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The Adcock-Shipley range of 1ES Milling Machines
caomprises four models of the same basic design, but o
employing different feed arrangements — manual, automatic,
mefi‘hanicat automatic cycle and air-operated automatic
cycle.

The Model 1ES-G automatic feed machine has proved to
be immensely popular for education and training purposes
and an asset in many toolroom applications with the
extraordinary rigid construction permitting a wide variety of
work to be undertaken with simplicity of setting and
operation. The other Models suit varying types of
production requirements and the 345 mm (13%")
longitudinal traverse provides sufficient capacity for the
majority of milling operations.

Scientifically designed ribbed castings accord maximum
stiffness and contributes to the enviable cutting
performance of the machine. Rigidity and reliability under
heavy cutting conditions is provided by the wide
back-fitting knee and efficient clamping mechanism, and the
special bearing arrangement for the No. 40 International
Taper Spindle provides for chatter-free cutting and a high
quality finish for the work-piece.

A continuously rated 2 h.p. motor mounted on an adjustable
plate in the base provides the drive for a totally enclosed
Vee-belt arrangement producing optimum power at the
spindle nose.

Provision of a ball-bearing Style ‘A’ Arbor Bracket permits
a high and wide range of 18 spindle speeds from 50 to
2500 rpm (except Model 1ES-AH with 12 spindle speeds
from 250 to 2500 rpm) and enables the machining of both
conventional and modern materials. A Middle Arbor
Support using a phosphor bronze bearing can be supplied
as original equipment (at extra cost) for gang milling and
when slow speeds are to be used for extra heavy cutting,
Electrical equipment including no-volt control thermal
overload protection, isolator and fuses is housed in a
self-contained unit mounted at the rear of the machine.
The coolant pump and tank (where specified) are enclosed
in the base of the machine with the tank readily detachable
for easy cleaning. Details of other features are given on the
appropriate pages.

A wide range of equipment and accessories is available to
further extend the operational capability, but the 1ES
machine itself remains of simple construction and the lack
of unnecessary complication provides maximum

reliability and easy servicing.

Good design, up-to-date production methods and
flow-line assembly techniques enable Adcock-Shipley to
market the 1ES range at real value-for-money prices and
with the intention of providing profit for the user for a

very long period.



For certain photographs in this brochure the cutter guard (as standard equipment) has been removed to
present the application with a greater degree of clarity.
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1ES-M

Certain types of work are best suited to a hand feed
machine to achieve the most economical and effective
method of production. This requirement is met by the
Model 1ES-M, which has a sturdy lever feed to the
table providing the operator with rapid, easy and
confident control of the cutting cycle. The screw feeds
to the cross and vertical movement and the clearly
graduated micrometer dials provide for accurate

and easy adjustment.

A common deployment of this machine is the milling
of slots, keyways and various parting-off operations.

1ES-G

The totally enclosed gearbox of the Model 1ES-G
provides six rates of automatic feed through
movement of the two selector levers.

The drive to the table feed is directly proportional to
the spindle speed allowing low feeds and speeds for
machining tough steels and high speeds and feeds
for soft materials such as aluminium. The table feed
stops simultanecusly with the spindle to provide a
safety feature protecting the investment in tooling,
components and machine and to provide a safeguard
for the operator.

The rigid design provides a cutting performance
normally associated with a No. 2 size miller.
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1ES-J

Widely used for production work, the 1ES-J with
mechanical automatic cycle is easy to set and operate
and therefore accommodates small batch and large
scale production effectively and economically.

The rapid traverse of 5.6 m (220") per minute is
supplied by a separate motor. Simple changing of
pick-off gears provide twelve feed rates from 0.13 mm
(0.005") to 1.12mm (0.044") per revolution of

the spindle.

A single lever movement initiates the automatic
longitudinal cycle and a safety device prevents
actuation during setting.

1ES-AH

The 1ES-AH caters for high rate component
production with extremely fast cycle times for light
cuts and the high spindle speeds are particularly
useful for non-ferrous materials. Twin air cylinders
connected to the workshop air supply provide the
rapid traverse of 10m (400") per minute. A hydraulic
cylinder controls the feed under cut and the rate is
infinitely variable between 6.4 mm (") and 3.08 m
(120") per minute. An air-operated vice or fixture can
be integrated in the machine cycle to provide
automatic clamping and unclamping of the
work-piece.
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Bridgeport Head

The versatility of the Model 1ES range can be

further extended with the option of the Bridgeport
type ‘M’ milling, drilling and boring head mounted
on an overarm adaptor plate which must be speci-
fied as part of the machine order.
The type ‘M’ head has an independent 3 h.p. motor
providing 6 spindle speeds from 330-5100 r.p.m.
The counterbalanced quill is hard chrome plated
and themaximumaquill movement (hand feed only)
is 88 mm (34"). A positive clamping arrangement
ensures maximum rigidity of the spindle and the
high precision bearing arrangement provides out-
standing accuracy.

Integrated Fixtures

The 1ES-J can accommodate an air-operated
fixture integrated with the mechanical automatic
cycle for use on varying types of slotting and
indexing operations. lllustrated is the slotting of
the Adcock-Shipley Bridgeport R-8 collet. A
pneumatic controlled cylinder and micro-switches
may also be fitted to provide a predetermined
number of cycles or for continuous cycling. This
controlled production method ensures maximum
output, prolongs cutter life and considerably
reduces operator fatigue.

Air operated fixtures, vices and indexing
equipment may also be integrated into the cycle of
the model TES-AH.

Improved Cutting
Performance

The illustrated graph, prepared at Birming-
ham University, shows the comparison between
the chatter behaviour of the 1ES and its pre-
decessor. The Dynamic vibration tests carried out
under the direction of Professor S. A. Tobias
proved the 1ES range to be far superiar with an
improvement of over 100% in cutting performance.
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Large Capacity

No matter how large the component, most
horizontal milling operations require a cut less
than 330 mm (13") in length. The remarkable
metal removal rate of the 1ES plus the 345 mm
(13%") of longitudinal traverse means it will mill
components previously thought to require larger
machines.

Spindle Design

The Model 1ES spindle has an excellent
three-bearing arrangement. Mounted directly
behind the spindle nose are a pair of precision
angular contact ball bearings capable of taking
journal and thrust loads. When tightly clamped
together a set pre-load is applied to them, im-
proving the damping and allowing heavy cuts to
be taken without vibration. A single plain ball
bearing at the rear of the spindle is free to float
axially and prevents variations caused by thermal
expansion.

Centralised
Lubrication

A centralised lubrication system provides
correct lubrication for all important sliding surfaces
by single lever movement. The simplicity of
operation encourages use and reduces unneces-
sary and expensive wear.



355mm 435":;'11
14° 17
40mm 255mm
18
2?5£nm
10%"
5008 355mm c
SWING D 14
H 135mm
el \ A
¥
450mm DOOR
7% SWING
160mm
6:!4”_"
‘?D:;n m Sggffm 90,;,1 m S%mm 595mm 50mm
3' ~ 4 3_’ - " 5 2!'
i 745mm e 455“‘!:\‘\ ?OUrf:m E
75mm 29% 175 275
3" Automatic Feed Arrangement G~ 8
Common Knee For All Types
Except Arrangement M’ = T 7 5
it ™ G andJ AH’
KEY mm ins. mm ins. mm ins.
2931;% A 155 45k 155 455 1230 48}
B 1415 55% 1390 54% 1390 54%
C Mex 265 10’5 265 104 265 104
Min 13 ks 13 L 13 I
D Max 275 10% 275 10% 265 10%
Min 120 4% 120 4% 145 5%
E 275 10% 250 93 250 9%
1 G470 577 3
£ 1200 47% <Ju70 S 2 1670 65%
G 1090 43 1065 42 1065 42
FLOOR PLAN H 1410 55 1410 55k 1485 58l
J 230 ? 205 8 205 8
K 370 L 370 145 325 123
695mm, 274 Max 780mm.30% Mox
FRONT 350mm, 13% Min 435mm 17" Min
745 mm Automatic ——150mm NSmm———
29% Feed Table & 8%
¢ Arrangement G~
- 135mm. 5k ——————
Automatic
Cycle Table
Arangerh 3 660mm . 26" Max 710mm .28 Mox
320mm, 125 Min 370mm 14l Min
A135mm 5% 430mm
Automatic 2
760mm Cycle Table
30 “pLae
Arrangement AH
680mm.26% Max 985mm 38% Max
340mm 13% " Min 645mm 257 Min
20%r:nm
50mm 50mm 50mm 50mm Lever Feed Table 57%5"],25”
ot g TSRS D ) =feng
1430 g Arrangement M
Common -
Table For 1 620mm 245'Max  5B0mm 22% Max
All Feeds 25mm I THmm 279mm N'Min 235mm 9% Min

