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OPERATING INSTRUCTIONS. -
AND PARTS LIST FOR

DRILL PRESS

——MODEL NUMBER' 103.0305—

This is the Model Number. of jour Drill Press. It will
be found on the plate on the.bases Always mention this
Model Number when confffiunicating with us regarding
your Drill Press or when ordering=parts.
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This list is valuable. It will assure your being able to
obtain proper parts service at all times. We suggest you
keep it with other valuable papers.

SEARS, ROEBUCK and CO.
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parts are packed in the carton fast-
ened in the crate.
remove the motor support base from
the drill press.
casting using the four square head
machine bolts provided.
ball bearing motor on this machine.)
Place a plain washer between each
bolt head and the support and between
each nut and the motor base.
motor pulley on the motor shaft with
the smallest step toward the motor. Re-
assemble the motor suppert on to the
drill press.

the motor under power.
should turn to the right or clockwise.
If the pulley revolves in the wrong di-
rection turn the
motor has @ double drive shaft — or
change the wiring as directed by the
manufacturer.

y 'i%ip_‘(br ond machine pulleys. Raise the

when bolting the machine securely to
“jts stand or bench. Wipe off the spin-
dle taper and the socket of the chuck.
Assemble by seating the chuck on the
“spindle.

~ . The-nut (A in Fig.'l) may be set
. at any point on the feed stop rod from
0" to 4". i<
any number‘:‘g{.
measurement, =

tension on the belt is properly adjusted wbecq}hé :
. V. s

the chuck. To correct excessive

motion remove the spring hous- E\l ,
Spring. Support the chuck to prevent the spindl

sut and force the pinion shaft ind through th
Remove theispindle and

ing knob an
from dropping
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OPERATING INSTRUCTIONS

INSTALLATION

The motar pulley and several small
To mount the motor
Bolt the motor to the

(Use only a

Slip the

Check the direction of rotation of
The pulley

motor over—if the

Use a straightedge to line up the
d ‘frame fo the top of the column

ané attach the belt guard. Level the
nress base by means of shims

ADJUSTMENTS

This allows the drilling of

The

motor support rods are forced out
“antil the lower end of the motor
Jtilts out slightly past a vertical
position.
vertical pesition by means of the
motor bracket handle (B).
- nut (€) gives a close control
over
speeds release the handle and
push lower end of motor away

It is then held in a
The

the ‘tension. To change

from the column.

The table leveling pin (D)
locates the table in the horizon-

fal position. /
To check the'spindle for end @)
play, lock the quill with the

handle (E) and push upward on

head frame up to the feed lever.
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‘holes to the same depth without

:

DEAD 'CENTER-—
LIP OR CUTTING EDGE-
B
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\—AXIS OF DRILL

Fig. 3

quill assembly.

spindle up tight against the botiom of the guill.

A
POINT

Resting the chuck on the bench, force the

Loosen the
1

individugl'

-

collar above the quill and reset it
tightly against the top of the quill
bearing. k

—LIP CLEARAMCE

DEAD CENTER

LIP OR CUTTING EOWE

A B
= \,-;-_}'() : Fig. 4
49 15%Y speeps
) There are nine different spindle

speeds available on this drill press.
Using the recommended 1750 R.P.M
motor and with the motor and spind
pulleys in line, shifting the b
~_top to bottom gives the follow
1300 and 580 RPM

le

speeds: 5200, 2440,
Lowering the motor on t
port base until the large
the motor pulley is in line with the sec-
ond groove on the spindle pulley pro-
duces the following: 3300, 1750 and
1000 R.P.M. Raising the motor until the

120" o
12°
AR

Fig. §
motor pulley is one groow

the normal
at 3900, 173

.

Fig. 9

LUBRICATION

The points A and B in
Fig. 2 should be oiled fre-
quently. The point C and the
spline surface at the top of
the spindle need only be oiled
occasionally.

A good grade of oil of
S.A.E. No. 20 viscosity should
be used.

The ball bearings in the
quill and pulley are packed
with grease at the factory
require no additional
lubrication for the life of the
bearing.

DRILLING

Since there is mo definite
table of speeds and feeds for
drilling which has universal
acceptance, only general
rules and recommendations
can be given. The type and
hardness of the material, the
depth and size of the hole, the
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