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1.0 Warranty and service

Walter Meier (Manufacturing) Inc., warrants every product it sells. If one of our tools needs service or repair, one of
our Authorized Service Centers located throughout the United States can give you quick service. In most cases, any
of these Walter Meier Authorized Service Centers can authorize warranty repair, assist you in obtaining parts, or
perform routine maintenance and major repair on your JET® tools. For the name of an Authorized Service Center in
your area call 1-800-274-6848.

MORE INFORMATION

Walter Meier is consistently adding new products to the line. For complete, up-to-date product information, check with
your local Walter Meier distributor, or visit jettools.com.

WARRANTY
JET products carry a limited warranty which varies in duration based upon the product (MW = Metalworking, WW =

Woodworking).
Body Repair Kits Beam Clamps ]
Bottle Jacks Chain Hoist-
Cable Pullers Manual
. DAY Cold Saws Lever Hoists | LIFETIME |
DAV Hoists-Air - Pullers-JCH Models —
. L Hoists-Electric Palet Trucks Scissor Lift Tables  WW Drill Presses Fastening Tools
h Tools-
Lathe Accessories | Air Tools Metal forming Rigging Equip. | WWBenchtop | ScrewJacks ~ WW Dust Collectors Mechanics Hand Tools
Machine Accessories | Contractor MillDril Sorvcs Jacky Trollevs-Geared  WW Dust Fil el
ile Bases Air Tools-Industrial | MlDr s ervice Jac Tools eys-Gear ust Filters Striking Tools
Mobi : - : Milling Machines Stackers Trolleys-Plain WW Dust Fittings Vises (no -precision)
Safety Equipment Air Tools-Light MW Bandsaws Surface Grinders Winches-Manual — WW Jointers Clamps
Specialty ltems Industrial MW Drill Presses  Tapping WW Air Filtration ~ WW Lathes
Vise Accessories Lubrication MW Finishing Trolleys-Air WW Bandsaws WW Planers  WW Shapers
Equipment Trolleys-Electric WW Buffers WW Sanders  WW Tablesaws
mw ll;’?tet?;on Vises me:ci':%im: elr'':-;Ia:Ir(.:;s;:;’};:1 :vﬁ;;ze; I‘r@.ar Warranty if woodworking (WW) products listed above are used for industrial or

WHAT IS COVERED?
This warranty covers any defects in workmanship or materials subject to the exceptions stated below. Cutting tools,
abrasives and other consumables are excluded from warranty coverage.

WHO IS COVERED?
This warranty covers only the initial purchaser of the product.

WHAT IS THE PERIOD OF COVERAGE?
The general JET warranty lasts for the time period specified in the product literature of each product.

WHAT IS NOT COVERED?

Five Year Warranties do not cover woodworking (WW) products used for commercial, industrial or educational
purposes. Woodworking products with Five Year Warranties that are used for commercial, industrial or education
purposes revert to a One Year Warranty. This warranty does not cover defects due directly or indirectly to misuse,
abuse, negligence or accidents, normal wear-and-tear, improper repair or alterations, or lack of maintenance.

HOW TO GET SERVICE

The product or part must be returned for examination, postage prepaid, to a location designated by us. For the name
of the location nearest you, please call 1-800-274-6848.

You must provide proof of initial purchase date and an explanation of the complaint must accompany the
merchandise. If our inspection discloses a defect, we will repair or replace the product, or refund the purchase price,
at our option. We will return the repaired product or replacement at our expense unless it is determined by us that
there is no defect, or that the defect resulted from causes not within the scope of our warranty in which case we will,
at your direction, dispose of or return the product. In the event you choose to have the product returned, you will be
responsible for the shipping and handling costs of the return.

HOW STATE LAW APPLIES
This warranty gives you specific legal rights; you may also have other rights which vary from state to state.

LIMITATIONS ON THIS WARRANTY

WALTER MEIER (MANUFACTURING) INC., LIMITS ALL IMPLIED WARRANTIES TO THE PERIOD OF THE
LIMITED WARRANTY FOR EACH PRODUCT. EXCEPT AS STATED HEREIN, ANY IMPLIED WARRANTIES OR
MERCHANTABILITY AND FITNESS ARE EXCLUDED. SOME STATES DO NOT ALLOW LIMITATIONS ON HOW
LONG THE IMPLIED WARRANTY LASTS, SO THE ABOVE LIMITATION MAY NOT APPLY TO YOU.

WALTER MEIER SHALL IN NO EVENT BE LIABLE FOR DEATH, INJURIES TO PERSONS OR PROPERTY, OR
FOR INCIDENTAL, CONTINGENT, SPECIAL, OR CONSEQUENTIAL DAMAGES ARISING FROM THE USE OF
OUR PRODUCTS. SOME STATES DO NOT ALLOW THE EXCLUSION OR LIMITATION OF INCIDENTAL OR
CONSEQUENTIAL DAMAGES, SO THE ABOVE LIMITATION OR EXCLUSION MAY NOT APPLY TO YOU.

Walter Meier sells through distributors only. The specifications in Walter Meier catalogs are given as general
information and are not binding. Members of Walter Meier reserve the right to effect at any time, without prior notice,
those alterations to parts, fittings, and accessory equipment which they may deem necessary for any reason
whatsoever. JET® branded products are not sold in Canada by Walter Meier.



2.0 Table of contents

Section Page
1.0 WAITANLY ANA SEIVICE ...coiiiiiiiiiee e e e ettt e e e s sttt e e e e s sttt e e e e e e s s e aa et e et aaeessasstbeeeeaeeesaassseeeeaeeesssnnseseneeeeessnnnnes 2
P O I = o] (=) oo ] 1 (] 1T USRS 3
BT OIS T (=] VL= U4 1o T PSPPI 4
O o To UL g TR 4 P LU - | PR 5
5.0 JTM-1, JTM-2 iNStallation JQYOUL .........c.eeiiiiieee e et e e e e s st e e e e e e s s sar e e e e e e e e s snnraneeeeaeenan 6
LT OS] o LT o= 11T LSRR 7
7.0 JTM-1/JTM-2 Features and TerMINOIOQY ........cuiiiiriiiitiee e i ettt ee e e e e s et e e e e e s s s e e e e e e s s sab e e e e e e esssnnraneeeeeeenan 8
IS T =] (] o J= Vg To I AN TT oY g o] SRR 9
S0 L U T o =Tl (1o PSSO PERRRS 9
8.2 Contents Of ShiPPING CONMTAINET .........uuiiiiii it e e s e e e e s s s bbb eeeaeesssnnbaaeeeeeeesannnes 9
TR IS (=Y o1 (=] o= - i 0 o SRR UPTRPRRR 10
8.4 LIftING the Ml .....eeeeeei i e e e e s et e et e e e e s aan b b e et eaesssnbeaeeaeeeesannnaseeeaeeenanes 10
R I @0 ] o] (=111 o I TT=T0 1 o2 SRR SPPRRR 10
LS I IV o4 or=1 o o F PP TPRTT 11
SO = (= Tod g Tor= | W ote] g 0 T=T ot A o] T PP SR 11
9.1 WM SIZES ettt ettt ettt ettt e oo a et oo okttt e e ok bt e e e oa b et e e e R ket e e okttt e e eaEee e e e enbee e e nte e e e enneeeeeannneeeannnean 11
020 I o g1 70 PP UPRRUUPPR 11
O @ o T= T = 17 1 U PPRRR 13
R @ o T=T = LT g To I o £ o= U1 0] o 1O PEPR 13
11.2 Clamping WOTrKPIECE tO TADIE ........eeeiiiei i e e e s e e e e e s s e e e e e e e e e nnnnnees 13
R I O o= T o T a o JRS) o =T=To I = Vg o = REPR 13
11.4 Setting up fOr fiN€ NaNd FEEA ........ueiiiii e e e e e e e e e e e nnnaees 13
11.5 Setting Up fOr QULOMALIC FEEU .....uviiiiii e e e e e s e et e et e e e ssaaraeeeeeeeanssnnees 14
I oo =T g (=T=To I o] 01T = 1T o I PEPR 14
11.7 Draw bar operation; changing tOO0lING...........couiiiiiiiiiiiiie e e e e e e s sr e e e e e e s s anee 15
2 O o 10131 = ] PSSP PPRUR 15
12.1 Head movement: [eft and Mgt ...........ooiiiiiii e e s e e e e e e 15
12.2 Head movement: FOre and Aft..............ooioiiiiiiiiie ettt e e ee e aree s 15
DZC T = o 17110 11 T I - Vo OSSPSR 16
2 Y=o I T o J= To |10 £ =T o | OO PU S PPPSSRPR 16
D2 ST €1 o J= To 0131 1= o | PP 17
12.6 Table lead screw backlash adjuSMENL ..........cocooiiiiiiiiiie e 17
130 IMTBINEENAINCE.......ceietiii ettt ettt ettt e ettt e oottt e e e bttt e o oatee e e ok be e e e o bbe e e e eabe e e e e ambee e e e nbeeeeeasbeeaeennneeeenseaeaannneaans 19
R Tt R W o o= 11T USSP RUPPRTRRR 19
13.2 Periodic MaiNtENANCE ACHIVILIES. ... ..o ittt sttt e e bt e e s sbb e e e e sabee e e s enbae e e anteeans 19
14.0 Belt POSItION — SPEEA FANGES ...eiiei it ieitiieit e e e ettt et e e e s s e e e e e e et et ae et aaeesaasttaaeeaaaeeaaasteeeeeessssnnsseeaaeeaasans 20
15.0 REPIACEMENE PAITS......cci i iiiiiiee e ettt ettt e e e e s e e et e e e st e et aeetaaeesaassttaaeteaaeeeaassssasseaeeeeaannsnnseeeannns 20
15.1.1 Upper Head Assembly — EXPlOAEA VIBW........ccoiiiiiiiiei ettt e e e e e s sanraa e e e e e e s ennes 21
15.1.2 Upper Head ASSEMDBIY — PAIS LISt ........uuviiiiiiiiiiiiiiiice ettt e e s a e e e s sennre e e e e e e nnnnees 22
15.2.1 Head Assembly — EXPIOAEA VIEW .........uviiiiiiiiiiiiiiiee ettt e e e et are e e e e e s st baee e e e e e nnenees 24
15.2.2 Head ASSEMDBIY — PAITS LISt .....uuuiiiiiiiiiiiiiiiiiee sttt e e e s st e e e e e e s st ae e s e e e e s ansaaaeeeeeeeannnnnnes 25
15.3.1 Base AsSemMbIY — EXPIOAEA VIBW ........cc.uiiiiiiiee ittt ettt a e e s e e e e e e s et aae e e e e e e nnnnees 28
15.3.2 Base ASSEMDIY — PAIS LiSt.......cuiiiiiiiiiiiiiiiie e e et e e e e s st e e e e e e s s nabb e e e e e e e s s snnbaaeeeaeessanne 29
15.4.1 Table Leadscrew Assembly — EXPIOAEd VIEW..........coviiiiiiiiiiiiiii et n e e 31
15.4.2 Table Leadscrew ASSEMDBIY — PArtS LISt .......ccoiiiiiiiiiiie ittt a e e s e e e nnnnees 31
15.5.1 One-Shot Lubrication System — EXPIOAEd VIEW........ccccoiiiiiiiiiiii et 32
15.5.2 One-Shot Lubrication System — Parts LiSt .........cccuuuiiiieiiiiiiiiiiiiie e e e 32
16.0 ElECHNCAl CONNECHIONS. ... ..eiiiiiiee ettt ettt ettt et e ettt e e e bb e e e s aabe e e e e aabe e e e anbeeaeembeeeeeannaeaeaansneaeaannneeas 33



A

3.0 Safety warnings

1.