s



Specification

1ES-M ~ 1ES-Gand J 1ES-AH
Metric English Metric English Metric English

Table
Working Surface Overall T60x 206 30"x8" 760205 30" +<8" 760x205 30"«
Longitudinal Traverse 345 133" 345 135" 345 134
Cross Traverse 150 B 150 6" 124 4%"
Vertical Traverse 250 10" 255 10" 255 10"
No. of Tee Slots 3 3 3 3 3 a
Width of Tee Slots 14.3 =" 143 =" 14.3 ="
Centres of Tee Slots 50 2" 50 2” 50 2"
Spindle
Bored International Standard No.40 No.40 No.40 No.40 No.40 No.40
Centre to Underside of Overarm 140 517 140 5L 140 5%"
Centre to Table Top 10-267 2"-10%" 10-267 2'-10%" 10-267 2=
Maximum Arbor Length 305 A0 305 12" 305 127
Motor H.P. 2 2 2 2 A 2
Shipping Particulars
Space Occupied 1.9cum. 67cu.ft. 2.12cu.m. 75cu.ft.  2.52cu.m. 89 cu.ft.
Gross Weight 870 kg. 1920 Ib. 936 kg. 2065 Ib. 860 kg. 1900 Ib.
Nett Weight 740 kg. 1630 Ib. 711 kg. 1570 Ib. 635 kg. 1400 Ib.
Spindle Speeds (rpm)
1ES: M, G & J
50 100 200 400 790 1590
64 125 250 510 1000 2000
79 157 312 630 1250 2500
1ES-AH (for machines with 50 cycle electrics) 1ES-AH (for machines with 60 cycle electrics)
250 460 870 1700 200 370 680 1340
3156 575 1050 2060 250 450 830 1620
3380 710 1370 2500 300 560 1080 1960
Table Feeds (per revolution of spindie) V)
1ES-G 1ES-J
Metric Metric English English Metric Metric English English
.08 .36 .003" 014" A3 41 .005" 016"
16 .62 .006" .024" i A48 .007" 019"
24 1.00 .009” .039" .20 57 .008" 022"

.25 .69 010" Q277

.30 .89 012" .035"

.36 e £ 014" 044"
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Quick indexing dividing head  Plain dividing head Centre height
Centre height 31" (80 mm) 4" (100 mm)

(Style A)

(Style B)




extra equipment

1

Vertical Milling Attachment

Computer No. 4507700

The head swivels 90 either side of the vertical centre line and has a
throat dimension of 203 mm (8"). The spindle nose and spindle
speeds are the same as the machine with a distance from the spindle
centre to spindle nose of 56 mm (2% ") leaving a maximum clearance
to the table top of 217 mm (85"). A drawbar is provided.

The maximum recommendad spindle speed for this attachment is
1500 r.p.m.

2

Machine Vices
Tool steel jaws of 40 mm (157) depth run on long vee slides and have
a maximum opening of 69 mm (23 "). The body is made of meehanite
with a totally enclosed screw and phosphor bronze nut,
Computer No. 4010504 — 4" Type "A’ Plain

4010505 - 4" Type 'B" Swivel

3

Graduated Expanding Spacing Collars

These are ideal for rapid and accurate setting up with two or more
cutters. Micro-adjustments to 0.013 mm (0.00057) can easily be
made. Metric or English versions are available.

Computer

No. Width Bore Diameter
4010300 636mm 3" 254 mm 1" 44 45 mm 13"
401030 M1imm %&° 254mm 1° 4445 mm 137
4010302 8.35mm 1" 31.75mm 14" B40mm 23"
4010303 MaAmm %' 31.75mm 13~ 54.0mm 231"

4

Vertical Collet Chuck Attachments

These attachments are fitted with a quick indexing arrangement.
Movement of one lever to a stop and back indexes the coliet by a
pre-determined amount.

Computer No. 4001100 4001101 4001102 4001103 4001104
Collet—mm 3-26 3-36 3-42 10-60 1675

ins &1 Te—18 Te— 14 Te—23 i-3

5

Dividing Heads

A wide range of dividing heads can be supplied with centre heights
varying from 80 mm (3%") to 350 mm (147). Type UTH Universal
Dividing Head can facilitate a direct dividing plate with 24 notches
and by indirect indexing, all divisions up to 50 and many above can
be carried out, while divisions beyond the indirect indexing range are
obtained by using the differential system which gives all divisions up
to 1000. Type HTH facilitates both direct and indirect indexing while,
the Type DTH is suitable for direct indexing with divisions down to a
minimum indexing angle of 10 .

Camputer No.

4000003 — UTH 100 mm (4°) Universal with fixed tailstock.
4000103 — HTH 100 mm (4") Semi-universal with fixed tailstock.
4000202 — DTH 100 mm (4") Plain with fixed tailstock.

6

Rotary Table

Hand-operated rotary tables can he fitted simply with a ball handle

and micrometer dial to give accurate positioning, or alternatively with

an indirect indexing arrangement. The Model RH is provided with a

micrometer dial which allows accurate angular setting in degrees,

minutes and seconds. A hole plate fixture also can be adapted for

indirect dividing work on the model RHI. The Model R is provided

with a micrometer dial graduated in degrees, minutes, seconds and

indirect indexing with a holed plate fixture may be utilized on the

Model RL

Computer No.

4000800 — Model RH20. 200 mm (8”) diameter with handwheel and
micrometer dial.

4000902 — Model RHI 20. 200 mm (8") diameter with dividing plate
having 14-49 hales.

40008904 — Model R250. 250 mm (10") diameter arranged with 360-
scale, micrometer dial and ball handle.

4000909 — Model RI 250. 250 mm (107) diameter arranged with
360 scale with dividing plate having 14-49 holes.

Details of other models are available on request.

7

Standard Arbors with collars
Style A

Computer No. 4500013 -22mm - 3" 1"-9"
4500016 -22mm~12* 1"212"
4500035 —-27 mm =< 9" 11"« 9"
4500037 — 27 mm = 12" 11"=12"

Style B
Computer No. 4500220 -22mm - 12" 1712”7
4500246 - 27 mm - 12" 137-12”

Short Arbors without collars

Computer No. 4500211 —-22mm =<3~ 1"=23”
4500212 -22mm 4"  1"x 4"
4500238-27Vmm - 4" 15" =47
4500263 -32Zmm - 47 11"+ 4

Face Cutter Arbors To B.S.5.122/1938

Computer No. 4010100 =22 mm ~19mm 2"« &7
4010001 =27 mm - 21 mm 15" = 1%"
4010102 -32mm > 21 mm 11" +-11"

10

Shell End Mill Arbors To B.S.5.122/1938

Computer No_ 4010002 - 22 mm = 40mm 27 11"
4010004 - 32mm = B60mm 17<18"

Sheil end mill arbors to B.S.5. 122/1953 can be supplied if necessary

All taper ends on arbors to suit machine spindle and drawbar.

1

Screwed Tool Adaptors

Computer No. 4010200 — Internal taper: No. 2MT
4010202 — Internal taper: No. 3MT

External tapers to suit machine spindle.

