¥rained
and instructed lechnical staff working for the operator and manufacturer.

Obligations of the operator

The operator must instruct staff at least once a year on

+ all safety standards that apply to the machine,
+ operation,
» accredited technical guidelines.

The operator must also

» check staff's understanding,

+ document trainlng/instruction,

+ require staff to confirm participation in training/instruction by means of a signature,

- check whether the staff are aware of safety and of dangers in the workplace and whether
they observe the operating manual.

Obligations of the user

The user must

« have read and understood the operating manual,
- be familiar with all safety devices and regulalions,
+ operate the machine.

Additional qualification requirements

For work on electrical components or equipment there are additional requirements;

+ This work must only be carried out by a qualified electrician or person working under the
instructions and supervision of a qualified electrician.

Before carrying out work on electric components or operating units the following measures must
be taken, in the order given.

-» Disconnect all pales
=> Ensure that the machine cannot be tumed on agaln
=>» Check that there is no voltage

User positions
The user must stand Iin front of the machine.



1.6

1.6.1

Safety davices

Use the lathe only with properly functioning safety devices.

Stop lhe lathe immediately if there is a failure in the safety device or if it is not functioning for any
reason.

It is your responsibility!
If a safety device has been activated or has failed, the lathe must only be used when

+ the cause of the failure has been removed,
* it has been verified thal there is no resulting danger for personnel or objects.

WARNING!

if you bypaas, remove ar override a safaty devics in any other way, you are endangering
yourself and other personnel working with the machine. The possible consaguences are
+ damage aes a result of components or parts of components flying off at high speed,

¢ contact with rotating parts,

+ fatal electrocution.

The lathe includes the following safety devices:

« Self-latching, lockable EMERGENCY STOP button
- Screwed-down protective cover on the headstock
- Special key for the lathe chuck

EMERGENCY STOP button

EMERGENCY STOP

Protective cover of the lathe
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1.6.3

1.6.4

1.7

Page 12

Lathe chuck key

The lathe is equipped with a specia! key
for chucks. Once the lathe chuck key has
been released, it will be ejected by a spring  Lathe chuck key .\\

/\

CAUTION!
Only operate the lathe using this key.

Lathe chudk key
Prohibition, waming and mandatory labels

INFORMATION
All waming labels musl be legible. Check them regularly.

&Ngﬂ _Ti =

- :.-.:'_‘.—;'ﬂ-w =30
.

Safety check

Check the lathe at least once per shift. Inform the person responsible immediately of any dam-
age, defecl or change in operaling funclion.

Check all safety devices

» at the beginning of each shift (with the machine slopped)
» once a week (with the machine in operation)
+ after every maintenance and repair operation

Check that prohibition, warming and information labels and the markings on the lathe

+ can be identified (if not, clean them)
+ are complete

INFORMATION
Use the following lable for organising the checks.



%_égéfai cheék .
| Equipment | Check oK
I Protective cover, Fitted, firmly boited and not damaged
! chuck guard
ﬁ:&bels. markingé S Installe_t_i.and Iegible“. o
- Date: s o thﬁed by (signature):
_Run test . -
'Equipment | Check oK
EMERGENCY STOP | When the EMERGENCY STOP button is activated, the lathe
button should be switched off.
:_I..The ;\_uck ke_); ' __O_no-e_'}f: eh‘u;k_keﬁas_ bée_m reteased, it should be automati-
cally ejected of the lathe chuck.
| Date: l Checked by (signature):

Individual protection gear
For certain work individual prolection gear is required.

Protect your face and eyes: During all work, and specifically work during which your face and
eyes are exposed to hazards, a safety helmet with a face guard should be wom.

Use ear protection if the noise level (immission) in the workplace exceeds 80 dB(A).
Before starling work, make sure that the prescribed individual protection gear is available in the

workplace.

CAUTION!

Dirty or contaminated body protection gear can cauee disease.
Clean It after every use and once a week.

1.8
@ Waear safety shoss when fitting, dismantling or transporting heavy components.
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1.9 Safety during operation

In the description of work with and on the machine we highlight the dangers specific to that
work.

WARNING!

Before activating the fathe, double check that this will not andanger other peopls and
cause damage to aquipment.

Avoid unsafe working practises:

= Make sure your work does not endanger anyone.

= Clamp the workpiece tightly before activating the lathe.

* For clamping worlypieces, only use the specal chuck key supplied.
* STET the maximum chuck opening.

= Use prolective goggles.

+ Do not remove tuming chips by hand. To remove tuming chips, use a chip hook and/or
handbrush.

« Clamp the turning tool at the correct height and with the least possible overhang.
« Tum off the lathe before measuring the workpiece.

« The instructions in this manual must be cbserved during assembly, handling, maintenance
and repair.

« Do not work on the lathe if your concentralion is reduced, for example, because you are tak-
ing medication.

+ Obsaerve the rules for preventing accidents issued by your associalion for the prevention of
occupational accidents and safety in the workplace or other inspection authorities.

» Inform the inspector of any danger or fallure.

» Stay at the lathe until all rotating parts have come to a halt.

+ Use prescribed protection gear. Make sure to wear a well-fitting work suit and, where neces-
sary, a hairnet.
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1.10 Safety during maintenance
Inform operating staff in advance of any repair and maintenance work.

Report all safety-relevanl changes or performance details of the lathe. Document all changes,
have the operaling manual changed accordingly and train the machine operalors.

1.10.1 Disconnecting the lathe and making [t safe

Discomnect main power before beginning any maintenance or repair work. All machine components
and hazardous voltages and movements must be disconnected.

Place a warning sign on the machine.

WARNING!
Before reconnecting the machine, make - =
sure that the change-over switch on the

lathe Is in the "0" position,

1.10.2 Using lifting equipment

WARNING!
Use of unstable lifting and suspension gear that might break under load can cause very
serious Injuries or even death.

