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1 NSTRIETIONG gid AR WIRING INSTRUCTIONS

for
4900-series
Serial Numbers from 400971

5900-series

I DIVISION, ATLAS PRESS COMPANY Serial Numbers from 500817
KALAMAZOO, MICHIGAN 49001 CLAUSING LATHES
I AUGUST 1963 FILE NO. 710.041-2
I REVERSING SWITCH for SINGLE PHASE (110 Volt) MOTORS
1 WHITE  RED
r \ AY Y
L R ¢ |
L RED L.RED
JUMPER - GY YELLOW
*pURPLE.,\ﬂ
BLACK - L GREEN
| L PURPLE #
BROWN -
BROWN ™~ BLUE
I GREEN ~
YELLOW | aLack (GROUND) SYELLOW
I BROWN BROWN
i | g
YELLOV, 7~ ") YELLOW
RED RED MOTOR
KEVERSING — SINGLE PHASE
DRUM SWITCH / (10 Vo)
JUNCTION BOX  *PURPLE] " FURELEX
A b GREEN
BLACK (GROUND)
: \_
= WHITE _ To reverse rotction interchange
#* Green wire hos been used RED and BROWN switch wires
l on some switches POWER SUPPLY in MOTOR terminal box
REVERSING SWITCH for SINGLE PHASE (220 Volt) MOTORS
r‘| BLACK BLUE
{ — ) ,
2
YELLOW - PURPLE *
l L BLACK BLACK ||
BROWN L JUMPER
l YELLOW ~
BROWN -
GREEN
' *PURPLES L-RED (GROUND)
BLACK BLACK
— \ : - :_ ~
RED RED ¢
I M J - ’ ROWN MOTOR
REVERSING : BROW e et " SINGLE PHASE
DRUM SWITCH \\\ S . . & (220 VO“’) v
= -
l JUNCTION BOX YELLOW] pﬂgktgi
#PURPLE 7 GREEN
(GROUND)
BLACK WHITE To reverse rotation interchange
Wieenwive ks bevh-vasd BLACK and RED swiich wires

on some switches POWER SUPPLY in MOTOR terminal box



REVERSING SWITCH for 3-PHASE (220 V

L- PURPLE *

BROWN ~ - BLACK

REVERSING BROWN

YELLOW

olt) MOTORS

PURPLE =
A\

TIE TOGETHER ~-
& TAPE, WIRE

NUMBERS 4, 5

@\ &6
@“/\

* PURPLE 7]

YELLOW ™

YELLOW

DRUM SWITCH

JUNCTION BOX BLACK~

*BLUE

* Green WII'E hUS been Used
on some swifches

* White wire has been used
on some switches

REVERSING SWITCH for 3-PHASE (440 Volt) MOTORS

( 1 2 b
YELLOW— L RED
* BLUE | | PURPLE *
BROWN — | BLACK
\. \\ //) BROWN
REVERSING *PURPLE

DRUM SWITCH

JUNCTION BOX BLACK ~

RED’%\\\
/\_ N

MOTOR
3-PHASE
(220 Volt)

,» BROWN

1~ BLACK

GREEN (GROUND)

RED

BLUE *

To reverse rotation interchange

POWER SUPPLY

YELLOW
FAY

ANY TWO switchwiresin MOTOR

terminal box

Q @ , TIE TOGETHER & TAPE,
WIRE NUMBERS 4 & 7,

588, 68&39.

BROWN

*BLUE 1

*Green wire hos been used
on some switches

*White wire has been used
on some switches

PURPLE* MOTOR
3-PHASE
/ (440 Volt)

RED

BLACK
BLUE*

GREEN
(GROUND)

To reverse rofation interchange

T T
POWEIR StIJPPLY

ANY TWO switchwires in MOTOR

terminal box



INSTALLATION

FOUNDATION

Your Clausing lathe is a precision machine tool, and
requires a solid foundation. The floor must be heavy
enough to support the weight of the machine without
noticeable deflection, and it must be level. If the
floor does not meet these important requirements,
a special foundation should be built.

CONCRETE FLOORS -- A reinforced concrete floor
is the best foundation: it provides a rigid base, min-
imizes vibration from adjacent machines, and resists
deflection.

WOOD FLOORS should be carefully checked for
strength -- place a precision level on floor where
lathe is to be located, and move a hand truck with
average load past it. If bubble in level shows no-
ticeable movement, the floor should be reinforced,
or cut away and a concrete foundation installed.