12

Collet Chuck
Collets, supplied as extras, are quickly interchangeable in the chuck,
Spanners are supplied with the chuck for lacking coliets.

Chuck Capacity Computer No.

16 mm 4012501
B BSW 4012500
Collets Computer No.
2-20 mm 1 mm (Set of 19) 4008114
*7-2" 75" (Set of 10) 4008100

Also available:

Micro Switches — 4502500
Middle Arbar Support — 4512500
Splash Tray for Table — 4512700
Splash Tray for Base — 4512800
Low Volt Lighting



Adcock-Shipley Division of Textron Limited

P.0. Box 22, Forest Road, Leicester, LE5 OFJ, England
Telephone: 0533 531122 Telex: 34598

Adcock-Shipley policy is one of continuous improvement and the right is reserved to amend this specification without notice.

Printad in England Dek/3M/478
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" s INTRODUCTION :

Threughou
}ﬂe machining of indj
“great care has been
product when installe
excellent quality, ¢o
period of life.

ejmanufactuve of this machine, from
duai components to final assembly,
en “to engire that the finished
.would give accuracy and finish of
'ined Wlth a‘lqng .and suceees?ul

' We. feel surel _ew111 h““reallsed that these.
qualities can only.be mgirtained provided. the machine is-
given care in operationj.afd aftention in the form of
regular maintenance. To assist, we-Bave carefully compiled
this manual and suggest that.it is keépt in a safe place
adjacent to the machine, readily available to those

responsible for operating and serV1cing.

%e suggest the book be passed apound the works
to the people concerned in the follqwing:crder°-

1st. Plant Engineer. - (or whoever is_responsible
: © for the installqtlon.;

2nd, Electricians. _ (for checking over and
: understanding the
electrical side.)

3rd, Foreman. : {or Chargehand.)

4th. Operstor.

ADCOCK & SHIPLEY LTD.
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- Hsnd feed machines.

Arrangement "M’

Mechanical auto feed
and auto cycle machines.
Arrangement ‘G’ and "J’

-

Air hydraulic aute
cycle machines.
Arrangement 'AH'

.Tigle ’ -

Working Surface Overall

7 ¢ Working Surface Inside Suds

Wells
" Longitudinal Traverse
- Cross Traverse
Vertical Traverse
No. of Tee slots

. Width of Tee slots

Centres of Tee slots
Spindle
Bored British Std.

. Centre to Underside of QOverarm

Horse power of motor
+« Shipping particulars

Space Occupied

Gross Weight

Nett Weight

-~

Spindle speeds {rpm)
1ES:M,G & J
50 100

H

200 400
64 125 280 510
79 157 - 312 630

Tabie feeds (per revolution of spindle}'

1ES-G .
English  Metric . English
- 004 09 ‘018
008 16 031
012 25 050

English Metric English Metric English A

30x8 762 x 203 0x8 762 x 203 30x8 7

22{x8 572 x 203 224 x 8 572 x 203 224x 8 5
134 - 343 134 343 134 3
N - 152 8 ' 152 a3 o1

10 254 10 254 10 2

3 — 3 — 3 -

& for " 14 (actual}" & for §° 14 (actual) X" for " 1

1% 48 13" 48 13" 4

No.-40 — No. 40 T No. 40 -

54" 140 54" 140 54" L

2 — 2 —_— 2 -

67 cu.ft 1-9 cu.m. 76 cu ft. 212 cu.m. 89 eu.ft.

1830 1b. 870 kilos 1970 ib. 936 kilos 1810 Ib.

1350 1b. 840 kilos 1500 ib. 711 kilos 1340 Ib.

. 1ES-AH

790 1590 250 460 870 1700

1000 2000 315 575 1060 2060

1260 2500 380 710 1370 2500

1ES-J .

Metric English Metric  English  Metric English  Metric

37 D05 13 ‘012 -30 0225 87

61 0065 17 AL -36 Q27 69

1-00 -008 20 016 -41 035 -89

010 25 019 48 044 112,
FIG 2/ -
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On the lists of the Admiralty, Ministry of .
Supply, Air Ministry, H.M. Office of Works and Bulldings,
India Office, Crown Agents, also Principal Government

Departments, Railways, etc., at home and abroad.

Manufacturers of | Kanufacturers of

RADIAT, DRILLING MACHINES ¥ILLING MACHINES

end Special Type Drilling _ Plain and Universal,

Machines.: - Horizontal and-
Vertical. \
Standard or Special
Tyres. # ] :

ALSO

SPECTIAL MACHIRE ﬁOOLS

Designed and Mahufactured_
to suit Customers
requirements.

AND

 LENS GRINDING MACHINERY

for Opthalmic and Optical
Lenses using Diamond
Impregnated Wheels.

HEAD OFFICE AND YORKS: Cables:~ 'ADCOCK' LEICE

ASH STREET, LEICESTER, : Telephones:—

ENGLAND. _ ~ Leicester 24154/5/6.
' Telex. 34558 :
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UBPACKING.

~ CHECKING.

LIFTING.

LEVEL

)

'FQUNDATIONS,
ANT CLEANING .

L

INSTALLATION PROCEDURE.

Carefully remove outeside casing, internal
braces and skids so that the machine is not
scratched or damaged in any way. Should
any damage have been caused in +transit,
inform the Hauliersg, Railway or Shippers

and ourselves (or our local representative)
stating the full extent of the damage
incurred. The packing materials muat be
kept until the Insurance Company's Assessors
have inspected the machine. '

Check the whole of the equipment with the
packing sheet or delivery note. Should any .
shortage be evident or auspected, report to
us (or our loeal representative) immediately.

‘Tnder no circumstances must chain, or wire

rope, be used to 1lift the machine. Manilla
rope slings are best and should be at least
14" diameter (or tested for 2 ton capacity.)
Before raising off the ground, test for
balance. The dlagram opposite clearly deplcts
the method of slinging. '

When installing a machine, carefal laying and
levelling well repays itself in the 1life of
the machine. The base of the machine has bheer
machined to ensure its being level when placed
on a flat surface. When a concrete foundatior
is used, we recommend the machine to be
'grouted’ in t¢ provide an even and solid
foundation. On upper floors it is advisable
1o place the machine over & girder, near & wal
or other positicn at which building vibration
is at its minimum. To level the machine
correctly the table should be central on the
cross—glide and the crogss-slide central on the
knee., Insert a taper wedge at each corner of
the base and check with a spirit level placed
Pirst lengthwise and then erosswise on the
table, tapping the wedges until the spirit
level glives an accurate reading both ways,

- Additional wedges may then be inseried and the
" machine bolted down and 'grouted' in. When

the concrete has settled the machine should by
c¢leaned down. Bright parts, protected for

Page 4.




 MACHINES
ABROAD.

transit with rust preventative, should be
wiped off with a rag, if necessary, first
brushing over with paraffin er other .-
solvent. On no account should the preservat;
be scratched off the metal. Overarn and
slides ghould then be oiled and traversed by
1and to give free movement and Prevent :
corrosajion.

Exported machines, subjected to varying
atmospheric conditions during the shipment,
have to be gpecially treated against corrosic
particularly the gears and bearings. We use
preservative soluble in 0il for the £ears and
bearings and therefore every machine before i
is packed, is run for a short time using the
preservative instead of oil as a lubricent,

~and is then drained. Since it is soluble in

0il1 1t is therefore unnecessary to remove the
preservative remaining in the gear boxes. 41l
that is required is to refill the boxes with

the recommended 0il, Bright metal parts are

coated with either varnish or grease to B.3.

Specification which should be removed with th
ald of a solvent such as paraffin, etec,, if-

neceasary.

Page 5.
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QPERATIONAL INFORMATION.

FITTING ARBORS AND ADAPTORS.

