Precision Center Lathe

Instruction Manual and Parts List
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SPECIFICATIONS
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DESCRIPTION INCH SYSTEM METRIC S¥STEM

MODEL 1380 | 1330 | wasn | vam | 1340 [rma0 [ vaan | 1am

SWING OVER BED 1 [ o | e 3 330 330 36 | 356

SWING OVER CROSS SLIDE 7aE" | 6@ | BaET | BEE 185 | s | 220 20

DISTANCE BETWEEN CENTERS ag 3" ag" 30 000 | 750 | w00 [ 780

SAING OVER GAF e BT 2 20" ag0 ) 506 5O
fwmoTH OF BED | sy | e | Bee | Bamr 206 206 | 208 206

NLUMBE RED QF SPINDLE SPEECS B or 16 (2 speed motor) Bor 16(2speed motor]

F“F-H'E-E OF EPNDLE SPEEDS 80 or 45 = 1803 BPM EEI ar &5 = 1Ell'.l:i EFK

HCI LE THROLGH SPINDLE TR 38

SPINDLE NDSE 014 Camiock D14 Camiock I

TAPER OF SPINDLE BORE h'l T. HI:- 5 BT, Mo, 5

TAILSTOCK QUILL TAPER M.T. No. 3 == - M.T. Nou 3

TAILSTOCK QUILL TRAVEL = &1/2 1185

CAOSS SLIDE TRAVEL a1z | B2 7 165 165 150

COMPOUND REST TRAVEL 3z | 3 4" ac | o0 100

NUMBER OF METRIC THREADS 37 i T

RANGE OF METRIC THREADS 045 = 7.5 MM- ¥ 0.4 = 7.0 MM

NUMBER OF INCH THREADS A0 23

RAMGE OF INCH THREADS 4=112TFI 4 = 5 TF|

LONGITUDINAL FEEDS [40) QL0012 = 00254 infrev. [42] 0,043 = 0,653 mm/rev

RACSS FEEDS

140) G.0003 — 0.0100 infrev,

142 0.015 — 0.220 mm/raw,

MACHINE NET WEIGHT V5abib | 1430 [ 165010 | 15401b | J00kg | 6%0ka | 750kg | 700
TROSS WEIGHT 1B101s .| 1700® | 1036 | 1B26I | B20kg | 770kg | BBOky B30
4 oI e




GENERAL LAYOUT OF LATHE

| / iII ,M

14 13 12 11 10 o

1. Headstock 9. Tail-end plinth

2. Spindle 10. Lead screw

3. Top slide 11. Chip pan |
4L.Saddle & cross-slide 12, Apron

5. Splash guard 13. Foot brake

6. Tailstock 14. Head-end plinth

7. Bed 1. Gear box

8. Mounting feet 16. End cover \




FOUNDATION PLAN
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LIFTING CLAUPING PLATE

EYEBOLT

Use the sling-chain %o Bling
lathe showed as in fig 4 position
the saddle and teilatock alonz
the bed to obtain balance.
IMFOATART: TO HOT USE SLING
AROURD BED AE LEADSCHREW AND
FEEDEHAFT MAY BE BEHT.

Fig. &

CLEANING

Before operating any econtrols, use white spirit or kerosene to
remove the anticorrosion coating from all slidewayz and the
endgaar train.

D0 HOT USE CELLULOSE SOLVENTS POR CLEANIRG AS THEY WILL DAMAGE
THE PAINT FINISH.

Machine surface becomss bright immediately after cleaning
using machine oil or slideway lubricant. Use heavy oil or
gresge on the end gears,

s I I W ]




INSTALLING

neated the machine or & solid foundation

1y &llowing
areaa gll round for easy working and mainisnance {se:
_‘ D

plary. The lathe may be used free-standing or |

Toundalion.

Frep-standing: Position lathe on foundation and adjust each ol

[

the six mounting feet to take egual share of the load. Then
uring @n engineera precision level on the bedways (as in Fig 5)
mdjust the feet to level up machine, Tericdically check bed
level to ensure continued lathe accuracy.

Fixed installation: Fositicon lathe over six bolts (2 in. or
12 mm. diam.),set into the foundation to correspond with holes
in the meunting feet. Accurately level the machine as in Fig 3,
then tighten hold=down bolts and recheck bed level.

