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MAXI TORQUE-RITE COMES COMPLETE WITH

1 pcs.- Power head (TR-279)

1 pes.- Control head (TR-280)

1 pes.- Filter, regulator, lubricator

(F.R.L. unit)(TR-231)

1 pes.- Spline head drawbar with spacer

2 pes.- Tie straps

3 pes.- 1/4-20 x 3/4" SHCS (to mount power unit)
2 pes.- 10-24 x 3/4" SHCS (to mount control head)
2 pes.- 8-32x1/2" SHCS (to mount F.R.L. unit)

3 pes.- 1/4" flat washers

3 pes.- 1/4" lock washers

1 pes.- 10" air line

3 pes.- M6 x 40MM (to mount power unit, imports)

2 pes.- M5 x 20MM (to mount control unit, imports)

DRAWBAR INSTALLATION AND FIT

Remove old drawbar and spacer frommilling machine. Inspect the top of spindle
with a flashlight for damage.

IMPORTANT: Make sure quill is fully retracted (up) and locked. On CNC ma-
chines move quill to normal Z-home position/tool change position. Insert the
spline head drawbar with the new spacer and check for proper fit. The shoulder of
the drawbar should sit .05 below the bearing cap. SEE FIGURES #1 AND #2
Modify the spacer to achieve the proper fit when necessary.

IMPORTANT: Modify thread engagement only after the spline end of drawbar is
properly fit.

To check for proper thread engagement here is ageneral rule to follow. The enga-
gement of thread should not exceed 1 1/2 (diameter of thread). This is the ideal si-
tuation and cannot always be achieved due to tool holders with blind holes. Th-
reads must not bottom out in tool holders.

R-8 collets (7/16-20 thread)=.4375 X 1.5=.656 max.
30 taper holders (1/2-13 thread)=.50 X 1.5=.75 max.
40 taper holders (5/8-11 thread)=.625 X 1.5=.938 max.

When drawbar is properly fit grease the spline, shoulder, both faces of the spacer
(thrust washer) and threads before use.

Ifyou have any questions call us a@ PH 423-638-8822 or FAX 423-638-8810
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POWER UNIT INSTALLATION

IMPORTANT: Dis

Remove the old manual drawbar and spacer (where applicable) from
milling machine. Inspect the top of spindle with a flashlight for damage.

IMPORTANT: Make sure quill is fully retracted (UP) and locked. On CNC
machines, move the quill up to the normal Z-home position. Insert

the spline head drawbar with the new spacer for proper drawbar length.

(See figure #2) Note: ALL MACHINE PARTS INC. stocks drawbars

for most standard milling machines. To order, specify make and model of
milling machine.

After drawbar is installed to the proper distance (See figure#2), remove and
grease spline head, spacer, and threads of drawbar and reinstall.

Place the power unit on the bearing cap of machine. Align the 3 mounting
holes of the power unit with the existing lift holes in bearing cap. Using
the (3) 1/4-20 x3/4 SHCS mount the power unit to the bearing cap. Some
bearing caps only have (2) lift holes. Torque-Rite's base plate has
mounting holes to accommodate. (See figure #3).

IMPORTS: Without lift holes-Power unit can be mounted by removing
the (3) bolts that hold down the bearing cap. Place the power unit on top
of the bearing cap and install using the longer 6MM SHCS that are
provided. (See figure #4),

On some imports and larger milling machines, the bearing cap will have
to be drilled and tapped. (See figure#5).

Note: Torque-Rite's base plate can be turned in 90 degree increments by
removing the base plate from the power unit and turning. (See figure #5).

[3) 1/4-20 LIFY HOLES

FOR MOUNTING F| GU R E

BEARING CAP

(2) 1/4-20 LFT HOLES
FOR MOUNTING

MAXI TORQUE-RITE
MOUNTING BASE

#4' a; = ; BEARING CAP

REMOVE (3) BEARING CAP MOUNTING SCREWS
INSTALL USING LONGER SCREWS AND WASHERS.

REMOVE THE (4) SCREWS
AND ROTATE N ‘90"
INCREMENTS TQ ALIGN,

FIGURE
#5

TEMPLATE OF MOUNTING BASE
DF MAXI-TORQUE-RITE



MOUNTING THE CONTROL HEAD AIRLINE HOOKUP

Remove the top (2) SHCS from the cluster gear cover. Mount control Note: Maxi-Torque Rite is supplied with 10' of air line
bracket using the longer 10-24 SHCS that are provided. (See figure #6). so that it can be tailored to your machine

Note: On some import machines the control bracket (TR-230) must be

turned 90 degrees for different mounting. (See figure #7). Mount the 1. Start with IN and OUT connections from control head to
bracket using SMM SHCS that are provided. power unit (See figure #8). Measure to proper length and
A larger bracket is available P/N (TR-230L) cut 2 pieces of air line.

2. Oil each end of air line.

3. Firmly push air line into fitting until air line seats.

4. The remaining air line will connect the control head to the
filter, regulator, lubricator unit.

5. Push air line into the remaining fitting on the control head

|———REMOVE (2) 10-24 SCREWS ir i |
e it v v BOTTOM. Feed the air line to the back of machine.
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MOUNTING THE FILTER, REGULATOR,
LUBRICATOR UNIT

(F.R.L. UNIT)

1. Figure out agood place to mount the F.R.L. unit, keeping in mind the
length of air line and the discharge of water fromdraining the water trap.
(U sually on machine base or ram). Note: On aC.N.C. machine where the
head moves up and down on the Z-axis, there must be aloop in the air line
to compensate for up and down movement of the head.