In order 10 maintain accuracy and alignment always
ensure that the arbor or adaptor shanks and spindle
: ' o - bore are quite clean before assembly. This rule

alsc applies to the fitting of COLLARS AND CUTTERS
to arbors,

PROCEDURE.

. . the slots in the arbor flange will then support the
’ - ‘ _ arber until 1t is pulled right home by the drawbar.
! The arbor should thén be held by hand until the
e U S _ drawbar has piecked up = few threads, thus preventing
. . the arbor falling and causing damage.

1 o Revolve spindle until driving keys are horizontal,
!

After placing cutter and collars, etc., in position,
tighten arbor nut by hand only, until arbor support
is in place, then tighten with spanner.

SPEED CHANGES.

These are obtained by manual changing of the vee belts
over the pulleys, access to which is gained by the
door, opening on the left hand side.of the column.
Before moving belt, decide which pulley will have the

. belt running on a smaller groove, after the change

. has been made. Move belt on this pulley first,as 1t
will then slacken the belt, ready for moving the belt
on the cther pulley. '

h : Additionally, there is a 'Slow-Fast' Back Gear

—~ _ _ operated by lever on the right hand side of the column
. giving a speed change in addition to those obtained

by the pulley drive. Machine must be stopped before

any changes are made. (EXCLUDING M(DEL AH.)

| BELT ADJUSTMENT.

Belt adjustiment can be made by adjustment of the
- awing-plate, backing the intermediate pulley, which
: - - is easily moved after slackening the nuts holding it
=9 : to the column and raising or lowering it as réquired.
' _ . To adjust the lower belt use the screw adjustment
Titted to the Motor Platform, readily accessible
through a deoor in the left hand side of the base.

Should neither of these methods prove sufficient, the
belts should be slacked off ahd links removed or zdded”
as required. '

Page ¢,
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- . MAINTENANCE: SPINDLE BEARINGS.

S ————

SPINDLE BEARING ADJUSTMENT.

We ptrongly advise against adjustment being made
to these bearings, as they are supplied to us by the
bearing manufacturer as a paired set, having the
nec¢ensary pre-load.

Therefore, there is no provision for further
ad justment.

If after some time unsatisfactory results are
being obtained which seem to indicate slack.bearings,
then the most likely reason is that the bearings need
replacing by‘q new pair, :

REPLACEMENT PROCEDURE.
REF. DRAVING FIG.4 - ATR HYDRAULIC MODEL.

1. Slacken belt by moving one end onto a smaller -
groove or, alternatively, unfasten it.

2. Slacken grﬁb screw to loosen pulley UK.32.

3. Remove screws and front and rear bearing caps.

4. Slacken locking screw and removellocknut VAL.243%6.

5: Withdraw spindle complete with bearing housing

- : | uslng 32? two tapped holes provided for extraction
6. Press housing off spindle bearings.

7. Slacken grub screw and remove locknut UK.33.

8. The o¢ld bearings can now be removed and the washer
- UK.28 removed,! cleaned =nd replaced.

9. New bearings, paired aet LP.50.BH can now be
fitted, making sure that the seridbed lines on the
inner rings are in line when the bearings are
fitted to the spindle and that similar markings
02 the two outer rings are lined up when UK,27 is
fitted,

10. Assemble in the reverse order to the dismantling
procedure above,

Page 7.
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REF. DRAWING FIG.5, — MODELS 'LSL', 'G' AND 'J'. |

1. Slacken belt by mo?ihg one end onto.a smaller
groove or, alternatively, unfasten it.

2, Slacken grub screw and remove Pulley UK.141
(Models 1EJ. and 1EG.)

3. Hemove screws and front and rear bearing caps.
4. Slacken locking screw ahd.remove_locknut-VAL.2436.

‘5. Remove gear box side cover pléte and slacken grub
gcrew in large gear on spindle.

. . . 6.  Remove the large rear cover and the pulley UK.137
B SRR complete with bearings. :

T. Withdraw apindle complete with bearing3housinga
' using the two tapped holes provided for extraction
in UK.27: _ ' .

8. Press housing off spindle bearings.
9. Slacken grub screw and remove locknut UK.33.

'10. The old besrings can now be removed and the washer
UK.28 removed, cleaned and replaced.

11. New bearings, paired set LP.50.BH can now be fitte
making sure that the scribed lines on the inner
: rings are in line when the bearings are fitted to
. the spindle and that similar merkings on the two
. outer rings are lined up when UK.27 is fitted.

N . 12. Assemble in the reverse order to the dismantling
S procedure above, making sure that the large gear
UK.1%9 is back as far as posaible and the grub
screw locates in the dimple in the spindle.
Dismantling of the pulley UK.137 from the bearings
LRI.40 and LJ.40 will facilitate assembly.
[
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MAINTENAHCE&;*_aBBICATION.

. L
The machine should be regularly Iuhri“atedd charging oil'

and greese points weekly. For furs §instructions and
lubrication diagram see drawing opposite;

The OVERARM should be kept clean and- lubricated with a
£ilm of oil to ease fitting and removal of Arbor Support
and also to prevent corrosion. It is &lso advisable

cccasionally to pass the overarm throuph the dovetail to
maintain an easy sliding action. . _

RECOMEENDED LUBRICANTS:

Gears, Bearings, etc:-~ Mobil 011 Co's. Shell Cd's,

: Yactra 0il. Vitrea 0il 33
Ball Bearings:- Yobilux Grease 2. Shell Alvanla
NOTE:~ Where large numbers of operations Grease 2. i
~are carried out, the lubrication should be increzsed. '*%
' COOLANT SYSTEM (When supplied.) _ K

A regular supply of coclant is maintained by the electric
centrifugal pump fitted in the base of the machine, the
reservoir for which is also in the base. This should be
occasionally cleaned of sludge depoait, flushed out with
clean warm weater and refilled with new coolant.

The pipe line and fittings can alsc be cleaned by Tunning

the pump for a few minutes whilst the reservoir is Tilled

wlth warm water. The delivering nozzle should be directed
into the outlet of the Table during this procedure.

A TAP is provided for regulating the coolant supply and is
mounted at the junction of the pipe line and the universal
swivel joint which enables the jet {o be dlrected to suit
the type of cutter in use.
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" 'OPERATIONAL CONTROLS.

_ The spindle is started by méand of push Hﬁ%xogf' ;
side of the machine column, and- & FORFARD/REVERIE switéh at
side. Momentary application of the YREVERSE! “pogition §f the ¥

"~ will quickly brake the spindle. TR

&

The longitudinai {vaverse is operated by lever through rack and
"~ pinion, whilst the croes traverse -ia operated by screw with hand wheel,
. fitted with graduated micrometer dial. All motions are hand feed.

. . . . ) \ . :
_ The length of the longitudinal traverse can be varied by means of
adjustable stops fitted to the slot on the front face of the table and
ascured by socket screws. :

. “Stops are provided on the left hand side of the Cross~slide and
Column for controlling the length of cross and vertical traverse.

LEVER ANGLE ADJUSTMENT.
‘1, . TESLE LEVER.
-By slackening the clamping nut at the base of the operating lever,

'fit can be swivelled to any desired angle required by the operator to
gsuit the work involved. Re~clamp tightly after ad justment., '
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INFORMATION COVERING 'M' MODEL. (CONT'D).

TRAVERSE IOCKS.

TABLE. Can be locked by levers, fitted either end
of the Cross~slide front face.

CROSS—SLIDE. Locked by one lever on left hand side of
cross alide.

KNEE.  locked by one lever, fitted to the left hand
oide of the Knee Slide,

FLEASE NOTE. All locking levers are operated in a ¢lock-

'.

wise direction to lock.

- SLIDE ADJUSTHEHT

To maintain accuracy and a good finish, it is essential
that all slideways gibs are kept in correct adjustment. Loose
- 'Gib Strips' create vibration and 'chatter' which results in
poor surfaca finizhes.

