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cisl DA-US bar Zs o portetle precigicon boring unit,
This Ti=_3 model 1Is equippe '*tb a flange spindle ncse
g n

bl

ol wide varietyw of neavy duty diesel and Zndustrial
work., 121 feeds znd traverses gre power overated and controlled.
from t .& upper gear heusing unit. An auxiliery hand travel is
locetes at the bese of the fe:d screw. FPower ig furrnished by
end rounzted AC single phese 110~220 Volt General Electric notor

of % £t- 1% HP deoend*nw vpcrn spindle speeds required. 3 phase

motor 1= also avallsble, A oﬁ-ck chanve lever selects two
sp'ndle sDeeds. (A 3 sveecd belt cese s =lso avallable to
give = =ztindle speeds’.

Zear hcusing: are gluminunm alliov in order to Incorporsate the
lightes possible weight without sacrificing rigiditr,

NOTE: ‘wnen bar is shi-ped from factory the machnined surfaces
are protescted with rust veto. After uncrating use clean clcth

J S SR

dempens<with kerocsene and remcve the protectlive oil,

70 O0ZDER PARTS

RTE BY PART NUMBIR AND ALWAYS GIVE SERIAL HUMZER OF BAR.



Rottler Scring Bar iodel DA-LS parts and ec lpment are
guaran-:s2d as to worxmansnip and material, This guarantee
remains In effect for one vear from date ¢f celivery, pro-

W
vided mzcnine 1s owned and onerated by original purchsaser.

Tools troven defective within the time 1imit will be
remedisZ at the factory's optlon, slther ty replacement
-3z and/or service bv the factorv.

We accezt no responsibility for defects ca-sed by external
damage, wear, abuse, or misuse. Neither do we accept any
obliga=ion to provide compensation for other direct or
immediste costs Iin connection with cases ccovered by the
warrantT,



e suggest, before attemnting to bore, vou clamp the bar over
an cpen ares and gctuate the controls to become familligr with
them.,

1. Teed lever is latchirg lever on side of bar. Press
downn until lever latches to sngage cuttins feed. To disenpage
press (3) feed release arr which will unlatch lever and allcw
it to return to neutral vnosition, Lift fa2et lever (2) until
1t latches to engage ranid return travel, Bar will automaticly
return to neutral upon reaching top of travel., If you wish to
return bsr to neutral while it 1s in rapid up travel, again
press (3) feed relesgse whic» will unlatch lever znd allow it
to return to neutral positicn.

7o will note stop rod that 1s held in hend feed cap by thumb
screw has & cone shaped end which will release cutting feed
when it contacts lever., This 1s most c-nveniently raised up
and locked br thumb screw In proper position on ccmpletion of
first bore cut. This rod should not be used toc hold close
tolerance shoulders,

2. The Zgs®t down travel lever 1s located next to feed
lever. Check feed lever %tc see that it is Iin neutrsal position
before actuating., Lever snould be pullecd down auickly and
Tirml7 and not allowed tc raschet. CTontrcl is gpring loaded
end will release when vou release vressure., This control should
be used on slow speed only on autometive and high RPM machines.

3. Spindle clutch control 1s located opvosite side of
fzed lever. A pull relesse rapid down mevement will engage
spincdle rotation =end a reverse action will dlisengage. In that
this 1s a jaw clutch we recommend stoppinz the motor or jogging
the motor to engege clutcn on the hish RZM of the higher sreed
mechines, Standard procecure Is to throw out clutch upon com-
pletion of the bore, Turn cutter he-d around to indexing detent,
which will position tool to front, then reverse travel,

The sma’l knob on top of the upper housing mav e used for
manuell™ turning spindle when necessary. On the automotive type
units this knob is alsc g2 for centering,

e 2=3/15" menual -ravel is actustsd bv roterng handle
ettached to gsvline at top o7 base. This travel =sh - uld alwars he
127 fn °211 up position after uselng bar. MNormal procedure is
T> rapid travel or feed —ar to point req ZIring manial travel,

I7 rack feedin~ is necessarv run hand “ra-zl down first and then
ranii travel down to where %00l can be “nserted.,

5. Speed control is operated br puilling knob at motor zear
nousing and raising for low speed and lowering Zor high. These
me~ Ze chanped when bar is running although it 1s desirable to jog
mctor when chansing from Zow o high on nigher speed macnines.
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CENTERING WITH CENTERING FINGERS
(BAR IN VERTICAL POSITION ONLY)

Plece bar with spindle over the hole tc be bored, check to make
sure tool holder 1s not in bar and centering fingers are not
extended., Start motor and rapid travel bar Into hole for center-
ins, Extend fingers b~ turning top centering knob and exert tension
on the knobt while tighteninz hold down bolt., Befcre tightening
hold down bolt 1t is advisagble to rock bsr slightly tc maske sure
fingers are making positive contact with cvlinder wall. ZRetract
fingers into hesd and ret:rn bar to up positlion br latcrning feed
lever in up position.