HEADSTOCK ENGINEERS PRECISION LEVEL TAILSTOCK

=7

Pl
7

SADDLE &
CROSS-SLIDE

OUNTING FEET

MOUNTING
FEET

il % Fig. 5
MOUNTING FEET
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LUBRICATION CHECKS

Before operating the machine, make the following important
checks:
1. The headstock is filled to level marked on cil sight window
with Shell Tellus 011 27.
2. The gearbox is filled to level marked on oil sight window
with Shell Te=llus Dil 27,
%» The carrisge apron is filled to level marked on oil sight
window with Shell Tonna 33,
4. In additlon, apply light machine cil or way lubricant to the

pointe ghown on lubrication diagram which require daily oiling.
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CHUCKS AND CHUCK MOUNTING

WARNING: GREY-TROR CHUCKS MUST NOT BE FITTED ON THIS
HIGH-SPEED LATHE, USE ONLY DUCTILE IRON CHUCKS.
When fitting chucks or faceplate, first ensure that spindle
and chuck fapers are scrupulously clesn &nd that all cams lock
in the correct positions. 3Sez PFig 7, it may be necessary when
mecunting a new chuck to re-set the camlock studs (4) %o do this,
Remove the cap-head locking screws (B} and set each stud so that

the scribed ring (C) is flush with the rear face of the chuck=

with the slit lining up with the locking screw hole [see Fig 7).
Now mount the chuck or faceplate on the spindle nose and
tighten the three camg in turn. When fully tightened, the cam

lock line on each cam should e between the two V on the
Epindle nese. If any of the cams do not tighten fully within
these limit marks, remove the chuck or faceplate and re=adjust
the stud as indicated in the illusiration. Fit and tighten the
locking screw (B) at each stud before remnuntiﬁg the chuck for
work.

This will assist subseguent remounting. IO NOT IKTERCHAKGE
CHUCKS OR FACE FLATES IF LATHE WITHOUT CHECKING UP CORRECT
CAMILOCEING.

IMPORTART: Take care note of speed limitations when ueing

faceplate, 10 in. faceplates should not be run at speads

greeter than 770 rev/min.
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LATHE CONTROLS l

1. Spindle speed selector.

2. Apron, surfacing or sliding feeds.
3.Gearbox, threads and feeds.

4. Footbrake.

5. Main motor rotation (forward and revers).




ELECTRICAL CONTROLS

14

in

The power swilches are fitted on the face of glectrical bax
back of the Ped and below -the headstook, Except the main

pwitch, all electrical controls are fitted in the front of the
headeiock.

VMove the power switch set at CN pogition then the indicator
lamp glows.

Fresg tae GREEN bution. The main drive motor can be running
with a moment. (While the main motorrotation lever is

get in the neutral position.)

Coolant pump QN/0FF push button.

Fress the HED button to stop the main metor and coolant pump.

HEADSTOCK
:\

‘I — INDICATOR LAMP
&—J0G BUTTON o
32— COOLANT PUMP SWITCH MAIN MOTOR
& — EMERGENCY STOP SWITCH




e o
SPEED CONTROLS (2 sPEED MOTOR)

§ Spindle speeds: Selected by the two lever controls and a electrical
gwiteh, on the headstock and stand. The sixteen available speeda
are shown directly on the data plate., While the electrieal
gwitech set at (1) position, the small lever roated right-hand
side, it provides speede from 1800-510 r.p.m., and rotated to
left-hand side, ot provides speeds from 350-90 r.p.m. Then move
the largs lever to the cppropriately coloured arrow aligned with
the required speed on the data plate. While the electrical
switch set at (2) position, it provides spseds from 200-255
I'-F;Dh ﬂI‘.d 1-\'."_-'_"1'5 Ill]-'-lj-l

When the small lever set at upper or bottem pesiilon, the spindle
ia fre= for hand rotation. :

——HiGH SPEED LOW SPEED—
,f‘lllillil
ELECTRICAL SWITCH
2 12




SPEED CONTROLS

Spindle speeds: Selestsd by Tthe two lever controls on the head=-

gtoek, The eight Availabls spseds ars shown directly on

a plate, Hotate thes small lever to right-hand =slids,

peeds can Tun from 1800=-310 T.p.m, and rotate to left-
hznd side, provided spseds can be from 330-90 r.p.m. Then

move tTH: irgs 1ever until the opproprisately coloured arrow

ik

. S . : : - - oy e
ig @ligned with the required Speed on the date plate.

