INSTRUCTIONS AND PARTS LIST
DRILL PRESS-BENCH

ATLAS No.8B3

Aftar unpacking the drill press, elaan it thoroughly. Uso koresens
ta ramave the rust prevenfive coating fram all machined surfacos, such
a3t taps of tho tabla and hase, ealumn, otc. Allow tha kerosenc to set
fer a while: thon wipe off with a korosens seaked zloth,

Mext, and very IMPORTANT, lubricato the drill press head ag shown
in fhe diagram.

MOUNTING MOTOR

Al or Vo MR 1740 RPM, bal| baaring mater is recommanded
to cperate this drill press.

Meunt tha mator on the moter bracket and place the moter pulley
on tha motar shaff with the large step away frem the mctar, Tightan
pulley to mutor shaft with seb zgrew. Line-up the motor and spind]n
pulleys with a sraight wdge and fasten metor securaly in positian,

The motor should rotate in g clockwise direetion whon viewsd from
the pullay end. If an Atlas moter is usod and Tt rafates in the wrang
diretion, revorse acearding o inshruciion: shawn an metar.

Whan belting the drili pross fo the banch, place shims whera re.
quired 5o that the base makes good contact with the bench tap,
theroby prevanting tha base from baing sprung.

_ IMPORTANT — LUBRICATION

USE S.A.E. Ne. 20 MACHINE OIL
Upper Spindls Fulley Bearing—-Qil fre-
queatly.

Quill  Baarings—Oi1 froquantly, {Note:
Spindle must be in lowest pesition to
uncever oil hole).

Pinien Shaft Hub Boaring — Ol ge-
caslanally,

Lower Quill Bearing-—0il frequantly.

da uill Surface—Oil shayld frequently ba ap.
o M?‘Q plied to the sulside surfaes af thig quill.

. e

SPEEDS

Using & (740 R.P.M. motar tha fallowlng spaads can ko obtained,
starting from the lowest pulley step and geing up: 580, 300, 2440,
and 5200,

I the mutor pulley is lowerad sna step, tha following three addia
tional spoeds san be ohfainad: 1000, 1750, and 3300, “When motar
pulley is ralsod cne step: 740, and 4000, In this way a total of ©
differant speeds can be had, :

ADJUSTMENTS AND CONTROLS

{1} QUILL LOCK-Tho
ordinaté clamps actusted by
front of tha drill press hoad.

(2} SPINDLE STOP GAUGE—The two knurled puts on the spindle
stop gauge can be iet at any desived pesition and locked, In +his
way a dafinite amount of spindle fravel cag ba sbtained, parmitting
any numbar of holes 4o he drilled o the tame depth. Tha gauge fa
grafusted from 0 10 3" jn 1/16" divisions,

{3} SPINDLE ADJUSTMENT:—If langitudinal {end) play davelops
in fhe spindle i may be olimingted as follows:

2. Remeve the two lock nuts on the feed step gauge.

- Remove spring housing cap by turnlng it 14" counterclockwiso
and pull aut,

¢, Remeve the facd handle fram the pinion shaft.

d. Remave the pinion shaft,

Lo By pulling downward, remove the spindle-quill unft frem +he
cad.

f. Loosen sof serew in collar located direetly above tha quill,
and while forcing the spindle up against the other and of the quill,
tighten the gollar up against the inner race of the
quill boaring. DO NOT MAKE THIS ADJUST.
MENT TOO TIGHT,

2. FPut the spindle-qulll it back info the
head and reassemblo the other parfs in reverso
erder from the way they were romaved,

(4] QUILL RETURN SPRING TENSION AD-
JUSTMENT: — To  IMCREASE the tansion, turn
spring heusing cap V4" clotkwisa and poll uf
Y™ thon furn a hali ar full suem éa: raquired )
caunterclockwiza and reinsert, T D
tanslon, repcat as above, but turn clockwise In-
stgad. :

uill is locked in place by moanz of co-
ho small clamp iandlp ceated on the
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{3)  TABLE ADJUSTMEMT=—To [l the table, pull sut the knurled
handle focaled directly boneath jhe foble. If Ihe table {5 nlted 90
degrees right ar leH, thg pin can be reinserted.  Faor inlermedisle
angles tha table musl be locked in place by lightening The hex nurn

(6] DRILL PRESS CRUCK:—To remove the drill press chugk, use
lhe wedge previded. Place wadge batween knvrled eollar and chyck,
See Fig. 2, Whilg holding the chuek with the laft hand, hll the wedge
wilh o sharp hemmor Blow,

IMPORTANT:—Novar abuse yaur drlll press chusk. Do not tirike
it with o hammer, bump ¥, or drop it at any fime.