CLEANING

Before moving carriage or tailstock along the ways,
use a good grease solvent to remove the rust-proof
coating applied to all polished and unpainted sur-

faces.

Do not use an air hose -- it could force dirt or grit
picked up during transit into bearing surfaces.

Use a stiff bristle brush to clean lead screw.
When thoroughly cleaned, cover the unpainted sur-
faces with a light coating of ““Way Lubricant’’ for

proper lubrication.

Frequent cleaning and lubrication is essential to
long service life -- see page 5 for instructions.

MOVING AND LIFTING

Leave lathe on skid -- simplifies moving to final
location.

IMPORTANT: DO NOT slide lathe along floor.
DO NOT USE fork lift under chip pan.

CARRIAGE
LOCK SCREW

LEADSCREW

CENTER OF [WEIGHT
PROTECTION l

LATHE FOOT
LEVELING
SCJREW
- i M|
0a00an L—
{00000 JHJ =
= LEVELING
= SCREW PAD
/CABINETJ FL/OOR
Figure 1

CAUTION: DO NOT LOWER LEVELING SCREW
PADS UNTIL LATHE IS READY TO BE
LEVELED -- refer to figure 1.

When using a sling -- clean bed ways, move tail-
stock to the right-hand end of the bed and lock it in
place. To protect lead screw and bed, place a 3/4"
thick hardwood board under approximate center of
weight load, insert sling as shown in figure 1, and
raise machine about one-inch off floor. Make any

necessary adjustments for balance by moving car-

riage along bed. — Before moving carriage, loosen
lock screw -- located on top right side of the car-
riage.

If a fork lift is used, place 3/4" thick hardwood
board under the bed so that the clutch rod will not
be bent when the lathe is raised -- do not pick up
by chip pan.

Mounting pads do not require anchoring.

Leveling screws are equipped with non-slip mounting
pads which eliminate the need for anchoring or bolt-
ing machine to floor. Floor must be clean and free

of oil.

4810
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ELECTRICAL CONNECTIONS

The machine is wired at factory -- merely connect
power supply to line leads in junction box on back
IMPORTANT: To reverse ro-
tation of motor interchange any two line leads -- see
WIRING INSTRUCTIONS.

of headstock cabinet.

Before connecting motor, make sure that voltage and
other current requirements of the motor correspond
with your power supply. If there is any question,
verify your current and voltage by calling your power

company.

ANCHORING LATHE TO FLOOR
CAUTION: DO NOT SLIDE LATHE ALONG FLOOR.

LOCK
WASHER

z LEVELING
: SCREW

LATHE
.— FOOT

/SLEVELING

onoannm

1

CREW PAD

CABINET
FLOOR

ANCHOR
NUT

Figure 2

Use anchor bolts to secure lathe to concrete floor --
use lag screws to secure lathe to wood floor -- refer

to figure 2.

With a hoist or lift, lower the lathe into position and
mark the four leveling screw locations. DO NOT

LOWER LEVELING SCREW PADS.

Lift machine out of the way, drill holes for anchor
nuts and install anchor nuts -- for lag screws drill

pilot holes.

Position and lower machine. Turn leveling screws
until no portion of the lathe cabinet touches the
floor -- shim under pads, if necessary.

Start anchor bolts or lag screws -- DO NOT tighten

uneil lathe is level -- sce Leveling Instructions.

4.1

LEVELING

The lathe should be kept perfectly level at all times.
When carelessly mounted, the bed may become twist-
ed. Even a slight amount of twist will move centers
out of alignment and result in inaccurate work and
excessive wear. Make it a habit to regularly check
the level of the bed.

THIS IS IMPORTANT:

Use one precision level at least 6" long -- level
should show a distinct bubble movement when a

.003" shim is placed under one end.

Clean the bed ways thoroughly.

Figure 3

1. First level bed longitudinally, compensate for
variations of bubble readings by turning the leveling
screws on the cabinet base until bed is level -- refer

to Figure 3 for level positions.

2. Next level both ends of the bed. The headstock
and the tailstock -- must be checked with the level
placed at right angles to the bed. Refer to Figure 3.
Use a square to align the level. Do not turn level

end for end.

Level reading at headstock and tailstock must be
identical. Compensate for variations of bubble read-
ings by turning the leveling screws until lathe is

level.

excessive adjustment of leveling

NOTE: Avoid

screws by inserting shims between pads and floor.