Whan the emall lever set at apper or bottom position the

gpindle iz free for hand rotatlan,

|
HIGH SPEED LOW SPEED




TH READS AN D FEEDS (Metric Geafhux]

All the threads and feeds directly available from the gear
box are shown in the data plate Fftted on the front of the
gear— box. The getting of control levers 35 shown in bellow.

The B poszition of lever (Y) can provide a range of fine
threads: the A position a coarse (hread range. Do not delect
the range (A position) at spindle speeds higher than 770 rev
min.

THEEADS AVAILABLE
37 Metric threads 0.4 to 7.0 mm.pitch
28 Whitworth threads 4 to 56 t.p.i.
The endgear train should be arranged as in the diagrams

shown on the data plate to suit threading requirciments.

Feeds: lingtudinal leeds per
spindle revolution range {rom
0.043 1o 0.653 mm.

cross feeds per
spindle revolution range from
0.015 to 0.220 mm.

1234

#ﬂq'l.-q#.{ﬁrl.ilﬂ 561

| BLIY
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THREADS AND FEEDS  (inch Gearbox)

All the threads and [eeds directly avalable from the gear
box are shown on the dala plate fitted on the front of the
gear—box. The sslting of control levers is shown 1n Fig 13.

The B position of lever (Y) can provide a range of fine
threads; the A posilion a coarse thread range. Do not delect
the range (A position} at spindle speeds higher than 770 rev/
min,

THREADS AVAILABLE
40 Whitworth threads 4.0 to 112 t.p.i.
22 Metric threads 0.45 to 7.5 mm. pitch

The endgear train should be arranged as in the 'diagrams

shown on the data plate to suit threading requirements.

Feeds: longtudinal feeds per
spindle revolution range from

0012 o 0294 in (0.0030 "o

0. 756 mm.)

cross {eeds per
spindle revolution range from
0004 to (0108 in. (0.010 to

0.271 mm.)

Fig.13
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THREADING DIAL INDICATOR
A. Whitworth threads

Located on right-hand side of the apron on lathes having &n
English leadscrew. Engage the indicator pinion with the leadscrew
and tighten the handnut to retain indicator in engagement.

To cut threads of an even number per inch, close theleadscTew
nut as ANY line on the dial passes the datum mark, To cut threads
aof odd numbers per inch, close the leadscrew nut at any NUMEERED
line.

FPractional threads of 4 or 4 t.p.i. may be cut by closing
the nut at the SAME numbered line on each pass of the tool.

Thig dial cannot be used with an English leadscrew to cut
metrie threads, or fractional threads. For these the leadscrew nut
must be kept cleosed and the machine reversed by use of the Change-
over switeh, after each cutting pess and tool with drawel.

B. Metric threads

The thread digl used for cutting metric screw throade on
lathes eguipped with metric leadscrew, To provide for the various
pitches of metric threads, several gears having different numbers
of teeth are mounted on the lower end of the shaft. The vertical
position of the thread dial indicator is changed ac required so
that the correct gear for the pitch of the thread tc be cut will
mesh with the leadscrew.

Each guaduation on the dial is merked with a letter which
indieates the points at which the halfnuts may be engaged for
certain threads. A diagram is supplied with the thread dial to
show which gear and which graduations must be used for each pitch
of metric screw thread.

THREADING DIAL INDICATOR
| SADDLE
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THREADING DIAL INDICATOR
A. Whitworth threads

Located on right-hand side of the apron on lathes having &n
English leadscrew. Engage the indicator pinion with the leadscrew
and tighten the handnut to retain indicater in engagement.

To cut threads of an even number per inch, close theleadscTew
nut as ANY line on the dial passes the datum mark, To cut threads
of odd numbers per inch, close the leadscrew nut at any NUMEERED
line.

Prapctional threads of 4 or 4 t.p.i. may be cut by closing
l the nut at the SAME numbered line on esch pass of the tool.

Thie dial cannot be used with an English leadscrew fto cut
metrie threads, or fractional threads. For these the leadscrew nut
must be kept closec and the machine reversed by use of the Change-
over switeh, after each cutting pass and tool with drawel.