Check that the lifting and load suspension gear is of sufficient load capacity and in per-
fect condition,

Observe the rules for preventing accidents issued by your association for the prevention
of occupational accldents and safety in the workplace or other inspsction authorities.

Hold the loads property.
Never walk under suspended loads!

1.10.3 Mechanical malntenance work

Remove all protection and safety devices before beginning maintenance work and re-install
them once the work has been completed. These include:

+ Covers
- Safety indications and waming signs
» Earth {(ground) connection

If you remove protection or safety devices, refit them immediately after completing the work.
Check that they are working properlyl

PagelS



1.12

Pege 16

INFORMATION

In the description of execution of work with and on the machine we highlight the dangers spadific
to that work.

Electrical system

Have the machine and/or the electric equipment checked regularly, and at least every six
months. Eliminate immedialely all defects such as loose connections, defective wires elc.

A second person must be present during work on live components, to disconnect the power in
the event of an emergency. Disconnect the lathe immediately if there are any anomalies in the
power supply!



2 Technical data

The following informalion gives the dimensions and weight and is lhe manufacturer's authorised

machine data.
| Power connection 11X27°(PR71127)
| Total connection rale 1HP/115V/60HZ/1PH
Degree of protedion a ip54
Machine data
| Height of centres ([mm) 140
Max. luming diameler [mm] 280
B Distance be;ween cen_l;;; [mm)] 700
Seindle speed [rpm] 150-2000
Spindle taper MT4
Spindie hole [mm) 26(1")
Bed width (mm)] 180
Travel of top slide [mm) 80
Travel of cross slide [mm)] 165
Tailstock taper MT2
Tailslock sleeve travel [mm) 105
- Longitudinal feed [mm/rev] 0.07-0.1-0.2
Pitch - Metric 0.2-4
Pilch - In inches 8-56
Dimer;sAi_c_ms X
Height [mm) 630
Length (mm)] RSl | 1390
‘ Depth (mm] N
| Total weight (kg) | 200
[ Work area I _
Height [mm)] 2200
Lenglh (mm) 2600
" Deplh (mm] ) 2200

Pege 17




Environmental conditions

' Temperature 5-35°C
Humidity 25-80%

| Operating material
! Feed gear Mobilgear 627 or equivalent oil
| Bright stesl paris and lubricating nipples Non-comosive lubricating oil
| Change gears Chain oil
2.1 Emissions

The level of noise emitted by the lathe is less than 70 dB(A).

INFORMATION
If the lathe is installed in an area where various machines are in operation, the acoustic influ-

e ence (immission) on the operator of the lathe may exceed the legally permitted peak value in the

workplace.
We recommend the use of soundproofing and ear protection.
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3.2

Assembly

INFORMATION

The lathe comes pre-assembled.

Extent of supply

When the machine is delivered, check immediately that the lathe has not been damaged during
shipping and that all components are included. Also check that no fastening screws have come
locse.

Compare the parts supplied with the information on the packaging list.

Transport

WARNING!

Machine parts falling off forklift trucks or other transport vehicles could cause very seri-
ous or even fatal injuries. Follow the instructions and information on the transport case:
» Centres of gravity

Suspension points

Weilghts

Meana of transport to be usad

Prascribad shipping position

* a a L]

WARNING!

Use of unstable lifting and load-suspension gear that might break under load can cause
very serious Injuries or even death.

Check that the lifting and load suspension gear has sufficient load capacity and that it ie
in perfact condition. Observe the rules for preventing accidents.

Hold the loads properly.
Never walk under suspended loads|

Storage

ATTENTION!

Improper storage may cause important parts to be damaged or destroyed.
Store packed or unpacked parts only under the intended environmental conditions.
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3.4.1

¢

<
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Installation and assembly

Requirements of the Installation site
QOrganise the work area around the lathe in accordance with local safety regulations.

Operation, maintenance and repair in the work area must not be hindered.

INFORMATION
The mains plug of the lathe must be freely accessible.

Load suspension point
<» Fasten the load suspension gear around the lathe bed.
=> Make sure that you distribute the loads evenly so that the lathe cannol tum over while lifting.

=» Make sure that no add-on pieces or vamished parts are damaged due lo the load suspan-
sion.

Installation

WARNING!

Danger of crushing and overturning. The lathe must be installed by at least 2 people.
= Check the horizontal orientation of the base of the lathe with a level

=> Check that the foundation has sufficient floor-load capacity and rigidity.

ATTENTION!

Insufficient rigidity of the foundation leads to the superposition of vibrations between the
machine and the foundation (natural frequency of components). Insufficient rigidity of the
entire lathe assembly also rapidly causes the lathe to reach critical speeds, with unpleas-
ant vibrations, leading to bad tuming results.

=> Position the lathe on the intended foundation.

-> Secure the lathe to the foundation or substruciure of the machine using the (4) through
holes.

INFORMATION
The installation site must be designed in accordance with ergonomic workplace requirements.

The installation drawings described below may differ from the real dimensions (cast part). The
tolerances are in the range of the general tolerances according to DIN 7168 g.
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3.5.1

3.5.2

353

354

First use

WARNINGI

Personnel and equipment may be endangered if the lathe is used by inexperienced per
sonnel,

We do not take liability for damage caused by incorrect commissioning.

Cleaning and greasing

-> Remove the anticorrosive agent applied to the machine for transport and slorage purposes.
We recommend the use of \WD40 oil

<> Do not use any salvents, thinners or other cleaning agents which could cormode the vamish
on the machine. Follow the specifications and indicalions of the manufacturer of the cleaning
agent.

-> Lubricate all bright machine parié with non-corrosive lubricating oil.
=> Grease the machine using the lubrication chart.

Visual inspection
Check the il level in the inspaction glass of the feed gear.

Run test
<3 Check smooth running of all spindles.

INFORMATION

For manufacturing engineering reasons and for reasons of precision of fit, there may be occa-
sional slight stiffness in the spindies. This will disappear after a short time in use.

=> Check the slate of the lathe chuck and the tuming jaws.