When raplacing the chuck ta fhe spindle, moke sure that the
*apers on the spindle and in #ho chuck ara serupulously clean, This
is very IMPORTANT.

*  REPLACEMENTS

Should the 'Fn”u\;ling replacemonts aver hocoma necessary, tha fol-
lewing installation progedura should be followad: :

(1) QUILL BUMPER REPLACEMENT:—

a. Remove the spindle-guill uhil fram the hood a5 described up-
der saclion 3 af “Spindle ddjustment,"

b, Remavo old bumper and faree new bBumpdr lnlo‘pnsiflun by
means of ¢ tong, slim red. Make sure 1he bumper seais fgelf Hroperly ’
before ré-inslalling the 1gindle gquill unlt inta The hoad. [T
{2] FLEXIBLE $SPINDLE DRIVER REPLAQEMENT:—

g .
8. Loosan and temave the hex heid cap tebew WEISH sucures Tha
pulley guard to the drill press hoad. Rathova guard. Lo
b. By pulling upward, ramave the pullay unit frem the haad. |
€. lLoosen and remove the feur round head scrows, which sacuro
the bearing plate ta the pulley. Remove plate. Refer 4a Fig. 3.

. A R
PULLEY DRIVER
ha Bv
ANy e
= e ™ BEARING

SPLINED SLEE(

BEARING PLATE

“——PULLEY SLEEVE

F&. 3

d. ﬁemnvn the heoring and spindle slepve, This con be gecom-
plished by lighty elémplng the spindle sloove betwoen PADDED vise
faws ond pullipg upward an the pulley. If the bearing will net come
oul, heat The pulley slightly,
the hcaring, heaf {he pulley and bump it Yighfly and folly againsr &
wood toble jop. DO NOT employ a prying melhod of ramoval,

e. Lloosan |ha two fillister head maching screws “E" and remeve

the splined slacve ond drlver. Pe sire o alse remeve jhe wazhers,

f. Disastembla the driver fram he zplinad sleeve by logsening
serows “AY. Al remeve the woshers, These may he embpdded inla.
the driver, bul should be pried oy, oL

8. Inslall new driver, making eertain io use a weasher, ynder caeh
sepew.. Procoad reocssembling in vice versq manner from disnssembling,

AContinued on nooe A}

If Ihe sleava should tome sut end ot -

\

-—



T tE Ypaint”, and ihe m:Lgn af the az-
' [

. heal, ngn

‘v tant when'
., shaitle

+ drill painta 72 shown, Refer o thpse figures

DRILLING

The propor speed for drilling
ke drilled, (2] the sito of the hole,
tpuaring, the harder tho material and
should be the speeds,

Make sura that the drill rums
sary te countorsink the work. Small drily should be fad jntg the work
carofully since they ara designed to ba run at vary high speed:. Avaid
tee high a speed, espacially with #hg targer drilli—escessiva spaed
wears off tha drfll coraers, draws fha temper of tha drill, and may even
burn er break the dril] tip,

Mete: Whan drilling brass, asluminum, lead and other soft matarials
which cause the drill ig "heg-in", reduce tho rake angle of the sytting
adge by grinding tha dell] a5 sheawn in Figure 4, This raduead rake
angle iz wlea desirabla whon drilling very hard ma- ¢
tarlals because it lassons the straln on the drill,

This change makes drilling easier and results in a |
mere aceurately drilled hole.

Lubrication: A cuiling compound §s essential
when drilling practically any motal. Tha following |
compaunds will give best recults:

Merd, teugh stesls—turpantine or karcsane,

Softer steeli—ard oil or aquivalent,

luminum and other seft allays—kerosans,

Brass—drl]] dry or usa paraffin il

Dis castings—drill dry ar wse karosenc,

Cast jron—drill dry.

