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WeinanJN
Text Box
Pneumatic air over oil intensifier MPS-717
Pneumatic air over oil booster MPS-718



 
Manual Discrepancy Sheet 

 
1. Machine uses two position blocked center valves for ATC in/out and ATC door open/close. 
 
2.   1-31-11 added spindle belt #s. 
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Z-axis Assembly    
     
Item Part No. Description Q'ty Specification 

1   Base 1   
2 43130-52001 Ballscrew 4   
3   Nut Bracket 1   
4   Bearing bracket 1   
5 43130-52004 Bearing cap 2   
6 43130-52005 Spacer 3   
7   Nut 1   
8   Nut 2   
9 43130-52011 Coupling 1   

10 43130-52008 Motor mounting plate 1   
A1   Bearing 2   
A2   Oil seal 4   
A3   Hex. Socket screw    2   
A4   Hex. Socket screw 4   
A5   Hex. Socket screw 4   
A6   Screw 14   
A7     8   
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X-axis Assembly    
     
Item Part No. Description Q'ty Specification 

1   Saddle 1   
2 43130-52001 Ballscrew 4   
3   Nut bracket 1   
4   Bearing bracket 1   
5 43130-52004 Bearing cap 2   
6 43130-52005 Spacer 3   
7   Nut 1   
8   Nut 2   
9 43130-52011 Coupling 1   
10 43130-52008 Motor mounting plate 1   
A1   Bearing 2   
A2   Oil seal 4   
A3   Hex. Socket screw 2   
A4   Hex. Socket screw 4   
A5   Hex. Socket screw 4   
A6   Screw 14   
A7     8   
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Y-axis Assembly    
     
Item Parts no. Description Q'ty Specification 

1 43130-10001 Column 1   
2 43130-52001 Ballscrew 1 Dia.40mm P12 
3 43130-52002 Bearing housing 1   
4 43130-52004 Bearing cap 2   
5 43130-52005 Spacer 3   
6 43116-51005 Nut 2 YSF 30XP1.5 
7 43130-52011 Coupling 1   
8 43130-52010 Bearing housing 1   
9 43130-52007 Motor housing 1   
10 43130-52008 Motor mounting plate 1   
11 43061-51006 Hard stop 1   
12 43130-52006 Bracket 1   
A1   Bearing 5 30TAC 62B 
A2   Oil seal  3 38x50x8 
A3   Oil seal  1 40x50x8 
A4   Hex. Socket screw 23 M10x25L 
A5   Hex. Socket screw 4 M8x25L 
A6   Hex. Socket screw 8 M6x20L 
A7   Hex. Socket screw 1 M6x50L 
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Head Assembly    
          
Item Parts no. Description Q'ty Specification 

1 43130-00001 Head  1   
2 43130-00011 Clamping plate - left 1   
3 43130-00013 Clamping plate - right 1   
4 43130-00012 Gib 2   
5 43130-00014 Gib 1   
6 43130-00015 Wiper 1   
7 43130-00016 Wiper 1   
8 43130-00017 Wiper 1   
9 43130-00018 Wiper 1   

A1   Hex. Socket screw 14 M12x75L 
A2   Gib screw 6 M8 
A3   Screw 20 M6x16L 
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Spindle Assembly    
     
Item Parts no. Description Q'ty Specification

1 43130-00001 Head  1   
2 43130-03001 Spindle 1   
3 43130-03010 Cylinder mounting plate 1   
4 43130-05001 Spindle motor mounting plate 1   
5 43130-05002 Spindle motor pulley 1  
6 43130-05003 Clamping ring 1   
7 43130-05004 Clamping ring 2   

  Spindle belt,  W-896 BT-62 8 
 Spindle belt,  W-1000 

Or 
BT-97 

A1   Hex. Socket screw 4 M14x35L 
A2   Hex. Socket screw 4 M10x35L 
A3   Hex. Socket screw 8 M8x25L 
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Table Assembly    
     
Item Part No. Description Q'ty Specification 

1   Tale 1   
2   Clamping plate 1   
3   Clamping plate 1   
4   Gib 4   
5   Gib 1   
6   Gib 1   
7   Adjusting block 2   
8 43130-00015 Wiper 1   
9 43130-00017 Wiper 1   

10 43130-00015 Wiper 1   
11 43130-00017 Wiper 1   
12   Wiper 2   
13   Wiper 1   
14   Wiper 1   
15   Screw 2   
16   Gib screw 8   
A1   Hex.Socket screw 10   
A2   Hex.Socket screw 22   
A3   Gib screw 2   
A4   Nut 4   
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Saddle Assembly    
     

Item Part No. Description Q'ty Specification 
1   Saddle 1   
2   Bracket 1   
3   Bracket 1   
4   Gib 1   
5   Gib 2   
6   Wiper 2   
7   Wiper 2   
8   Hex.Socket screw 6   

A1   Hex.Socket screw 12   
A2   Hex.Socket screw 36   
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Item Part No. Description Q’ty Specification 

1   Base 1   
2 43130-10001 Column 1   
3   Eye bolt 3   
4   Screw 1   
5   Leveling pad 6   

A1   Socket screw 2   
A2   Washer 2   
A3   Washer 2   
A4   Washer 2   
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Air Filter / Regulator / Lubricator Assembly 
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Enclosure Assembly 
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Flood Coolant Valve Handle Assembly 
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Lubrication Specifications 

 

 23 Rev.1 



Mechanical Manual  HM35 A 
SERVING YOUR METAL CUTTING NEEDS FOR MORE THAN 25 YEARS 

 

Retention Knob Chart 
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Maintenance Section 
 
 

Adjusting Table Gib 
The table gibs adjusting screw is on the left side.  To take up the gib, tighten the large 
screw slightly until a slight drag is felt when moving the table by hand. (Fig. 1) 
 
 
 
 
 
 
 
 
 

 
Fig. 1  Table-saddle gib 

 
 
 
 
 
 

Adjustment of Saddle Gib 
Tighten gib using the same method as above however, the chip wiper must be removed 
first. (Fig. 2) 
 
 
 
 
 
 
 
 
 

 
 

Fig. 2   Saddle-Base Gib 
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Adjustment of head Bolster gib. 
 

Remove Chip wiper and adjust screw until smooth movement is attained. (Fig. 3) 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

Fig. 3   Bolster Gib 
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Checking and Adjusting Backlash 
 
Use a good solid magnetic base and a .0005 Inch indicator.  Install the magnetic base on 
the machine table in close proximity to the spindle.  Clean the area that the indicator will be 
in contact with. 
 
Go into PARAMETERS/AXIS arrow down to BACKLASH press F1 EDIT and set X, Y and 
Z to zero. (Before setting them to zero note original settings) 
 
Find the high spot on the spindle by moving the indicator back and forth and set indicator 
to zero.   (See point a on Fig. 4) 
 
The next step is easiest if done in jog mode. (Select distance and 1 inch increments) 
You may have to press the jog key several times for the desired direction to clear the 
spindle. 
 
Press the jog key for the desired direction for A to move towards D (see Fig. 4) and then 
back to A, the indicator may have moved, adjust it back to zero and repeat this step until it 
stays at zero. 
 
Jog the desired axis or tool (see Fig. 4) from point A to B to C back to B then back to the 
start point A. The reading on the indicator is backlash and should be put into the backlash 
parameter under PARAMS-SETUP-AXIS. 
 
After putting the backlash into the table, repeat the procedure to ensure the numbers took 
affect.  If the indicated error seems to increase this is addlash, and you may have to 
subtract the indicated number from the backlash chart.  
 
The X axis procedure is shown, repeat procedure for Y and Z.  
Remember to save these new changes to your parameter disk. 
 

X (The diagram below is an example of 
checking your backlash in the X-axis.) 
 

Y 
D 

B 

A 

C 

Spindle 
Housing

Fig. 
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Procedure to adjust CESD (MA-219) Lubrication Unit 
 
 
As long as the machine is “reset”, the oiler will be pumping.  In the event that the tank falls 
below the MIN line on the tank an audible alarm will sound.  The machine will not let a 
program start with a low lube alarm (451 Low Lube Fault)  
 
The MA-219 has the ability to set the time between each pump cycle.  It will pump the 
same amount of way lube (.13 Liters/Min) each pump cycle.  The amount of oil per pump 
cycle does not vary, but the interval between each pump cycle.  A new machine shipped 
from Milltronics will have the oiler pumping Aprox. 5 seconds every 25 to 30 minutes.  
Adjusting the Seconds knob (left) will change the length of time in seconds the pump cycle 
for (.13 Liters/Min).  Adjusting the Minute knob (right) will change the time between each 
pump interval.  It will always pump the same amount  
 
To adjust the intervals between each cycle of the pump: 
Remove the 4 screws holding the top cover. 
Adjust the two knobs shown below. 
The dials are very sensitive.  Turn them very slowly. 
 
  
 
 

Turn this dial to vary the 
seconds that it pumps for 
each minute interval. 

Turn this dial to 
minutes between
pump cycle. 

vary the 
 each 

 28 Rev.1 



Mechanical Manual  HM35 A 
SERVING YOUR METAL CUTTING NEEDS FOR MORE THAN 25 YEARS 

 

Spindle Start up Procedure 
 
 
 

Daily Run in procedure 
 

1. Start the flood pump or chiller unit (if equipped) and run coolant throughout coolant 
passages until the temperature stabilizes. 

 
2. Verify that all auxiliary systems are operating properly. 

a. If equipped with a Spindle air purge system, the system should have approx. 
15 PSI. 

b. If equipped with the optional Vogel Air Oiler System, verify the reservoir tank 
has adequate oil supply and proper air pressure. 

 
3. Run-in the spindle at 50% of the maximum RPM for 10 minutes. 

Measure temperature at various locations on the front of the spindle cartridge. 
Be careful as the spindle is running!  If at any time during the spindle run-in 
procedure the temperature reaches 140 degrees Fahrenheit or 60 degrees Celsius, 
stop the spindle and allow it to cool to room temperature.  Resume the procedure at 
the point it was halted. 
 
The temperature can be measured with a pyrometer.  If a pyrometer is not 
available, a good indication of excessive temperature is if you cannot hold your 
hand on the spindle for more than 5 seconds. 
 

4. If the temperature is within normal operation parameters, the machine is ready for 
operation. 

 
Abbreviated Run-in Procedure for Spindle with ½ -2 hours Idle time 
 

1. Follow Steps 1. and 2. listed under the Daily Run-in Procedure. 
 

2. Run-in the spindle at 50% of the maximum RPM for 3 to 5 minutes. 
 

3. Monitor the temperature at various locations on the front of the spindle cartridge.   
Be careful as the spindle is running!  If at any time during the spindle run-in 
procedure the temperature reaches 140 degrees Fahrenheit or 60 degrees Celsius, 
stop the spindle and allow it to cool to room temperature.  Resume the procedure at 
the point it was halted. 
 
 

If the temperature is within normal operation parameters, the machine is ready for 
operation. 
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