B. Metric threads
The thread digal used for cutting metric screw throade on
lathes eguipped with metric leadscrew, To provide for the various
pitches of metric threads, several gears having different numbers
of teeth are mounted on the lower end of the shaft. The vertical
position of the thread dial indicator is changed as required so
that the correct gear for the pitch of the thread to be cut will
mesh with the leadscrew.
I Each guaduztion on the dial is merked with a letier which
indicates the points at which the halfnuts may be engaged for
certain threads. A diagram is supplied with the thread dial to
show which gear and which graduations must be used for each pitch
of metric screw thread.
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APRON CONTROLS (Knob type)

In addition te h2ndwheel traverse, the carriage can be

power-operated through contrels on the front of the aprom,
gee Fig 15 knob (A) is pulled out for power Teed engagement
and pughed in for manual Speration.

The push-pull knod (B) melects power suriacing [cross=Teed)

when pulled out, £liding feeds @re selécted when the knob

is pushed right in.
Lever (C) is pressed downward to engage the leadscrew nut
for serewcutting. To ovoid undue wear, release the nut except

when screwcuiting.

\\_‘—\\
¢
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APRON CONTROLS (Lever type)

In addition to nandwheel traverse, the carriage can be

power-operated through controls on the front ¢f the apron,

see Fig % knob (A). If move handle (&) upwards, carriage
would do longitudinalefeed operation. If move handle (4)
in middle position, it would do manual operation. IT mave
hendle (&) downwerds; it would do cross={eed operation,

lever (B) is pressed downward to engsge the lezdscrew muf
for screwcuiting. To avold undue wear. Release the nut except

when s CLEWCUTL NE,




CROSS-SLIDE AND TOP-SLIDE

A solid topslide is fitted as standsrd to the cross-slide.
Cerried on & rotetable tase, the cross-zlide is marked 45=0-457
deg., for accurate indexing.

Handwheel gials are gradustsd in inch or metric dlvisions

Lhe cross-slide can be power opera ; 11ing out %the
2 P - 5 - L o - 5 - g
hand knob (1), at one-third sliding feed per gpindle revolu-=
tiom, or 1T can bDe hend=-ppereied using the larre-dizmster

dlal graduated in either inch or metric division tg suit the

oparating screw and nut fitted.

CROSS-SLIDE

KNOB TYFE

LEVER TYPE




TAIL STOCK

Can ba free movement along the bed by unlocking the
clamp lever (4). |
The tailastoek barrel is locked by lever (B).

™ o - i e i -
el lolr proguction ol Bnellow

shown in Figz 18. Apply clemp lever after adjusiment of set-




LATHE ALIGNMENT (part 1)

With the lathe installed and running, we recommed a check
en machine alignment before commencing work., Check levelling
and machine elignment at regular periods fo ensure continued
lathe accuracy.

Headstock cheok: Take & light cut-with a lkeen tool over a
6 in. (150mm.)} le=ngth of 2 in, dia. (50mm.) steel bar gripped
in the chuck tut not supported at the free end, Micrometer
readings at each end of the turned length (at A and B of Fig
10 } should be the same.

To correct a difference in readings, slacken and release
the four headstock hold-down ecrews (J) shown in Fig 18 and
adjust the set-over pad (K) benesath the headstock. Then tighten
all screws, After adjustment, repeat the test-cut/micrometer-
reading until micrometer readinge are identical so that
machine cutting will be ahasclutely rarallel,

HEADSTOCK




LATHE ALIGNMENT (part 2 )

Tailstock check: Using a 12 in. (305 mm,.) ground steel var
fitted between centers of headstock and tailstock. Check the
alignment by fitting a dial-test lndicator to the Ttopslide
and traversing the zenter line of Tthe Dsr.

Te correat error, release the tailstock clamp lever and
adjust the two set-over screws provided. Continucusly check

and correct until the aligmment is perfect.

: 12 in.
“ 305 mm. [

I
| ) ) l s
T \
:H]:E (T qalLSTOCK
\ |l

HEADSTOCK ~ TOPSLIDE
TALSTOCK CLAMP LEHEH\\

WIS, s s (RS - B

_SET-D‘I."EEI SCREWS !




END GEAR TRAIN

Drive from headstock fo gear-

'O D B

t
T
(1]

—~+
[

= 4
-l 2

Hox 48 Cra

i

1

pear traln encleoaed by ths nead-

gears are carried on an adjust-
able swing frame (M).

