Tightening screw

Base of lathe bed

Setting screw 4 ‘ \

CEGRCHE

Steel plate

Recommended thickness of steel plate:
5 approx. 20 mm (o,8"). These 2 steel
plates must be fixed to the workbench.

Note: Before bolting down the machine, be
sure that all 4 set screws rest against
the lathe bed, otherwise the bed would be
distorted or bent through the bolting
down.

Mounting: Machine to Machine Stand,
Vertical Milling and Drilling
Unit and Splashguard

1. Assembly of the machine stand: 2. Aligning and fixing the machine stand

Method 1:

The machine stand is aligned by means of
the hexagon screws under which steel
plates must be placed. Then the machine
stand is fixed with dowl bolts or simi-
lar. .

Method 2:

The machine stand is aligned with level-
ling elements. The levelling elements
replace bolting to the floor.

The sizes of the screws, nuts and washers
as well as way of assembly are indicated
in spare parts list.
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_The machine is placed onto the machine:
stand and is levelled in longitudinal °
.and cross directions by means of the 4
levelling bolts at exact horizontal po-
~sition. Then the machine is fixed to
the stand with the 2 hexagon bolts.

Before bolting down the machine, all 4
levelling bolts must rest against the
casting extensions, otherwise the bed
would be distorted or bent. :

4. Mounting the Vertical Milling and
Drilling Unit

The vertical milling and drilling unit
is delivered with its own instruction
manual and spare parts list. In this
instruction manual the mounting, ser-
vice, tools and accessories are des-
cribed in- detail.

For the electrical connection of the
-vertical unit, see page 13-15
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5. Mounting the Splashguard

The sizes of screws, nuts and washers
are indicated in the spare parts list.



Electrical Connection

Safety tip

Mounting the plugs as well as the con-
nection of the vertical drilling and
milling unit, the coolant pump, the
machine lamp must be carried out pro-
fessionally.

A grounding receptacle must be avai-
lable. Should an electrical failure
occur in the motors, the grounding re-
ceptacle and plug will protect the
user from electrical shock. - If a
grounding receptacle is not available,
use a grounding adaptor to adapt to
properly grounded receptacle.

Never use the machine if it is not
properly grounded!

Mounting the plug '

Single-phase:

Clamp blue and brown wires to contact Li
(R) and N and the yellow-green wire to
the grounding contact.

Three-phase:

Clamp brown/black/black wires to contacts
Li(R), Lo(S), L3(T) and the blue wire
(neutral wire) to contact N (Mp). The
yellow-green wire must be clamped to the
grounding contact.

If the motor runs in wrong direction, in-
terchange two phases, for ex. L{(R) and
Ly(s).

Attention:

If the neutral wire N (blue) is wrongly
clamped to a phase (R,S or'T), the motor
will run for a short time and then burn.
No waranty! The reason for this burning
of the motor can easily be found out af-
terwards.

Connecting the accessories

Inside of the headstock cover (1) you
find the clamping strip and the grounding
strip for the electrical connection of
the accessories.

Connection:

1. Remove power supply plug

2. Remove the sheet screws (2) at the
front and rear side. The headstock
cover can be put back.
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\\ 1 Clamping strip with numbers

(3]

Grounding strip

Condenser sheet

Power supply cable

Motor cable

[0 TN 2 SRR S NU 0¥}

Bore for cable of vertical
) unit motor

l ( Bore for cable of coolant

k / tor

Ny Vs pump mo
~a

ey 8 Bore for cable of machine
lamp

Hounting the screw-type conduit fit-
+ing

lhe fittings are delivered with the
respective accessories.

- Mount basic element (1) with nut
(2) onto the metal sheet.

- Thread the lock nut (3), cone ele-
ment (4), rubber ring (5) onto the
cable.

- Clamp wires to the strips.

~ Tighten the lock nut (3) with basic
element.
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Electrical Connection of Accessories

.Single-_phase

1. Vertical milling and drilling unit

0000000 Q

Wires 1, 2, 3, S - = = il

PE®

-~ Clamp grounding wire (yellow-green)
to the grounding strip.PE)

- The three black wires (1,2,3) are
clamped to contacts 3,4,5.

- The condenser is mounted to the con-
denser sheet. The two wires are
clamped to contacts 6 and 7.

2. Coolant pump

87

.

Q0000000

PE®
- Clamp. grounding wire (yellow-~green)
to grounding strip.

- The two other wires R and N are
clamped to the contacts 8 and 9.
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3. Machine lamp

1 M1
[¢]
X1 0
0
Q
o
(o]
O
PED

- Clémp grounding wire (yellow-green)
to grounding strip.(PE)

- The two other wires R and N are
clamped to the contacts 11 and 12.



Electrical Connection of Accessories

- Three-phase

1. Vertical milling and drilling unit 3. Machine lamp |

567 112

X1 /

L

Wires1,2,3

X

OO0000 000
00000000

PE® ' - N PED

- Clamp grounding wire (yellow-green)
to the grounding strip. - Clamp grounding wire (yellow-green)

to the grounding strip (PE)
- The three black wires (1,2,3) are

clamped to the contacts 5,6,7. ~ The two other wires R and N are
' clamped to the contacts 11 and 12.

Please note:

If vertical motor is running in wrong
direction (see marking on vertical unit)
interchange two contacts (for example

1 and 2) and clamp them.

2. Coolant pu?np .

| 831

200000

PED

- Clamp grounding wire (yellow-green)
to the grounding strip.

- The three other wires R,S,T are

clamped to the contacts 8,9, 1o0.

The coolant pump transportsin both di-
rections. :

15




Controls

Lathe Bed Spindle speed chart

he lathe bed is made of high-grade cast The spindle speed chart on the front of
iron. The combination of high cheeks the headstock shows the main spindle
with stron diagonal ribs gives a bed, speeds and the respective pulley posi-
which has low vibration and rigid quali- tions.

ties.

Two high-precision ground Vee-guideways,
cne for the carriage and one for the
tailstock assure accurate travel.

Four bores are provided at the back of
the lathe bed for mounting the vertical
milling and drilling unit.

The Main Spindle Drive

The motor is reversible (this is neces-
sary for thread-cutting).

The main spindle is driven by a V-belt Spindle speed Spindle speed
either directly from chart 50 cy. chart 6o cy.

+ Motor pulley belt A to the pulley of . . A
i indle speed
main spindle C (spindle speeds 70/130/ Setting the requ red spindle sp
- 250 rev/min with 50 cycles résp. 85/

- Loosen hexagon nut (1),
155/300 rev/min with 6o cycles) or

from . - lift motor plate with handle (2),

+ Motor pulley A to the idler pulley B, - placg be%t on the required pulley
from the idler pulley B to the pulley combination,
of the main spindle C (speeds 480/9%00/ - tension V-belt and tighten the hexa-
1700 rev/min with 50 cycles or 580/ gon nut.

11lo0o/2000. rev/min with 6o cycles).

The belt from the motor pulley to the id-
ler pulley is never changed and remains.

Note

If the V-belt slips at lower speed,
The illustration shows belt.position ACI tension the belt or reduce the cutting
(480 resp. 580 rev/min). depth.
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