Do nat atompt 45 make largo helos in & small piece or in thin ma-
terial without first clamping the werk securaly to the table, For maxi
mum Accuracy, faise the table high encugh za that the spindle dags nat
run entirely oot of the quill In geing +hruug the werk,
the larger holas, much betar rasults are ' abfaingd by
slew-spoad attachment shown in Fig. .
5 This atachment pravides a low
spoed of 200 R.FEM. It can be gi-[f
toched eor detached in less than two R
minutes. i

DRILLS:  After the deill paint o)™
dulled for the first #ime, itr offective.
,meds dopends entirely upan how it is
reground, For cloan, accuraty drill. :
inag, tha spurater myst resharpan +he B
Al preparly. \The cone-chopad :.ur-gﬁ-

{3} the kind of dJrill.
the larger the deill, the slewer

=
¥
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Fig. 4

using eur new

-F;::e rl.rheuhd of the dpillis callad

frema tig end ‘is the “daad canfer'.’

Fig. 5

" CUTTING LIP
;
- CUTTING H
= - gif o
\‘ LI
SLEARAMCE
DEAD
TENTER @

. Fia. & Fig.,
In erder to panatrate the work, tha cuHing edge must have the cor-

7 Fig. 8

oot tui’rin'_g éngle and "lip clearance at the canter af the dell
| ig. & shows » drill greund with ne lip elearance. The
Hon of the dwll behind fhe cutting lp ic boaring on the metal being
cut and pravants the sutfing lip frem bitip in. The zutting lip and
ars in tha same plana. Thiz drill \nﬂ? euf very paorly, if at all,
Fig. 7 shews how the "fioel®, the part ditectly bask of sutting angle,
inusf be ground away,
THE PROPERLY GROUND DRILL: Two rules arg aspeefally lnpar:
srinding ‘deill polnts. 1. The lip clearance ahgla (Fig. 9A)
be between 12 'and I5 degrees. 2 Thy 4wo cuiting odges must
be of equsl langth and ‘angle.. In Figs, 9A, 9B, 9C, *he praparfy graund
when grinding & drill—thay
will aid in grinding drills which will cyf true-sfzied heles with a minjmur
+ of drill wgar. L . :
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dapends upom: (1) Thy materlal te
Generally

trus when starting—it may ba npeges

When drilllng

LIP OR
UTTING
EDGE

SHAMK »
]
TANG

REAMING: When a hola must be accurate fo within .002 inch er
= lass, it 1s first drilled o faw thousandths of an ingh undgrsize and then
" hand-roamed or reamed with the drill press to the finish-dlameter. For

bost rasults, follow the samg rules in reaming as for dtilling. Usa zlaw
spael-_'ds. food in ovenly and be sure thers aro ne burrs an the rsamer
teath.

A reaming allowance between 010 and 1/64 inch 15 usually sulficiant
for machine-roaming holes with dismetors of [ inch or loss— an aljgw.
anes of 1/&4 er 1/32 inch is cocommanded for machina-reaming hales
between | and 2 inches in diameter, .003 te .005 inch |5 wsually allowad
for hand reaming operations.

SPECIAL ADAPTERS

CAUTIONI In using the il Press for
any purpesa other than drilling, i# is neces-
tary to make uwse of special chucks and
adapters.

In yring #ha varlays types of mortlsing
bits, reutor bits, stc., the eperator MUST
use & router bit adapier rather than the
Jazabs' chuck. On thoso drills, equipped
with a tapured spindla, it 1s nesessary to
ramoye the Jacehs chuck and the threaded
zollar irnrnodiafalypabow. it .

Tha adapter 5 placed on fhe taper, and
tie threadad collar i then replacod. There
5 a small flange on the fnner side of this
collar which will hold the adapfar sceurely
in positien on the tapes. {5ee Fig, 1.}

if the Jacobs chusk is used with any type of cutler where there is a
thrust eemlng from the side, tha chuel will bg pullod off the tapaor,
This can ke quite dangereys, Than, tao, mest of these aperations arg
dane &t o high spead, and a teutar bit adapter s much ightor and Is
preforable for the higher speod. The adapter grips the cutter shank
all the way around instead of ay just three points,

'
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A complete line of attachments ara availabls for yaur drill press.
Shaping (Fig. 13}, Martising (Fig. 12}, Reuting, Drum Sander, ote.
Rafer to our catalog for complate details.
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::7-— 50-4]
STUD NUT (2 REQD.) .50 aa,

5044 “———p@

LOCK .15

HAMDLE .70

52.62 .:- !
BUMPER W60 i
I
s 50-25

STUD 1,48 SIA— o

HEAD 4.80

e (345
BRACKET .70

e 350 16 REX MUT 10
8.8~

Va'"-20a5 15" FILLISTER
HEAD MACHINE SCREW (2 REDD) .10 aa.

