S
BOLTON

B 1500 B1IBOO

MULTI-PURPOSE MACHINE

OPERATOROS MANU



Many thanks for purchasing our MuRiurpose Machine.
Before operating, Please study the operation manual, and should be

according to it to operate stapd step.
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1. SPECIFICATION

TURNING
Model HQ500 HQB800
Distance between centers 193/5 311/2
Swing over bed 161/2
Max. longitudinal travel 17 3/10 | 291/10
Max. cross travel 7 4/5
Spindle tper M.T.4
Travel of taiktock barrel 2 4/5
Taper of tailstock barrel M.T.3
Spindle hole diameter @1 1/10

Spindle speed

160-1360r.p.m. (7steps)

Longitudinal leadscrew pitch

6T.P.l. 0r0.16inch

Thread can be cut

4-120T.P.1.0.0080.24inch

Range ofautomatic feeding

(Longitudinal and cross)

0.0020.014inch

DRILLING & MILLING

Spindle taper M.T.3
Spindle travel 4 3/10
Max. distance between spindle center| 111/5
column
Max. distance between nose and table |12
Spindle speed 120-3000r.p.m. (16€pS)
Table size 18.70<6.30inch
Drilling capacity 0.87inch
End milling capacity 1.1linch
Face milling capacity 3.15inch
OTHERS
Motor power 0.55KW
\oltage/Frequency As customer 60s r
Net weight 539LB 616LB
Gross weight 605LB 715LB

Overall dimension (HQ500)

57.48<22.83%38inch

Packing size (HQ500)

56.3x22.83%43.31inch

Overall dimension (HQ800)

69.2%22.83%38inch

Packing size (HQ800)

44.4%22.83%43.31inch




2. APPLICATION
The machine has the function of turning, millingillchg and thread cutting.
Feed can be controlled automatically or manually, suitable for processing metal,
wood and other materials. It is extensively used irglobps, teaching, scientific
research, occupation training, especially in house for housatesidils.

3. CONSTRUCTION
The machine has the character of compact construction, easy operating and
wide-range speed. The function of turning, drilling, and milling can be made in
one machine. Worktable feed can be controlled automatically or manually in
longitudinal and cross direction. The drillifignilling headstock can be rotated
18CE . The machine was designed according to CE standard. It also can be
controlled by personal computer when connecting with it.

4. ELECTRICAL SYSTEM
4.1 COMPOSITION
The systentonsists of alternating current contactdf)( red emergency button
(-S1), green-82), pilot €HL), micro switch (S3;S4;:S5), shift switch, etc. the
system has the protection of leggltage, and cutting off the current when cover
is opened.

4.2 OPERATION

According to the manual, after finish all the preparations, close all the protection
instrument, let the red button in original condition. Push the green button, now
pilot light which show that alternating contactor has put through the main circuit
and the machine enter into working condition. Push the red emergency button,
the alternating contactor break down. Now whether the spindle motor or
drilling-milling motors are all cut off. When working, if the protection
instrument doors are opened the on@lso are cut off.

4.3CAUTION

(1)A FUSE AS THE FOLLOWING CHART APECIFICATIONS MUST BE
CONNECTED BETWEEN CURRENT AND THE MACHINE.

(2)THE GROUND TREMINAL OF THE MACHINE MUST BE GROUNDING
PERFECTLY.

(3) BEFORE CUTTI NG OF CURRENT OF NTHE
ELECTRIC PROTECTIONS, IF SOME WRONG WITH ELECTRIC
SYSTEM, PLEASE ASK FOR A REPAIRMAN TO HELP YOU.
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4.4 SPECIFICATION OF FUSE

VOLTAGE SINGLE PHASE THREE PHASE
110V 30A
220V 20A 10A
380V 7.5A

5.GENERAL DIMENSION

37 98inch
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Bed fixing hole size

Overall size
6.INSTALLATION

6.1FOUNDATION
The base of the machine foundation must be solid without noticdafition
and heavy enough to support the weight of the machine. The floor installation
must be fairly level.
If you use our stand, please place the stand in installation position, then make
mark in installation hole position, then move the stand, ctwerfoundation
bolts, place two adjustable iron spacer in the end of headstock and tailstock
separately. In order to increase the touched square, please stagger the front an
back iron spacers. Hereafter, place the stand on the adjustable iron spacers an
fix with foundation bolts. Lift the machine on the stand and fix to stand by using
the nut and bolts. If possible, you could ask a professional worker to install.