10.

11.

Read and understand the entire owner's
manual before attempting assembly or
operation.

Read and understand the warnings posted on
the machine and in this manual. Failure to
comply with all of these warnings may cause
serious injury.

Replace the warning labels if they become
obscured or removed.

This turret mill is designed and intended for
use by properly trained and experienced
personnel only. If you are not familiar with the
proper and safe operation of a turret mill, do
not use until proper training and knowledge
have been obtained.

Do not use this turret mill for other than its
intended use. If used for other purposes,
Walter Meier (Manufacturing) Inc., disclaims
any real or implied warranty and holds itself
harmless from any injury that may result from
that use.

Always wear approved safety glasses/face
shields while using this mill. Everyday
eyeglasses only have impact resistant lenses;
they are not safety glasses.

Before operating this machine, remove tie,
rings, watches and other jewelry, and roll
sleeves up past the elbows. Remove all loose
clothing and confine long hair.

Non-slip safety footwear and anti-skid floor
strips are recommended. Do not wear gloves.

Never place hands near or around a revolving
tool or part.

Wear ear protectors (plugs or muffs) during
extended periods of operation.

Some dust created by power sanding, sawing,
grinding, driling and other construction
activities contain chemicals known to cause
cancer, birth defects or other reproductive
harm. Some examples of these chemicals are:

e Lead from lead based paint.

e Crystalline silica from bricks, cement and
other masonry products.

e Arsenic and chromium from chemically
treated lumber.

Your risk of exposure varies, depending on
how often you do this type of work. To reduce
your exposure to these chemicals, work in a
well-ventilated area and work with approved

12.

13.

14.

15.

16.

17.

18.

19.
20.

21.

22.

23.

24.

25.

26.

27.

safety equipment, such as face or dust masks
that are specifically designed to filter out
microscopic particles.

Do not operate this machine while tired or
under the influence of drugs, alcohol or any
medication.

Make certain the switch is in the OFF position
before connecting the machine to the power

supply.

Make certain the machine is properly
grounded.
Make all machine adjustments or maintenance

with the machine unplugged from the power
source.

Workpiece must be attached or clamped to the
table. Never hold a workpiece with your hand.

Use correct spindle speed and table feed for
the particular job.

Do not start machine with cutter in contact with
workpiece.

Disengage power feed when not in use.

Remove adjusting keys and wrenches. Form a
habit of checking to see that keys and
adjusting wrenches are removed from the
machine before turning it on.

Keep safety guards in place at all times when
the machine is in use. If removed for
maintenance purposes, use extreme caution
and replace the guards immediately after
completion of maintenance.

Check damaged parts. Before further use of
the machine, a guard or other part that is
damaged should be carefully checked to
determine that it will operate properly and
perform its intended function. Check for
alignment of moving parts, binding of moving
parts, breakage of parts, mounting and any
other conditions that may affect its operation.
A guard or other part that is damaged should
be properly repaired or replaced.

Provide for adequate space surrounding work
area and non-glare, overhead lighting.

Keep the floor around the machine clean and
free of scrap material, oil and grease.

Keep visitors a safe distance from the work
area. Keep children away.

Make your workshop child proof with padlocks,
master switches or by removing starter keys.

Give your work undivided attention. Looking
around, carrying on a conversation and “horse-
play” are careless acts that can result in
serious injury.



28.

29.

30.

31.

32.

Maintain a balanced stance at all times so that
you do not fall into the cutter or other moving
parts. Do not overreach or use excessive force
to perform any machine operation.

Use the right tool at the correct speed and
feed rate. Rotate spindle clockwise for right-
hand tools, counterclockwise for left-hand
tools. Do not force a tool or attachment to do a
job for which it was not designed. The right
tool will do the job better and more safely.

Use recommended accessories;
accessories may be hazardous.

improper

Frequently clean this machine. Maintain tools
with care. Keep cutters sharp and clean for the
best and safest performance. Follow
instructions for lubricating and changing
accessories.

Turn off the machine before cleaning. Use a
brush or compressed air to remove chips or
debris — do not use your hands.

33.

34.

35.

36.

37.

Do not stand on the machine. Serious injury
could occur if the machine tips over.

Never leave the machine running unattended.
Turn the power off and do not leave the
machine until it comes to a complete stop.

Remove loose items and unnecessary work
pieces from the area before starting the
machine.

Don't use in dangerous environment. Don't
use this machine in damp or wet locations, or
expose it to rain. Keep work area well lighted.

Some coolants used for machining contain
chemicals that may be hazardous to your
health if not used properly. Read and
understand all user information listed on the
coolant container and protect yourself
accordingly.

Familiarize yourself with the following safety notices used in this manual:

ACAUTION

possible machine damage.

AWARNING

possibly even death.

4.0 About this manual

This manual is provided by Walter Meier (Manufacturing) Inc. covering the safe operation and maintenance
procedures for a JET Model JTM-1 and JTM-2 Turret Mill. This manual contains instructions on installation,
safety precautions, general operating procedures, maintenance instructions and parts breakdown. Your
machine has been designed and constructed to provide years of trouble-free operation if used in accordance
with the instructions as set forth in this document.

This means that if precautions are not heeded, it may result in minor injury and/or

This means that if precautions are not heeded, it may result in serious injury or

If there are questions or comments, please contact your local supplier or Walter Meier. Walter Meier can also
be reached at our web site: www.waltermeier.com.

Retain this manual for future reference. If the machine transfers ownership, the manual should accompany it.

AWARNING

or operation! Failure to comply may cause serious injury!

Read and understand the entire contents of this manual before attempting assembly



5.0 JTM-1, JTM-2 installation layout

Figure 1



6.0 Specifications

Model NUMDET ... JTM-TLooiiii e JTM-2
SEOCK NUMDET ... 690082......cceieeeeeieeeeie e 690089
Motor and Electricals:
Y o) o] g 1Y o1 TSRS induction....... TEFC induction, capacitor start
HOPSEPOWET ... 2 (L5KW).cooiiiiieiiiieeeeee 2 (1.5kw)
PRaSE. ... 1 single
Y] 7= T [ 230V only.............. 115/230V (prewired 230V)
3 = PSPPSRt (10] o 60Hz
Listed FLA (full load @amps)......cccooiiiiiiieieeeeeeeeeeeeeeeeee e 6.5/5.6. . uuueeiiiiiiiieieeee e 28/14
3 T 0= o T Lo | (o s 500MFD 125VAC
POWET TranSfer.....ccoe e 0| belt
MOTOT SPEEU ... .o 3450/1720 RPM....ccoiiiiiiiieeeeeeeeeeeeeeeeee, 1720 RPM
Sound Emission (tested at 3 ft. from machine):

LAY/ T 10 4 T - To 3o 1= T 75 dB

LV T o 7= o S S 80-85dB.....ccieiieeeiiee e 80-85 dB
Head and Spindle:
SPINAIE TAPET ..ttt eeeeennnnees R-8. e R-8
SPINAIE DEAIINGS......ciiiiiiiiiiiiiie e ClasS 7.oooeeeeeiiii class 7
QUIII DIBMIEBLET ... e e e e e e e e e e 33187, 3-3/8”
Number of SpINdIe SPEEAS........cooi i I T 8
Range of Spindle Speeds:

LOW (RPM) ..o 80,135,210,325,660,1110,1750,2720.......ccceenuereaaieraanns 80,135,210,325

High (RPM) ... 160, 270, 420, 650, 1320, 2220, 3500, 5440...........cceev...... 660,1110,1750,2720
Downfeed Distance per Revolution of Spindle................... 0.0015", 0.003", 0.006"................... 0.0015", 0.003", 0.006”
SPINAIE TTAVED ..oeeieiiiieeeeeeeee ettt e e enennnees L 5”
Head MOVEMENT ......coee e 90°Land R, 45° Fand B................ 90° Land R, 45° F and B
Maximum Distance Spindle to Table...........ooooeiiiii, 17-1/2” 17-1/2”
Maximum Distance Spindle to COluMN ..o, 19" 19”
Minimum Distance Spindle to ColumMN ..., 4-1/2" .. 4-1/2"
(00|11 0= T o =T 1 YR SRRPRR 1/8" - 718" 1/8" - 7/8"
RAM Travel.....cco o 13-3/8” 13-3/8"
RamM ROALION ... 90° Land R 90° Land R
Table:
TADIE SIZE ..ttt O"XA2" oo 9"x42"
Longitudinal Table Travel..........cccoo i 23-T/8 ... 23-7/8"
QLI Lo SR @3 (0TI I o = 12-1/2" e 12-1/2”
T-SIOtS, NUMBDEE ... et a s 3
T-Slots, Size .
B IS (o) TS o =T 1 o =02 2-1/2"
Maximum Table Load ... 550 1D 550 Ib
KNEE TraVvel......coo i L14-1/2" oo 14-1/2"
Dimensions:
Overall Dimensions, assembled ............ccooovviiiiiiiiiieeeeees 57"W X 64"D X 82"H....cevneieeinn. 57"W x 64"D x 82"H
Shipping DIMENSIONS .........ccovviiiiiiiieee e 67"W X 56"D X 66"H........ccvvvveeeene 67"W x 56"D x 66"H
Weights:
Net Weight (QPProX.) ...ccoe e 2056 ID....eeeeiiiiiiiiiiiiiiiiiiiieieeeees 2056 Ib
Shipping Weight (APPrOX) .......viieieieieiiiieeiieeeeeeieeeeeeee et eeeeeeeeeeeeeeeeeeeeees 2220 [0 | o 2200 Ib

The specifications in this manual were current at time of publication, but because of our policy of continuous
improvement, Walter Meier (Manufacturing) Inc., reserves the right to change specifications at any time and without
prior notice, without incurring obligations.



7.0 JTM-1/JTM-2 Features and Terminology

Figure 2: Features and Terminology (JTM-1 shown)

8. Table longitudinal crank handle (x2)

9. Power connection box

10. Base

11. Filter screen (x2) (for use with optional flood
coolant systems)

12. Elevating leadscrew

13. Knee crank handle

14. Crossfeed handle

15. Pleated way cover

16. Table locking handle (x2)

17. Flat way cover

18. Spindle

19. Head Assembly (see section 10.0 for
explanation of controls)

20. Motor junction box

21. Knee

22. Holes for mounting bolts (x4)

23. Knee locking handle (x2)

Motor 24. Saddle locking handle
Lifting ring 25. One-shot lube system
Ram 26. Lubrication chart

Ram locking handle (x2)
Turret scale

Ram movement lever
Column

Nogk~wbpE



8.0 Setup and Assembly

8.1 Unpacking

Open shipping container and check for shipping
damage. Report any damage immediately to your
distributor and shipping agent. Do not discard any
shipping material until the Turret Mill is assembled and
running properly.

Compare the contents of your container with the
following parts list to make sure all parts are intact.
Missing parts, if any, should be reported to your
distributor. Read the instruction manual thoroughly for
assembly, maintenance and safety instructions.

8.2 Contents of shipping container

Note: Some parts may be pre-installed on the mill.
Turret Mill (not shown)

Flat Way Cover

Pleated Way Cover

Draw Bar

Table Adjustment Handles

Belt Guards

Tool Box, containing (Figure 3):
Hex Key Set (1.5-10mm) *
17/19mm Box Wrench *

Cross Point Screw Driver #2 *
Flat Blade Screw Driver #2 *
Plastic Oil Bottle *

Elevating Crank Handle
Handwheel

Coarse Feed Handle

Can White Touch Up Paint
Hoisting Ring

Operator’'s Manual (not shown)
Warranty Card (not shown)

PNWRRRERE

RPRRPRPRRRPRRERERRE

* parts with an asterisk are also included in the tool
box service kit, p/n JTM4VS-TB.