3. Tighten the four anchoring bolts not more than
finger-tight, or until the lock washers start to com-
press -- lag screws should be tightened, then backed

off about one-quarter turn.

4. Recheck the level of the lathe - - unequal tighten-
ing of anchoring bolts may have pulled the bed out

of level. Recheck leveling in § days.

Check level of bed at frequent intervals. Chatter --
turning taper -- boring taper -- facing convex or
concave is the general result of an improperly leveled

lathe.

4510
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LUBRICATION CHART - - - 5900 SERIES CLAUSING LATHES.

CODE
D-DAILY oil with TEXACO WAY LUBRICANT “D" o
equivalent.
WEEKLY

W1-0il with TEXACO WAY LUBRICANT “D" or
equivalent.

W2.Check oil level in window. Remove pipe plug and
fill to mark with TEXACO REGAL PC-R&O oil or
equivalent.

W3-With motor running and variable dial turned to low
speed, fill with TEXACO REGAL PC-R&O oil or
equivalent.

W4 - Check oil level in window. Remove filler plug and
fill to mark with TEXACO RECAL OIL “G” or
equivalent.

W5- Fill countershaft fitting and grease the two fingers
\I.vifh TEXACO MARFAX H.D. #2 grease or equiva-
ent.

M-MONTHLY clean with Kerosene, then oil with TEXACO

WAY LUBRICANT ‘D" or equivalent.

S-SEMIANNUALLY lubricate quadrant gear teeth with TEX p
ACO CRATER No. 2X Fluid or equivalent. Remove oil
and dirt before applying.
*Remove plug.
**Remove plug and turn spindle until ciler shows.
***Remove cover.

5810
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CONTROLS AND OPERATIONS

Do not operate lathe until you are thoroughly familiar
with all controls and their functions.
is shipped from factory with gears set for direct drive
and carriage locked to bed. Read the instructions
carefully. Then, first operate the lathe in back gear- -
get the ““feel”” of the controls -- set up different

The machine

threads and feeds -- engage the power feeds -- get
acquainted with the lathe before you start a job -- it
will save time and produce betrer work.

i HEADSTOCK

The totally enclosed headstock houses and supports
the
Gears,

spindle, spindle bearings and driving gears.
shafts, bearings and spindle bearings tra-

vel in a bath of oil.

BACK GEAR CONTROLS

BACK GEAR DRIVE provides the slow spindle speeds
from 52 to 280 rpm required for heavy cuts and cor-
rect surface speeds for large diameter work.

IMPORTANT: The back gear knob should not be

moved from one position to another unless motor
is in “"OFF’’ position. Spindle must come to a com-
plete stop before changing drives.

To engage the back gear drive:

1. Stop lathe spindle.

OUT FOR
BACKGEAR

|‘[jﬂ 1T

IN FOR ||| |
DIRECT DRIVE
|

TURN TO LEFT i
FOR BACKGEAR “{i{

Figure 5

FOR DIRECT DRIVE

2. Turn back gear knob (figure 5) to the left -- rotate
spindle by band if gears do not mesh.

3. Disengage back gear pin from drive pulley by
pulling pin away from headstock.

5910
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DIRECT DRIVE provides high spindle speeds from
360 to 2000 rpm.

To engage direct drive:
1. Stop spindle.

2. Turn back gear knob to the right.

3. Engage the back gear pin with drive pulley by
pushing pin towards headstock -- rotate wheel if
necessary.

SPINDLE SPEEDS
Speeds are changed hydraulically. Control dial,

located on top of the headstock, actuates hydraulic
system. Speeds -- between 52 and 280 rpm in back
gear drive, and 360 to 2000 rpm in direct drive --

are obtained by turning the dial control.

Caution: DO NOT TURN CONTROL DIAL UNLESS
MOTOR IS RUNNING -- it makes dial reading in-
correct in terms of spindle rpm.

NOTE:
a by-pass valve that prevents damage if control dial

Hydraulic system, however, is equipped with

is accidently

turned while motor is not rumning.

2

7
Ry L0

N, 200035 59 400 500

—

Figure 6

If dial reading is incorrect:

1. Start the motor -- turn variable speed control
to 360 rpm (52 rpm if lathe is in back gear) --

refer to figure 6.

2. Hold at this speed, exerting slight pressure for
30 seconds.



