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Spare parts list of change gear 

Name 8 
Oilnipple 2 

Hexagonal soclel 1 head aaew DIN 912 

Changa gear rail 1 

1 
Bearinr, pede&lal 
ctlangegearniil 

1 

Hexagonal &Odlet 
3 head gcraw OIN 912 

chenga QIW, r-Smm. 
Ol�14mm 

rt!lllherkey 
2 dlangagaarreil 

Spac;er 1 

� 1 

Connec:lion � 2 
c::hange9881S 

---

axle abal't 

lockillg wuher 2 

collar rpraicler 1 

Washer , 

Hexagonal &odlel 1 hlladllCl'awDIN912 

= 
(h 

M8x35 

235mm 

MSx 10 

85 teeth, 
modula 1,5 

80taelh, 
module 1,5 

75teelh, 
modula1,5 

70teelh. 
moctula 1,5 

65\uelh, 
moctuta 1,s 

GO teeth. 
module 1,5 

50 teeth. 
module 1,5 

45 lealh, 
modi.Ila 1,5 

30 tooth. 
module 1.5 

25teeth. 
module Hi 

20 teeth. 
module 1. b 

MS 

1,5mm 

3mm 

-- - -.� 

M6K10 
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7 Anomalies 

7 .1 Anomalies in the lathe 

Problem Cause f possible effects 

Machine does not switch- • Precedence of switciH>n not con-
on sidered.

• Release of the Fl protected
switch.

Surface of workpiece too . Tool blunt
rough . Tool springs

. Feed too high

. Radius at Iha tool lip 10 little

Workpiece is becoming . Cantres are not aligned (tailstock
coned has offset)

. Top slide not aligned well (rutting
with the top slide)

Lathe is chattering . Feed too high
. Main bearings have clearance

Centre runs hot . Workpiece has expanded

Tool has a short edge life . Cutting speed loo high

. Crossfeed too high

• Insufficient cooling

Flank wear too high . Clearance angle loo small (lool 
"pushes") 

. Tool lip not adjusted lo centre 
height 

Cutting edge breaks off • Wedge angle too small (heat build-
up)

• Grinding crack due to wrong cool-
ing

. Excessive clearance in the spin-
die bearing arrangement (vibra-
lions)

Cut thread is wrong . Tool is clamped incorrectly or has
been started grinding the wrong
way

. Wrong pilch
Wrong diameter

Solution 

. Power connection 

' 

. Resharpen tool 
• Clamp tool with less overhang
. Reduce feed 
. Increase radius 

. Adjust tailslock to the centre 

• Align top slide well

. Reduce feed 
• Have the main bearing readjusted

. Loosen taflstock lip

• Reduce cutting speed

. Lower crossfeed/smooth finish
(allowance not over 0.5 mm)

. More coolant

. Ina-ease clearance angle

. Correct height adjustment of the
tool

• Ina-ease wedge angle

. Cool unifom,ly

• Have the clearance in the spindle
bearing arrangement readjusted

. Adjust tool to lhe centre - Grind 
angle correctly 

. Adjust the right pitch 

. In a previous step, tum the work-
piece to the correct diameter 

-· -� - -
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8 Appendix 

e. 1 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. 

8. 2 Terminology/Glossary 

Tenn 

Headstock 

Leadscrew nut 

Lathe chuck 

Drill chuck 

Lathe saddle 

Cross slide 

Top slide 

Taper mandrel 

Tool 

Workpiece 

Tailstock 

Rest 

Lathe dog 
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Explanation 

Housing for lhe feed gear and the syn
chronous belt pulleys 

Split nut which engages in the leadscew 

Clamping tool for holding the workpiece 

Device for holding the bit 

Slide on the 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 turning aid 

Follow or steady support for turning long 
workpieces 

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



8. 3 Product follow-up 

We are required to perfonn 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 Object of Drawing Pennlsslble Measured 
testing 

[mm] [mm]

- )B 
A: 0,009 A: 

,........ 
B: 0,009 B: RuTKJutof 

(} spindle 

,--�A1 and periodical 
radial slip of 
spindle 

r '::::"7 

- 0,009 

�d 
,- f:< 

o�.