Power connection

Connect Lhe following cables:
->» Connect the electric supply cable.

=» Check the fuse protection of your power supply against the technical data for the total con-
nection value of the lathe.

Pege 2|



3.5.5 Functional test

-» Clamp a workpiece into the lathe chuck of the machine or close the jaws of the lathe chuck
fully before tuming on the machine.

WARNING!

Observe the maximum chuck opening.
+ Do not stand in front of the lathe chuck when turmning on the machine for the first time.
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4.1

4.2

Pege 24

Design and function

The machine is a universal lathe. It has been designed and manufactured for straight luming
and facing round or regularly formed three-, six- or twelve-square workpieces in metal, plastics
or similar materials.

The hollow work spindle enables you to clamp longer workpieces with a diameter of up to 25
mm.

The speed Is regulated by repositioning a V-belt on pulleys.

The existing leadscrew enables longitudinal feed and thread-cutting. [l is also possible to use
the machine for drilling jobs with the help of an (optional) drill chuck clamped in the tailstock.

Construction features

+ Spindle-bearing arrangement with precision ball bearings
Powerful, maintenance-free motor
» Hardened spindle nose
+ High concentricity precision of the work spindie < 0.0004"
+ Oil-bathed rounded gearwheels on feed gear
« Self-atching, lockable EMERGENCY STOP button with
+ Left- and right-hand motor rotation controlled by a switch
* Induction-hardened, precision-ground prismatic bed made of gray cast iron (HRC 42 - 52)
» Cross and straight tuming slide with doveteil slideway and adjusting gibs
- Leadscrew for thread-cutling or feed for straight turing with change gear set
+ Adjustable (ailstock for taper tumning

Lathe bed

The lathe bed integrates the headstock and the driving unit, for attaching the apron and lead-
screw and for guiding the lathe saddle and tailstock.



4.3

4.4

45

- 4.6

Headstock

The headstock houses the feed gear end
the reducing gear with pulleys. The work
spindle transmits the torque during the
tuming process. The work spindle also
receives the workpieces and clamping
tools.

The work spindie is driven by electromo-
tor, via pulleys. The replacement of the
change gears for other feeds is carmied out
on the headstock.

Feed gear

The feed gear is used to select the feeds
for straight tuming as well as for thread-
cutting. In order to achieve certain thread
pilches, it is necessary to replace the
change gears.

The torque of the work spindle is transmit-

ted to the feed gear and thus to the lead-
screw,

Apron

The apron houses the leadscrew nut with
an engaging lever for activaling the auto-
matic feed as well as the handwheel for
manual feed.

Tallstock

The tailslock is used for centring and drill-
ing, supporting long shafts, tuming
between centres as well as tuming long,
thin tapers.

Feed gear
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5 Operation

51 Safety
Use the lathe only under the following conditions:
» The lathe is in proper working order.
= The lathe Is used as prescribed.

+ The operating manual is followed.
+ All safety devices are installed and activated.

All anomalies should be eliminated immediately. Stop the machine immediately in the event of
any abnormality in operation and make sure it cannot be started up accidentally or without
authorisation.

Immediately notify the responsible person of any modification.

5.2 Control and indicating elements

5.2.1

LRbygweas sch  Emergency button  Quadngple touthoidar  Clamping lever for
with OFF positon ~_ ON / OFF switch tailstack steeve

g

P

Crotective cover ol

Tedstock

hange gear and
feed lsble

————— Adjusling

- ; = ? screw for

lapar tuming

Selector switch for  Oll inspection  Selecior switch for-  Kandwheal for lathe seddle  Fead ectivation lever
feed direction gless feed
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5.4.1

Control elements

Feed speed
S e

m mm Thread - Metric

Leadscrew nut engaged
E@ (Feed activated)

Toolholder
Clamp the tuming tool into the toolholder.

The tool must be clamped firmly and with the least possible

overhang In order to absorb well and
force generated during the chip formation

Adjust the helght of the tool. Use the tailstock with lathe cen-
fre to adjust the tool to the required height. If necessary, use
steel spacer shims under the toc! to get the required height.

Tool helght

mn/.'n Thread - In inches

Leadscrew nut disengaged
l@ (Feed deactivated)
6,*7&_&_!' Feed direction

rellably the cutting

Toolhoider

For the facing process, the cutting edge of the lool must be exactly aligned with the height of the
lathe centre to obtain a shoulder-free face. The facing process Is a tuming operation in which
the tuming tool feeds perpendicular to the axis of rotation of the workpiece in order to produce a
fiat surface. The different methods are transversal facing, transversal slicing and longitudinal

turning.

Height of the tool

[
Tool ad;u_:!ed sbove Tool adjusted below
eentrs height cantra height.

Tool damped perpen- Too! clamped at an

dicular to the axis of angle with respect to
the workpiece the feed direction

Graphic: Angle of the tool

Page 27



5.5

5.5.1

Page28

Lathe chuck

The workpieces must be clamped firmly and securely onto =
the lathe before they are machined. The clamp should be
tight enough to ensure that the workpiece is secured

but not so tight that it is damaged or

-» Clamp the workpiece into the lathe chuck with the aid of
the chuck key provided.

WARNING!

Do not clamp any workpieces that exceed the permitted chucking capacity of the lathe
chuck. The clamping force of the chuck is too low if its capacity is exceeded. Also, the
jaws might get loose and flyout.

Head spindie seat
The head spindle seatis designed

as a short-taper seat, For the o 2« i
installation of a quantum four jaw o 7
chuck a chuck flange is neces- a/2e) TR0 M
sary.

Heed spindle seal
ATTENTION!

When disassembling the machine a workplece holder might fall on the Lathe bed and
might damage the guide rall. Put a wooden board or another appropriate part on the
engine bed in order to prevent damages.

-> Unscrew the 3 nuts on the flange for the lathe chuck to remove the workpiece holder (in this
case, the three<jaw chuck).

-» Take the workpiece holder off.