L

Figure 3: shipping contents

NOTE: If your mill is supplied with an optional Table Powerfeed and/or Digital Readout, be sure to consult the

separate instruction materials that accompany them.



8.3 Site preparation

The mill must be placed on an even surface and
bolted to the floor. Anchor bolts of sufficient size
and length must be fastened to the floor according
to the mill's footprint. See the site installation
diagram in Figure 1.

8.4 Lifting the mill

Finish removing the sides of the crate. Leave mill
bolted to pallet until ready to move to its final
location.

The preferred method for lifting mill is with a hook
through the hoisting ring screwed into the tapped
hole atop the ram. Steady mill to prevent it from
spinning.

An alternative method for lifting mill is with a sling.
Follow diagram in Figure 1 for proper position of
sling under ram. Note position of ram and that table
has been moved against column. Tighten ram
locking bolts (A, Figure 4) before lifting.

)

Figure 4: sling location

Carefully lift mill and move to a position over the
anchor bolts. Lower mill over anchor bolts and
check for level, with a machinist’'s level placed on
the table. Mill must be level back to front and side
to side. Shim if necessary, but remember that mill
must be supported equally at all four corners.
Check for level before tightening anchor bolt nuts,
and check again after tightening them.

It is advisable when placing the mill on a concrete
floor to use grout (thin mortar) to correct any
unevenness in the concrete and provide a solid
foundation at all points.

ACAUTION Mill must be supported equally
under all four corners. Failure to comply may

10

cause the column to twist and put a bind in the
ways.

8.5 Completing assembly

ACAUTION Before attempting to raise mill
head, familiarize yourself with instructions in
section 12.1, for procedures to safely raise and
set up the mill head.

1. Loosen four hexagonal nuts (see A, Figure 9)
about 1/4 turn each counterclockwise, just
enough to allow rotation of head.

2. Apply upward pressure on motor by hand to
relieve pressure on worm mechanism, and use
supplied wrench to turn worm nut and raise
head to upright position.

3. Slightly tighten nuts (A, Figure 9); not torqued,
just snug. Before operating mill, follow
procedures in section 12.1 to verify angle
settings and properly tighten the four nuts.

4. Use mineral spirits, kerosene or other cleaning
solvent, to remove all rust-proofing from where
it may have been applied. This is important;
moving the table or any other components
before removing rust proofing will only put rust
proofing where you don’t want it. (Do not use
gasoline, paint thinner, or lacquer thinner;
these will damage painted surfaces.)

5. Lubricate exposed ways (see sect. 13.0), then
move each unit (table and ram) to the opposite
limit stop, and clean and lubricate the newly
exposed ways. Loosen bolts to unlock ram and
move it forward and backward to the full length
in order to clean and lubricate.

6. Cover all machined surfaces with a film of light
machine tool oil to inhibit rust.

Some of the following steps may have already
been performed on the machine. If so, ignore the
instructions related to those particular steps.
Otherwise, perform them in the order listed. Refer
to Figures 2 and 5 to help locate items.

7. Install the table traverse and cross-feed
handles on their respective shafts. Tighten
each handle using a wrench on the flats.

8. Remove any rust proofing from drawbar. Install
drawbar with its washer into spindle center
through top of head assembly. When installing
tool into spindle, lock spindle and tighten
drawbar using provided wrench.

9. Slide the fine feed handwheel over the hub
and push it back until its roll pin engages hole
in hub, and handwheel is flush with hub
surface.

10. Place coarse feed handle on feed shaft,
aligning roll pin with a hole. Tap handle lightly
until it is flush against hub surface.



11. Unwrap and clean elevating (knee) crank and
install it on its shaft.

12. Install rubber way covers at front and behind
table.

13. Install belt guards.

8.6 Lubrication
ACAUTION Do not operate this milling

machine before fully lubricating it. Failure to
comply may damage machine.

Familiarize yourself with all lubricating points in
section 13.0, and fully lubricate this machine before
operating it.

9.0 Electrical connections

AWARNING All electrical connections

must be made by a qualified electrician in
compliance with all relevant codes. This
machine must be properly grounded. Failure to
comply may result in serious injury.

Confirm that power at the site matches power
requirements of the mill before connecting to power
source.

The JTM-1 turret mill is rated at 2HP, 3PH, 230V
only.

The JTM-2 turret mill is rated at 2HP, 1PH,
115/230V and comes from the factory prewired at
230V.

To convert from 230V to 115V operation (JTM-2
only):

1. Open junction box on motor and change the
wires according to diagram found on inside of
cover.

2. Open Fwd/Rev switch box and change
connections according to diagram.

Similar diagrams are found in section 16.0 of this
manual. Note: If discrepancies arise, diagrams on
machine take precedence.

It is recommended that the JTM-1 be connected to
a dedicated 10 amp circuit with a circuit breaker or
time-delay fuse. Connect the JTM-2, using 230
volt power, to a dedicated 40 amp circuit with
circuit breaker or time-delay fuse, and the JTM-2
with 115 volt power, to a dedicated 30 amp circuit
with circuit breaker or time-delay fuse. Local
codes take precedence over recommendations.

9.1 Wire Sizes

ACAUTION For circuits which are far away
from the electrical service box, the wire size must
be increased in order to deliver ample voltage to
the motor. To minimize power losses and to
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prevent motor overheating and burnout, the use of
wire sizes for branch circuits or electrical extension

cords according to the following table is
recommended:

Conductor AWG Number

Length 230/460 Volt Lines | 120 Volt Lines
0-50 Ft. No. 14 No. 14
50-100 Ft. | No. 14 No. 12

Over 100 Ft. | No. 12 No. 8

Table 1

10.0 Controls

Refer to Figure 5:

Figure 5: controls

A. Motor Lock (Belt Tension) Levers (A, Figure
5) — Slide levers to loosen motor mounting;
shift motor to release tension on belts and
reposition belts for different speed range.

AWARNING Disconnect mill from
power source before changing belt
position. Reinstall belt guards before
operating mill.

B. Speed Range Selector (B) — Mill is in high
speed range when selector is in front position
(facing operator). Push selector to the side to
shift into low speed range. Rotate spindle to
assist engagement, by either turning spindle
nose by hand or turning drawbar knob with a
wrench, provided drawbar is pulled up tightly.




ACAUTION Change speed range only

when motor is NOT running.

Spindle Brake (C, Figure 5) — Move in either
direction to prevent spindle from turning.

Back Gear Control Lever (D, Figure 5) — Pull
out knob and rotate lever in to position. “IN”
position engages back gear for low speed.
“OUT” position disengages back gear for high
speed. (Used in conjunction with Speed Range
Selector B.) Middle position is neutral and
allows free spindle rotation for such things as
setup work.

ACAUTION Shift back gear control

lever only when motor is NOT running.
Rotate spindle by hand to facilitate lever
engagement.

Power Feed Transmission Engagement
Lever (E, Figure 5) — When lever is in right
hole, power feed worm gear is disengaged. To
engage power feed, pull knob out and move
lever to left hole. Engage pin in hole.

ACAUTION Power feed may be

engaged when spindle is rotating; however,
it must be engaged gently to avoid damage
to worm gear. It may be disengaged any
time. Do not use power feed at speeds
above 2700 RPM. It is recommended that
power feed worm gear be disengaged
whenever power feed is not required; this
avoids unnecessary wear on the worm
gear.

Coarse Feed Handle (F, Figure 5) — Used for
manual operations. Rotate counterclockwise to
lower spindle. Return spring will automatically
retract spindle once handle is released.
Handle can be removed when not in use.

Quill Lock (G, Figure 5) — Rotate handle
clockwise to lock quill in position; counter-
clockwise to release.

Micrometer Adjusting Nut (H, Figure 5) — For
setting specific spindle depth. Each graduation
on the nut represents 0.001” of depth, and
corresponds to the adjacent scale.

Feed Trip Lever (I, Figure 5) — Engages
overload clutch on pinion shaft when
positioned to the left. Stays engaged until quill
stop comes into contact with micrometer
adjusting nut (forcing feed trip lever to drop out
automatically), or until lever is released
manually by pushing it to the right.
IMPORTANT: Overload clutch is factory-set to
hold up to 200 Ib. downfeed pressure on the
quill (accommodates drills up to 3/8”"). Do not
attempt to adjust clutch pressure.
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Manual Fine Feed Handwheel (J, Figure 5) —
Feed reversing knob (K, Figure 5) must be in
neutral position. The feed trip lever (I, Figure
5) must be engaged. Note: Manual feed
handwheel may be removed when not in use.

Feed Reversing Knob (K, Figure 5) — located
in center of manual feed handwheel. Position
of knob depends upon direction of spindle
rotation. If boring with right hand cutting tools,
pull knob towards operator until clutch
engages. Neutral position is between forward
and reverse positions (see Figure 7).

ACAUTION It is recommended that

feed reversing knob be left in neutral
position when not in use.

Figure 5 (repeated)

Quill Stop (L, Figure 5) — Disengages
automatic feed in either direction, as well as
the setting point for working to a given depth
during manual feeds.

Quill Feed Rate Selector (M, Figure 5) — Pull
knob out and locate handle over choice of
three feed rates: 0.0015”, 0.003", 0.006”
downfeeds per revolution of spindle. Feed is
more readily engaged when spindle is turning.

Reversing Switch (N, Figure 5) — Turns
spindle on and off, and changes rotation
direction.



11.0 Operations

11.1 Operating precautions
ACAUTION Observe the

instructions before using this mill.

following

1. Verify that spindle brake is released before
starting motor.

2. Rotate spindle by hand to facilitate meshing of
clutch and gears.

3. Do not use quill power feed at speeds above
2700 RPM.

4. It is recommended that power feed worm gear
be disengaged whenever power feed is not
required. This will avoid unnecessary wear on
worm gear.

5. The power feed can be used for drills up to
3/8” diameter (in mild steel). Use manual feed
for drills larger than 3/8”.

6. Overload clutch is factory-set to hold up to 200
Ib. downfeed pressure on the quill (accom-
modates drills up to 3/8"). Do not attempt to
adjust clutch pressure.

7. If using longitudinal table travel only, clamp
saddle and knee in place using the locking
handles; this will add rigidity and provide for
heavier cuts with minimal vibration. If not using
longitudinal travel, keep table locking handles
tightened.

8. On heavy milling work, keep head as close to
column as possible to obtain maximum rigidity.
Always tighten ram locking handles securely.

9. Do not engage back gear (“IN” position of D,
Figure 5) while leaving speed range selector
(B, Figure 5) in high position (facing operator).
This may cause gearing system to bind up.

11.2 Clamping workpiece to table

1. The worktable has 5/8-inch T-slots for
clamping work piece to table.

2. Set switch to OFF position.
Place work piece on table.

4. Clamp work piece using T-slot clamps, studs,
and step blocks as required (Figure 6).
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Table —» e
Typical T-Slot Clamp Setup
Figure 6

11.3 Changing speed range
ACAUTION Rotate spindle by hand to

ensure clutch is engaged prior to turning on
machine. Do not turn on machine unless
spindle can be moved freely.

Move belt to desired set of pulleys for specific
speeds. Speed range is then set to High or Low, as
follows (refer to Figure 5):

High speed range

1. Move speed range selector (B, Figure 5) to
front position.

2. Keep back gear control lever (D, Figure 5) at
“IN” position.

3. Move spindle pulley by hand until you feel it
mesh with clutch (spindle pulley can no longer
be moved).

4. Move back gear control lever (D) to “OUT"
position.

Low speed range

1. Move speed range selector (B, Figure 5) to
side position.

2. Move back gear control lever (D) to “IN”
position, while rotating spindle to help engage.

The above procedures are also shown on a plate
on front of mill head.

