“The Toolpost Grinder

i

Jechnical Data

Spindle speeds: 13.oc00 rpm.

lo.ococo rpm.
7.000 rpm.

Distance between mounting base and grind-
ing base 23 mm (o0,9")

Motor: IEC-standardized motor
Motor capacity: 185 Watt
Intermittant Duty: 60 %

Dust- and splashproof acc. to IP 54

Grinding wheels - Speeds

Straight grinding wheel for outside
" grinding: dia. 8o x lo x 2o mm

Corresponding speed: 7.000 rpm.
3traight grinding wheel for internal
‘grinding: dia. 20 x lo x 6 mm

Corresponding speed: 13.000 rpm.

Cup grinding wheel for face grinding:
dia. 45 x 30 x 20 mm

Corresponding speed:

lo.ococo rpm.
Equipment

Toolpost complete with drive motor power
supply cable, grinding arbors, service
tools and a set of 3 grinding wheels,

grit 8o.

Electrical connection

There is no connection strip for the

toolpost grinder in the electrical hous-

ing of the lathe. Connect it to a sepa-

rate plug (single-phase). The plugs

must be provided with a grounding con-
tact.
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Mounting the toolpost grinder

Dismount the toolholder and fix the
toolpost grinder on the top slide with
the hexagon nut. Axis of grinding
spindle and lathe must be parallel.

Adjustment of spindle speeds

There is a speed plate mounted on the
main base which shows the belt positi-
ons with the corresponding speeds.

1. Dismount the belt guard and loosen
the two hexagon bolts (1).

2. Swivel motor towards the front and
shift belt to the position for the
required speed.

3. Swivel motor towards the back and
.clamp the motor so that the belts
are tensioned correctly and tighten
the two hexagon bolts. Remount belt
guard.



Mounting the grinding wheels:

Straight grinding wheel: dia.

80 x lo x 20 mm (3.15"x0.4"x%0.8")
Cup grinding wheel: dia. 45 x 30 x 20 mm
(1.8"x1.2"x0.8")

1. Mount wheel guard.

2. Fix the wheel arbor (2) with the

tensioning screw (3). The key face
on the belt pulley serves for coun-

terholding.

3. Mount the grinding wheel onto the
arbor and tighten it with the nut

(4) . The key face on the arbor serves

for counterholding.

Dismounting the arbor (2) from the grind-
ing spindle

Turn the pressure screw (5) into the in-
side thread of the arbor; this causes.
the arbor to be ejected. The key flats
on the belt pulley serve for counter-
holding.
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Mounting the internal grinding arbor and
grinding wheel dia. 20 x lo x 6 mn
(0.8"x0.4"x0.24")

1. Turn the stud (6) into the grinding
.spindle.

2; Screw the arbor onto the extending
end of the stud so that it fits
tightly on cone of the grinding
spindle. The key flats on the arbor
and on the belt pulley serve for
tightening. '

The grinding wheel is mounted as illus-
‘trated. :
6
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Important Tips

Speed of the workpiece: max. llo rpm.

Feed of the toolpost grinder should be ap-
proximately 2 mm (o,1") per revolution of
the workpiece clamped in the lathe.

Dress grinding wheels.
The guideways of the lathe must be care-
fully covered before grinding. The grind-

ing dust would damage the precision
guideways.

Accident Prevention

Always wear eye protection during grinding.
Never work without pulley and disc guards.

Read instructions carefully before mount-
ing discs.

Grinding discs must be stored so that they
are protected from any possible impact.

The bore of the grinding wheel may not be
further enlarged, as this would cause

breakage.

A reasonance test should be carried out be-~-
fore mounting the grinding wheel.

Before using a new grinding disc, a test
-run should be carried out.

Dress discs which run out of balance.

Follow géheral rules for accident preven-
tion.
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~ Adjustments

1. Adjustment of the main spindie bearings Note: Excessive preloading of the bear:
The precision main spindle bearings are ings will cause unnecessary heating-u
correctly adjusted and preloaded at the and wear of the bearings.

factory, so that the main spindle runs
without play. If play becomes evident
aftirbconz}dezagle use, the bearing "'Necessary when cross slide does not move
s & adjusted. when the handwheel is turned a certain
Adjustment of the bearings: angle.

- 2. Compensating play of the cross slide spindle
in the cross slide nut

Loosen set screw (1), tighten clamping
riut (2) clockwise with a pin spanner.
Then re-tighten the set screw again to
‘secure nut.
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Dismount the top slide and adjust set
screw until backlash is compensated.

Checking:

The cross slide should run smoothly. Ex-
cessive adjustment causes unnecessary
wear of the cross slide nut.

3. Compensating play of the top slide spindle in
the top slide nut 1
Necessary when top slide does not move
when the handwheel is turned a certain
angle. - Cross and top slides are
equipped with gibs. Adjustment of play-
free guidance is done with the set
| screws (1), which press onto the gib
Control: . via the pressure pins.

Disengage sliding gears in the headstock.

Set reversing gear into neutral position. Adjustment:

If the chuck is turned strongly by hand, Dismount the top slide and adjust set
then the spindle should make one more screw (1) on the bottom side of the top
free revolution. - slide, until backlash is eliminated.