- If necessary, loosen the workpiece holder by hitting it gently with a plastic-tipped hammer or
a rubber mallet.



5.6.1

5.6.2

Adjusting the speed
Adjust the speed by changing the position of the V-belt on the pulleys.

With the "Vario” equipment variant, the speed can be regulated within the corresponding speed
ranges with the aid of a frequency converter. The speed can then be adjusted using the potenti-
ometer on the control panel of the lathe.

WARNING!
Disconnect main power suppy before opening the protective cover.

Tension pullay holder with len-
sion pulley
Tran slation pulley

Synchronous beft

Motor pullsy

Protective cover of the headstock

In order to change the speed or feed, you
must first remove the protective cover.

=> Unscrew the two fastening screws.
=> Remove the protective cover.

Protective cover of the
headstock

Changing the speed range

=> Loosen the nut on the tension pulley
holder and release the tension of the
V-belt.

=> Lift the V-belt into the corresponding
position.

Tension pulley
O Depending on the speed selected, the V-belt should be in stalled on opropriate puuey.

O Handle the V-bell with care. It must nol be damaged or overstrelched.
=> Tighten the tension pulley and fasten the nut again.
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O The correcl tension of the synchronous belt has been reached when you can still bend it approximalely
1/8" with your index finger.

ATTENTION!

Make sure the tension pulley is in contact with the outside of the V-belt at all times!

Make sure the tension of the V-belt is correct. Excessive or insufficient tension can cause
damage.

Speed table

AC ;_ AC 3
1000 ndeli ol
BC 2 | BC 3
300 | 600 |

Example

With the beit running from Pulley A to Pul-
ley C on the Diameter-3 pulley, you will
obtain a speed of 2,000 rpm.
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Adjusting the feed

Selector switch

Use the seleclor switches to select the feed 4 M
direction and feed speed. r‘: -
Seleclor switch for '?‘eﬁ' T G LS S
feed direclion LY L
ATTENTION! . \ e | ®
Wait until the machine has come to a Selactor awitch for H‘&‘ : ;
complete halt before making any feed speed end ""t{md ‘““.PL v
change to the selector switches. " . o
Selector swilches

INFORMATION

Use (he lable on the lathe for selecting the feed speed or the thread pitch. Change the change
gears if the required thread pitch cannot be obtained with the installed gear set.

Changing the change gears

The change gears for the feed are
mounted on a quadrant.

<> Unplug the shockproof plug from the
mains.

=> Loosen the locking screw on the quad-
rant.

<> Swing the quadrant to the right.

<> Unscrew the bolit from the leadscrew or
the nuts from the quadrant bolts in order
to remove the change gears from the
front.

=> Install the gear couples using the feed
or change gear table and screw the
gearwheels onto the quadrant again.

S — S o R
] e
Feont view of the change
gears

-» Swing the quadrant to the left until the gearwheels have engaged again.

=> Readjust gear flank clearance by inserling a nommal sheet of paper as an adjusling or dis-
tance aid between the gearwheels.

=> Immobilise the quadrant with the locking screw.
=> Attach the protective cover of the headstock and reconnect the machine to the power supply.

oy o



5.7.3

5.8

5.8.1

Page 32

Engaging lever

O The automalic longiludinal feed and the feed
for thread-culling are activaled and deaclival-
ed using the engaging lever. The feed is
transmitted via the leadscrew nul.

=» Push the engaging lever downwards.
The leadscrew nut is engaged and the
automatic longitudinal feed is activated.

<> Move the handwheael slightly to lock the engaging lever in place.

Lathe saddle with cross and top slide

The handwheel is used to manually
traverse the lathe saddle.

The cross slide can be advanced and
relumed by tuming the cross slide hand-
wheel.

The top slide (tool slide) supports the quad-
ruple toolholder.

Use the top slide handwheel to move the
comresponding slide.

Immobilising the lathe saddle

The cutting force produced during facing,
recassing or slicing process may displace
the lathe saddle.

=>» Secure the lathe saddle using the tight-
ening screw. Tigthaning screw ==

Lalhe saddie



5.8.2

583

Turning tapers with the top slide

It is possible to tum short tapers with the
top slide.

=» Loosen the two nuts on the left and the
right of the top slide.

=> Swivel the top slide.
=> Clamp the top slide again.

Cross-adjustment of the tailstock

The cross-adjustment of the tailstock is X
used for tuming long, thin bodies. Locking screw ‘& .
- Loosen the locking nut of the tailstock. r ﬁ
=> Unscrew the locking screw approxi- |
mately half a tum. Front adusing scrow y 5
Locking screw /
=
Scale <78
Cross-adjustment of the
taiistock

O By allemately loosening and lightening the two (front and rear) adjusting screws, the tailstock is moved
out of Lhe central position. The desired cross-adjustment ¢an be read off lhe scale.

-> First retighten the locking screw and then the two (front and rear) adjusting screws.
=> Raetighten the locking screw of the tailstock.

ATTENTION!

Check clamping of the tailstock and the sleeve, respectively, for tuming jobs between
centresl

Fit the securing screw at the end of the
lathe bed in order to prevent the tail-
stock from falling off the lathe bad.
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5.9

5.10

Page 34

Tailstock sleeve
The tailstock sleeve is used to hold the

tools (bits, lathe centres, etc.). Clamping laver
-» Clamp the required tool in the tailstock

sleeve. Talistock sleave ,
O Use lhe milimetre scale on the sleeve lo Millimetre scale — T

readjusl and/or adjust the {ool.
-» Clamp the sleeve with clamping tever.

Taflstock
QO Use the handwheel to mova the sleeve forward and back.

The sleeve of the tailstock can be used to introduce a drill chuck for holding bits and counter-
sinks.

Clamping a workpiece into the lathe chuck

When the workpiece is being clamped unprofessionally, there is a risk of injury as the workpiece
may fly off or the jaws may break. The following examptes do not show all possible situations of
danger.

