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INSTRUCTIONS AND PARTS LIST
15-inch Floor Model DRILL PRESSES

CATALOG Nos. 1060, 1065, 1070, 1075, 1080, 1085,
1090, 1095, 1420, 1425, 1430 and 1435

MOUNTING MOTOR

A 1/3 or 1/2 HP, 1725 RPM ball bearing motor is recommended to opercte the
Drill Press.

Mount the motor on the motor support brocket and slide pulley on motor shaft so
that small step is nex! to molor; tighten pulley set screw,

Place the bell around small step of spindle pulley and large step of molor pulley.
Shift motor until belt is straight. Adjust motor support bracket until belt is tight.
CAUTION: Maintain proper belt tension at all times—belt should be just
tight enough to prevemt slipping.

The motor should relate clockwise viewed from the pulley end—wire according to

instructions shown on motor.

Bolt the drill press securely to a selid bench, placing shims belween drill press base
and bench top where necessary—uneven mounting could evenlually throw the table

out of alignment,

IMPORTANT: Before operating, lubricate drill press theroughly. See chart wnder

LUBRICATION, page 4.

ADJUSTMENT AND CONTROLS

1. TO POSITION DRILL HEAD AMND TABLE——Ioosen the clamp handles
located next to column. To tilt table, loosen nut beneath toble and
pull out handle—tighten when toble is in desired posilion. Table
tilts 90 degrees right or left.

2. THE QUILL is lecked in position by ftightening the small clamp hen-
die a! lower front of head.

3. DRILL DEPTH STOP (Pat. Mo. 2490307)—used
to stop drill at the desired depth. To set, press
the stop lever, placing stop pointer in approxi-
mote position for depth of cut. Then turn
vernier screw, ol the some lime opplying o
light pressure on stop lever, until it's ot exoct
depth reading.

4. QUILL RETURN ADJUSTMEMNT—to increase quill
refurn tension, turn spring cop, locoted on left
side of head, counter-clockwise. Turn cop until
desired tension is obtained. To release the Fig. 2. Removing
tension, pull out the ratchet pawl knob. shuck from spindls.

5. TO REMOVE CHUCK FROM SPIMDLE—insert the steel wedge be-
tween chuck and knurled collar, see Figure 2. Strike wedge o sharp
blow with a hammer, catching chuck os it falls from the spindle.

CAUTION—always clean spindle taper and chuck taper bore
before replacing chuck. Chips or dirt score the spindle and
canse chuck to slip and run out of true.

6. SPINDLE ADJUSTMENT—to eliminate end ploy,
{a) remove adjuslable drili depth stop from depth stop stud.

[b) remove quill return howsing by loosening the set screws on
bottem of drill press head.

{c) loosen sel screw on right end of pinion shafl, drive out pin in
feed handle hub and remove handle from shaft,

(d) loosen sel screw in collar next to head and slide pinion shaft

Fig. 1. Me. 1040 Floor Model Drill Press

through left side of head, then remove spindle-quill unit.

{e} loosen set screw in spindle collar—it's localed directly obove
quill. Push spindle wpword and press collar against upper
quill bearing. Llock collar in this pasition. CAUTION — do
not make this adjustment too tight.

{f} place spindle-quill unit in head and reossemble ports.

OPERATIONS

SPEEDS —

Using @ 1725 RPM molor, the fellowing speeds are oblained—

Nos. 1060, 1065, 1070, 1075, 1420 and 1425 High Speed Drills

{a) with the spindle and motor pulleys in direct line—580, 1300,
2440, ond 5200 RPM.

{b) with the motor pulley raised one step above spindle pulley—
760, 1800, and 4000 RPM.

{c) with the motor pulley lowered one step below spindle pulley—
1000, 1800, and 3300 RPM.

Nos. 1080, 1085, 1090, 1095, 1430 ond 1435 Slow Speed Drills

(a) with the spindle and motor pulleys in direct line—400, 680, 1370,
2570 and 4400 RPM.

(b) with motor pulley raised one step—4460, 865, 1900, 3700 RPM.

DRILLING —

The proper speed for drilling depends vpon—

(1) The material 1o be drilled,

{2) The size of the hole.

[3) The kind of drill,

Generally the horder the material and the larger the drill, the slower

the speeds and the feed,

Maoke sure the drill runs true when starling—it may be necessary to

countersink the work. Smoll drills should be fed into the work care-

fully since they are designed to be run at very high speeds. Avoid too

high a speed, especially with the larger drills—excessive speeds weor

off the drill corners, draws the temper, ond may burn or break the

drill tip.