6.2INSTALLATION OF DRILLING AND MILLING HEAD

Firstly, clean turning part and connected paftdrilling-milling head and
turning part. As the following figure, place the drillangllling head on the
turning part, then fit brake nut, levenrk, etc.
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6.3LIFTING

Before lifting the machine, place spacers on themme in order to prevent its
surfaces from being damaged. In order to avoid machine dealing and leaning,
please lock the slide and tailstock. When lift the machine under the lifting rod
with steel rope, please pay more attention to the machine grawaiye Fhe
machine carefully on the base, adjust the machine leveling position, and finally

fit the machine perfectly.



6.4 CLEANING

Before shipment, the machine-painted surfaces are all coated with antirust oil.
Beforeusing, youcan clean the antirust oil by clessarandgasoline After finishing
cleaning, lubricate the slide way.

6.5 LEVELING
By a @\ precision machine spirit level, you can level the machine in longitudinal
and cross direction. Then tighten the foundatioltsband nuts.

7. LUBRICATING CHART

The machine lubricating points should lubricated according to the lubricating chart.
Driving bearings should bleibricatedwith grease regularly, clean once each year.
The gears in the headstock should be lubricatetldy O or HL-30 gear oil, oil

level according to oil gauge.

The oil in the headstock should be changed regularly, the first time after about half a
month, the second time after 45 days, later once each half a year.



twice daily

daily

e

\ daily

8.OPERATION EXPLANATION
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(1) Lead screw clutch handle (15) Tailstock hanavheel

(2) Change lever (16) Reset screw

(3) Shift switch (17) Tailstock locking lever

(4) Emergency switch (18) Longitudinal feed harld

(5) Start svitch (19) Tool post feed hand/heel
(6) Pilot (20) Slide lock lever

(7) Locking lever (21) Threading dial

(8) Belttensionlever (22) Longitudinatcross feed clutch handl
(9) Drilling -milling shift switch (23) Longitudinal feed hand/heel
(10) Micro feed clutch lever (24) Cross feed handheel

(11) Micro feed handle (25) Saddle lock lever

(12) Spindle locking lever (26) Half nut lever

(13) Spindle feed lever

(14) Tailstock barrel lock lever

8.1CAUTION

a BEFORE FAMILIAR WITH THE CONTROL PARS AND THEIR
FUNCTIONS, PLEASE DONI' OPERATE THE MACHINE CONPLETELY.

b. CHECK LUBRICATING SURFACES AND SLIDES, TURNING SPARE
PARTS REFERING TO LUBRICATING CHART AND USE GREASE TO
LUBRICATE.

c. AFTER WORKING, YOU SHOLD CUT OFF CURRENT.

d. THE MACHINE IS NOT ARMED WITH LIGHT EQUIPNENT. YOU
SHOULD SUPPLY ENOUGH LIGHT INSTRUMENT YOUSELF, AND AVOID
SHADOW INTERRUTING IN ORDER TO PREVENT THE DANGER FROM
HAPPENING BECAUSE OF LACK LIGHTING.

e. KEEP CLAMPING THE WORKKING PIECE FIRMLY, PREVENT IT FLYING
OFF. THE OUT3ANDING PART OF THE PIECE SHOULD NOT BE MORE
80MM. THE RATE OF LENGEH AND DIAMETER FORTHE OUTSTANDIING
PART SHOWD BE NOT MOTE THAN 4.

f. WHEN ACCIDENT HAPPENED DURING OPERATION, PLEASE CUT OFF
POWEER ATONCE TO MAKE THE MACHINE STOP.

g. THEN NEEDING TO AQJUST TOOL, THE MACHINE OR WORKING PIECE,
YOU MUST CUT OFFPOWER.