Gears must be thorcoughly
gleanad before fitting and
backlash maintained =t .005in,

L1277 mm.) Lubriecate gears
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reqularly with thi

DRIVING BELTS

To alter belt tension, remove
the coverplate in back of the
hoadatock plinth and adjust the
two screws () on the hinged
motor platform. Ensure that the
motor is correctly alighted with
the lathe axis,

Light finger pressure at a
point midway between motor and
headstoek pulleys should produce
shout 3/4 in. (15mm.) movement

of each belt when under Ccorret




SLIDE WAYS ATTENTION

Tapered gib strips are Iitte

to-slideways sadd]

ol gaddle oroBs
slide and top (compound)
ag that any slackness wWillch may
develep can be rectified,

Ensure that slldeways

thoucughly ¢leaned and lu

o, Y
belore

attempling ad |usTmertl.
Then resat the glbs by slacken
ing the rear glb soTew and
tening the front screv.
copnstantly for smocth 2ctlon
throughout full s1id:

Avold over-adjustment which ¢

result in Ineressed wear=IaTe
1

GIB

and stifil or Jerky actlion. ADJUSTERS

CROSS-SLIDE NUT

CAP-HEAD SCREW




LUBRICATION  (part 1)

The hezdstock and gearbox are splash-lubricated Irom an
internal reservoir of oil (Shell Tellus 27). ©Cheek the ¢l)
1evel constantly to the mark on the oil sight window in the

front end face of the hesdstock and gearbox. A weekly checx

2

s recomnmended. The oil need be chenged every year. 0il
through a f1ller cap in the top of the headstock and gearboXx 15
covered by the end-guard. Drain Irom & drain plug in the I

bottom of the headstock and gearboX.

The apron is lubricated irom an internzl reservolr of cil.
mhe oil eight window is in the front of the apron, A filler

eap is in the top of the saddle. Reiill the reservoir to the

1evel of the oilsight with Shell Tonna oil 33. The apren can
he drained by unscrewing a hexhsaded draln plug in the Loltom.

FILLER CaP HEADSTOCK AFRON

/ \

DRAIN PLUG I

DRAIN PLUG

1




LUBRICATION  ( part 2) l

in addition, oil gun is provided for the gsaddle, cross-slide,
crosaslide nut and top=slice(compound slids) to oil, ILeadscrew
| using a2 oil gun ¢an be o0lld with light machins oil or way lu-
oricant.

On the tallstock, o0ll peints are proviced for daily attention

Trom & standard opll can.

(&1}

It 18 recommended that all slidewsys, leadecrew and Teed
shaft are cleaned off (2 bristle paint brush is useful for this)
and lightly oiled after each periad of work,

MoTE: Using incorrect grades of oil can cause damage.

OILER POINTS,

- Yo
: = =2
OILER POINTS




LUBRICATION DIAGRAM
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— TOP-UP EVERY WEEK
— OIL EVERY DAY




3 WIRING DIAGRAM
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Wire Number
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B A

ail: Power switch 3 3w 10A.

T : Control circuit Transformer 100V A

M : Main Motor.

M1; Pump motoi.

A : Push button awitchjogging switch)iype SH 3051 A,

B : Flate type push button type S8 30811,

C : Pilot light type.5F 201, 110V/158V, color:white.

D : Selecting switch. type ST 3021A.

el: Fuse base 600V, 30A, type SH—B33.

e2; Grags tube fuse 1A,

lel: For main motor Beverse AC magnetic contactor cotl AC 110V, type e—11GIAL1R.
le2: For main motor Forward AC magnetic contactor coil AC110V, type c—11G3A1E.
Zel: For pump motor AC magnetic contactor coil AC 110V, type e—11G3A1a.
lel: Thermal overload relay for main motor. tvpe RH—18A1.

2el: Thermal overload relay for pump motor, type RH—10E.

d: AC magnetic contactor coil AC 110V, type c—11G3Ala.

Lal: Lamit gwitch End cover safety awitch type 156G 22—B.

Le2: Limit switch Brake precision. type 15GD—B.

La3: Limit ewitch Reverse precision, type 16GD—B.

Led: Limit switch Forward precision. type 156GD—B.

Csl: 2 Speed Motor switch,
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