Do not altempt to moke lorge holes in a small piece or in thin material
{Continved on Page 4)




REPAIR PARTS FOR ATLAS 15" FLOOR MODEL DRILL PRESSES

50-45
LOCK SUEEVE 50.44

MANDLE T %713 MEX NUT BELT
@A-/ $10.2) FOR MODRLS 1060, 1085,
1070 AND 1073 Omiy

5/16'°-18 x 194" THUME o34 do
: 4 HOR MODELS 1080, 3
SCREW (2 Reg'd) 1090 AND 1085 O:zfl“’

%0 x %7 RD. s o
S5 S son 17 hew ) MOTOR PULLEY

GUARD 53-30 (%" MOLE) FOR MODELS 1060, 1065,
65.7 FOR MODELS 1040, 1085, JOTD; AND 1073 ONRY

1n0ra
sl 65-91 (%" HOLE] FOR MODELS 1080, 1085,

6571 FOR MODELS 1080, 108
e L R 3, 1090 AND 1095 ONLY

Deacler con supply bushing for
Y3’ dia. meter shaft.

-43A
SWITCH PLATE

5716708 MEx MuT

BDIA-42

MHANDIE BD3 44
10CK

@fﬁﬁx ¢

LOCE WEEVE 516718 HEX NUT d [l

‘ 61-758 COLUMN COLLAR ASSEMBLY
|

WD a3 HEX
CAP 5CR,

IMPORTANT—The foliowing information must
be furnished on oll repoir port orders —
1==Quantity Required

2—PART NUMBER and NAME of Port
3—Medel and Seriol Number of Drill Pras

Parts shown without part numbers are Be sure 1o give Model and Serial Mum.
standard parts and should be purchased ber on this plate. Plate located r-
locally. drill press heod.
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1 - 32 I.!-"'

30 8 1% BUSTER
PLAD mACHNE SCRHEW

NO. 1275 VERMIER DRILL STOP ASSEMBLY
VSH 00 48 WRACKET

45102 No.

&0
LB

SPINDLE AND QUILL ASSEMBLY
65-101X FOR MWIP 1070, 1075,
1090 ond 1095

45.102X FOR MODELS 1420, 1425,
1430 and 1435

=

sn.sr/
wWIOGH

837 » %" BOUND HEAD

SPINDLE PULLEY
85.6 FOR MOOELS 1040, 1048,
1070 AND 1075 OMLY

£3-90 108 uﬂm 1080, 1685,
1090 AND 10935 OB Y

MATH. ml‘l-!i“t’

65305
Ktk

832 2 308" SEF
TAFFNG 308 {7 Reg'dd

w.u

P14 WASHER

%' 18 HEX NUT

Y -1 -1- Nyt 10

u.l(lll'

BEANTHG FLATE =iy,

SPINDLE PULLEY ASSEMBLY

£5-4X FOR MODILS 1040, 1063,
1070 AND 1075 OMLY
65-800 FOR MOEDILS 1080, 1083,
1090 AMD 1095 DMLY

54.10
PN (2 deqien

54-50X MOTOR BASE ASSEMBLY

S 087 18 e %7 ALLEN MEADLESE
SET 3Cabw (U POINT)

$3-148) SPINDLE FEED ASSEMBLY

1235
PRODUCTION OIL TABLE

1O% =ODOS 1083, !W’
TO8S. AND 1095 ONL




OPERATING INSTRUCTIONS

without first clomping the work securely to the table or o drill press
vise,

For maximum accuracy when drilling, roise the toble so quill will not
extend too far beyond drill press head.

IMPORTANT: When drilling brass, aluminum, Py
lead, and other soft materials which couse the ing ongle
drill 1o "hog-in"" reduce the enlering ongle of ::::‘;:I,:"_ .
the culting lip by grinding the drill as shown i
in Fig. 3. This reduced angle is also desirable
where drilling very hard materiols becouse it ¥E -
lessens the strain on the drill. This change Fig. 3.
mokes drilling eosier and results in o more ::'z.;.":‘,',;:'m?,:ﬁlzq'_'
accurately drilled hole.

HOLDING DEVICES —

In order fo obtoin satisfactory results in drilling, reaming, or tapping
the success of the work depends largely on how it's held. Holding the
work by hond usually resvits in domaged work, broken drills, and may
even injure the operotor,

Reducing en-

To properly mount the work, various holding devices may be used, they
are the drill press vise, V-blocks, clomps, belts and steps. On produc-
tion work drill jigs ore vsed to hold the work,

REAMING —

When o hole must be occurale to within .002 inch or less, it is first
drilled a few thousandths of an inch undersize, then hond-reamed or
maochine reamed wilth the drill press to the finish diometer. For best
results, follow the some rules in reaming os for drilling—use slow
speeds, feed in evenly, and be sure there are no burrs on the reomer
teoth,

A reaming allowance between .010 and 1/64 inches is usually sufficient
for machine-reaming holes with diometers of 1 inch or less—1/64 inch
is recommended for holes belween 1 and 2 inches in diameter. From
.003 1o .005 inch is usvally allowed for hand reaming operations.