See Figure 15 for speeds of each belt position
within each range.

11.4 Setting up for fine hand feed
Refer to Figure 7:

1. Disengage automatic feed by pulling out knob
(E, Figure 7) and moving lever to the right
hole.



2. Position feed reversing knob (K) in the center
at neutral position.

3. Engage feed trip lever (1) by pulling away from
head assembly.

Figure 7

11.5 Setting up for automatic feed
Refer to Figure 8:

1. Ensure quill lock (G, Figure 8) is loosened by
rotating counterclockwise.

2. Set micrometer dial (H) to desired depth.

3. Engage auto quill feed lever (D) by pulling out
lock knob and moving lever to left hole.

4. Select feed rate (M).
Select feed direction (K).

6. Engage feed trip lever () by pulling away from
head assembly.

11.6 Power feed operation

Establish the point at which the quill will reset
during power feed operations, as follows.

Refer to Figure 8:
Verify that manual fine feed

AWARNING handwheel (J, Figure 8) has

been removed for power feeding. Failure to
comply may cause injury.

1. Loosen knurled lock nut on micrometer nut
(H).

2. Use Coarse Feed Handle (F) to advance quill
to the point where the feed should stop.

3. Engage Feed Trip Lever (I) by pulling it away
from head assembly.

4. Adjust Micrometer Adjusting Nut (H) against
Quill Stop (L).

5. Continue turning Micrometer Adjusting Nut (H)
until Feed Trip Lever (1) trips.

6. Tighten Locknut (H).

7. Disengage Quill
counterclockwise.

Lock (G) by rotating

8. Start spindle by turning switch (N).
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9. Set Feed Rate Lever (M) to the feed rate
required for the tooling and material used.

10. Place Quill Feed Engagement Lever (E) in the
Engaged position.

11. Select feed direction by setting the Feed
Direction Knob (K) position per Table 2:

Spindle Dir. Feed Dir. Knob Pos.
Down In
Ccw
Up Out
Down Out
CCw
Up In
Table 2

12. Engage Feed Trip Cam Lever (I) by pulling
away from head assembly.

Note: Due to variables in tool diameter, coatings,
coolant, and materials, no specific spindle speed or
feed rate recommendations are provided. Use
general shop manuals that have data applicable to
the milling and drilling operations being performed;
or contact the supplier of the tooling, coolant, and
material for specific recommendations.

IMPORTANT: The power feed can be used for
drills up to 3/8" in diameter (mild steel). Use
manual feed for drills larger than 3/8”.

ACAUTION The overload clutch is factory
set to hold up to 200 Ib. downfeed pressure on
the quill (accommodates drills up to 3/8"). Do
not attempt to adjust clutch pressure.

|
c B

Figure 8



11.7 Draw bar operation; changing
tooling

The drawbar has 7/16"-20 right hand threads and
should be tightened with normal pressure using
provided wrench. To remove a tool:

1. Lock spindle by turning spindle brake (C,
Figure 8) left or right.

2. Use provided wrench to loosen draw bar two
or three turns (counterclockwise).

3. If collect does not open immediately, tap the
top of draw bar with a soft-faced hammer to
loosen collet from taper.

4. Remove tool from collet.
Insert new tool into collet.

Tighten draw bar firmly using provided wrench.
The tool is now ready for use.

7. Release spindle brake.

12.0 Adjustments

12.1 Head movement: left and right
AWARNING Make sure machine base is

secured to floor before repositioning mill head.
The center of gravity can shift enough to cause
machine to tip over, resulting in serious injury
to operator and damage to machine.

1. Loosen four large hex nuts (A, Figure 9) that
secure mill head to ram adapter. One-quarter
(1/4) turn should be sufficient to allow head to
move.

NOTE: For angles greater than 10 degrees, use
your free hand to support mill head, relieving
weight off the brass worm gears. Doing so will
lengthen life of worm gears.

2. Turn worm nut (B, Figure 9) to tilt head left or
right as required. Use scale on ram adapter to
establish angle.

Note: The scales on ram adapter and for head
rotation are guides only. Close tolerance work
will require use of a dial indicator to make sure
head is 90° to table in X and Y axes. Please
note the table is fitted to be slightly higher in
front, usually about 0.0005".

ACAUTION Be sure to apply torque in two
steps using a crossing pattern. Failure to do so
could distort the face of the ram adapter.

3. Tighten the four hex nuts. Tighten in two steps
using a calibrated torque wrench. Use a
crossing pattern to tighten the nuts. Tighten
initially to 25 foot-pounds.
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| Table

Figure 9

4. Before applying final torque, check to make
sure mill head is perpendicular to worktable.

5. Set up a dial indicator in a collet (see Figure 9)
and secure using draw bar.

6. Put spindle drive in neutral.

7. Set the dial indicator plunger on the worktable.
Zero indicator.

8. Rotate spindle 180 degrees (when rotating,
raise dial indicator plunger by hand to prevent
it from dropping into table T-slots).

9. Read dial indicator — it should read zero. If not,
loosen the four hex nuts and reposition mill
head.

10. Recheck perpendicularity using dial indicator.
Repeat the above procedure until dial indicator
reads zero in both positions.

ACAUTION Be sure to apply torque in two
steps using a crossing pattern. Failure to do so
could distort the face of the ram adapter.

11. Tighten the four hex nuts. Tighten in two steps
using a calibrated torque wrench. Use a
crossing pattern to tighten the nuts. Tighten
initially to 25 foot-pounds, then tighten to final
torque of 50 foot-pounds. NOTE: Do not
overtighten, as it may cause binding of quill.



12.2 Head movement: Fore and aft
1. Setting the angle:

a. Loosen the three ram adapter locking bolts
(A, Figure 10). It is unnecessary to loosen the
bolts more than one-half (1/2) turn to allow
tilting.

] .

Figure 10: Head movement

b. Support mill head with your free hand.
Press upward on spindle when changing the
angle.

c. Turn ram adapter worm nut (B, Figure 10)
to tilt head forward and backward. Use scale
on ram adapter to establish desired angle.

2. Returning to upright position:

a. When returning mill head to full upright
position, be sure to support head by upward
pressure on spindle as you turn worm nut.

b. Check to make sure mill head is perpen-
dicular to worktable.

c. Set up a dial indicator in a collet and secure
using draw bar (refer to Figure 9).

d. Place spindle drive in neutral.

e. Set dial indicator plunger on worktable.
Zero indicator.

f. Rotate spindle 180 degrees (when rotating,
raise dial indicator plunger by hand to prevent
it from dropping into table T-slots).

g. Read dial indicator — it should read zero. If
not, loosen the four hex nuts and reposition
mill head.

h. Recheck perpendicularity using dial
indicator. Repeat above procedure until dial
indicator reads zero in both positions.

i. When indicator reads zero, tighten ram
adapter locking bolts (A, Figure 10).

12.3 Positioning ram
12.3.1 Sliding ram fore and aft

1. Loosen two bolts (A, Figure 11) that lock ram
to its ways.

Figure 11: Ram positioning

2. Turn lever (B, Figure 11) to move ram on its
ways.

3. When desired position is reached, lock bolts
(A, Figure 11) securely.

12.3.2 Rotating ram on its turret

AWARNING Make sure machine base is

secured to floor before repositioning ram. The
center of gravity can shift enough to cause
machine to tip over, resulting in serious injury
to operator and damage to machine.

1. Loosen four turret lock bolts (C, Figure 11).
One-half (1/2) turn should be sufficient to allow
turret to move.

Note: Use gentle hand pressure to avoid rapid
movement.

2. Turn ram until spindle is in desired position.
Use scale on turret to establish turn degree.

3. Tighten four turret lock bolts (C. Figure 12).

12.4 Feed trip adjustment

If feed trip mechanism does not disengage properly
when micrometer nuts contact quill stop, adjust as
follows.

Refer to Figure 12:
1. Loosen locknut (A, Figure 12).

2. Engage trip lever (1) by pulling away from head
assembly.

3. Adjust micrometer nuts (H) against quill stop
(L)

4. Slowly turn adjusting screw (B) with provided
hex key until lever (1) trips.

5. Tighten locknut (A).



Figure 12: Feed trip adjustment

12.5 Gib adjustment

The table, saddle and knee are equipped with
adjustable gibs. The gibs may require adjustment if
unusual vibration is noted when locking
mechanisms are off, or if you experience unusual
vibration when spindle speed, tooth pitch or depth
of cut do not account for the vibration.

NOTE: When adjusting gibs, always start with the
knee first; adjust the saddle second, and adjust the
table last.

,J

Figure 13: Gib-locations
12.5.1 Knee gib

Loosen the two knee locking handles. The knee
gib adjustment screw (A, Figure 13) is located
under the chip wiper at rear of knee where it
contacts the column. Remove way cover and wiper
to expose gib adjustment screw. Tighten screw
until slight drag is felt when turning knee crank.

12.5.2 Saddle gib

Loosen saddle locking handle. The saddle gib
adjustment screw is on the left front of saddle (B,
Figure 13). Tighten screw until slight drag is felt
when turning cross-feed crank.

17

12.5.3 Table gib

Loosen table locking handles. The table gib
adjustment screw (C, Figure 13) is on the left-hand
side, beneath table. Tighten screw until slight drag
is felt when turning longitudinal table cranks.

12.6 Table lead screw backlash
adjustment

Refer to Figure 14.

The milling machine table is moved by a lead
screw and nut for each machine axis. For proper
operation, there must be clearance between lead
screw and nut, which results in backlash. A second
feed screw nut is provided to eliminate most of the
backlash. The following procedures provide
instructions for obtaining acceptable backlash.

12.6.1 Cross feed backlash adjustment

Refer to Figure 14:

1. Use cross feed crank to move table to extreme
rear of its travel (toward column).

2. Remove pleated way cover.

3. Open the two chip guards (#48/49, sect.
15.3.1) enough to expose cross feed
adjustment nut (the nut toward rear of feed nut
bracket is not adjustable; only front nut is
adjustable).

Loosen the two nut locking screws.

Turn nut slightly to tighten it against opposing
nut.

6. Tighten the two nut locking screws.

7. Using cross-feed crank, move table to middle
position.

8. Set up a dial indicator to check cross feed
backlash. Gently move cross feed crank back
and forth while watching dial indicator.
Backlash should be between 0.003 inch and
0.005 inch.

9. If necessary, repeat the above steps to set
backlash.

10. Install pleated way cover.

12.6.2 Longitudinal backlash adjustment

Refer to Figure 14:

1. Only one of the longitudinal lead screw nuts
can be adjusted; the other nut is fixed. The left
hand nut is typically adjustable. This can be
determined by looking at nut from underside of
table.

2. Loosen the two nut locking screws.

3. Turn the nut slightly to tighten it against the
opposing nut.



Tighten the two nut locking screws.

Using one of the longitudinal table cranks,
move table to middle position.

Set up a dial indicator to check longitudinal
backlash. Gently move crank back and forth
while watching dial indicator. The backlash
should be between 0.003 inch and 0.005 inch.

If necessary, repeat the above steps to set
backlash.

Dial
g.rﬁdumw Keicksr
Cross-feed section view

Feed nut — end view
Table Lead Screw Components

Figure 14: Lead screw backlash adjustment
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13.0 Maintenance

AWARNING Before any intervention on machine, disconnect it from electrical supply by pulling out plug

or switching off main switch! Failure to comply may cause serious injury.