It is necessary to change fingers to accomodate the entire range,
The most convenlent method s to lav bar on bench, control side
up., Run spindle down a few inches with the rapid down travel,
snut off motor and run fingers out with top knob. Insert the
other fingers in the slots being careful %o match the numbers on
the fingers to the numbers on the slots, Hold ell fingers inward
with one hand and rotate centering knob - first to right and then
to left retracting them into the head. Check to see that all
fingers are retracted equally and return bar to up position.

SHARPENING CUTTER

The performsnce of your boring har and qualitr of work it will do
1s almost entirely dependent on the care of the cutting tool. It
is the rnost frequent cause of size and finish problems In boring.

To sharpen the carbide bit insert tool holder in sharpening Jig
slot. Place the jig over the pin provided ON TOPR ¢ THE MOTCK.
Sharpen blt on the small diamond wheel provided on the large knob.
Always meke sure you sharpen the tool on the side of the diamond
that 1s running towsrd the top face of ths bilt. harpening on
the wrong side crn re=dily chip the voint., When sharpening use
very light pressure, moving the tool bhack and forth across the
diamond wheel to imprcve c: t:lng ~nd prevent grocving of diamond.
After sharpenine a numoer of times dress excess steel away from
carvide with a grinding wheel., This will make for quicXxer shernpen-
ing., Diamond wheel is designed for cesrbide only., Steel tends to
lcacd it.

93]
&
j=s}
—
=
o)

A

7 tocl 1s properly shary

en ace cutter snd proper tool holder
in micrometer. IHold ool -
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T

1
ightly against mike anvil and loosen
allen gcrew with w*py Wwren Gently let %00l holder glide back

+: make contact with micro er spindle, This procedurs will pre-
vent chippinz carbide. This micrometer s ,050 to a revolution
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ratner than .025 as on a ccnventlionel mike. Set mike to size you
wish to bore and tighten set screw lightlz, 3ack off mixs and
t?znten set screw. Fere sgein excessive tightening only tends to
nick mike anvil and make future setting difficult. After tighten-
‘nz recheck size. (Note: See Micrometer 2age for re-setting mike

to nigh or low ranre..



BORTING Cont.

Meke sure tool holder and tool holder slot in head are “ree
from dirt, 1Insert tool in slot rak'ng surs it is comnles-sly
back and latched. Lirhtly lock set screw, with socket <-oe

screw driver provided with tools.

Engage spindle clutch end latch feed lever in down posizicn
When bsr has completed boring, set stop rod so lever will
thrown Znto neutral position. Ztop rod will then be se*
the other holes cn the sasme cvlinder block,

Disengzge spindle clutch. Turn spnindle to index tool ¢ Zront
and l=tch feed lever iIn up position, allowing machine o return
to top. Turn off motor. Remove tool holder with tool 2;__er.
(always remove tool holder after boring., Loosen anchor -olt
and proceed to next cylinder, If bors is to be chamferez with
bar this should be done before loosening enchor bolt,

BORING HARD SLEEXEVES

Hard slesves up to 500 Brinell Zardness cen be bored witz DA-L
boring vars equipped with g slow L1 RPM spindle speed, s=zing
the R-H %fool bit.

CHAMTZRING

A special tool 1s available for chamfering, Tool mav oz =set by

either inserting in head and approximating setting or zl=zce in

mike arnd set approximately .10C over bore size, Chagmferizz may

be done either by useing feed and releacing when adeguat:z chamfer

has been developed or by use of hand feed.

Chemfering may also be simply done most efficientlr witz = Mcdel

CH-3 abresive tool driven br a drill motor. This metnoi will not

requlre bvoring ber and develop a smooth “urr-free entrr Icr rings.
COUTNTDT®RZ=Z0ORING

Count»rboring will often be reguired 1In re-slzseving lar-:z zngine

blocks cn your Model DA-lf machine and *_eq(entlv a clcss -—olerance

depth must bpe maintained in orasr to properl - gecure troe =z_eeve

installation,



This ma~ be best accomplished by the attachment of s 1" travel
dlal incdicator, Assy 5C3-1LE to read the spindle travel of the
machine.