The workpieces are 1o be clamped safely and tightly on the lathe before starting the operation.
The clamping force is to be dimensioned in a way to make sure that the workpiece is securely
driven and that there are no dangers or deformations on the workpiece.

WARNING{

Do not clamp any workpieces that exceed the permitted chucking capacity of the lathe
chuck. The clamping force of the chuck is too low if its capacity is exceeded. Also, the
jaws may come loose.

Incorvect correct
4+
Clamping length too long. Additional suppon over
" ovgrhang too long T 7F m" center.
ifh >
Clamping diameler too
ey v R N I R Usa larger lathe.




5.10.1

5.11

5.11.41

5.11.2

1 1]
j _f Support vver center.
. enlarges ¢lamping grade.
Workpiece i$ (oo haavy i
= [ i g i — __ ___ Enlarged clamping grades
end clamping graide (0o - are not available far this
nd | + [t Posatty o
Possibly uga larger lathg.
L] 7
-
B Clamp on the largest
= feeperon (W Clamping diamaeler (00 - -t damping diameter possie
? shorl ’9 ble.

Replacing the clamping jaws on the lathe chuck

The clamping jaws and the three-jaw chuck
are equipped with numbers. Insert the clamp-
ing jaws at the comect position and in the
right order into the three- jaw chuck.

After the replacement, bring the jaws com-
pletely together in order to control if they are
inserted correctly.

N &.
i

Three- jaw chuck / clamping
Jaws

General working notes

Fitting a follow rest

The lathe is prepared for fit-
ting a follow rest.

=> Remove the two protecting screws in
the tathe saddle.

=> Attach the follow rest with the help of
thread screws,

Coolant

Friction during the cutting process causes high lemperatures at the cutting edge of the tool.

The tool should therefore be cooled during the cutting process. Cooling the tool with a suitable
cooling lubricant ensures better working results and a longer edge life of the cutting tcol.
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Maintenance

In this chapter you will find important information about

* Inspection
* Maintenance
= Repair
of the lathe.
The diagram below shows which of these headings each task falls under.
MAINTENANCE
|
[ I |
l Inspection I [ Malntenance I ]7 Ropalrs J

lilustr.8-1. Mainlenance - Definition according to DIN 31051

Mending

Replacing

Adjusting |

Testing

ATTENTION!

Properly-performed reguiar maintenance is an essential prerequisite for
» safe operation

« fault-free operation

* Jong service life of the lathe and

= the quality of the products you manufacture.

Installations and equipment from other manufacturers must also be in optimum condition.

ENVIRONMENTAL PROTECTION

During work on the bit-holder head, make sure that

¢ collector vessels are used, with sufficient capacity for the amount of liquid to be col-
lected.

* liguide and olls are not spilt on the ground.

Clean up any spilt liquid or oils immediately using proper oil-absorption methods and dispose of
them in accordance with current legal requirements on the environment.
Cleaning up spillages

Do not re-introduce liquids spilt outside the system during repair or as a result of leakage from
the reserve tank: collect them in a collecting vessel to be disposed of.



9 2

6.1.1

QP

6.1.2

>

Disposal

Never dump oil or other pollutant substances in water inlets, rivers or channels.

Used oils must be delivered to a collestion centre. Consult your superior if you do not know
where the collection centre is.

Safety

WARNINGI

The consequences of incorrect maintenance and repair work may include:
* Very serious injury to personnel working on the lathe
* Damage to the lathe

Only qualified personnel should carry out maintenance and repair work on the lathe.
Preparation

WARNINGI

Only carry out work on the lathe if it has been unplugged from the mains power supply.

Attach a warning label.

Restarting
Before restarting run a safety check.

WARNING!

Before connecting the machine you must check that there is no danger for personnel and
the lathe is undamaged.
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6.2 Inspection and maintenance
The type and extent of wear depends to a large extent on individual usage and service condi-
tions. For this reason, all the intervals are only valid for the authorised conditions.
Interval Where? | What? l How? I
Start of work -
after every )
maintenance g Safety check
and repair
operalion
Start of work => Lubricate all slideways.
after every 2 . => Lubricate the change gears and leadscew slightly with
maintenarce 8 Lubricate lithium-based grease.
and repair
operalion
Excessive clearance in the top slide can be reduced by read-
justing the tapered gib.
=> Loosen the countemut.
<> Turn the set screw slightly clockwise and secure the set
screws again using the counternut.
o INFORMATION
A 90° turn of the set screws corresponds to a
® travel of 0.2 mm. Make any readjustment of the set
2 screws In small steps.
as required @ Readjust
.E_} Sal sgrews wilh countemuts
Tepered gib i
Tapered gib al the top slide
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I Interval Where? | What?

Slart of work

after every
maintenance

and repair

operation

First afler 200
hours in ser-
vice, then afler
every year

Feed gear

How?

Visual inspection

=>» Check the oil level in the gear’s inspection glass. It must
reach at least the centre of lhe inspection glass.

=> If necessary, fill up to the reference mark with Mobilgear

627 or equivalent oil.
" =
® @

Inspecilon glass§ —————

b
i
i

Oil inspection glass of the feed
gear

Oll change

<> Use an adequate collector vessel with sufficient capacity
for the oil change.

-» Unscrew the bolt of the outlet.
=> Unscrew the bolt of the charging hole.
-> Close the outiet when no more oil is running off.

=> Refill with Mobilgear 627 or an equivalent oil up to the ref-
erence mark in the centre of the inspection glass using a
suitable funnel in the filling hole,
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l Interval | Where? | What? I How? |
-» Lubricate all lubricating nipples with machinery oil.

Lubsicaling nipple on tailxik,

O
o
[
ol Lubricaling nipples on lathe saddle
a2 handwheal
N
every month o Lubricale
©
£
)
-J

Lubricating nippies on lathe saddle
and eross slide

Lubricating nipple on
change gear primary transmission
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Interval

as required

Where?

Slideways

What?

Readjust

How?