50-25X FEED 5TOP STUD ASSEMaALY
SWITCH PLATE .30

5i.7
e BDl.24
el COLLAR .30

@”- 50-45
LOCK SLEEVE 35 o~
b0-47

=" 13 HEX NUT .Jg

a
a
41434 ——-—«—,t-r

GUARD 2.25

S20A
— £0-18 HEAD &.80

BEARING 2.45

50-23
HANDLE .55

M
g

LOCK SLEEVE .25

BD3.44 e
LOCK .25

5716718 MEX NUT 19

QUILL 3,10

50-18
BEARING 2.45

—— G274
SLEEYE .50

53-4X. SPINDLE AND QUILL ASSEMBLY

/4

R e
40.41
§1-87 / WRENGH
WEDEE 25 “

.‘-‘-"
\\40-&:0
CHUCK 7.5¢

ATLAS PRESS COMPANY

SPIMDLE 2.90
I tre—=— 4017
COLLAR .85
= .30 52-3
RELEASE NUT .50 BASE &.00

REPAIR PARTS FOR 4

¥ - T

BD2hA-34
BELT .50

|42

9.
ARDMMET 14
@

\ B/ 16" 18ad," THUME

SOREW {2 RECID) (0 ua

53.29 .
MOTOR PULLEY ({i4" HOLE) 1.8

b3-30
MOTQR PULLEY (5" HOLE] I.83

3/8-16x1%" hex hd bolt-
guard attachment

giii

foul,

5240
COLUMN d.00

QRDER!
IMPORTANT:  Order all repair parts by PAR?
notice. A minimum charge of $0.25 will be made %
MOTE: Standard hpar’rs. auch as baolts, nufs, wash,
should be purghased locally,

ALWAYS GIVE SERIAL AND MODI

PLATE. PLATE LOCATED OM ¢



AS No. 53 DRILL PRESS

53.4
SPINDLE PULLEY 1,85

4T REUND HEAD
MACHINE Sened (2 REGD.T .19 2o’ ﬁg ey

Rl-64
DRIYER 70

14" INTERMAL SHAKEPROIGDR
LOCK WASHER (2 REQD, 10 es.

4" INTERNAL SHAKEPRCHOF
LOCK WASHER (2 REQD) 10 ga.
l-ihg.’." ACUND HEAD

MASHINE SCREW (2 REQD,] 10,44, @} 53-1X DRILL PREss HEAD ASSEMBLY COMPLETE...... 3720
l||| FURNISHED COMPLETE AS SHOWN WITH MOTOR MOUNTING
403 | ———= PRACKET, BELY, FULLEY, AND SWITEH: LEsS MOTOR
// BEARING .50

AND COLUMN

k= Mo, ¥ INYERMAL SHAKEPECOR
60-24 —_— g\. Lack WASHER |4 REQD 10 £

BEARING PLATE .50

e

s e

& E Eﬂ"“* FINAT RGUND HEAD MAGHNE

62.50
SCREW REQD) | .
(L REGRY 10 e MOTOR BASE lm

54."-!& MEX Jahg
MNUT (2 REQD.) .10 ea.

309
SLEEYE 2.45

E1.56

62-50X MOTOR BASE ASSEMELY
BALL .25

@H’ )

Bl.£2
HAMDLE .50

5i-l5 \
HUR 18D g 00

50.] 4B
SHAFT  WITH 276 2

306" 18214 ALLEN HEADEsS
SET SCREW (CUF PQINT) .0

Yx"1) HEX MUT 1D 5044
Lock .35

,-

FINION

/

52-28
BRACKET 2.30

] 50-45
N LOCK SLEEVE 35
o VG 51-98
o _‘__..--' =
502

5l-52
\ WASHER, 05
- TABLE s.qa\
BALL 35 us,

SO-14BX SPINDLE FEED ASSEMBLY

50-21A
SPRING .55

BD1.22
CAP .55\“'

40.35
5TUD .50
BD3-104
WASHER .zu\@ﬁ $0-42
H"-18 HEX MUT 1a o H
. ANDLE 90
4038

FIN .35

50-2X TABLE ASSEMELY
0% are subiect to change withoub
-athide postuga er capresy charges,
out part pumbrs

KALAMAZGO 13D, MICHIGAN U.5.A.
BERS STAMPED ON
F DRILL PRESS,

-

s,

I ——