All slides are fitted with taper fGib Strips'. To adjust the
cross slide, remove the front and rear wipers, then loosen

the screw at the small end of the *Gib* by one eighth of 2 turn
and tighten the screw at the opposite end by the same amount.
Repeat this procedure until the slides can be moved freely in
each direction without binding or jumping. The adjustment is
correot if a slight 'drag' is felt. whan operating the traverse
by hand.

To adjust the longitudinml slide, use iz made of the iwo screws
at the left hand side of the cross slide. The smaller of these
screws ks screwed directly into the 'Gib' and iz firet slackened
by one eighth of a turn. The larger screw may then be adjusted
" by = similar amount and the smaller screw re-tightened. This
procedure is adopted until the adjustment is corrects
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INFORMATION COVERING 'M' MODEL {CONT*'D. )

To adjust the vertical slide, remove LE wiper and slacken small
lock screw in end of strip by one eighth of a turn. The larger screw
may then be adjusted by a similar amount and the emaller S¢Tew re-
tightened. This procedure is adopted until the adjustment is correct.
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INFORMATION COVERING MACHINES WITH FEED ARRANGEMENT *@*

LUBRICATION.

All necessary instructions and lubrieation diagrams
are set out in the drawings. Details of recommended
lubricants are on page 9 ' : :

'OPERATIONAL CONTROLS.

The spindle 1is started by means of push button, mounted
on one side of the machine column, snd a FORWARD/REVERSE
switch at the other side. Momentary application of the
'"REVERSE' position of the switch will quickly brake the
spindle. :

AUTOMATIC FEED. (Longitudinal Traverse.)

Engagement and disengagement is made by a conveniently
positicned lever on the Right Hand Face of the eross-
slide. ‘Adjustment for length of automatie longitudinal
traverse is provided by means of gne table stop. which
on completion of the required length of traverse,
actuates the automatic trip mechanism.

Hand traverse is 2lso provided in the form of table
screw and nut, with hand wheel and micrometer dial.

- CROSS AND VERTICAL TRAVERSE.

Both cross traverse of the table and vertical traverse
of the knee are made by individual scerew and nut, each
provided with hand wheel and micrometer dial,

TRAVERSE YLOCKS. ‘

A lever handle is provided for locking the Cross-slide
and is located under the Left Hand side znd operated
in a clockwise direction to lock. .

A similar lever is provided on the Knee Slide.

Page 13 .
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MATNTENANCE INSTRUCTIONS FOR MACWINTC wITH FRED
ARRANGEMENT ‘G

These machines are very simple and require a
mininum of attention. '

SLIDE ADJUSTMERTS.

To maintain accuracy and & good finish, it is
essential that all slideways gibs are kept in
correct adjustment. Loose 'givb Strips® create
vibration and 'chatter' which results in poor
surface finishes.

Roth the longitudinal and cross-slides are fitted
with taper 'Gibdb Strips’. mo mdjust the cross
alide, remove the front =and rear wipers, then
loosen the screw at the small end of the 'Gib’

by omne eighth of a turn and tighten the screw at
the opposite end by the same amount. Repeat this
procedure until the slides can be moved freely 1in
each direction without binding or jumping. The
adjustment 1is correct if a slight 'drag’ is felt
when operating the treverse by hand.

To adjust the longitudinal slide, use is made of
the two screws at the left hand side of the cross
alide. The smaller of these screws is screwed
directly into the 'Gib' and is first slackened by
one eighth of a turnm. The larger screw may ihen
be adjusted by 2 similer amount and the smaller
screw re-tightened. This procedure i= adopted
until the adjustment ie correct.

To adjust the vertical glide, first slacken the
four locknuts in the left hand side of the knee
and slacken slightly the 4 socket screws. Then
tighten the adjusting SCIevs clockwise with a
serewdriver, thereby pressing tlie Gib tighter on
to the Column Slide. When ad justment is correct,
re-tighten the locknuts. .

AUTOKMATIC FEED GEAR BOX.

Gear changes are made in the box attached to the
bottom half of the cross—alide. _

This box i9 retained on the cross-slide by five
5/16" hexagOn screws and loceted by two dowels.
Removal of the five sCrews enables the box to be
drorped down end examined. Since it iz a simple
sliding #fear arrangement having only two shafts.
any faults are resdily seen and the dismantling
procedure 1is ocbviocus.
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MAINTENANCE INSTRUCTIOKS FOR WACHINES WITH FAED ARRANGEVENT '@
_ Cont!

The Wormwheel and Drop Worm Bracket are carried in the

. ¢rosa-slide and to work on these it is preferable to

take the cross-slide and table off the knee as & complete
unit.

To do this, the bracket which carries the ¢ross-slide
jocking lever and incorporates the eross traverse nut

. should be removed. This is Keld on by Allen Screws and
located by dowels. .

Whén dowels and screws have been removed the locknuts on
the cross-screws should be unscrewed allowing the eross.
screw to be withdrawn and the bracket taken completely off

- The Gib Strip can now be slackened to allow easy removal
of the cross-slide.

It will be seen that feed engagement rnnd diserngagement is
by Drop Worm Bracket with a simple trigmer mechanism tc
engage and disengage the feed.

One espring controls the trigger mechanism whilst » second
apring is provided tc assist gravity in disengaging the
Worm Drop Bracket from the Worm when the feed has tripped.
Here again the dismentling procedure is 30 obvious thzat
explanations sre unnecessary.
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"~ INFORMATION COVERING MACHINES ¥ITH PEED ARRANGELENT 'J¢

LUBRICATION,

All necessary instructions and lubrication diagrams are
set out in the drawings, details of recommended
lubricants are on page 9

OPERATIONAL CONTROLS.

Spindle is started by means of push button, mounted on
one side of the machine column, and a FPORWARD/REVERSE
switch at the other side. Momentary application of the
'REVERSE' position of the switeh will quickly brake the
spindle. :

AUTONMATIC CYCLE.

Machines equipped with Peed Arrangement 'J' are provided
with an automatic table cycle comprising:-

1. Quick approach to work.
2, - Feed at predetermined rate.
3. Quick return to starting point after completion of cut.

The drive for the quick approach and return is provided
by a separate electric motor mounted behind the feed
gear box, while the cutting feed is obtained througkh =
universally jointed telescepic drive shaft from the
main drive. .

The Automatic Cycle is controlled by a lever on the Tron:
0f the table gear box and the operation is as follows:-

There are three adjustable trip dogs on the front of the
table. The c¢ycle is initiated by moving the control
lever in a clockwise direction, to engage the forward
drive from the rapid traverse motor. When the middle

" 1Btop strikes the trip mechanism, the rapid forward drive
is de-clutched.

At the same time, the feed from the universal drive shai
is engaged. At the end of the cutting cycle, the right-
hand dog strikes the trip mechsnism, disensages the fee?
and engages the reverse drive from the ranid traverse

motor, te return the table rapidly to the right. When

the tahle returns to the starting position, the left-hane
dog strikés the trip meenanism, the motor is de-cluiched
and ' the conirol lever is zutomatically located in neutral
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(Cont'q.

Release the socket-head 8¢rews retaining the cover ang
remove the cover from the Cross-slide at the top right-
hand end of the box. After kaking sure that the box is
well supported, remove the 5 socket-head screws in the
slide which hold the box in position. If the knee is
now raised the gearbox ang motor will be left on the
auppert. The gearbox can then be test run anqg inapected
for indicetion of incorrect work}ng. After this test
the motor can be detached by removing the four hexagonal
nuts round the flange and the gearbox removed to s bench

" for convenience if desired,

To dismantle the boX, remove the handle and linkage by
slackening the nut locating the handle in its bracket,

Shartlﬁo.l. Slacken the socket screws which clamp the
Cclutch operating lever and link UK.803 and UK.804

- respectively (see Fig.10.) Remove the bearing retaining

cap UK.822 and the shaft UK.82% may then be withdrawn
whilst holding the clutch operating levers.