Excessive clearance in the slideways can be reduced by
readjusting tapered gibs.

=» Loosen the countemuts.

-» Tum the set screw slightly clockwise and secure the set
screws again using the countermut.

0 INFORMATION

A 90° tumn of the set screw corresponds to a travel

of approximately 0.2 mm. Make any readjustment

of the set screws in short steps.

The tapered gib for guiding the leadscrew nut has
does not nommally need to be

been factory-set an
readjusted.

Tepered gib

Sel screws of cross slide

Sel screw of apron

Tapered gib of the apron
D250X750G

Tapered gih 108

Nuts and set scrows
—~—

Safety rall of the lathe saddle

INFORMATION

The spindle bearings are permanently greased. Greasing during the maintenance intervals is
not necessary. Further greasing of the spindle bearings is only necessary in case of de- and
remounting of the spindle bearing.
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6.3

6.4
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Repair
For any repair work, get assistance from Top-Tech company technical service.

If the repairs are carried out by qualified technical staff, they must follow the instructions given in
this manual.

Top-Tech company does not take responsibility nor does it guarantee against damage
and operating anomalies resulting from failure to observe this operating manual.

For repairs, only use

» faultless and suitable tools
*» original spare parts or parts fromdealersexprassly authorised by Top-Tech company .

Exploded view of top slide

25

26

27



6.4.1 Spare parts list of top slide

@ : @ -
o Name 2| N W
o o | » 3 Name g N
—_—] o 7))
t Clamping lever _
1 M8 29 Steel ball
: 30 Pultgy 6
Clamping nul q¢ | Hexagonal socket head
& quadrupple lool holder acrew 1 M6x25
2 Alttachment handia 1
clamping ma Harogonal sockethead |, | o o
33 sScrew
|| $anexsioonolciigy Washer 2 M5
6 | Howgonalsodethead | g | max3s kY] Counterswnk screw 2 | MS®
. _35 ! Shaft 1
7 Gib top stide 1 ks
38 Chip shiatd 1
ar H casa | 1
8 Top stide 1 axpganal
Haxegonal socket head 1 M3x8
9 i~ dEd M 1 35 Boow
quadnepple toc! holdor ot p =
10 Stop pin 1
Hexagona! socket head 2 MG
" Spring 1 a8 screw
12 Fiuang mb“ou 1 Washer 2 M3
threaded o ;
13 Hexagonal socket head 3 MEX16 complalety
scraw
14 Nut 3 M6
Spindte msd
12 top elida 1

Oovelail
18 ;'.‘:MY“* 1

17 Clamp cotlar op slide 1

18 | Scole collar Winkelgkala 1
top slide

Hexagonal socket haad
19 g 1 M6x16

20 Spindla top stide 1
21 Slide bearing 1
22 Beoring pedestal spindla 1
lop siida
23 scale collar hangwhee! 1
lop slide
2‘ ; Sca e Lt —
25 M_~Levarhan¢svheel Bl i
top slide
Lever handwheed
% top side U
27 Ciamping boll lever
randwhed!
,_2_!; . e — i e
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6.5 Exploded view of cross slide

6.5.1 Spare parts list of cross slide

° o T 0. [
2 Name g ] o

& * n.o Name g é

2 $990 beenng 2 em—=mt, @ G crons 638
25|  leenaates | ® il

100 thde C0és 10
. Tever handwhoot
2 A Ter . | S0 Spindel aoss sijo 1
Cisvong boR tver | 81| Spngpin OWN 1481 1| anis

i Dt pin

28— ==t e 82 Mnlol.:'nym 1

» Sodba | s+ | f 83| swebeerw | |
w Ol nipee 8 | 6mm @] Tvesdpnonets | 3 | weno
a | Trvesdpin oot 1 | mexto o | Bash g 3|

gl B == |
4 ecrew DINS12 N 6 plaenprri '
|
“ Cross shda Y ) wagher OIN 012 2 )
u = - s | acboregit b (S | RO |
= Hexogonal socket hesd L scrow DINBI2 l ue20
45 1 MEx30 g ——
scrow DINS12 es| Scale coter Nordwhes
% ) 3| e e oaee [l
M~ Guide Aoy
Hezagons socket [ ]
a e S0 1| Mex0 scalo collar
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6.6

Exploded view of appron

6.6.1 Spare parts list of appron
- = 3 o
8 Name N 8 Name 8 S Name N
a (7] o n o 7]
= ——— ——— |
1 Bow damplmg lever Hexagonal sacket Guide pufley
M8 78| nead ecrow DIN 912 il i scale cotar
2 Qlamping lever
78
pe Of rippie o Thrust bearing 88 | Speing pin DIN 1481 4x50
i 89 | Collar for laver
= T g0 Shtwih loohad feading
= bad stide 90 | Stroke pulley lock nui
DIN 81 | Stroke pivol lock ms
73 Lever hangwheel 81 Feather key 6885-
bed siids Adx3x9
92 Lock nut
74 Glamping bolt lever 82 Thread pin DIN 815
handwheel
He nuA sail b
Toathed wheei 84 xagon 2 M8 Frie B
75 cmbinatian securing DIN 885 Haxagonal socket M6x16
Hexagonal socket X,
xagonal e
omm 8 | headscrew OIN912 Mi2x40 os | Hexagonsl sockes MExd0
76 Retgining ring : head scyow DIN 912
e - B | et bes sido e
77|  Bearing pedestal exegon nul M5
97 Steel ball
8 Spring
53 Thread pin DIN 915
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6.7 Exploded view of lathe bed

242

Exploded view of lathe bed
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Spare parts list of lathe bed