) RuTKJutof 
spindle nose 

_, 

r--, 

j-I 
-

� A: 0,015 A: 

,--
B: 0,03 B: 

0 I 
·--+Run-out of I 

3 internal taper of r--' "' T T
spindle 

-
A B

,, 

I 

A& 
A: 0,025150 A: 

Parallelism of 

n 
B B: 0,015/50 B: 

tailslock guide 
A= In the -+-· ·--

vertical plane 
B = in the -II 50 if, 
horizontal olane 

I I 
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�Kh"� 
�

A:0,03 A: 

Headstock 

(MT3) and B ....--4 tsilstock (MT 2) 
5 w· 7 

·-

centres for 
same height 
above 

reference plane 

1-1

-
Q7A&B 

A: 0,03/250 A: 
Parallelism of 
spindle axis - r-i B: 0,03/250 B: 
with carriage -· II ·-·-+ 

6 
II 

movement ,-

A= vertical - -ii 250 � 
plane 
B = horizontal 
plane r-'--; 

�I 

- 0,04ll5 

Parallelism of 
,- 1'1 

II 

=t top slide with 
-·

7 
II 

spindle and ,- l,J 

carriage 
movement 

-

-
◊ 0,04 

,- □
t=i

8 
Run-out of yaw - [;J
chuck -

- 1 
�- �r,-,6

A)020mm A) 

Run-out of yaw .._ r� D 1: 0,04 1: 

chuck I 
9 

Object of ,- Lr1 
2: 0,08/100 2: 

testing - ----

A:e20mm B)030mm B) 

B:e30mm 1: 0,04 1: 

2: 0,08/100 2: 

Inspector: Date: 
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1 Visual Inspection O.k.
gebessert 

3. Electrical test O:k. Improved 
Improved 

a) Damages of lacquer □ □ a) Connection and function □ □ 

b) Rust damage D □ 
b) Function emerpency bush D □ 

button

c) ldentmcation piste data
□ □ 

c) Connection points in the □ □ co"9Clfy, completely engine terminal box attracted 

d) Transpott damages □ □ 
d) M�tor clocl<wise rotation, 

□ □ 

2. Completeness O.k. belgelegt 4, Mechanical test O.k. Improved 

a) STET □ □ a) Drive belt tension □ □ 

b) 3-yawchuck n 0 b) Top slide taper gib clearance D □ 

c) Quadruple too/holder D D 
c) Cross slide

D D taper gib clearance

d) Change gear set D D d) Top slide spindle clearance D D 

e) 2 fixed center and toolbox D D e) Cross slide spindle clearance D D 

f) Acceptance and inspection D D f) Carriage surfaces cleaned D D report

g) chuck key
Li LJ 

g) Spindles cleaned
D D and greased, operation

smoothness

h) Operating manual D D h) Tai/stock, function I clamping D D 

5, Testrun O.k. Improved 
- -

a) Quiet running D D 

b) Temperature of bolh spindle
bearings, while running with
- 1000min-1 after 15 minutes □ □ 

Additional parts 
within the range of 50 - 60"C

Serial no of the machine Customer Inspector: Date: 

Place 
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Packing List 

11X27"Lathe PR71127 

NO. Description Specifications Quantity Note 
1 Bench Lathe l 1X27"Lathe PR71127 1 
2 Plastic Sheath 1 
3 Instruction Manual 1 

4 Qualification Certificate 1 

5 Packing List 1 
6 Toolbox(including:) 1 

1) Fixed Center MT2,MT4 each 1 
2) Allen Key 3, 4, 5, 6, 8 each 1 
3) Handle 2 
4) Oil Gun 1 
5) Reverse Chuck 3 Jaws <I> 125 1 set 
6) Chuck Spanner 1 
7) Open-ended Spanner 8-10/12-14/17-19 each 1 
8) Change Gear Z=45,50,60,60,65, 70 each I 
9) Synchronized counter pulley 240L075 1 

10) Tool-holder spanner 1 
11) T Allen Key 6 1 
12) Gross Screwdriver 3" 1 
13) Straight Screwdriver 3" I 
14) Connecting case of change

gears(l 12), Clamping screw change 

gear(l 11 ), Attachment ring(l 10), 
each I 

Case change gear(l32) 

15) V-belt 0-710, 0-838 each 1 

I Surveyor: I I Date: 