13.1 Lubrication

The milling machine is equipped with a “one-shot” lubrication system. The system lubricates the lead screws and
ways. Oil cups provide lubrication for spindle bearings and back gear mechanism. Refer to Table 3 and Figures

15/16 for lubrication requirements and access points.

Key | Description Action Recommended Lubricant

. . . . . Mobil DTE Oil Light,
A Spindle bearings (oil cup) Fill daily. or equivalent 10W machine oil
B Gear case (oil cup) Fill daily. Mobilith AW,

or equivalent NLGI-1 grease

Knee and table slide ways,

Check oil daily — add if required.

Mobil Vactra Oil #2,

C leadscrew (one-shot lube | Pull lube handle every hour during | or equivalent lubricant designed
system) operations. for slideways
D Knee elevating screw Service weekly with lube gun. Mobilith AW2,

(grease fitting)

or equivalent NLGI-2 grease

Table surface, and other
exposed metal surfaces.

Wipe down after use. Light coat of
oil for rust protection.

Mobil DTE Oil Light, or equivalent

E Speed range selector

Oil cam ring slot weekly.

Mobil DTE Oil Light, or equivalent

Table 3: Lubrication Points

13.2 Periodic Maintenance Activities

During operation, periodically vacuum and brush
chips and debris from machine.

Operate knee and table lead screws through full
range of movement to evenly distribute lubricant
(particularly when applied using the “one-shot”
system).

Apply light machine oil to work table and other
exposed metal surfaces to prevent rust or
corrosion.

Remove belt guards to check pulleys and belts for
unusual wear or grooving. NOTE: Operators
should vary speed occasionally to prevent
formation of grooves on pulley surfaces.

Figure 16
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14.0 Belt position — speed ranges

SPEED: HIGH / LOW HIGH RANGE
_
)|
[+] b
MOTOR PULLEY SPINDLE PULLEY N
SPEED: HIGH /| LOW LOW RANGE
— e
&
MOTOR PULLEY SPINDLE PULLEY

Figure 15: Belt position

15.0 Replacement Parts

Replacement parts are listed on the following pages. To order parts or reach our service department, call 1-
800-274-6848 Monday through Friday (see our website for business hours, www.waltermeier.com). Having the
Model Number and Serial Number of your machine available when you call will allow us to serve you quickly
and accurately.
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15.1.1 Upper Head Assembly — Exploded View

e

'ill|mm|1|u|a| l'“"'
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15.1.2 Upper Head Assembly — Parts List

Index No Part No Description Size Qty
1o, LA-072...ccciiiiiieaens Draw Bar........cooiiiieieiiiee et R8 ..o 1
2 e, JTM4VS-A002B ........ Draw Bar WaSKNET .........eiieiiiiee ettt eteee et saeee e e e e eneeaeans 1
K R LA-O71.....cccvvvieeeeens Upper Bearing LOCK NUL ........ciiiiiiiiiiiiiice i ceriiiiee e e e e e 1
4o, LA-070.....cccoeveeeeinnns Bearing Sleeve LOCK NUL ..........cooiiiiiiiic s vt e e e 1
5 BB-620777................ Ball BEAriNG .....cccvveeeiiiiieeiiee e 6207-ZZ .....ueveean 2
6., LA-068.......c.ceeveeeens Upper Bearing Spacer (SMall) ........cccvvviieeiiiiiiiiiiies ceviiiieeeeeesirreee e e e e e 1
T, LA-069......ccccvveeeeens Upper Bearing Spacer (Iarge)........cccuueiiieeiiiiiiiiiiies ceviiiieee e e e e e 1
9, LA-169......ccccvveeeeins (070] 001 o] (1] (o] g IR ] o] 10T [P SRR 4
10, TS-1520041 .............. SEESCIEW ittt M3XL0 .o 4
11, LA-066..........eevvveeenns Spindle Pulley Bearing SIEEVE..........ccccuviiiiiiiiiiiiiis e e 1
12 e TS-0571021 .............. HeX Jam NUL ... 5/16" i 1
13 . TS-0720081 .............. LoCk WaSher ..o 5/16" e 1
14 ... LA-034......cccvveveeees Brake RING SCrEW ...c.iccii ittt ee tesitiae e e e e e e snraaeeeeeeeennsenees 1
15, LA-036.....cccceveeeeinnns S ] 11T USRS SOPPPRST 2
16 .. BUTW31612.............. SCIBW ...ttt 3/16"XLI2" .. 4
17 . LA-037..ccoiiieeiiieaens Brake LOCK StUA ...ttt ettt e e 1
18 .. LA-035.....ccciiiieeeeis Brake ASSEMDIY ......cciiiiiiiiie e e 1
19 e, LA-065.......cccvveeeeeens Spindle Pulley (fFOUr-StEP) ......uvuiiiie s ceee e s e e ee e e e e 1
20 .. LA-064......ccceevvieanee Spindle PUEY HUD ...t e 1
21 e, JTM1-021.................. KBY ettt BX6X25MM ..., 1
22 i, VB-A33...coiiieiienn, V-DIE .o A33. 1
23 e, VB225L100............... TiMING Belt.........oooiiiiii e 2251 i 1
24 ... LA-027....cccovieveeeeiinns TimMIiNg Belt FIaNQE.......vvviiieiiiie et e 2
25 .. LA-028......ccccvvveeeens TimMING Bl PUIY .....vveeiiee e cee e e e e e e 1
27 i JTM1-C27 ... Flat HEAA SCrEW ......ccoiiiieiiiiie ettt et et e e 8
28 e, TS-0571072 .............. HeX Jam NUL ... 5/8"-18NF......cccccveennnee 1
29 i LA-006........ccceeviveeenns PIASHIC Ball ... e e 3
10 I LA-O74......ccovvveeeens SPINAIE ClULCH LEVET ...t cvriree e e e e 1
3l LA-073....ccciiieeeeens (0T 04 11 =41 1o SR PEPR 1
32 i, JTM1-032......ooeenee. CamM RING PNt teee et e e e e e e e eneeaeea 2
33 JTM1-C33 ..., o oo RS TURUPUURUPPRR 1
34, LA-039.....ccceeeeiiieens Brake LOCK HandIe ...t e 1
35 LA-038......cceeeeiiieeenns Brake LOCK PiN.......oiieiiieeie ettt eteee et e e e e e e e eneee e 1
36 e, TS-0680061 .............. WASHET ... 1/2" 1
Y A JTM1-037.....cccvvveee. Spindle Speed Plate (JTM-1).....ciiiiiiiiciiiiiie e ieiiies ceeeesisiinre e e e e esearreeeeeeennes 1
.................. JTM1-037A................ Spindle Speed Plate (JTM-2).......ccccuiiriieeiiiiiiiiieiees ceriiiinereeesssinseeesesessssinnens L
39 .. JTM1-039.................. Belt Guard ASSEMDIY ........c..viiiiiiic s e 2
41 ... LA-012.....coceeeiiiienes MOLOr MOUNE STUAS ...ttt teeeeaiee e e e s e e e eneeeeens 2
42 .o LA-015.....ccovevieeeis BEIt HOUSING ... .evviiiiiie ittt e s ceaare e e e e e e s e e e e e e e e nnnnees 1
43 . LA-007....cueeeeiieaenee MOLOE LOCK NUL ...ttt et e et e e e e e e e e eneee e 2
44 ............. LA-008.......ccceeviieeeennns {1 1T RPN 1
45 .. LA-009......cccceeiiieeaennns Motor LOCK NUt HANIE ..........ooiiiiii e e 4
49 .............. LA-011.....cccoviieeees Motor Pulley (FOUr-SEEP) ...uvvvrieiee ettt es ceriviaee e e e e e e e e e 1
50 ..., LA-013.....ccoiveeeeis Gear HOUSING COVEN ...ccceiiiiiiiiee ettt et eee eeasasiaaeeeeessnrsaeeeeeeeennnenees 1
51 s JTM1-C51 ... Hex Socket Cap SCreW......ccvvevviccviveeeie e ceiiieeeeeenn M5X14 . 4
55 i JTM1-055.....cccccveneen. (O | 11U o H SRR 1
56 .eieiin. JTM1-C56 ................. K Y ettt e e aeeaanbeeeeaaeeeeaareeeaanaaaaans 1
57 . LA-062......ccccevveeeinnns SPINAIE GEAI HUD ....uveiiiiei s cee e e e e 1
58 .. LA-061......ccccvvveeeenns Spindle Bull Gear ASSEMDIY ........ccociiiiiiie e ccciiirees e 1
59 i BB-6203Z7................ Ball BEAIING ...eeiiieiiiee ittt e e et e e e e e e e e e aeaeeea 1
60 ..o, LA-026.......cccevvveeeennes SATE e e e e neeas 1
(3 A JTM1-061.................. KBY ettt 5x5X15mm .......cccveeenneee 1
62 .. LA-025.....ccceeiiieeens (1= T | SRS RT TR 1
63 .. BB-620377................ Ball BEAIING ...eeiiieiiiee ittt e e et e e e e e e e e eaeea e 1
64 ..oven LA-032.....cceeeeiiieeens DOWET PNttt e e ttee et e e e e nae e e e anee e e e aneeaean 1
65 .. LA-031....ccoiieiiieeenns Back Gear Shifter FOIK ..........ooiiiiiiiiiie e e 1
66....ccuee.... LA-014.......ccvveveees LTS T- U o (o TU Y o PR SOPPPSRT 1
69 .. TS-1503041 .............. Hex Socket Cap SCreW........coovcvvvvieeeeeeeiiiiiieee e M6X16........ceeveeeeeeen. 6
4 BB-620877................ Ball BEAING ...eeiiieiiiee ittt e e et e e e e e e e e enaeaeaa 2
T2 e JTM1-C72 ..o ST = T oI 2 o To [ U UPRTR 1



Index No Part No

VS T JTM1-C73 ...,
T4.............. LA-059.....ccooviiiiieennns
VA JTM1-C75 .................
76 e LA-045.....ccooveiieeeenn,
TT e JTM1-C77 ...ccunan.
T8 e LA-001.....cccovvieenenens
VA I JTM-C79 ...,
80..ccreenneen LA-044..........eevnan
8l...cccceon. LA-003......ccoovieeeeenns
82 . LA-006.......ccevvevnneenenn
83 . LA-004........ceveeeneenn.
84 ... LA-005.....ccooviviieeennns
.................. JTM1-M2...................
.................. JTM1-598..................
.................. JTM1-598A................
.................. JTM1-598B................
.................. JTM1-598C ...............
.................. JTM1-598D ...............
.................. JTM2-M1...................
.................. JTM2-SC......coveeen.
.................. JTM2-598CP..............
.................. JTM2-599..................
.................. JTM2-599A................
.................. JTM2-599B................
.................. JTM2-599C ...............
.................. BD1325R-X02...........