Shaft No.2 may be removed after'loosening the grub screw
a e Iront of the box above the shaft, and also the
Erub screw retaining the eluteh operating levers. The
shaft may then be withdrawn from the rear of the box,
The linkage which interconnects the two cluteches is thus
free ang dismantling is straightforward,

Sheft No.7. Remove end caps UK.910, UK.B872 and UK.806,
which also draws bearing UK.889 with it. Remove the.
externgl circlip from the oppogite end of the shaft and

- the paired dearings complete with housing. Remove the

cluteh sleeve, thus revealing a circlip which is also to
be removed,

The complete shaft may then be withdrswn whilst holding
the geer UK.895 complets with ¢lutch sssembdly.

Removal of the remaining componenmts from the shaft is
then mtrajightforwarg. .
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MAINTERANCE INSTRUCTIONS FOR MACHINES WITH FRED ARRANGEMENT 'J°
o (Cont*d.)

The drive motor snd remaining shafts Nos.3, 4, 5, 6 and

8, and detent plunger assembly, may be readily dismentled,
the method of doing this being odvious and straightforward.
(NO®E:~ Shefts 3, 4 and 5, may be removed without prior
removal of any other ghafts.)

To. dismantle the freewheel, remove the screws round the
wormwheel, If wear has taken place the unit should be
replaced completely. (Sprag Clutch Renold No.648252.)
NOTE: - direction of rotation of this clutch prior to
dismantling. _

After replacement of worn or damaged parts, re-assemble
by reversing the above procedure.

 AUTOMATIC CYCLE CONTROL LINEAGE.
A. INTERNAL LINK.

If, during dismantling, the adjusiment of the internal
link in the gearbox is lost, it may be re-set by the
fo0llowing procedure:- ,

¥ove the control lever to the rapid approach position
and check that the rapid approach clutech is in full
engagement for the commencement of the cycle. 1In this
position adjust the length of the internal link to give
the following conditions:-

1. The spring and plunger inside the link should
hold the feed clutch in full engagement.

2. Manual attempts to disengage the feed clutch
muast give NOT HOg% THAN 0.023" movement out
of full engagement © e feed clutch hefore
the pin touches the end of the slot in the link.

3., If more than the above 0.025" 1s obtainsble,
the link must be lengthened apcordingly.
(ROTE:- One half turn of the link gives 0.025"
movement et the cluteh.)

The adjustment of the screw at the end of the link must
then be set as follows:- '

Hold the control lever at the position where feed with-
drawal should, just ocecur (i.e., where the roller is
about to descend the long slope of the cam.) The acrew
~should then be adjusted so that the feed clutch just
commences to withdraw at this point.

Pzape 21.
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 MATBTENANCE INSTRUCTIOES POR MACHINES WITH FEED ARRANG

EXTERNAL LINK.

fio “take up wear on the cam opersted by the trip dogs

- .gnt the table, . a simple screw adjustment is provided-

on the Iink outeide the gearbox. = Movement of the

sleeve in’ the centre of the Iink reveals this adjust-
‘ment. - . cE T T

" ghe 1ink should be adjusted so that when the feed dog

operates the cam, the latter just clears the under-
- 8lde of the feed dog. o T o
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IKFORMATION COVERING KNEES, TABLES,
AND CROSS-SLIDE OF 'AH' FEED MACHIRES.

Whmrya

LUBRICATION.

A1l nécessary instructions and lubrication diagrams
are set out in the drawings. Details of recommended
lubricanta.are on page ¢

 OPERATIONAL CONTROLS.

The aspindle is started by means of push button,
mounted on one ailde of the machine column, and a
. FORWARD/REVERSE switch at the other side.

Momentary application of the 'REVERSE' position of
- the switch will quiekly bdrake the spindle.

IMPORTANT: The spindle 'REVERSE' poasition should
only be used for braking and end mwilling. These
machines are ROT suitable for climd or down cut
milling.

. ALWAYS EKSURE before commencing operation of this
machine that the air supply is clean, lubricated and
at an even pressure of 80 1lbs. per sq. inch., (5. 6 K.g.
per Sg. C.mg.

Cperation of the Vertieal and Cross—slide movements
is by hand by means of acrews operated by hand wheels
and equipped with graduated micrometer dials.

TRAVERSE LOCKS.

A lever handle is provided for locking the Cross-slide,
and 1s located under the Left Hand side and operated
in & clockwise direction to lock. .

A similar lever is provided on ithe Knee Slide.

The Automatie Cycle of the Table movement consists of
rapid traverse of the work to the cutter, changing down
to & cut feed rate at a predetermined point. At the
completion of the feed traverse the table rapidly
returns to its starting position.

Referring to the drawings (FIG.12 & 13%3) the main Air
Cylinders (AC) that provide the movements and the
Hydraulic Control Umit (HC) that controls the rate and
length of the cut feed, are built into the cross-slide.
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IHFORMATIOH COVERING KNEES ‘TABLES, '
_AND CBOSS-SLIDE OF 'Afl' FEED MACHINFS.'(Cont'd.”

TO START the automatic cycle of the table, simultaneous
operation of the lever {A) ané control button (B) is .
necessary. This ie ao arranged’to ensure that both of
the operator's hands are occupied when table cycle

starts. Lifting the lever (A) and depressing the control
button (B} fully home, starts the cyele when the table ...
rapid traverses until the table end plate (TP) contacts .~
the adjustable nuts (L) on the piston rod of the HYdrBullc
Control Unit.

{When commencing the Automatic. Cycle ensure that the
control button 'B* 1s_£reased entirely home. Failure to
enaure this will result in erratic operation of ithe table;

At this point the Cut Feed Rate of the table ie controlled
by the piston of the check unit,which being moved and
displacing oil through en adjustable metering valve (¥V)
slows down the feed to the required rate, T adjustrert
of the wvalve is used to give an infinitely vﬁrlﬂhle cut
feed rate. Screwing in knurled thumb screw xeducg feed,
gscrewing out increases it. '

The Table feeds at cut feed rate until the Adjustat™:

Trip Dog (T) engages the Trip Lever (TL) and operat:

pilot air valve. This valve controls an air cyllnce

that returns the main double acting air valve (AV) to its
original position, reversing the air supply to the:main
cylinder and returning the Table rapidly tc the loadinrs
position. During the return movement the table end plate
- engages the fixed nut on the hydraulic piston rod and
returns the piston to its originel position. _

The o0il displaced by this movement is allowed to flow
freely from one side of the pisfton to the other, through
a one way valve which is incorporated in the design of
the piston.

The Table can be returned to the loading position at any
time during the feed period by the manusl operation of

the Trip Lever (TL).
CONSUMPTION OF AIR.

The consumption of air of théae machines is gone cu. ft.
per cycle assuming that the table makes its full stroke.

A ghorter stroke would regquire a reduced amount of air in
direct proportion to the reduction in stroke.
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HAIHTEHAHCE INSTRUCTIOH FOR MﬁCHINES WITH FEED ARRANGENENT

lA!I

fhese machines are very aimple ‘and require a min1mum of

) attention.

SLIDE ADJUSTMENTS.

To maintain accuracy and a goéd finish, it is essentisl

that all slideway gibs are kept in correct adjustment,

Loose 'Gib Strips' create vibration and 'chatter' which

results in poor surface Iiniahea.i

Bath the longitudinal and cross-slides are fitted with
taper 'Gib Strips'. To adjust the cross-glide, remove

"the front and rear wipers, then loosen the screw at the

gmall end of the 'Gib' by one eighth of a turn and

~tighten the screw at the opposite end by the same amcunt.

- Repeat this procedure until the slides ecan be moved
freely in each direetion without bdbinding or jumping.
adjustment is correct if a slight tdrag' is felt when
operating the traverse by hand.

To adjust the longitudinal slide, use is made of the
two acrews .at the left hand aide of the croas-slide.