502-14

—— OQUTER SPINDLE

503-i4-48

., SPINDLE BASE
|
JiG FooT //

To counterbore to a close tolersnce depth, carefully hand feed
the RF-t7pe cutter bit down until the cutter is lighti: touching
the "»lock surface., Adjust the dial reading to O and hand feed
cut down to within 003 to .0C7 of desired depth. Check the
exact cepth of counterbore at this point with your deoth micro-
meter snd nand feed the remain’ng depth required by rssding the
proper number of gradiations cn the Indicator,

DIZSTL ENGINE

DA=yS Zrring Bar - OPENATING INSTRUCTICNS

CENT-RINZ IINGERS

(LIS

Centerinzs Tingers are adequate “o center the new bors wlitnln 002
of the centering of old bore; nroviding the old bore 1s regsonabl~
round and if vou follow operat:ns instructions properlw., Centering
finpers can be lappea periodica’l™ to obtain near nerfect centerins,
Use *he “ollowing procedure in an undersize bore or iunk bloek.

5
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TO LAP FINGERS

. Bore hole and remove cutter but do not unclamp bar.

Rapid traverse bar down 1into uole. T

. bkxtend fingers and exert pressure on them against
cylinder wall whille rotating inner spindle hnoo to
lert by nand (counterclockwise).

+. After ruovuing, examlne points on all rinpers to make
sure taer are all making contact.

p}

SlLnUMETLER

Ny oweT wilrometey, ds Walsd any GULRCT wedsuring

G otwu oused, delicately dniu wilin Ccare tou L
Vg srecatest accursey. Partilcular atientioun

snould ve paiu te lnserting tac tocol 1o mlcrometer wit

odt allowlin:z tool vit to snap into mine anvil. Care snould

be useu 1n tow metnod of ligatiy locwing tool blt verfore

tignteining.

ArTter a4 periou of use you Will note tnat

will force a de;ression in the micrometer anvil. r.is, ot
course, wiii Tesult in inconsistent sic:c
arter resharyening the Lit. Periodically we recommena
turning taeg @nvii sligntly and tinally enu tor end sc that
a flat surface is exposed to the tool ovit tip.

SETTING 1lCRUMETLER

O
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CAUTLuN: Tiie standaras for your UA-+43 par 1s set, <
t.
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5.9 LIAMETER CUTTER nbAd GICRUNETER

To vore from 5.2 to Q" diameter, use wmlke and stancard
marsed s’

Tuo 53¢t wicreometer for the 5.9' to o' vrange, 5¢t Line. marked
s’ Lnto lke and

“s ' to reau o.uuU. Pluce standaru mdraed s

adjust anvil or sleeve to tie WICroLeter rudulng or o.ulu',
Adjust asnvil ror large variation ang sieceve for swali varia-
ti1on, using s»nanner wrencn on slceeve.

o set wikhe for tiae 0 to JY runge, scbt wihe narnee  soto
read S.u00. Pluce stanuare wmarhed s INTO wleroneTeor sid
reddustoany oL, YC bne Teading oT LT oto U owi il 0w
dctuadily Jauwse Tueol vrow oo.utoto v R O O A N U T (I
et 1S sulofTor Loads sdfige THe Loerd o wadd oo oo oiarool Lawhn
Tiie Lihe reaga:d

T Ul AGL e LU RN kau bbb

Yo opore frow L, vt to 1L dluameter, JSco onlorsunerer oUa LIaae
Lal'd mdlncu L

1

To -et wlhe Zor the 7.u" to 11" range, set alne aars
Lo redd v.ubo JPiace standdrd warsed LY lnte wikg snda
T anvil or sleeve TO Thils o.UUUY micromeier relJdllly.

Yae wine reacing or Z.u to 0 wlli now actually geuge To0:s

t
¢
[§

du - us
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from 7.9" to 11". Remember when thie micrometer 1s se

t
for tils range, tne beore wiil be 5 larger than the mike
reading.

To set mike for the 11 ro 2.3 range, sct minhe narked

"L to read 4.0ub. Place standard marrned 4’ ointo mile

and rcadjust anvil. lne mikhe reading of 2.¢% to o' wiil
actually zauge toois from V. Lo 137, Kemember waen tavwe
mlicrowmetur 1s sel tour This range, the tore wiil ve 77 luvier
Lodn Tne ine riuauing.,