Description Size Qty
LOCK WASKET ...ttt et ettt e e e 1
Bearing LOCK NUL ........cciiiiiiiiiiie e es ceisiinee e e e e e ssinnneeeeeeeesnnnnes 1
Hardened NUL .........coooiiiiiii e 116 e 1
1 2 | USSR 3
BOIE WASKET ...t eee et e e 3
SRt CIANK ... e e et e e e e e a e e aeea s 1
04 g To T =T o PSSRSO 1
Back Gear Shift BUSHING..........ccooiiiiiiiii s e 1
Shaft Crank Handle ............c.oiiiiiiiiii e e 1
PIASHIC Ball ...ttt e e 1
Gearshift PIUNGET ......uueiiiii i ceee e s e e e e e e e e e e e e 1
(070] 001 o] (1SS (o] g IR ] o] 1o PSSR PPRSRIN 1
Motor (NOt SNOWN) .......cooiiiiiiiiiiee e 2HP 3PH 220V.............. 1
Fwd/Rev Switch (not shown) .........cccccoevviiiiieeeeeenns for 3PH, 2/4P ................ 1
Switch Speed Plate (N0t SNOWN).......cooiiiiiiiiec it e 1
Switch Knob (NOt SNOWN) .......vvviiiiiiie s e e 1
Switch Bracket (N0t SNOWN) .....ooiiiiiiiiiiiiee s e 1
Metal Switch BOX (NOt SNOWN) .....ceviviiiiiiee s e e 1
Motor (NOt SNOWN) .......coiiiiiiiieiee e 2HP 1PH 115/230V....... 1
Start Capacitor...........eeeveeeiiiiiiiiiee e 500MFD, 125AC........... 1
Switch Assembly CP (N0t SHOWN)........cuviiiiiiiiiiiiiies e 1
Fwd/Rev Switch (not shown) .........ccccceeeiiiiiiiiennnnn, for IPH....ccoooeeeiiie. 1
Switch Plate (N0t ShOWN) .......uviiiiii i ccciiies ceeerire e e e e e 1
Switch Plate Mounting Screw (Not ShOWN) .......cccccve vvveeiiiciiieree e 1
Motor — Switch Wiring Harness (nNot ShOwn)............ voccccvvevieeiiiiciiieeee e, 1
Centrifugal Switch (N0t SHOWN) ......ccoiiiiiiiiiie s e 1
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15.2.1 Head Assembly — Exploded View

165 1
. 194
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131
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15.2.2 Head Assembly — Parts List

Index No Part No Description Size Qty
.................. LA-166A .................... Worm Gear Cradle Assembly (includes #1-17,36,37,40) ..........ccccvceeveeeninennnn 1
1o TS-1533042 .............. SCIEW ...ttt MBSXL0 .. 6
2 e, HA-002......ccccvveeeins Bevel PINION WaShET ..ot vt e e 1
K ST HA-003......cccevveeeins FEEA GRAN ... it e e —ea— e 1
4o, LA-161......ccccvvveeeeennns SNAt SIBEVE ... e e 1
5, LA-162......ccccvvveeeeins Worm Cradle BUShiNgG..........ccooiiiiiiiiic it e 1
[ TS-1523011 .............. SEESCIEW .t MBX6 ..o 9
T, LA-163......ccceiiiinne WOIM GEAI SPACET ......cci i e 1
8., LA-164......cccvvveeeens Feed Drive WO GEaT.........cuiieiiiiiiiiiieee e e s iiitieerees ceittieeeeeessssnrseeeeeesesnsnnees 1
(S T LA-165.....cccccvveeiins WOrm Gear SNaft...........ueiiiiiiiie et e 1
10, HA-010......ccccvveeerns Worm Shaft Key.........ccovveeiiii e 3X3XBMM ..., 1
11, HA-O11 ... K Y et 3x3X20MmMm .....ccouveennnnee 1
12 . HA-012.....cociie LOCK NUL.... ettt MBXLE .....eeeeeiieeeiieene 1
13, HA-013....cccevveeeiis WASKET ... e e e e e ———————— 1
14 e, HA-014.....ccccceeeeeis Cluster Gear KeY.......cvveeeiiiciiiieiiee s eeeiiieeee e 3X3X8.5 oo 1
15, LA-154.....ccoocevieeein Feed ReVErse BEeVEI GEAT ...........ccccuviiiiiie e iciiiieeees ceiiiee e e e e e siarae e e e e e e 1
16 ... LA-167....ccccvvvveeeeeannns Feed ENQAge PiN. ...t es ceritire e e e e e ee e e e 1
17 e, LA-166......ccccevveeeinns WOrm Gear Cradle..........cooeoiiiiiiiiiiiie et rver e e e e s e e araaeee s 1
18 .. LA-033....ccoievieeeins WOrM Gear TRIOW-0UL.........cciiiiiiiiiiie e cciiieee e e e e e eeeereaesssnrrere e e e e e s nnaaaeeeeens 1
19 ., LA-002......cceeeiieeaennes ShIft SIEEVE.....eeeie s e 1
20 ... LA-004......cccevveeeis [ 10T 1= S PEPR 2
21 . LA-005.....cccocevveeeinns S ] 11T ST SOPPPRRT 3
22 i, HA-022.....cevveeeiinns SPrNG PiN oo 3X22MM ..o, 2
23 e LA-003......ccceeeiiieeeennes 102 1o ¢ 1 = oo ISR 2
24 e LA-006.......ccceevieeeenns PIASHIC Ball ... e e 3
A LA-147 ... UPPET BUSHING ...t e e e e e e e e e 1
28 .. LA-144.......cevveeens Cluster Gear ASSEMDIY.........uuiviiiii s e 1
29 s HA-029.......cccoeeee. Cluster Gear KeY .......uuiiieiiiiiiiiiieee e sciiieeee e e 3Xx3x45mMm ....coovvveeeeennn. 1
3 A LA-143.....ccoveveeeeens Cluster Gear SNAft.........ccoiiiiiii s e e 1
32 ., HA-032....cccocevveeeiies SNAP RING ceiiiiiieiiic e —ee e e e e e aaaaaa 2
33, LA-142......ccovvveeeeins Bevel Gear BUSHING..........cuviiiiii e es ceiiinee e e e s ee e e e e e e 1
34, LA-141.....ccooevveeens LI L0 S ST o - ol SRR 1
36, LA-156.....cccccveeeeinns [ =T=To l B ()Y I =T LS PSRR 1
37 i HA-037 ..o K Y et 3x3X10MM ....cooviieennnnee 1
40.............. LA-157...cccoviieeeeinns FEEA DIVE GEAT ...eeviie ettt es oot e e e e e e e sarr e e e e e e e e nnenees 1
41 .............. HA-041.....ccccevvveees [N[=TCTo [l S Y= Uy oo SR PEPRR 1
42 . LA-168......ccceeiieeeennes BUSKIING ..ttt eee e et e e e e e e e e e e e aaaeaeaa 1
43 . LA-139....ccoiiiiiieeenes L AT 0] 1 I PR SUURTUUUPRRTTRR 1
44 .............. LA-138.....ccccvvveeeiinns Feed Worm Shaft BUShING...........ccciiiiiieiiiciiiiees e 1
V. S LA-137..cccciiiieeeiins Bevel Gear TRIUSt SPACET .......ccociciiiiiiie et eees ceiiire e e e e e e e e e 1
48 ... LA-134....iiiiieeees BUSKIING ...ttt eee e et e e e e e e e e e e aaaaeeaa 2
49 .............. LA-135.. .o Feed ReVErse BEeVEI GEAT ...........ccccuiiiiiiie i iciiiieeees ceiieee e e e e sirraee e e e e 2
50 ... LA-136....ccccceveeeeinns Feed ReVverse CIULCN ......c..uviiiiic e e 1
55 .. LA-132...cccciiiieeeinns Reverse CIULCh RO........c.c.uiiiiiii e v e e e 1
56 ... HA-056.......ccceveeviinnns SPriNG PiN ..o 3X20MM ... 1
57 e, LA-133...cieieeeeis Feed Worm Shaft...........oociiiiiii s e 1
59 .. HA-059.....cccccvveeiiis SPriNG PiN ..o 3X12MM .., 2
60 ...cccennen. LA-150.....ccceeiiieaennns Feed Shift ROG........cooi e e 1
61 ... TS-1522031 .............. SEESCIEW .ttt MBEX10 .o 1
62 .o HA-062.......cccveeennn K Y et 3x3X15mMm ......cocveennneee 1
63 ... LA-149.....ccoocveeeeis Feed Gear Shift FOrK ......cuuviiiiii s e 1
64 ... LA-151.....cccoiiieeees Cluster Gear Shift Crank..........c..uuvieeiiiiiiiiie s e 1
66 ... LA-148......ccccvveeeins ClUSEEN GRAI COVE ...ciieieeeiiiiiiiee e e e e e ettt et e e e e s sraes —aaeesastaeeeeeeeessssnsaeeaaeeanns 1
67 oo TS-1504011 .............. Hex Socket Cap SCreW........coovvvvviveeeeeeeciiiiieee e MBX10......cceeeeieeeeeee, 4
T3 e, TS-1502081 .............. Hex Socket Cap SCreW........coovvvvviveeeeeeeciiiiieee e M5X35 ..., 2
T4 LA-081.....ccoeeeiiieaenns ClIUtCh RING PN .ttt eteeeeeee e e e e e e eaaee e 2
75 e, LA-080.......cceeeeiiieeenns (O3 111 0] o I 24 oo R RTUOUURURPRI 1
76 e, TS-1524011 .............. SEESCIEW ittt MBX8 ..o 1
78 oo LA-082.....ccccvvveeeiinns Overload ClUtCh LOOKOUL .........uuiiiieiiiiiiiiiiie e ciiies ceeeesiiiiiee e e e e e sinvreeee e e e e 1
79 . LA-083......cccvvveeeeens Safety CIULCh SPriNg ..o e 1

25



Index No Part No

80 ..o LA-084......c.coovien
8l .. LA-085......cccoeiieis
82 . LA-090.......ccceviieenns
83 . TS-1532052 ..............
85 . TS-1523031 ..............
88 .. LA-169.....ccccoiiiins
89 . LA-089......ccccveieeens
90 ..o LA-123....es
91 . LA-122.....cociiis
92 i LA-087.....cceeiiieeens
93 . LA-086..........cccueeennee
94 .. HA-094...........ccces
96 ..o LA-079.....ccoieiis
97 LA-078.....ccceeiiees
98 .. HA-098.........occes
99 . LA-O76......ccoeveieens
100............ TS-1523051 ..............
101............ HA-101 ...
102 ............ LA-O77..ccociiiiies
103............ LA-091......ccoiiis
104 ............ LA-100.....ccccoiiienee
106............ LA-092.......cccoeviiees
107 ............ TS-1503051 ..............
109............ HA-109........cccoe
110............ LA-130.....cccceiiiirenes
111 ... LA-131....cciis
112............ HA-112.....
113 ... LA-129.....cociiiies
114 ........... SB-3/16....ccoevieene
115........... HA-115......s
117 ... HA-117 ..,
118 ............ LA-093......ccoiiies
121 ........... LA-095......ccooiis
123 ............ LA-121A ...
124 .......... LA-097.....cocoiiiees
125............ LA-126......cccociieenes
126............ LA-125.....cois
127 ........... LA-050A ........ccoeeen
128 ............ LA-060.........cccveenenee
129............ LA-048.......cocoieens
131............ BB-6206Z7................
133 ... LA-051.....cccoiiis
134........... LA-052......cccoeviiens
135........... BB-7207C.......ccceeen.
136............ LA-054......ccoiiis
137 .. LA-053......ccoiiies
140............ LA-172..iiiees
142 ............ LA-058......ccccovies
143 ............ TS-154021 ................
144 ... TS-1521071 ..............
145........... LA-098.......cccooiens
146 ........... LA-099......cccoiviis
148 ............ LA-111..s
149............ LA-109.....cccciii
150............ HA-150........ccceeen
151 ........... LA-057....ccocveiiies
153........... LA-110.....cociiiiiienes
155............ LA-043.....coi
156............ LA-046.......c.coceeenes
157 ... LA-040......ccccoiieeens
158 ........... HA-158.........cccee
159............ LA-118.....coiiiis