6.7.1
4 tock handle 1
7
—
e nipplo
9 Tallstock mark- 9
g
10 Rivel
1 Toltstock steeve | 1
12 Te#slock epindle i}
13 Bush 1
14 Feathar key 1
15 Spang 1
16 Handwhes! 1
17 Nut 1
18 Set screw 1
19 Graduated col- 1
lar of taislock
20 Handlg 1
21 Nut 1
22 Washer 1
23 Tailstock 1
Teliglock moynt- |
24 ing plate
Sal sarew (stud
25 bol) 2
26 | Clampingplale | 1
Hex. hoad cap
7 sorew !
20 Nul q
20 Set screw 4
30 Washer 4
400V
3 Electromotor 1 =
230V
2 Nut 2
T e
3 Sel screw 2
35 | Mechinebed | 1 |
34 Rack 1

3 (]
8 Name g N
o (7]

=_.—'mb=
3r | Allen scrow
38 | Leadroww
19 Lutxricating
nipple

40 Alten screw
41 Groove nul
42 | Beming pedastal
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6.8 Exploded view of feed gear
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6.8.1 Spare parts list of feed gear
35: Name g‘ §
1 | tockwasher | 1] o2
2 Gearwhos! 1
3 Lock washer 1| ez
4 Shaf C |
- Osing . wosgm
6 Gearwhael 1
7 Feather key ({1 4x30
8 Festher kay | 1 4x860
9 Shah A 1
10 Gm':f;‘m“ 1
1 Gearwheelbox | 1
12 | Setscrewforoutel | 1 | ZG %8
13 | S “’k;':h':{e“"”"" '| 1] 26
14 Scraw 1 M 6x10
15 Scrow 1 | Msx10
16 Flanga . 1
17 Bearing | 1| 1eoz02
18 Gearwhoe! 1
19 Shaft 1| 125
20 Shafl ring P 1
21 Gearwhea! 1
22 Circtip 1| s
23 Feather key 1| ax4
24 | Long-fcapiiion | 1
25 Fosther key | 1] ax10
26 Lock washer 11 g K}
27 Geaswhoal 1
28 Baaring 1 | 180202
= | <mam |
30 Mensaew | 3 | Mexi2
3 Front plate 1
2 ‘Steetball | 2| 5
33 | swdabol | 2 | Mex0
3 | Swdbot | 2 | M6ex10
35 |  Solcorswich | 2 |
3% Spring 3 I e
ar Pin | 2 | esx0
) oing 2 |[1aan
39 Shafl 2

. . =

8 Name 2! N

a gl o

40 Plate 2

41 Gear fork 2
Selector switch

42 marting 2
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6.9 Exploded view of headstock

403

Exploded view of headslock

Page 50



6.9.1 Spare parts list of head-

stock
- - 4 . ‘
8 Name g‘ N 8 Name g‘ N
o (2] o (72)
26 Bearing 1 180101
1 Characiaristes plate | 1 ;
2 Fast sCTewWS 4 M40
ening Combinstion of syn- 135,32
3 Proteclive coverof | 27 | cvonousbellpulley | 1| (+0.127-0)
(readed rod and V-beh pulley 84 testh
4 Nt 4 M10
5 Nul 2 28 Scew
[:] Work spindle 1 29 Washer 1
7 Feather key 1 8x45
8 Ring 1 V-bell pulley combing- a286
30 tion 1| (+0.07/-0)
Oriven shaf of motor 18 (2ath
9 Baearing 2
3
32
10 headstock 1 7y Washor
1 Nt 2 M10 PY) Allen screm 3
12 Washer 2 10 3g | Eceenticplate of ten- | |
13 Screw 1 M8»25 sion puley
14 Bogring 1| 2007109€
E Ring ! a7 | Shaft of tension puliey | 1
18 Bugh 1
17 Gearwhee! 1
18 Short V-belt 1 710 = B 2
19 Long V-beil 1 838
39 Tension pulley 1
20 Putley combination 1
Work spindle
410 Circiip ]
21 ““"m“"m““w) “ 2| M52
4 Prolectiva cover of 3
22 Spring washer 2 headstock
23 | Shaflnut (groove nut) | 1
24 Driven shaft of molor | 1
25 Synclvonass ball | 1| Gates230XL
x 15
- R -
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6.10

Exploded view of change gear
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6.10.1 Spare parts list of change gear
3 ]
o Name N
a »
==______'
501 Qil mpple
Hexagonal sockel
302 | 1 aad screw DIN 912 M8 x 35
N
s Changa gear #3il 235mm
Bearing pedesial
change gear rail
504
Haxaganal sockat
sg5 | heed screw DIN 12 M5 10
85 taath,
modula 1.5
80 tealh,
modula 1,5
75 teath,
modus 1.5
70 teath,
506 modua 1.5
€5 {esth,
- module 1.5
516 | change gears, t=8mm. 60 teeth,
Di=14mm modute 1.5
50 teath.
modula 1.5
45 (palh,
modula 1,5
30 tocth,
moduig 1.5
25 teeln.
modula 1.5
20 teeth,
module 1.5
feather key
517 change gaar rail gL
518 Spacer 1,5 mm
519 Spacer 3mm
520 Connaction case
change gears
521 axle shaft
522 locking washer
53 collar spreader |
= Washer '
sockal
525 | nesd screw DIN 912 M6x 10
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6.1 Wiring diagram
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7 Anomalies

7.1

[ Problem

Anomalies in the lathe

| 6ause | possible effects

| Solution

Machine does not switch-
on

Precedence of swilch-on nol con-
sidered.

Release of the F| protected
switch.

Power connection

I SL;rface of workpi_ece too
rough

. L3 - .