The

The smaller of these screws 1ls screwed directly intc. the

tGib* snd is first alackened by one eighth of a turn,»‘

The larger screw may then be adjuated by a similar amount

and the smaller screw re-tightened. This proce&ure 13
adopted until the adjustment is correct. 5,
To adjust the vertical slide, first slacken the four L
locknuts in the left hand side of the knee and slacken

alightly the 4 socket screws. Then tighten the adJustlng

screws clockwise with a screwdriver, thereby pressing

the Gib tighter on to the Column Slide. When adguatment

is correct, re-tighten the locknuts.
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INSTRUCTIONS FOR THE MAINTENANCE
- OF THE BENTON & STONE OILREIN UNJT.

Check that the Qilrein unit is charged with oil. The
indicator rod moves in and out of the recuperator as the
piston rod of the unit moves in &nd out. If the unit is
correctly charged with 0il, when the piston rod is as far
into the unit e&s it will go, either one or two grooves
should be visible on the indicator rod. If nec groove is
viglble unit reguires filling. Fill until second groove
is vigible, although unit cannot be damaged by overfilling
ag any excess 0il wlll escape -through the holes in the
recuperator wall. .

To charge the unit with oil, unscrew the end cap to obtain
accees, to the charging nipple,: It is recommended that a :
"Topping=-up" unit should be used, : _ ' F

Should the 011 level be allowed to fall too far, air may :
enter the unit and result in an intermittent checking action.
If this happens it ls advisable to remove the unit aznd
proceed as follows:-

With the pistcn rod pushed ag far into the unit as it will
go, £111 the unit through the oiling nipple until the second.
groove is Bhoging. Hold unit with piston rod upwards and
sloping at 45, slacken off the hexagon socket plug in the
uppermost face of the unit front cap and allow all the air
to escape before re-tightening. Carefully r ﬁﬁrsg poaition
of unit sc that piston rod pointa downwards Bt 45° and
recuperator alsc points downwerds. ' !< o

- .Y
Slacken hexagon socket plug in uppermost face of Tepr cap
~and allow 211 air to escape before re-tightening. :

It may be necessary toltop up the 0il during this process
depending upon the quantity of oil lost.

Re-check that the unit is charged with oil as per the first
paragraph, after which unit is ready for use.

Reconditioned units are available for the air hydraulic

model and it is recommended that these be fitted rather thar
attempts be made %o service the units individuslly.
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AIR OPERATED VICE. (QPTIONAL EXTHA.)

. SE®TING INSTRUCTIONS.
*11; Pig.1l4 opposite shows the general arrangement.

2. Looate thrust block in the required groove in

the slideway face and slide adjustable jaw
over it.

3. Air operated jaw brought forward under eir
© pressure.

4. 1Insert workplece between jaws.

5. B8lide adjustadle jaw forward to workplece by
means of knurled headed screw.

6. Remove workpiece and measure distence between
‘Jaw faces.

T.. Reduce diatance between Jjaw faces 1/52" MAX.
: by means of knurled headed screw.

8. %ogz down adjustable Jaw with-aquare headed
o

9. Iock the nut on knurled headed screw.

The vice can conly be operated by hand when the table
is in the loading position. .

The vice will close automatically on_commencement-of
_the table traverse if not already closed by hand.

The vice will automatically unclamp on completion of ‘

the table cycle irrespective of being hand or eutomatic
-¢lamped. .

Page 2?.
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Form E711G 7/62

. - .
L p R
INSTALLATION, OPERATION AND MAINTENANCE OF
REPLACEABLE TRANSPARENT AND METAL BOWL L
. \“‘_‘ L] A -.
’ AIR LINE FILTERS . » e
+
e uﬂ;l::"-.'l I.z )
N | i ol .
S ‘ Py e O MAINTENANCE
el A Since thare Are N Moving paris in Theae sir fillers, mainterance i
A simple. Fillers may be equipped with either & sintored metal typs
CLAME NG N or a screen type filler. LUndewa otherwise specified, the Gd-micron
e sintered metal type is provided, encept Type MAM, which has screen
L JonART (18 vt type filler with porows P.V.C. outer screen.  Bowls may omslly be
i it removed [or cleaning when necessary by unacrewing ribbed clamp
by N ¥ T Yoo ring. CAUTION: Do not atterol to remmove clamp ring until lino
factory e Goir) ! * Fonat Scrarn Omiyh pregsure 1o Alter has becn shut off.
f TQ CLEAN TRANSPARENT BOUWLS RINSE IN A
PE1ROLEUM SOLYENT SUCH AS PARAFFIN, 0O NOT
L USF ACETONE, ETHYL ACETATLE, ETHYLENE DICHLORIDE,
! 'I_'OI.I 'ENE, ':I'HINNERS OR SIMILAR SOLYENTS, AS THESE
- e "“.:‘;,“",‘.‘.'.‘3“ SUBSTANCES WILL DESTROY THE BOWL,
Bk ahwins Bovimng fing.

atrl, "0 fap wd
Dvwun Cock .

AN LOCK
neeay

TYPE J0AF

NOTE: - . ]
Type YOAF-N is similar to Type I0AF axcept it has metal bowl,
including drain sock, Partl No. AD-67.

Models YAD-N2 and JOAD-N) have metal bowl but omn deflector
and bule Nut, Part Mo, JOABOY secures filter clement. .
Models WAD-Z and I0AD.J have transparent bowl, otherwisc as
Models 1ATN2 and J0AD-NI.

TYPES WAD, MAD-N (]~ and 1 “ slzes). MAF, MAF-N, EMAH.
To remove interhal parts for cleaning, uoscrew baffie ur nul to release
filter element. Clean all parts thoroughly. To clean Alter element wash
in solvent wnd blow out with comipressed nir. Keep this Akter chement
cleas for best performance and lowa_l.___ﬁressurc drop.

rifig in body for micks or cuts.
If* O ~ ting s damaged in any way it shinild be replaced. Rcassembie,
making sure the ** O ™ ring is properly placed in the ** O * ring groove
in body, snd clamp ring is firmly tightened (hand tight is sufficient). -~

Refore amsembling, inspect “ O
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_ i _ e 1
" If there is a Jeak betwesn replaceable bowl and (839 and 049 Series) : DR
body: : 2. Make sure internally threaded ring ia A
(041 and 0-42 Series) vt firmly tightenedvhand tight is suflicient).
y ' . b, If leaks persist, femove bowl and ‘irspect « O "
a. Make sure screws n clamp ring are firmly - ring, esking e it i in good e
lpdevmly tightened. ' e W aary, with naw “_MO" m".“'

: " ' : : ke sure the “ O™ ring
b. If leaks persist, remove the bow!l and inspect » INAKY S ;
" gasket, making sure ‘it ‘b in good condition in the O™ ring groowe ia
_and properly assembled. Replace, if necossary,
with & now gasket. When ro-assembling,
make suro the bowl as well as the
. clamp ring gasket are in place. If the clamp
" ring gasker is not in -place, the unoven dis-
- “™ tribution of pressure may crack the bowl.

is placed propsrly !
boﬂly Ropiaty -bowl and clamp ring ead
tighten clamp ting firmly.
\ " {Large Capnelty Labricators) . _
2. Make sure bowl or resetveis sscuting
are firmly and evenly tighténed,
If leak passists, remove bowl aad §
bowl gieket making sure it is is
dition. Replace if necsasary with mew

" Tighten the screws evenly 1o avold unneccssary
_ concentrated stress on the bowl. flange. o
IF NECESSARY TO CLEAN TRANSPARENT BOWL, REMOVE AND WASH IN PARAFFIN. DO QT
ISE ACETONE, ETHYL ACETATE, ETHYLENE DICHLORIDE, TOL ‘OR SIMELAR

OLVENTS, AS THESE FLUIDS WILL DESTROY THE BOWL. THOROUGHLY DRY BEFORE PHAING
VITH CLEAN OIL. _

VIEN ORDERING PARTS, the model numbér of the wxit for which the part Iy intsnded should alwys goonnle
- . : the part wwmber: such as, Part No. 041-2—L12. ‘ tmee | EUEICIRLE