Description Size Qty
OVErload CIULCN ......eeiiiiiii et e e e e 1
Overload CIULCh SIBEVE ...........oiiiiiiiiiie e et 1
K BY ettt ee —eaea e e e e e e e e e e e e e e e e aaaaaaaaaaans 1
Pan Head Machine SCrew ...........ccccocveeeviiieeeniieenn. MAXL6 ..o 3
SEESCIBW e MBXL10 ... 2
S ] 11T PR UOPPPRRT 1
SPING PIUNGET ...ttt res eeeeesiraree e e e s e s sanaaraeeaeeenns 1
Pinion Shaft BUSHING .........couiiiiiii e e 1
] 0= T = 1
Overload Clutch Worm Gear (BrasSs)........uuueeeeeiiiiies veveeeiiiiiineeeeessisnreeeeseasnns 1
Overload CIULCh RING......cooiiiiiiiiiie s ceee e s e e e rrree e e e e 1
SNAP RING ceiiiiiieiiic e —ee e e e e e e e e e e e 1
LI < T == PR SOPPPRST 1
WWASKIET ...ttt e e ceatb e e e e e e e ne e e e e naee e e enaes 1
SNAP RING cetiiiiieiiic e e —ee e e e e aaaaaa 1
(O3 [010] o 172N 110 1 0 )Y/ SRR 1
SEESCIBW i MBXL10 ... 1
LOCK NUL. ..ttt e site e e teeenteeeeaseeeeeaneeeeaannneeaans 1
o T TR 3
102 1o ¢ 1 = oo IO USRI 1
THP HANAIE .ot re cee e st e e e e e e s reeaeeenans 1
Feed trip BraCKet ........ccoiccuiiiiiiie e es et e e e e e e e e e e 1
Hex Socket Cap SCreW........coovcvvivieeeeeeeiiiiieeee e MBX20 ......ccvvvieeeeeene 2
K Y .ttt 33X10MM .o, 1
Feed Reverse KNob StUd ... e 1
REVEISE KINOD ...ttt e et e e e e e e e neea e 1
=T o TN o SR PEPR 1
Handwheel CIULCN. .........coo i e 1
Steel Ball......ooeeeiiii /16" 2
S ] 11T P EPU S SOPPPRRT 2
S o] o 1 =T o PR SOPPPRRR 1
Cam Rod Sleeve ASSEMDIY .......coiiiiiiiiiiiice s e e e 1
LI T8 1o = PRSP 1
BUSHING ..ttt e 1
[=T=To I T o TN 18] o = U PEPR 1
HaNAWRNEEL ...t e e 1
HANAIE .. e e e et e e e e e e e e e e e naeaeea 1
SPINAIE ... —ee e e e e e e e e e e e 1
QUIIT SKIFE ettt et e e eeeeeseeeeaanareeeaanneeaaaneeaeaa 1
LOCK NUL. ..ttt e et be e e teeeaseeeeaanaeeeeaneeeaaannneaeans 1
Ball BEAING .....ccvvvvieieee ittt 6206-ZZ .......ccvvveeeeeans 1
NOSE PIECE ..ottt et e et e e e e e e e aae e e e aneeaeens 1
SPINAIE ShIEIA ... .. s e 1
Ball BEAING ....eviieeiie ettt e e oaantbr e e e e e e e r e e e e e e nnnaees 2
Bearing SPacer (Jarge).......c.uuuuiiee i ceinerees et e e 1
Bearing Spacer (SMall) .........coeeeiiiiiiiiiiie i e 1
SEESCIBW ittt ee tee e e e e e e e e e e e e e e e eaaa 1
QUIIL ettt ee oabeeeeaar e e e e e re e e e anne e e e aneeas 1
HEX NUL. .. eeeeees MA e 1
SEESCIBW i MAX20 ... 1
[ T=To I o TN I SR RPR 1
LI ST == T o PRSP 1
QUIITLOCK SIEEVE ...ttt eies cee e e st e e e e e e s sraaaaeaa e e e e 1
LOCK HANMIE ...t ettt et e e e e e e e eeeee e 1
SCIBW ..ttt e e MS5X10 ... 2
FEIEWASNET ..ottt e e e e e e 1
QUIITLOCK SIEEVE ...ttt eies cee e e st e e e e e e s sraaaaeaa e e e e 1
T-BOIt ASSEMIBIY ... e 4
] 0= T = 4
(o Tox Q) N1 TR RUOUURUPPPR 4
SCIBW ..ttt ettt e e MAXS .o 2
MICTOMELET SCAIE.....c ittt et et e e e e e eaaeeeens 1



Index No Part No

161............ LA-115....ciiieenns
162............ LA-116.....ceevieeeeenns
163............ 17 5 A
164 ............ LA-112..eeiiiiiieenns
165............ LA-165A ......ceeeee.
166............ LA-101.....ccoieniiieeennns
168............ LA-101A ...,
171............ HA-171....coeieen.
172 ..oe..... LA-107..cccueiiiiiieeennns
173............ TS-0270021 ..............
175............ LA-106......ccccevveenneennns
176............ LA-104.......coeveeeeenn,
.................. LA-102/3.....coeeveen.
177 ..., LA-103.....coieiieeeenns
178............ LA-102....ccevieeeeienn.
179............ TS-0680061 ..............
181............ TS-1523011 ..............
183............ LA-113...ieenns
184 ............ LA-114.....coeeieeenn
185............ LA-124......ccoeeeeeenn.
186............ LA-O18......ccevvieeeennns
188............ LA-173..eiiiieens
189............ LA-019.....coieviiiieennns
190............ LA-105.....ccciiiiieeenns
191............ LB-017...ccceveieneinnnnn.
192 ............ LA-016......cccovveeeneennns
193............ HA-193......ooiinns
194 ............ RINS30.....cccceveeeenn.
195............ BH1291...........con...
196............ TS-1524011 ..............
197 ............ TS-0561031 ..............

Description

Quill Micro-Stop Nut
Micrometer Nut.......

KeY.ooviiiiiiiiiiiiiiiian,

Hub Sleeve..............
Clock Spring Assem
Spring Cover...........
Clock Spring ...........
Washer ..........c.c...

Spring ....cccvvveeeeeeenn,
Snap Ring...............
Lock Washer...........
Set Screw ...............
Hex Nut...................

bly (includes #177,178) ....ccccvr veeeiieiieeeee e 1
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15.3.1 Base Assembly — Exploded View
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15.3.2 Base Assembly — Parts List

Index No Part No Description Size Qty
1. LB-001.......cccoeeiinnne Hex Socket Cap SCreW.......cvveevvceviieevee i M6 X30....ccceeieieeeeeee, 2
2 i, LB-023......ccceeeiieeeens (1= T | USRS 1
3, LB-020.....ccccccvveeeinnns Rz L AN F= T o) =] SR RRR 1
4o, LB-004.......ccccvvveeens SNAP RING .ovviieiieiee e S-28 i 2
5 LB-005......cccceeiieeenns RIVEL. ...ttt e e e £eeeanbeeeeanaee e e e anaeaeeanneeaeas 15
6., LB-027.....ccovvvieeeeeenns AJAPLEE SCAIE ....uveiiiee e e ——— 1
T o, LB-035.....ccceeeeiieenns LAY ] 1 1 4 SRR 1
8 i LB-036.......ccccevveeennns WOrm Thrust Washer..........ooo it e 1
9 e, LB-034.....ccceeeiieeeens ] 1= SRRSO 1
10, LB-100.....cccceiiiieaenns K Y et 5X5X40 ..o 1
11, MB-026.........ccccueeenes REIM L.ttt e s eeee ettt e e e ae e e e e et e e e enraeeaa 1
12 e, LB-032.....cccoviieeeeenns ANGIE PIALE ... e 1
13 e, LB-028......cccccvveeeinn Adapter PiVOt StU............uviiiiiei e e e e 1
14 . LB-031.....coceeeiieeennes WWASKIET ...ttt e e ceatb e e e e e e e ne e e e e naee e e enaes 4
15, LB-030.....ccccvvveeerinnns Adapter Locking BOlt...........cooiiiiiiiiiiiiec e e 3
16 .. MB-009.......cccoeieeeennes B IV 14 = PR UPRTPP 1
17 s LB-030.....ccceevvieennee (o o3 Q) =] o ]| TR UOUURURPRR 4
18 . LB-041.....ccceeeiiienes REM PINION SCIEW ......eeiiieiiie ettt teee et e e e e e e e e eneeaeens 1
19 ., LB-011.....coceeeiiienes RAM/TUITEL G ...t et e e e e s e e naeeeens 1
20 ... LS-005E .....ccccveveeenne [ Yo S o 11 o = SRR 2
21 e, LB-014......ceeeeiienns Ram Lock BOlt HANAIE ..........oooiiiiiiiiii e et 2
22 i, LB-015......cceieieeenns REM PINION ... et e e e e e s e e e aneeeeeas 1
23 i, LB-016......ccceevieeenes HEANAIE .. eee e et e e e e e e e e enaee e 1
24 . LB-017....ceeeeeiieenee BIaCK PIASHC Ball .........eeeeiiiiiieeieie et et 1
25 . TS-0211131 .............. SEESCIEW .ttt /B X2 i 2
26 .. TS-0561031 .............. HEX NUL. .. 38 2
27 i MB-008.........ccccveeeenes IS o] o [T SRR 1
28 .. MB-000.........cceeeernnee Column (serial # 1999/4/29 and IOWEN) .......cccoiiiiiiies ceeeeiiiiiiee e eerreee e 1
.................. MB-000A ................... Column (serial # 1999/4/30 and higher) ........cccccccees voviiiiieeeeeiiiiiieee e, 1
29 . JTM1-330A.....ccocueeen. 1= Lo ][RP 1
110 B LT-027 oo SEOP NUL. ettt e e bbee —aeeeeaanbeeeeannteeeaanneeeeanneeas 2
1., LT-028.....cccccevveeeinns LI 1 0] (ST (o T SRR 2
32 i, TS-1504071 .............. Hex Socket Cap SCreW........coovvvvivieeeeeeciiiiieee e M8 X35...oiiiiiiiiee. 2
33 TS-1504031 .............. Hex Socket Cap SCreW........coovvvvviieeeeeeciiiiieee e MBX16....ceeeeeeeeeee. 2
34, LK-002......cccovveveeeenns GID AQJUSEING SCIEW .eeiiieiiiiiiiiiie ettt e e sres ceaeesisiraeeeeeesessanaaaeeeaeeenns 6
35 .. LS-003.....ccoceveeeeiinns Table STOP BraCKet ........ccviiiiiiiiiiiiiie ettt teee e e e e e e e 1
36 . LS-008.......cceeviieeeennes Saddle/Table GiD ...y e 1
37 e, LS-013....ccoveveeeeis FEIEWWIDET e e s —rrr e e e e e e e e e e e e e 2
38 .. LS-005B.....cccceveeenne Table Lock Plunger.......cccccveeviiciiiiieie e 16MM..iieeeeee, 2
39 LS-011....ccoiiiiiiens Saddle Lock Handle..... ... et 5
40 .............. LS-001.....ccceeiieeanes SaddIe/KNEE Gib......oiiiieiii s e 1
41 .............. LS-014......ccccvveeeees RTAT T o= g = (= U PEPR 2
42 LS-042......cccceeiiiieannns SO BW ..ttt ettt ettt ettt ettt e e e bttt e e et et e e e eabee Sateeeeaneeeeeaneeeeeanneeeeannes 16
43 . MS-000......cccceiveeeennns ST To [0 |1 T SRR 1
44 ............. LS-017A ..o WIPEE FEIE ...t et e e e e e eaee e 2
45 .. LS-016A.......cccvveenee FEIE (JEFL). ettt e e 1
46 ... LK-001......cceeeeieenns KNEE/COIUMN GID ..t e 1
V. LS-016.....ccccceveeeeins Knee/Wiper Felt (FIght).........eeviio e e 1
48 .............. LK-007....cccoveveeeeiinns (0] o] 01T S @ a1 o I 10 =1 o SR PRRR 1
49 .............. LK-006.......cccevveeeinnns [0V =T G @ g 1] o I U =T o [P RPR 1
50 i, MK-000.......ccccoiveeeennns KINBE .ttt et e s eeeeanee e e e e e e e e et e e e anaeaeaa 1
51 i TS-1505031 .............. Hex Socket Cap SCreW........coovvvvvvieeeeeecciiiieiee e M1I0X25.....eeiee. 2
52 i, MK-012......ccccveeeeiinns Elevating SCreW HOUSING .....ccviiiiiiiiiicec ettt ees cviitiiee e e e s e sirraee e e e e e e nnenes 1
3 T MK-014......ccccceeevennn Elevating SCreW NUL .......cc.uviiiiiec e es et e e e e e e e e e e e e e e nnenees 1
54 .. TS-1503041 .............. Hex Socket Cap SCreW.......ccoovvvviiieeeeeeciiiiieee e M6 X16......ccceeeeeeee. 8
55 i, TS-0561052 .............. HEX NUL. .. 1/2-20UNF ........ceeennneee. 1
56 .eiiiinnn. LK-058......ccceiviieeens K Y et AXAX30 i, 1
57 i LK-022......cceeeiiieaenes WWASKIET ...ttt ceeie e e e e e e e b e e e nnaee e e enees 1
58 e MK-021......ccoeeviieanns BEVEI GRA.....ci ittt e e e e e e aaea e 1
59 i BB-6306ZZ7................ Ball BEAING ...eeiiieiiiee ittt e e et e e e e e e e e enaeaeaa 2