Tool biunt

Tool springs

Feed too high

Radius al the tool lip lo litlle

s & 6 s

Resharpen tcol

Clamp lool with less overhang
Reduce feed

Increase radius

Workpiece is becoming
coned

Centres are not aligned (tailstock
has offsel)

Top slide not aligned well (cutting
with the top slide)

Adjust tailslock to the cenlre

Align lop slide well

Lathe is chattering

Feed too high
Main bearings have clearance

Reduce feed
Have the main bearing readjusted

| Centre runs hot »  Workpiece has expanded e Loosen tailstock lip
Tool has a short edge life | = Cutting speed loo high ¢ Reducs cutting speed
« Crossfeed (oo high + Lower crossfeed/smooth finish
(allowance nol over 0.5 mm)
*+ Insufficient cooling *  More coolant

Flank wear too high

Clearance angle loa small {lool
“pushes”)

Tool tip not adjusted to centre
height

Increase clearance angle

Correct height adjusiment of the
tool

Cutting edge breaks off

Wedge angle {co small (heat build-
up)

Grinding crack due to wrong cool-
ing

Excessive clearance in the spin-
dle bearing arrangement (vibra-
tions)

Increase wedge angle
Cool uniformly

Have the clearance in the spindle
bearing arrangement readjusted

’_C_u‘t thread is wrong

Tool is clamped incorreclly or has
been started grinding the wrong
way

Wrong pilch

Wrong diameter

Adjust lool to the centre - Grind
angle correctly

Adjust the right pitch
In a previous step, tumn the work-
piece lo the correct diameler
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8.1

8.2

Appendix

Copyright
© 2005

This document is copyright. All derived rights are also reserved, especially those of translation,
re-printing, use of figures, broadcast, reproduction by photo-mechanical or similar means and

recording in data processing systems, whether partial or total.

The company reserves the right to make technical alterations without prior notice.

Terminology/Glossary
Term Explanation
Headstock Housing for the feed gear and the syn-

Leadscrew nut
Lathe chuck
Drill chuck
Lathe saddle

Cross slide

Top slide

Taper mandrel

Tool
Workpiece
Tailstock
Rest

Lathe dog

Page 56

chronous belt pulleys

Split nut which engages in the leadscew
Clamping ool for holding the workpiece
Device for holding the bit

Slide on lhe slideway of the machine bed
which feeds parallel to the tool axis

Slide on the lathe saddle which moves
transversely to the tool axis

Swivelling slide on the cross slide

Taper of the bit, the drill chuck or the cen-
tre

Cutting tool, bit, etc.
Piece to be tumed or machined
Movable tuming aid

Follow or steady support for tuming long
workpieces

Device or clamping aid for driving pieces
to be tumed between centres



8.3

Product follow-up

We are required to perform a follow-up service for our products which extends beyond ship-
ment.

We would be grateful if you could send us the following information:

+ Modified settings

= Experiences with the lathe, which could be important to other users
» Recurring failures
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9 Test Report

No zf;/t‘;:; of |Drawing Permissible | Measured
[mm] [mm]
— OB A: 0,009
Run-out of G+ LI
spindle
1 | and periodical oA |
radial slip of
spindle
===
— ’_F 0,009
r——-
ol
2 Run-out of LP
spindle nose
Er—=)
e # A 0,015
o | ] == B: 0,03
Run-out of _l | H
3 | intemal taper of LT T T
spindle A B
I L
= ; A: 0,025/50
Parallelism of 8 8: 0,015/50
tailstock guide
4 A =inthe [ —
vertical plans
B=inthe 4 60 k
horizontal nlane
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A: 0,03 A

Headstock
(MT 3) and
tailstock (MT 2)
centres for
same helight
above
reference plane

A: 0,03/250 A

Parallelism of 1 (ﬁ
spindle axis -—ﬂ\ B B: 0,03/250 B:
with camiage =c UJ . ﬁl

—

movement —
A = vertical
plane

B = honizontal
plane

—_ 0,04/75

Parallelism of |

top slide with ' U’ : ‘ I
spindie and il

carmage
moverent

——

LU

Run-out of yaw
chuck

, 1 2 A)@20mm  |A)
N o & & 1:0,04 0

Run-out of yaw
chuck I
Object of ol
testing

A: @20mm
B: @30mm

2:0,08/100 73

B) & 30mm B)
1:0,04 1

2:0,08/100 2

Inspector: Date:
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gebessert

Place

1 Visual Inspection . j
Vi P Ok. Improved 3. Electrical test Ok. Improved
a) Damages of lacquer a) Connection and function O
b) Rust damage b) li;‘:gggon emergency bush 0
c) Identification plate data ¢) Connection points in the
correctly, completely engine terminal box attracted
d) Transpori damages d) Motor clockwise rotation,
2. Completeness O.k. belgelegt |4. Mechanical test O.k, Improved
a) STET 8) Drive belt tension
b) 3-yaw chuck M b) Top slide taper gib clearance
c) Cross slide
€) Quadruple tootholder taper gib clearance
d) Change gear set d) Top slide spindle clearance
@) 2 fixed center and toolbox 8) Cross slide spindle clearance
f) Acceptance and inspection 1) Carmiage surfaces cleaned
report
huck g) Spindles cleaned
) gFITE L) LJ and greased, operation
smoothness
h) Opersfing manual h) Tailstock, function / clamping
5. Test run O.k. Improved
a) Quiet running O g
b) Temperature of both spindle
bearings, while running with
~ 1000min-' after 15 minutes
within the range of 50 - 60°C
Additional parts
Senial no of the machine Customer Inspector: Date:
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Packing List

11X27”Lathe PR71127

NO.

Description

Specifications

Quantity

Note

Bench Lathe

11X27”Lathe PR71127

Plastic Sheath

Instruction Manual

Qualification Certificate

Packing List

A [ & W N

Toolbox(including:)

1) Fixed Center

MT2,MT4

2) Allen Key

3, 4, 5, 6, 8

3) Handle

4) Oil Gun

5) Reverse Chuck 3 Jaws

D125

6) Chuck Spanner

7) Open-ended Spanner

8-10/12-14/17-19

8) Change Gear

7~45,50,60,60,65,70

9) Synchronized counter pulley

2401075

10) Tool-holder spanner

11) T Allen Key

12) Gross Screwdriver

13) Straight Screwdriver

14) Connecting case of change
gears(112), Clamping screw change
gear(111), Attachment ring(110),
Case change gear(132)

each 1

15) V-belt

0-710, O-838

each 1

Surveyor:

Date:






