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Specifications TSL-550D TSL~-BOOD TSL-1000D
. 360mn 360mm 360mm
Swing over bed 14 1/8“ i 1/8" 13 1/’8"

Height of center 18%\&1171 182?:““ 1821:”“

; ; 21 0mm 210mm 210mm
Swing over cross slide 8 1/e 8 1/4,, s
Swing over bed 400mm 400mm 400mm
(from face plate to 100mm) 16" 16" 6

; 550mi 800mm 1000mm
Distance between center ggnm 30 40,,”
Length of bed 12%9”"“ lg%ﬁmm li?%emm

5 275mm 275mm 21 5mm
Width of bed 10713/16" 10 1% /16" 10713/ 16"
Floor to work center 380mm 1055mm  98Gmm | 1055mm

38 1/2n 41 1f2n 38 au | 41 1fon
X 35mm
Hole thru spindle
P 1 3/3n
Center taper MT NO. 3% MT NO. 3 MT NO. 3
Spindle taper MT NC. 5 MT NO. S MI NO. 5
Spindle nose ASA Al-51 ASA Al-Gn ASA AL-HM
Tailstock spindle taper MT NO. 3 MY NO. 3 MT NO, 3
Number 6 |3 6
Spindle speeds
Range 83-180CRPM 5%-1800KPM 83-1800RPM
Taper roller bearing at front #32214 #3%2214 #32214
Taper roliler bearing at rear #50211 #30211 #30211
Number 36 36 36
Feeds.,.... M, 0.05-3.60 mm
Longi tudinal feeds | Range
Inch 0,00201-0,1417"
Crosg feeds # of long. 3 of long, % of long.
Number 31 31 31
Inch threads
Range 2-56 tpi 2«56 tpi 2-56 tpi
Number 18 i8 18
Metric threads
Range 0,5-9mm 0.5-9mnm 0.5-Smm
Fotor 2.2kw 3hp 2.2kw 3hp 2.2kw 3hp
' 3. Tkw Shp 3.7kw Shp 3.7kw 5hp
2
Overall length 1622mm 1872mm 2072um
64N T4m gan
o | . 72 5mm 72 5mm 725mm
verall width 28 /2 n 28 1 2u 28 \/;n
Weight (Approx.} 1000kgs 1100kgs 1200kgs
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STANDARD GLUTPMENT

Driving plate ( 6" Jeveevaevneereees
Change SEAT eesessssorrsarmsrrrnctnst
Sorew ATiVET cevveeseanernnsenercs

Double ended WYTENC e oo s v asonnverens

Togocket WIENCH sessasasnsreerrors st

Hex wrench T R

gleeve MT Ho.b % HO e B eeanvossasannes

Center MT NO.J coerecsveoereanermenss
Foundation bolt ......  easara e .o

TOOL DOX wovsesseosansasere e eeeaman

T A-jaw universal chuckK .eceevenroes

Automatic longitudinal feed stop bar

SXTRA BQUIFPKILRT

Coolant equipment
Tracer unit

Rear tool post
4-jaw chuck

Chip guard

Live center
Taper attachment
5teady rest
Follow rest

Face plate

set
set
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INSTALLATION

foundation

Mo s . ] . . . .
onstruct the foundation with foundation iron plates in sgtandard
gaorie

)
5]
o
1)

[]

For TSL, insert two steel bars (%30®x 1m) into the 1ifting hole,
and raise the machine slightly to assure proper balance before
continuing using 15mm dia. wire rope. Make sure the machine
dose not touch with the wire rope. The carriage may be moved
to nelp balance the lathe for moving by crane.

Do not jerk as damage could occur.




Leveling

Your TAKISAWA lathe was aligned and accurately checked witn
lathe in perfect level. As the level of the machine gxercise

a great influence upon the accuracy and machine 1life, please
take notice of the adjustment, Place steel plates on the
foundation holes and set the lathe in position 1little by little.
Insert the foundation bolts through the foundation holes and
iock the washers and nuts properly. Then level the lathe with
wedges roughly. Pour mortar into the foundation holes.

After the mortar was solidfied, remove the wedges and ad just

the adjusting bolts. Straighthess of bed slideways (longitudinal
direction) should be 0,04mm per lmm. (5ee attached Accuracy Test
Chart) In leveling, tighten the nuts for ad justing bolts and for
foundation bolts. Please prevent from leaving the machine for
long time in packing or unproper condition.

slectric wiring

Connect a source of elgctricity by checking the motor rotation.
When checking the rotating direction after connecting, turn the
switch @ after placing the starting lever to the stop
position, Next, move the lever to the left side, so the
spindle bégins to rotate. In this case, if the spindle rotates
anti-clockwigely, the motor's rotation is forward.




TH-RY: Thermo Relay
4 - 8-
MS1 : Forward Rotation Magnetic CRY M5-2 MS-y
Contactor %
MS2  : Reverse Rotation Magnetic CH1 MS=1 M5
Contactor
H.L  : High And lLow Speed Magnetic
Contactor CR1
CR1 Main Control Magnetic Contactor t ﬁ)} P
P.L : Pilot Lamn
r : Pump Magnetic Contactor 5o
581 : Main Contral Switeh 552 O_.‘
352 Pump Control Switch
853 : High And Low Speed Control
Switch
L.S . Brake Limit Switch
%: gé : Start Lever Limit Switch
M5-1 M5-2 P CRrR1 (:)
FUSE

LLECTRIC CIRCUIT wlaufam iOR SiNulb Speed MOTOK
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LUBRICATION

Lubrication chart ( see fig. 3 )
‘ Reconmended 0il change interval
Station Amount lubricant & time of supply
Fobil % months after
Headstock 2.5 Velocite Lo.6 installation and
Shell then every 6 months
Tellus No.l13
Mobil
C@) Apron 0.5 Vactra NO.2 "
Shell
Tonna 3%
Mobil
Cé) Gear box Properly Velocite No.b6 Each day before
Shell starting lathe
Tellus No.1l3
3 Mobil
: 3 a . i
g Lean ScTew, Vactra No. 2 "
?eed SCTEeW, Shell
Bracket Tonna 33
Cg@ Tailstock i " n
5] Female screw " " "
for cross slide
(O Female screw " " "
for tocl slide
(15) Bed ways and . u " n
carriage surface
(g) Bearing for tool, " "
pest
"Acetive shaft " " n




LUBRICATING POINTS

Fig., 3

1 Drain plug
o). Gear box

3 0il gauge
@

Drain plug

Female screw

Y for crose slide
i Bearing for tool
post
Female screw
for tool slide
Female screw
for tool slide
‘ Oz ‘
‘2@ ¥ Female screw
B R A, ] = for tool slide
d [ mf A = )
. 7 o), g Apron
o — ) ©O—
0il gauge
e o= r A @E}
| — o Tailstock
& | o
Tailstock
lock lever
; 2
4

Bracket

Plunger pump

eadstock cover

® 000



Tubrication to headstock

Remove the head cover and fill oil to level on 0il sight gage

(:). Tubrication to headstock is lubricated by oil distributors

from oil reservoir and supply to all_bearings and gears in the
headstock., 0il change interval is about 3 months after installation
and then every 6 months.

When replacing the Jubricant, Temove the 0il drain plﬁg(Z)at the
rear side of the headstock. Bvery oil refreshment, clean tie pipe

and oil tank.

Lubrication to the gear DOX

Fill oil cup(:)on top side of the gear box. 0il in oil tray
suppiied to gears, bearings through oil distriovutor.

Tubrication to carriage, aprol snd peaways

Fill oil reservoilr weekly to level on 0il sight gage(ZD .

when lubricating the carriage and apron, push and pull until
o0il appears 1n tell -tale hole at right nand shear wiper, this
cils carriage, bedways and cross slide.

Llease exchange 0il in apron every 6 months.

Wnewu replacing ihe lubricant, remove toe 0il drain plug(:)at

tpe bottom of the aprolnl.

— 10 —
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Plunger Pump

0il Gauge

Drain Plug

Cover

0il Basin 0il Basin

( N 0il Gauge J /é} LJL__
v J;i
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CONBTRUCTICHN

Headstock

Ribbed housing construction. Hardened and ground gears in
neadstock. Heat treated and ground spindle supported 0y two
precision taper roller bearings. 25mn (l%") hole through
spindle., ASA A-1-5" short taper spindle nose.

Uardness oif spindle is about 7O uS at nose, 65 HS bearing and
taper parts. SDafety device built in the spindle operation lever.
& spindle speeds from 83 to 1800 rpm.

0il bath lubrication.

8% 155 270

6 Spindle Speeds
560 1030 1800

Bed

Wide and fully riboed with hardened and ground bedways.
Carriage

Wide H-shaped cast saddle, in order to withstaua heavy cutting.
Jlunger for one-shot lubrication of bed and saddle ways.

“he micromater ccllar of cross feed handle provides Smm of
feed per revolution and .02 mm per graduation.

— 12 —
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Apron

Apron contains teeth clutcn so tnat power feed operation is
very easy. The feed change knob (:) and the nalf nut lever
(:) arc interlocked to prevent simultaneous engagement.
aAutomatic longitudinal feed stop is mounted witn standard
equipment for TSL-D type.

Gear box

Horton type (for TSL-D type)

Simple feed and thread selection by Horton type gear box.
31 inch threads from 2 to 56.

18 metric threads from 0.5 to 9.

%6 power feed. The leadscrew is available to fit 6 tpi.

6 me pitch and 4 mm pitch.

Tailstock

Rigid and robust tailstock is clamped in any position firmly
by the lever@ .
Heat trested and ground spindle is in position to tne headstock

in size.



OPERATION
preparation for operation

g thne reel cover.

Adjust tone V-belt tensiocn after openin

pefore starting tne machine, consult the section on ;
b

wpupbrication™ for the proper lubrication points and the

fillers for Lhe reservolrs.

the machine is prope ricated before starting

Make sure 1y 1lub
bearing surfaces.

der to avoild damaglng any

in or
Spindle speed Length of :
range Cycle Motor pulley vobelt \! i
_ li I
3-1800 60 78.6mm¢ (3 3/32™) 6" A-type g
50 94 mmg (3 11/16") 67" A-type ;
!

V-belt (A-type, % pcs.)

Tension pulley

© ©O

Ventilatqr

— 14 —
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Starting and storping headstock spindle

Please operate the machine along ‘next order.

1. Make sure the position ot the lever

2. Turn the comand switcn@to trne right, 1ilot lamp @ will
iight. This suows taatl tne machine is ready for operation.

%, Turn the 1ever to the left for forward rotation.

Turn the lever to the rignt for reverse rotation.

Step the brake pedal @ and could stop spindle.

5. Place the lever to "S$TOP" position.
Filot lamp @ will iight and tne machine will be ready for

operation again, (See fig 5)

Changing spindle speeds

The speeds are easlly gselected two levers @ and giving
speeds of 83 to 1800 rpm. Spindle speeds should be changed

only after the machine is stopped.
(Note: Don't operate the lever during running. )

CGutting sveed and cutting time are as follows.

QUTTIRG SPwaD TABLS

Cutting speed

. N A

T—T‘ !

i

N

J L

20 304050 100 200 %00 4005001000
Diameter of work plece

A Y/
/
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tower feed of carriage

1.

4.

5.
6.
7.
8.
9.

Open tine rear cover (g@ and assemble change geuls seccoruliny
to the index plate.
et the comand switch (:) .
Turn the forward and reverse knob(:) to the rignt (in case
forward rotation) or tne left (in case reverse rotation.)
rlace tne feed cnange lever(:), (39 ~on the desired position
according to tue plate.
Tlace the feed thread cnange leverC:) to tue “FETD S1DE".
lever .

feed @.

Turn the change xnob for longitudinal and ¢cross

o -

gperate the starting

Full up the feed on lever
ptush down the feed on lever

Manual feed of curriage

Longitudinal feed is done with
Cross feed is with the cross feed operating hanale
Feed of tool slide 18 with the tool slide handle

Q.
@ .

14) (25)16 15@

o
A©)

, AN o "

1 :ES;E 1

the nandwheel (39 for the carriage.




Uperation of threada cutting

i. Assemble the change gears according tc the index plate.

¢. Flace the feed change 1e’ver@, on the desicred position
according to tne index plate.

Ilace the feed thread change lever @ to the "THRwmaAD" siue.

Fesi tue cuasing gear @ with the leadscrew.

T AN

5, Jura the forward and reverse Knob to the left,
., Tlace the starting lever to the left,
7. tusn down tue half nut lever @ .

Lote) The feed change knob @ and the half nut lever @
are interlocked tc prevent simulitanous enpagement,
‘e chasing dial @ permits the operator to take a
thread cutting, however, you can not use it in case

of netric thread cutting witn inch size leadscrew.

Adutomntic longitudinal feed stop bar

1, Fix taw tool pit on the tool post,

2. rove the tool at the required position by tne hanawheel .
4. Place the lever @ to startiing position.

4. Contact witn the bolt to tns plate (39

5.

love the block @ until the lever @ will drop.
6, after that, tiguten the clamp bolt @ .

'ake sure tnat the plate @ will not contact with the blocx
@ whnen not in use.




Tailstock

When moving the tailstock, loosen the tailstock boay localtig
levex'c:) and after moving it, lock it tightly.
Lovement of the tailstock Spindle is operated by tailstock spindle
feed handle (:). Une turn clockwise of the handle moves the spinule
4mn. After feeding tne spindle, lock the lever again,
lTailstock center taper is ¥T No.3 and 120mm long.

(See rig 5)

Mounting of chuck and face plate

Before mounting them, clean their taper parts,

Mount the back plate for the chuck tigntly and tnen mount the
chuck with bolts,

When you tignten bolts, never tignten only one bolt tightly.

Chuck ana face plate are fre-valanced not to run-off at high

speed rotation. ’

_.1‘9._



CrawAD CFASING DAL

1 is mounbed on the upper right side of

‘ The toreaa cuaasing ala
| AnTOT.
i
; 1N UASE GF LLOH LIADLORGH ( 6 1PI)
: The structure of cnzsing dial for cutilng threads is as foliowing
| diapgran.
|
) Chasing dial
[
£
Lead screw Shasily gear 24T
£
i
3




ADJUSTHMENT

Parts are adjusted before we ship this nmachine, so you have uo
need of readjustment except in case of trouvle,

But if it needs adjustment as follows.

Leveling of the bed slide ways

The accuracy depends on leveling of tne bed slide ways, sc taxe
care installing tne machine. Also after installing the macnine,
examine the level of the bed slide ways regularly.

Don't use yocur lathe in bad accuracy because it will occur to
tune twist of the bed,.

Adjustment of the headstocxk

When adjusting the level of tne spindle center, take off the rear
cover, properly loosen the headstock clamping bolis and adjust
the headstock adjusting bolts as the following figure snows.

ﬁt is rarely necessary to do this kind of adjustment,

-¥
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Adjustment ol tue gpindle bearing

The spindle is sunported by a two point mountlig system ol tue
taper roller vearing ;50211 and #3%2214. potu of tnem are properly
adjusted vefore we shiip tnis macplne, 50 you nave no necd of
reaajustment except 1n case of trouble. ‘lowever 1f eituer lousengss
or slackning shoula happen 10 them uue to an unexpecltea conuition
or the wear of ohc micaine, Iemove the rear cover of tue neaustocd
and adjust tne ring nut. se careful noi to LeCk Lue nut tou tignt,
otnerwise tre spindle will pe overheated or Gala,eld in l,,n speeu

revolution due to overcharge of the preload.

#%2214

Adjustment of tne apronl teetn cluten

when adjusting the apron teetl clutecn, remove the cover of the

feed on levez'(:) and clamp the nut littie by little.

— 22 ——



Ad justment of the gibs

The cross slide and the tool rest contain the taper gibs which
were adjustea but if it has slackened after me=ny years of use,
adjusting bolts must be tigntened.

adjustment of the female screw of the cross slide

The cross slide has a device to eliminate backlash of the feed
screw and tne female screw., If the backlash becomes greater,
loosen the bolt(:) slightly. Then screw the bolt(:).

After eliminating the backlash, the bolt(:)must be tightened.