LUBRICANT —

A cutting ¢ is @ tial when drilling practically any metal.
The following compounds will give bes! results:

HARD TOUGH STEELS—lurpentine or kerosene.

SOFTER STEELS—Ilard oil or soluble oil and waler solution.

ALUMINUM AND OTHER SOFT ALLOYS—kerosene.

BRASS—drill ary or vse poroffin oil.

DIE CASTINGS—drill dry or use kerosene,

CAST IRON—drill dry.

o

GRINDING DRILLS

After o drill has become dull, its effectiveness depends enlirely uvpon
how it's reground. For cleon, accurate drilling, the drill must be prop-
erly sharpened.

A twist drill moy be divided inte Ihree principel ports—the “'point,”
the “"body,” ond the "shank.” The cone-shaped surface at the end of
the drill is colled the “point.”" See Figures 4 and 7 for parls of o
twist drill,

In order to pencirate the work the surface 'S, or “"heel,”” back of the
cutting lip must be ground awoy. Figure 5 shows o drill ground with
no lip clearance—the cutting lip and heel 'S ore in the same plane.
This drill will cut very poorly, if at all. Figure 6 shows how the heel
**5,”" the surloce directly behind the culling lip, must be ground awoy.

DEAD CENTER

FIG.4 Parts of a drill

The lip clearance angle must be between 12 and 15 degrees at the
circumference of the drill, see Figure 8. This angle should be grodually
increased os the center of the drill is appreached—until the line across
the dead center of the drill is at an ongle with the culting edge of 120

ATLAS PRESS COMPANY

to 135 degrees—os in Figure 9. The angle and length of both lips
must be equal—for most purposes 59 deg ded (See
Figure 10).

s 15 rec

CUTTING LIP

Fig. 5. Drill peint with- Fig. 6. PROPER LIP

out any clearance. Both CLEARANCE. The heal Fig. 7. THE POINT
the cutting lip and heel line "'B'' iz much showing parts of o
'S ore in the some lower than the cut-  drill,

plone, ting lip line A",

.
ALY
'/,l'l 5.

Angle of cir-

Fig. 8. Fig. 10. Lips must be
cumference grodually in- Fig. 9. Angle of equal in length and
cregred foword bock of culting edge with have the some angle
lips. dead center line. to the axis.

LUBRICATION

for life—they de not reguire lubrication.

~~Has been lubricated at the fac-
tory end does not reguire immedi-
ate attention. The drive sleeve and
spindle splines should be greased
once @ week it drill press is vsed
constantly every doy—if wsed only
eccasionally, grease ence @ month.

The ball bearings In this drill press are ssaled ond lubricoted

Use No. 130-AA Lubriplate greose
{evailoble from your Atlas deacler
or local hordware store).

2-FEED SHAFT BEARING
~0il hole every twe
months with S.AE. No.

3-QUILL SURFACE—
Qil every two months
with 5.A.E. Ne. 20 me-

To lubricate, insert tube in hole in 20 machine oil, chine oil.

top of spindle, then squeeze oul o
smoll ameount of grecse—until
grease oppeers at top of sleeve. film of eil when drill press is not in wse,

SUGGESTIONS FOR OPERATION
AND MAINTENANCE

® Maintain proper belt tension—keep the belt just tight enough to
prevent ils slipping.

® Before placing chuck on spindle, clean spindle and chuck taper thor-
oughly. Chips or dirt score the spindle and couse chuck to slip and
run out of truve.

® The drill chuck is o precision tool—do not drop or strike it with a
hammer.

® Do not vse drills lorger then the copacity of the chuck.

® ‘When drilling, position hole in lable beneath drill, or ploce o piece
of wood beneath work to prevent drilling holes in table.

® Clamp work to drill press table or hold it in a vise. Drills are
apt to snog in work not held properly and could bend or score
spindle, crack the drill, and even injure the operater.

® Quill return spring shouild have o light tensi ive
prevents sensitive drilling ond couses pinion gear breakoge.

® Don't use scored or marred drill shanks—they won't cut a true hole.

® Keep set screws in motor and spindle pulleys tight to prevent scor-
ing motor shaft and spindle,

® A light ball bearing greose opplied to spindle spline maintains
spindle lubrication and eliminates noise,

® Keep the column, lable, and base covered with a film of oil when
drill press is not in use—it will prevent rusting.

KALAMAZOO 13D, MICH., U.S. A.

Keep column, toble end base covered with @ light