A~UTLT You 3n0ula 2lways Veroily Poiuilif dne calul o Lert sllc

WATn @n 1iSiw® LiKe a0 Ter Doening adjusticpnis Lo toe

sicrometoer.,

TU VERIFY un KbobT STANDARU

the range of Tie LICICmelur ou

o
diamcter for Ttie UL omiae, uwinu

[ SR
700" to 11 diame tha "L omike. 0w wilth lir Ins luvu
B1n€ TvasSure Tile iameter you nave vored. PFluvo thc
tool noider aund DL the mine and adjust tne anvil so
tiie micrometer re is diameter. Hemove ti.e tool nolacer
and oit. Reset th to read G.uul for 8" mike or il.luu(Cgoo)
ror tie "L wmike.  wow place tne corresponding letter marhed
standard into tae micrometer  dnd awjust tne pin o in tive
standard to tils rezding on tine mine.
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LUBRICATION

The DA upper housing unit should »e packed with Union 011,
UNOBA ™1 or F2 Lube, approximately every 25,000 boring cycles,
When this grease is changed, the upper housing cover should
be removed and the original lubricant entlirely removed.

The lower motor housing unit's oll level should be checked
monthly and should be relubricated with Union ZA4AF 90 multi-
purpose gear lubricant or any equivalent SAE 20 zear lubricant,
approximately every 40,000 boring cvcles.

Assuming vour DA machine is onerated on a continuous basis,
grease fittings at the top of the spindle unit and at the bottom
of lead screw drive, should ve lightly lubricated dallvy with
330-AAA lubricant.,

Two or three drops of SAE 30 machine oil can be added weskly
to the breather hole a%t top of kev-way 1in main spindle, to
insure fluldity of main spindle bearing lubricant.

Ma‘*n spindle surfaces should be cleaned with kerosene weskly
and occasionally a light-welight oll applied to prevent excessive
dryness.

DA-l; BORING BAR

ADJUSTMENT OF OUTER SPINDLE

Main spindle bearings are tavered s»lit cast iron rings held in
seat by adjustment nut. Tenslon on bearings 1s normally adequate
to require no adjustment for many boring cycles,

Caution should be used in adjusting these bearings in order to
avold a too tight spindle which only serves fto wear out machine
and make control operstion difficult. If it should be necessary
“o adjust proceed as follows:

Upper bearing is adiusted bv removing Telt retaining nut
at top of base forcing felt up and adjust nut with punch,

for lower bearing first beck off 8-32 nu*t loclk screw at
pottom spindle bearinz, Then remove felt retainer and Ielt at
bottom of base and tirn nut with punch,
’ Place and clamp 2ar over hole or overhanz so spindle can be

run down. Loogsen both adjusting auts and set screw,

2. Tighten upper beesring untll additional pressure Is required
to overate hand Teed.

Reneat this seqguence on lower bearing taking cere that

hand feed operafes onl— slightly tighzer,
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DA-ly BORING BAR
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REMOVAL OF DA-lS HOUSING

Note: Motor housing may be removed without disassembly of upper
housing and feed screw.

SECTION A~

Remove 2 hex socket screws on bottom of 500-97-2 hand feed bracket
and 2 screws holding 500-96=2 to 500-70 housing. Turn out (counter
clockwise) bevel gear,

“emove L flat hegd nex socket screws in 500-70 housing. Lift out
screw, or If upper housing s still intact nold in ranid down
lever, 500-30 and rotate screw counter cloczwise until feed screw
is cleear of motor wunit., On reassembl - it mar be necessarr to
rotate motor and screw, using care in glizning spline iIn geer to
match screw spline, Make sure threaded key does not jam on enter-
ing slot.

S0TAL OF FEED SLEEVE AND 3TARING

Note: Tor removal o brass nut onl-.

(Th®s disassemblv 1s not
necessarv to remove motor housing).

SECTION A=2

Remove snap ring 5002-185, =nd press sleeve assembly, 507=73, off
bearing. Back out gocket set screw from brass thrust nut and screw
off nut. Bearing ma~ now be removed Trom shaft.

DISA3SEMBLY OF MOTOR HOUSIN

To remove motor housing S e 3 2
take out L4 bolts in hoasi ng fWange. Note: In reassemblr motor
housing alignment must be checked after screw sleeve is In vlace
before flange bolts are permanently locked, Use surface Dlate
over screw and spindle

To disassemble housinz, remove pin and 6 Filluster screws and
bottom screw in middle of bottom of gear pot. Hemove se®f screw
end pin on speed shifter lever.

500 {4

HUTaD lightly on motor pinion, 5=2=%==8, and screw drive g:sar,

, and housine will come apart. Pinion shaft, e, 50/ -6
with clutch and r~ears mav be tapvei out with small punch through
center hole in botitonm of gear pot.

