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OPERATION: 
1. Spindle speed selector. 
2. Forward and reverse selector. 
3. Threads and feed selector. 
4. Safety equipment. 
5. Cross or longitudinal feed selector. 
6. Threading clutch lever. 
7. Starting lever. 

 



 
 



 

 



OPERATION 
CHUCK AND CHUCK MOUTING 
 
When fitting chucks or faceplates first ensure the spindle and chuck tapers are 
scrupurously clean that all cames lock un the correct position 
see fig 9 It may be necessary to re-set the camlock studs (A) when mounting a new chuck  
To do this remove the cap-head locking screws(B) and set each stud s that the scribed ring 
(C) is flush with the rear face of the chuck with the slot lining up with the locking screw hole see fig 8 
Now mount the chuck or facrplace on the spindle nose and thighten the six cams in turn 
When fully tightened the cam lock line on each cam should be between the 
V marks on the spindle nose 
 If any of the cams do not thghten fully within these limit marks remove the chuck or 
faceplace and re adjust the stud as indicated in the illustration 
Fit and tighten the locking screw (B) at each stud brfore remounting the chuck for work 
A reference mark should be made on each correctly fitted chuck pf faceplace to coincide with  
the reference mark scribed on the spindle nose 
This will assist subsequent re-mounting  
DO NOT INTERCHANGE CHUCKS OR FACE PLATES BETWEEN LATHES WITHOUT CHECKING FOR CORRECT 
CAM LOCKING 
IMPORTANT:Take careful note of speed limitations when using faceplace 12 in or 10 in  
faceplates should not be run at speeds higher than 680 rev/min 

 
 
 



SERVICE AND MAINTENANCE 
 
LATHE ALIGNMENT 
with the lathe installed running we recommend  
a chuck on machine alignment before commencing  
work Check leveling machine alignment at regular  
periods to ensure continued lathe accuracy 
 
HEADSTOCK CHECK  
Take a kight cut with a keen tool over a 6" (150mm) 
long and 2" dia(50mm)steel bar gripped in the chuck  
but not supported at the free endmicrometer readings  
at each end of the truned length (at A AND B fig20) 
should be the same  
 
Tailstock chuck using a 12"(305mm) ground steel bar 
 fitted between headstock and tailstock centers check  
the alignment by fitting a dial-twst indicator to the topslide 
 and traversing thw center line of the bar (lower sletch Fig 20) 
To correct error relase the ttailstock clamp lever and adjust the  
set over screws provided  
Continue with checking and correction until the alignment is perfect 
 
 
TAILSTOCK 
Can be freed for movement along the bed by  
unlocking the clamp lever (A) 
Additional clamping may be obtained by tightening the 
 large nut (B) locared in a recess below the handwheel 
Reease this clamping nut before attemping to move the  
tailstock and when in the need for extra clapming 
The tailstock barrel is locked by lever (C) see Fig 19 
The tailstock can be set-over for production of shallow  
apers pr for re-alignment Release the clamping lever  
and sdjust screw (S) at each slde of the base (Fig19) to 
move tailstock laterally across the base An indication of  
the set over is given by the datim mark (D) at the tailstock  
end face as shown in FIG 19 Apply clamp lever  
after adjustment of set-over 
 
 
 
 

 

 



 
STARTING AND STOPPING 
 
Before starting up machine make sure if the proper lubrication to all running parts has been  
Done as per lubrication chart  
And switch on after ensuring the starting lever at apron which should be placed in the neutral position 
 
 
During switching on the pilot lamp will be on  
The starting up of main spindle is accomplished by the starting level at the right of apron the starting level 
has a safety locking device which prevents any abrupt accident from operator. 
Move this starting level horizontally to disengage a safety pin 
When this lever is moved down the main spindle stops revolving 
 
During the main spindle is revolving if the foot brake pedal is pressed down the main spindle will be 
stopped at once  
If you want to start the machine again switch the starting lever If the emergency stop button is pressed 
down to stop the machine firstly pull up the emergency stop button and then switch the starting lever to 
start the machine again 
 
 

 
 
 
 
 
 
 
 



 
 
 

Select the appropriate spindle seed for working from cutting speed chart on the top of headstock 
there are 8 steps in the range of spindle 
speed (85-2000r.p.m) 
 
 
The change of main spindle speed are accomplished  
by the level 1 and the level 2  
 
level 1 selects  M 、L  position  
 
level 2 select speeds of 8 grades corresponding with level 1 
  
Please refer to figure below 

 
 
In order to obtain the desired spindle speeds place the level at the proper position  
Be sure do not shift the level when the spindle is running 
Warning : Should turn off the motor and let spindle stop before changing the position of levers 
 
 
 
 
 

 



Introduction 

Spindle speed change levers 
Select the A、B、C、D  H、L position to decide spindle speed 
 
Spindle speed change level  
 
Select the 8 different spindle speeds with lever 1 and 2 
 

 
 
 
feed and leadscrew selection lever 
select the forward or backward rotation for the leadscrew  
feeds and threads change lever 
 

 

 
 
 
 



 
Select  E 、F 、R 、S、 T、M、 N position to decide the rate of feeds or threads  
accompanied with lever F 
 Please refer to chapter of table 
If you want to select the module threads (feeds) please change the gears shown in the table 

 
 
 

   
 
 
 
 
 
 



 
Select M、N  1、2、3、4 position to decide the rate of feeds or threads accompanied with lever F 
 
 Please refer to chapter of table 
 

 
 

 
 
 
 
 
 



Inch and metric change  
please change the gears shown in the table  

 

please change the gears 

 

 
 



 
 
Feed rod engage and disengage clamping lever 

 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 



 

 



 

 



 
 

 



 
 

 



 

 
 



 
 
 

































































 

 