Index No Part No

(510 I MK-019......coeeveineeennns
61...ceene. MK-016.......cevevevneennns
62 .o LK-037..cceeeiiiiiiiieinnns
63 . LK-036......ceevieeveennns
64 .............. LK-035....ciiiiiiiiieeennns
65 . LK-034......ccoeveeeeeann
66 ...ccuvean. LK-033....ouiiiieeeeennns
Y AR LK-032....coiieeeinn.
(ST LK-030.....oevvieevneennns
69 ..o BB-620477................
70 .. LK-029.....covveein.
4 R LK-O75...cciiiiiiiiiienns
T2 e MK-028.......oevveeveeennns
T3 . BB-620477................
T4.............. MK-024.........ccoovveenn.
75 . LK-003......oevieeieeennns
76 e, LK-081......cccevvveeveeennns
TT . LS-010...ccviieieinneennns
83 .. MB-090........c.coeevneennn.
84 ... MK-038......coeveeeveennns
86 ..cceunnnn. MB-004.........ccccevveennn.
87 o MB-041.........cccevvenn.
1< RIBW34.......ceevven.
99 . LB-036.....cccevveeeeeannns
100............ LB-033.....oiiiieieeenns
102............ LK-003......ceevieeieenns
104 ............ TS-1503051 ..............
105............ KEY3320......cccceunn...
106............ MB-00B. ........ccceevnnne.
107 ............ LS-006B......cccceunn...
117 ............ LS-005A.......cceeeee.
.................. JTM1-WCF................
.................. JTM1-WCA................
.................. JTM4VS-TB...............
.................. STRIPE-1-3/4............

Description Size Qty
Bearing Retainer RiNG .........ueviiiiiiiiiiicce s cciiiieees ceriiiee e e e s e srneee e e e e e 1
EIEVALING SCIEW ...uveiiiii ittt ee ceartrr e e e e e s e e e e e e e e nnnnees 1
HEANAIE ..t tee e et e e e e e e b e e e e nneea s 1
EIeVating Crank .........ccoiiiiiiiiiie e es cviite e e e e e e e e e e e e e 1
(O3 101 0] o I8 19 1T o S TSP SUURRP 1
Dial LOCK NUL ...ttt eee et e e et e e s e e e eae e e enes 1
D= TR UUUPRRTPPR 1
DIal HOIAET ...ttt et e et e e e e e e naeee s 1
Bearing Retainer RiNG .........couiiiiiiiiiiiiie s cciiiieees ceriiieee e e s sirneee e e e e e 1
Ball BEAING .....vviieiiie ettt e e e e teaata e e e e e e e r e e e e e e nnnaaes 1
2 TCT T o] o G- o SRR UPRPRIN 1
KBY .ottt A XA X1 .o 2
Elevating Shaft...........cooiiiiiiii s e 1
Ball BEAING .....eviieeiie ettt e e teaata e e e e e e e e a e e e e e e ananees 2
BEVEI PINION ...ttt tee et e e e e e e naea e 1
L 10T 1= U PRSP 1
SPrNG PiN e 8X30 i 1
Saddle LOCK PIUNGET......ccoiiiiiiiii et cries ceeee it e e e e e e s snaaeeea e e e e 1
SCIBW ...ttt LA X3I8 .. 4
21U TS o1 T U PRPRIN 1
(701 PP P PR PPPPPPRTPN 1
Y= ST S Tod (1= o DR 2
[ o1 0T T TN = oo S PERRR 1
WOrm ThruSt WaSher ..........ooi it e 1
TRIUSE WASKHET ...t et e e 1
[0 Tt o 11 o = SRR 1
Hex Socket Cap SCreW........coovvvviieeeeeeeciiiiieee e M6 X20.....cccoieeeeeennnne, 6
KBY .ottt 3x3x20MmM ...coevvveeeeenn. 1
TUITEE SCAIE ...t eee et e e e e e e eaee e e 1
Saddle RatCheting LEVET ........uueiiiiiiiiiiiiiee s ceeeeriirie e e e e e e 3
Table LOCK PIUNGET — L.uuiiiiiiiiciiiiecee ettt tteeee e e e et e e e e e inanaeae s 3
Flat Way Cover (NOt SNOWN) ........oocciiiiiiiee s et 1
Pleated Way Cover (N0t SNOWN) ........uuuiiiiiiiiiiiiiiiies ot e e siieee e e e 1
Tool Box Kit Complete (Not ShOWN) ........ccvviiiiiiiiiis e 1
JET SHPE .t 1-3/4"W ... per ft

30



15.4.1 Table Leadscrew Assembly — Exploded View

15.4.2 Table Leadscrew Assembly — Parts List

Index No Part No Description Size Qty
1o, TS-0571052 .............. JaM NUL ..o 1/2-20UNF ........cccocenneee. 3
2 LT-010C .....ccevviieennes HANAIE ... eee et e e e e e e e e e nae e e e anneeaean 3
3 LT-010B ....ccccevieeennes Ball Crank .....coo i e 3
R LT-009.....ccccceiiiieaenns Dial LOCK NUL ...ttt ttee et e e e e e e e e e eneneaeens 3
5 LT-008......ccceeivieeennes D= | PR UUPRTPI 3
B e LT-007....ccoeeeiiieaens (D T= I o [0 [0 1= S PRSPPI 3
T, TS-1503021 .............. Hex Socket Cap SCreW........coovvvivieeeeeeeiiiiieee e M6 X12 ..o, 3
8., LT-005.....ccciiveeeeeins Bearing Retainer RiNG ..........cciviiiiiiiiiiiie s cvviiiiie e e e e s sirreee e e e e e s snnns 3
9. BB-6204ZZ7................ Ball BEATNQ .. .evvveiiiieeiieiiiiii ettt e e s e e e e crttrer e e e e e e sabra e e e e e e e e nnraees 3
10, LT-002.....cccovveeeeeenns Bearing BraCKel ......c.cciiiiiiiiiiie et es cere e e e 2
11 s LS-009......ccceviiieenne SPHNG PN oo 5X30 i 8
12 TS-1505031 .............. Hex Socket Cap SCreW........uvevveeeviicevvieeeie e M10xX25.....cceeeeenn. 16
13 ., BD920-A04................ K Y et 3X3X25 i 3
14 .. MT-015B .......ceveeennnes Longitudinal FEEA SCIrEW ..........cciiiiciiiiiiiee e ees oot e e ee e e e e 1
5. TS-1503041 .............. Hex Socket Cap SCreW.......uvveeeeeviiviiieee e M6 X16.......cceeeeeennn. 10
16 . TS-1550051 .............. WASKNEY ..ot M7 e, 4
17 i, MT-019B .....cccceeeennee Feed Screw Nut Set (INClUdES #17-1) ....cccceiiiiiiiiiies e 1
18 . MT-017 ... Feed NUL BIraCKeL..........ciiiiiiieeiee ettt eteee et e e e e 2
19 ., BB-6204ZZ7................ Ball BEATNG ....uvvvviiiiee ittt e e s e e e es caatte e e e e e e s s b raaeeeaannnaees 1
20 ... MT-025.....ccccvveeeris Cross Feed Bearing BraCket...........ccoociiiiiiieiiiiiiies ceeeesiiiiieee e eesivrieee e 1
21 . MT-024......cccovienne CrOSS FEEA SCIEW ....oiiiiiiie ittt et e e et e e e e e s e e e e neeeas 1
22 i, MT-022.....cccvveeeeeenns Cross Feed Nut Set (INClUudeS #22-1) .....ucevvieiiiiiiiins ceeeeiiiiiiee e eerreee e e 2
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15.5.1 One-Shot Lubrication System — Exploded View

L— Cross Slide Way

F— Longitudinal Side Wa}r Cross Feed Nut Bracket
Longitudinal Feed Nut Bracket Cross Slide Way
B — Longitudinal Slide Way

| |

D R A
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! e —— — —
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| s

| 4 10 //
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15.5.2 One-Shot Lubrication System — Parts List

Index No Part No Description Size Qty
.................. LT-8-A....................... Hand Oiler Assembly (includes #1,1A,4,5,9) ...cccccces veviiiieeeeeeiiiiiiieee e 1
1o, [ - R (o F=TaTo B @ 1 1= TR 1
1A, LT-8-SG ..ccvvvvveeeeis Hand Oiler Sight Glass (with gasket).........ccccccceeiis v 1
2 i, ALMP-04 .........cc...e. AluminumM PIPe......ooiiiiieiiee e 35M i 1
.................. ALMP-04-VS............. Oil LINe Set W/ FittiNgS .......cevviieiiiiiiiiiiiie e icciiiiiieeees ciiviiieeeeesssinsneeeseeesssnsnnnns L
3, DB-4.....ccoovvvveieeiiinnn Oil Regulating DiStribDULOT .........cceiiiiiiiiiieee e cciiiiies ceeesiiriree e e e e e e ree e e e 1
R PKD-4....ccvieiiiiees B I o 1 | S PSPPSR 1
5 FHC-404........cccccec... FleXibDIe StEEl TUDE ......cii e et 1
(T PH-1-1/PB-4.............. 104 07=To] QN o] o | USRI 2
T o PH-4 .., EIDOW JOINT ...t eeee e et e e e e e e e e e enneeaeens 2
8., PA-4/PB-4................. SHraIght JOINL.....ooi e e e e e 14
9 e PG-004........cocveeenes LT (0] o O PR RUPUURUPPRR 1
10......... JTM4VS-BUTW1458....... SO BW .ttt ettt ettt ekttt e ettt e e e et e e e e e ahbee +ekeeeeaaabeeeaneeeeeanneeeeanneean 4
1. TS-1503061 .............. Hex Socket Cap SCreW........coovvviiieeeeeeeiiiiieeee e M6 X25......ccceiiiii. 2
12 TS-1502061 .............. Hex Socket Cap SCreW........coovcvvviieeeeeeeiiiiieeee e M5 X25...., 1
13 .. LT-8-C..covieeeiiieeens (O] 1O T o H SRR RR RSO 1
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16.0 Electrical Connections
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