/

Centering and adjustment of the

tailstock [;7 Adjustment of the gio

Centering of tne tailstock and simple taper cutting is done by

ad justing bolts, But in the case of regular taper turning, a taper
attachment nust be used, The tailstock is designed to pull up the
clamp plate by méans of the eccentricity of its axis, 1n case tue
locking power is weakened, adjust the nut(:) after loosening the
socket Screw<:) and then tighten tne socket screw(:) again,

'} ]

N Clamp plate
= T

S5Crew




ad justment of the brake

Your machine is equiped witn foot brake. Brake band is composed of
a lining and lining noldexr. If the lining is worn out, loosen tue
nut(:> and ti-nten the bbltc:) to a suitable position,

After ad ustment, retighten the nut(:) .

Make sure tae position of tue bolt<:) if it is in touca with
tie roller of the limit switch. after adusting them,

tvignten trie nut(Z).

Lwote;

Brake lining

Limit switch

adjustment of tne microswiteh

Tn czse Lae cume of nolding cown the microswitch are iu bad
condition, adjust taoem arter removing the cover as fcllows.

e 4

Reverse
rotation y

Forward
rotatlion Stopped

\
Ve
Limit switch

N
Limit switch

N pp—

T




Ad justment of the sguare turret tool post

-

itemove the top lever holder and washer.

Loogen three flat screws.

Screw tne three set screws equally.

F NV N
. .

Tighten thne flat screw.

‘(Note) Don't screw the set screws too much pecause the rotation
of tool post will become hard.

-
/4 Lever holder
m Washer

T B et screw

4 : pin

sy
Taper bushing

Flat Screw

—_— 25 —



TROUBLE SHOCTIRG CHARY
Trouble

1. liot start A.

2. Wotor overheat A.

B.

%2, Starting lever is bad
A,

Bc

T'robable cause

Thermal relay operates for

heavy cutting
Motor is burnt out
Bad contact point
Fuse is out

Qver-tight of belt

Overload

Cam for micro switch
Micro switch is damaged

4. Unsuitable spindle rotation

A,

B.

5, lieadstock over-heat

6. Chatter, gear noise

P,

Uver-tight or over-loose
of the belt
Motor over-heat

Bearing
high speed operation

Lubricant shortage oOr
dirty lubricant

Bad gear mesh

Bearing
Taper gib
Chucking is bad

Bad tools

7. Unaccuracy or workpisece

A,

5.

C.
D.

Headstock movement
Tailstock

Chucking is bad
Bad toels

Correction

Push the pbutton

for thermal relay

Replace

Replace

Replace

Adjust the bel?t
tention

Ad just the load

Ad just tune cam
Replace

4d just the belt

Rxchange the coil
or replace

Ad just

Low speed
operation

Replace the
lubricant

Adjust or replace
gear

Adjust bearing
Adjust

Chuck tne workpi-
ece tightly

Replace or adjust

Adjust the
headstock

Ad just the
tailstock

Chuck tightly
Replace or adjust



10,

11.

Trouble Frobable cause Correction
Irregular feed A, Teeth clutcn for feed Ad just
start lever
B, Feed rod Ad Just
C., Pinion gear Ad just tue gear or
replace
Yallstock loose A. Clamp power weak Adjust clamp power

Brake power weax 4. Brake lining is worn out Replace tne lining
B. Limit switch is danmaged Replace

C. Water or oil Clean

Cross slide movernient does not coincide with dial movement

A, Backlash of female screw Adjust tne femsle
is large screw

— 27 J—



NOTES IN GELaRAL

In adcition to the above as to handling and oper ation of your
lathe, the following applies:

1. Avoid strong sun light keep machine off a heater or stove,
otnerwise it will be strained and affect precision.

5. Don't use impure oil for thne machine,

3, dever fall to clean Or jubricate the main parts of the machine
eacn day. Flease place the carriage close to the tailstock when
not use.

4., When work is in the headstock, do not give it a strong blow
with a hammer. This willl affect spindle accuracy.

5, Be careful not to leave the gliding parts of the carriage
end bed wilh grinding dust or sand. Particularly be wost
careful not to damage any part of the m:chine with dropplng
of tools. &nu small mark or crack will affect the movement
of the carriage on the ways.

6. In damp weather cover the macuine with a vinyl cover or grease
to prevent it from water, dripping and rusting.

7. Be sure to turn off the pilot lamp when not in use.