.ﬁ‘ 2
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INSTALIA[I()'\ OPERATION AND MAINTENANCE
" OF QILFOG LUBRICATORS

Standard und Revcmble Types with Replacelbl.e Transpmm erls Replacnble Meinl Bowls
‘or Permaneat Metal Bowls

All urus Lubuea.tms are now suppl:ed a5 Reversible Type oniy except Mud.elt 8406—10 and 83406-11
INSTALLATION

Transparent Bowl types and large capacity metal bowl types for nl: prewares ap to 150 and for
for temperatures up to 300° F,

lmﬂtheluhnutwudoutothemdeﬂeetspmbk downsircam from fiter and _
An armow on the lubricator body indicates the direction in which the air must flow.
TYPES—Arrows on collar of reversible venturi tube, indicating direction of flow, can be sesn '
sight glass tube at the bottom of the chamber. To reverse the direction of Sow, remove

g and
drip gland and insert screwdriver into slot on top of reversible venturi tubs, rot:tm; t‘? 1800,
Lubricator is factory assembled for left-to-right flow unless otherwise specified.

Piping betwoon the lubricator and devioe being lubricated should have as few val M and
other restrictions as possible. We do not recommend lubrication of more than two devices with one

“here . Oil-Fog Lubricators are used with soluble oils or liguids com;mml additives «uch t ¥ Mht ot
Molyodenum Disulphide, it is advisable to remeve the felt disc 1.-345, but the pressure disc L-33S paat be 1o-
tained in the lubricator. On re-assembly ensure male cone of ptcssure disc is on the lower zide. (Folt dlecs are
naot fitted to ‘Mistcool” wnits). -

* Fill lubnicator with oil through the filler plug On the 3 1. 0z, % pt,, R pt. and | qt. sizee ouly of the replace-
able bowl series O Fog Lubricators, filling may be done while the air pressure is on.
LUBRICANT SPECIFICATION

Normal operating tempcraturc 60° F. o 100° F
A Llist of ouls rc-commcndod for use in those lubricators is available. Il is best to consult the manufactures of the

device 10 be lubnicated to ¢nsure correct ail is used. Compound oils containing graphite, soap, fillers, stz,, are not
recommended.

. OPERATION . :
Before starting lubricator for the first time, close the ncedle valve completely.  After the uir is fiowing, open needie
valve and adjust for the desired number of drops per minute. Usually 3 10 § drops per micute is nt. Nota,

when the lubricator is used for the ** Misicool ** system of cutting tool lubrication the drip rate must be increased to
between 30 ta 60 drops per minule according to conditions of lubrication and cooling required. '
To lock needle and pﬂj\'tnt leakage, tighten packing glund nut after adjustment.

MAINTENANCE _ ,
I service 15 necessary, the following pomnts may be helpful in locating the source of trouble:

" 'oil fails to flow: ' - clean thoroughly with paraffin aod compressed
- h N air, _

o IE::Stt‘h:"t;;i;:mt;hg"ﬁiﬁé:fcé" ?!;"ﬁ? f; e NOTE: The arrows on tho Reversible Venturi
réquirement chart in catalogue). and thar (i Tube  must be in the direction of flow. In
direction of air flow corresponds with thie oreer 10 prevent rotation of the Venturi Tubu,
artow on budy of reversible venturt tube, cout the upper and lower sﬁmm Glass Tube

Washers with oil before assembly, and held
b Permancat Bowl Types — Remove tup plug the Sight Glm Tube while tighiening the Drip
“and drip gland and inspect for impurities Gland,

“ the il passege and on top of and n the dryp . , .
ghnd.  Clean parts thoroughly, wasking i Il «ul or air leaks around the sight glass tuba:

parailiv and blowing oul with coropressed an a  Remove top plug and tighten drp gland by
i necessary. means of a wide screwdriver, or oo some
models a ¥ across flats hexagon wrench.

k' If this doesn’t remedy the leak, unscrew drip

it

¢.  Replaceabl: Bowl ,'l'ypes rst elean out ol
*passages as 1 b I0 this does not e ablish

the flow of oil, examine check <albve on |ower
face of bady. This chech valve 18 hireaded of vight glass tube. Replace washers if neces-

inte bodyv and may be cemoved after removing :‘;r:ca_rl:rﬁ?emblc tightoning drip giand firmly
the bowl. Dirt in the ball valve may prevem : y :

ait from entering bowl.  Wash out with 1 If thers 15 4 leak around the veodie valve:
pataltin. {Batl yalve and sprng ot friladl on - -

a. Tighten needle valve packing nut,
i 3‘(‘4 pallion and § pullion t.:l.ui{l.'lt_\; el 9,

d. Revensible Typen  Farst cledan out on pasages Page b. W this dues not romody the leak, unscrew
as U7 U this does ot estahlsh the &8 needle valve packing nut and inspect pu:kln],
flon ot il remove reversihle venturi tube arnud 29. Replace if nocessary.

temperatures up to 120° F. 4 pt. and % pt. metal bowl types for sir presswres mp to pal and

gland and inspect washers on 1op aond: bottofm 53
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MAINS ISOIATOR - e

-

is mounted on a panél@&ogethér-withmﬁheFﬁotor caﬁﬁéptors
and the complete unit is housed in & receas formed.din . =
the rear base of the machine, and protected by . a hinged -

" _cover, held closed by two captive screws. The Lsolstor:

Lever is interlocked to this cover. .

SPINDLE MOTOR CONTACTOR

ip mounted on the right hand of the panel and is of the
15 amp. air-break type, fitted silver tipped contacts. -

PUNEP MOTOR CONTACTOR

ig mounted on the left hand side of the panel and is of

the same type as the above.

The contact 1ife of the contactors is approximatelﬁ

250,000 operations, and should not be tampered with

unless they become bedly pitted, in which case they:
should be levelled off with a gmooth file or abrasive
mat erial .

When fitting new fixed or moving contacts it ia,important

that the faces of the contacts are adjusted in alignment
with each other. '

On Model No.l A.J., Quick Approach Motor Contactor 1s
mounted in the centre of the panel (same type as above).

QVERLQAD PROTECTION.

is provided to the Spindle, Quick Approach and Pump
Motors and is of the thermal self re-setting type,
integral with the contactors, They are set to work ati
an ambient temperature of 15 C. The indicator is set
at full load current of the motor, the trip operating
at approximately 20% overload. :

FUSE PROTECTTON.

i8 also provided in the form of 1% amp. H.R.C. Cartridge
held by spring clips. When applying for replacements
quotez- 15 amp.- A.D.B. Cartridge Fuses.
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\PO-;&WF HOTE:- On Automstic feed Model 1E-J, it
Ta imperntive t'.et the elecirician checks the
-ﬂ$rﬁbtﬁgn o irdle rotation (4 ti-clockwise!
irmedi=nely s correctine up, -z serious darnage
oan be Orve to the Teepd meghanisn 1T it is run in
the wrong diresvion,

T







 LUBRICATION CHARY.
Two FAONT . '
Two REAR

-"km

Q O Weewsy, AO\L, Dp_.;q.,ﬂ'.-,._
oSt ';(GEARBGX) | o |
s MoDEL \o GREASE WEEKLY .,

ﬂﬂf E/THER . ' | - ’~
$mc6£auup£ ' O MONTHLY, - S

A MOBEL

REAR OF
CRDSALIDE

) _
HCINGIDE )
|| MACHINE

ONEETHER
/" S10£ CROSSLI01

|
™ I . &
i INTER r
1| PULLEY | |

FIG b,



LI Uk LRY :;_.____ LT UK FUK - UK .__..&._T_.. LRSI UK - UK
- 2 280 =) Ao CIR9 . UNC BHL 2

Mgt i N ,

v




	09071403
	09071402