8.2 MAIN SPINDLE DRIVING
a. Before starting the machine, you should check the tension of belt. The belt should
depress about 10mm under normal finger pres3ure.tension of the belts cde
adjusted by the lever (8).
b. Main spindle running, stop, forward and reverse can be realized by shift switch
(3). If needing to change main spindle running, please turn the shift switch to
middle position, after a moment, then to the opposite sidaf @rn the switch to
another side directly, the direction o
c. Loose lock leverchange the belt positian tower pulley, then tighten belt. Now
the main spindle can obtain 7 kinds of speed according to the foll@art

1C



SPINDLE SPEEDS (@/m| n)

- ——— F 1]
MOTOR MIDD_E SPINDLE
AF |AE [AD |BF |CF |BE |CD
160 300 375 [470 [ 600 |870 [1360

8.3 DRILLING-MILLING SPINDEL DRIVING

a. At first, check the protection instrument if effective, then psisintswitch, pilot
light, the machine is awaiting working. Now stop, forward angerse of
drilling-milling spindle can be nda by operating the shift swit¢B).

b. Drilling-milling spindle feeding can be change by lever(13), If need micro
feeding, pull out drillingmilling clutch lever(10), then operate levEl( to micro
feed.

THE DRILLING-MILLING UNIT SPEEDS ( ©/min)

c. The speed of drillingnilling spindle can be made by lev@xpush lever to
backward, loose betindchange the belt position on the pulley, then push the lever
to the front to tighten belt, finally lock levé)(16 kind of speed can be obtained as
the above chart.

8.4 LONGITUDIANL FEED

a. HAND FEEDING: Turn the clutch handle (1) to the middbesition, halfnut
lever (26) in disengagegbosition, turn the hand whe&3), now longitudinal hand
feeding can be made.

b. AUTOMATIC FEEDING: The half-nut lever (26) in engaged position
longitudinalcross feed clutch hand(22) in inner position. Now crossutcfeeding
can be made. Bghanging the handle Y2osition and gear A,B,C,D, 12 kinds of
automatic feed amount can be obtained as follows. (thehaft s for the inch lead
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screw, and the right chart is for the metric lsaew)

24 30 36 42

02 025 [030 | 035
01 [0125] 015 | 0.175
0.05 |0.063 [ 0.075 | 0.088
0.008 | 0.010 [0.012 |0.014
0.004 §0.005 10.006 |0.007
0.002 1 0.025 }0.003 ]0.0035

A Al 24 |30 [36 | 4 A
02 025 |03 | 035  hoorh
01 o125 Jo1s Joar5 | fgr
005 Jo.063 [0075 |0.088
0.008 | 0.010 [0.012 [0.014 20T
0.004_|0.005 0.006 |0.007
0.002 | 0.025 [0.003 |0.0035
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8.5CROSS FEEDING

a.Hand feeding can be made by operatinghiiued whee(24) directly.

b. Automatic feeding: halhut lever (26) in engaged position. Pull out
longitudinatcross feed clutch hand{22), now cross automatic feeding can go. By
changing the handle Y2osition and gear A,B,C,D, 12 kinds of automatic feed
amount can be obtained as above.(the left chart is for the inclsdead,and the

right chart is for the metric leagtrew)

8.6 THRED CUTTING

a. Main spindle in low speedhe lever (1) in left positionRefer to gear chart,
adjust gear shift leve?) properly,half- nut lever 26) in engagedosition. Now

it can go to cuthread. Different thread pitch (inch, metric) cutting can go by
changing the leve2j andgear A,B, C,D.

b. CAUTION: IN CUTTING THREAD COURSE, DORI LEAVE handle(2) OFF
RIGHT OR LEFT POSITION. WHEN A KIND OF THREAD NEED MANY
TIMES. TURN THE HANDWHEEL (15) TO MAKE TOOL AWAY FROM
WORKPICCE OPERATE THE ELECTRICAL SWITCH TO MAKE MOTOR
RUN IN THE OPPOSITE DIRECTION. AFTER FINISHING RETURNING
TOOL CONTINUE TO CUT THREADS. DO SO MANY TIMES UP TO
FINISHING CUTTING THREADS.
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