DISASSEMBLY % DA-ly TTPPIER HO"SI?G & STINDLE REMOVAL
S0l L7 2L

Remove 502-10- ~11 :nob. Remove §§§§%§§:kn0" bv releasin: socket
set screw. Reford SSS=EE=2w 'mob bv releas? ng socket set screw,
Unscrew spindle clutch lever ston pin, 3Raise lever to ex=treme
top, which will allow removal of countersunk screw end lsver
assembl”., Remove cap screw to disassemble trinp lever, = :-102,
(Caution: Do not lcse trip spriang). 2Remove 5 screws hol ing

oSN

upper housing secticns togetner and 1lift ~27 upper 1lid, Z02-9-~1l1.
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Now shifting lever, 503-104, with sorings may be removed alonz
with SOO—2§ upper fast return gzear with plunger and spring,
spindle clutch and kev, 500-3, ball bearing with take up spring,
500-18, (be sure spring is reassembled properly), sleeve gear,
500-1, feed nut, 500-2, and feed gear with thrust washer,
502-1"=12 with i1ts thrust washer.

Remeve snap ring 5100-125 from two speed feed shaft and gear
502-10-17, =pver feed drive sear 502-10-8, thrust washer 501-21,
lower Teed drive gear 572-10-9, then remove retainer 502-9-15,
bend lockwasher f£ab out of slot in bearing Tock nut and rewmove
lock nut and lock washer, now dress feed shaft and gear 5°2-10-10,
out of ovearing 500-7..

If the bar i1s in a verticsl spindle position we suggest vou place
something under the spindle rose to prevent lubrication from
running out and then remove 500-5 svindle nut. Nut can be started
off through adjusting access hold and then hand turned. Now drive
gear, 503-6-1, may be worked off along with 500~!l, spscer and wood-
ruff key,

Inner spindle may now be removed,.
2 Zex cap screws in upper nousing should be removed and housing

may be driven off spindle. Heat on housing will simplify re-
moval of this sweat fit.

Lift off of feed screw,.

Nut should be removed from 500-29 shaft ancd shaft ma~ be pressed
out wilith gear.

500-7 long gear with radial and thrust bearings may be removed
zlong with oil seal,

Extreme care should be taien when removing long zear out of seal
or serl out of housing. 3eal 's fraglle and garter spring will
come out easily, !'hen reasserbling, open seal as lonz gear is
pushed in to prevent garter string from snappins cutb,

RAPTID PETTRN TRAVERSE

If the bvoring bar should sver fall or hesitate to return to top
of travei when shift lever 1s lifted rnd latched, the Ifcllowing
crocedure ma” be used tc ac’ust return traverse clutcnes,

l. FPun bar down inzs ncle a Tew Inches.

2. Locsen horizontal locking set screw at too of upper
housing (re’er sec. Ai,)

R, Inward rotation of wvertical set screw will allow rou
to adjust rapid return timbler assembl  wrnich will
result in deer~er engagement of clutches. Adjust
tmbler shaft sc that when shift lever !s In neutral,
clutches de not chatter. Clutches should engage
immediately upon latching lever.



+. lignten sct screw to relocn SIAFT. Lilecrn tO see
Aadjustment 1as 0ot cveen <chauged Ly set screw
LT UN CUTTLR HLADS

o
o

v, widil U willow ¢ AT tacavd TO Tiw - ao R 1 & )
C2SU SULIeT Geadn o aro Uddu wilure Qi CUTL L Ll rvenuLy
Vo rigud borin aed.w

F0n 00l a0l dasYads L s QUL rea WhinoodJ T enidn
Gartovod-lu-lie o Thids rogdaTros LTI Or o owalaLendiid
fuirg @5 ligulds or Ccontaninatlon do nol onter t.ae welgh
TRV Saoule Tais 2oelur, tae 0perator wWiiioexporioen
ytovloms Witia tae aede ang 1T will hhave to occe ulsassen

[&
"

-

— "
. -

dined .



- -

STOP PIN ASSEMBLY IN 500-3 CLUTCH SLEEVE
for (old and new st-le ball detent)

“efer to the upper housing drawing for the o0ld and new ball
detent styles. Press pln 1into corrsect clutch sleeve hols
to the height shown below,

“he purpose of the btall detent i3 to stop the scindle from
cturning wilth the tool bit fecing the machine operator. The
new style has the advantage of belng able to ad’ust the btall
detent plunger, 502-2-19, from the outside while the o0ld
stvle had to be taken out of the upper housing case to be

ad justed,

Aggsemble clutch in upper housing and adjust the tall detent
plunger so that when the machine 1s 1dling and :the spindle
clutch 13 disengaged, the spindle will stop turning with
the tool bit faclng the machline operator,

NEW STYLE

OLD STYLE

: |

1.20
—1.22 NEW STYLE

_ M oD oTYLE
T 6
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