2.Drill and tap (2) 8-32 holes using F R.L.unit as atemplate. Mount the
F.R.L. unit with the (2) 8-32 SHCS that are provided. Connect the air line
from the control head to the F.R L. unit.

3. Supply shop air to the F.R.L unit. Quick connect fittings work well for
this application. Set the pressure at 90 psi on the regulator. (The pressure
can be adjusted down ifthe drawbar unit feels to strong).

Note: Ifmore airline is needed, contact your local hose/tubing
distributor or contact ALL MACHINE PARTS, INC. ask for 3/8 O.D.
tubing.

FILTER, REGULATOR, LUBRICATOR, UNIT

PRESSURE ADJUSTMENT VALUE

FlGU RE MOUNTING HOLE

OIL FLOW ADJUSTMENT DIAL/SIGHT BOWL
#9
OIL DRIP TUBE

/-—AIR 100L OIL FILLER CAP

—— AIR LINE TO CONTROL VALUE
PRESSURE GAGE

REPLACEMENT BOWLS
WATER OR OIL
P/N C25F-6CZ

WATER TRAP BOWL = — QI BOWL

WATER TRAP DRAIN KNOB “ MOUNTING HOLE

PRIMING THE OILER

After installation is complete on the Maxi-Torque Rite unit

1. With NO AIR PRESSURE on the system, remove air tool o1l filler cap on top
of the lubricator. Fill reservoir about 2/3 full using AIR TOOL OIL ONLY.
Replace cap.

2. Hook air supply back up to system and set regulator to 90 PSI.

3. The Sight bowl is also the the Oil flow adjustment dial. (See drawing on
previous page. Figure #9). Locate the line on the side of the Sight bow! and
turn it to the number 9 position.

4, Lower the quill approx. 2" and lock the quill. Press IN and OUT button on
control head in small (1 second) bursts until oil is seen dripping fromthe oil
tube in the site bowl located on the top of the lubricator. After about (7)
drops of oil stop.

5. With the oiler primed set the sight bowl to the number 2 position. Fine
adjustment may be needed to find the ideal settings for your usage.

2 to 4 Drops per day- light usage.
3 to 5 Drops per day-medium usage.
4to 6 Drops per day-heavy usage.

OPERATION

1. Turn spindle off and apply brake until spindle stops.
2. Retract quill back to UP position." LOCK QUILL."
3. Take collet or tool holder and insert into the spindle until you feel contact
with the drawbar.
4. Push IN button on the control head. The collet will be drawn into the spindle.
5.Push OUT button while holding collet. The collet will be pushed out of the
spindle.
6. Repeat steps 4 and S a few times to familiarize yourself with the Maxi-Torque
Rite.
Note: The longer the IN button is held, the tighter the collet will become.
(Usually requires 1/2 to 1 1/2 seconds).
Note: Collet alignment screws in R-8 spindles or drive keys on 30 and 40
taper spindles must be in place. This will prevent the collet or tool
holder from turning during operation.

[IPS TOPREVENT STICKY COLLETS AND TOOL HOLDERS

1. Do not leave collet or tool holder in the spindle overnight.

2. Clean all nicks, dirt, oil, and heavy tarnish off collet or tool holders.

3. Inspect inside of spindle taper for nicks, dirt, oil, and heavy tarnish build-up
caused by coolants and oils.

4. Do not over tighten the collet or tool holder.
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TROUBLE-SHOOTING GUIDE

Problem: Power head goes up and down and air motor is running but
the drawbar doesn't tighten or loosen.

Solution: 1. Make sure quill is all the way retracted and locked.
2. Check drawbar for proper fit. (See drawbar
installation and fit on page 1).

Problem: Power head runs sluggish.

Solution: Too much oil: (Signs) Power head blowing heavy oil mist
out of exhaust on operation. Correct by adjusting
lubricator to minimum oil flow. Drop quill down approx.
2" so power head can't make contact with drawbar. Run
power head until heavy oil mist stops. (See lubricator
adjustment section page7).

Problem: Drawbar rattles when spindle is running and quill is in up
position.

Solution: 1. Check for proper drawbar fit.(See drawbar installation
and fit on page 1).
2. Loosen power head base from bearing cap and move
slightly to center power head to drawbar.
3. Check top of spindle for wear or damage.

Problem: Drawbar stripping threads.

Solution: 1. Collet or tool holder sticking in spindle taper. Quill is
being pushed down instead of collet or tool holder
coming out of spindle when pushing OUT button.
(See sticky collet section at the bottom of page 7).

2. Inserting double ended mills too far into collet or tool
holder and cutting end of drawbar with end mill.

3. Check collet or tool holder for bad threads or chips in
threads.

DRAWBAR MEASUREMENT SHEET

Please fill out the following information. Remove manual
drawbar and spacer from machine. NOTE: The spacer sometimes

sticks on the top of the spindle and is difficult to remove.
Refer to page 1 (DRAWBAR INSTALLATION
AND FIT) before filling in dimensions.

A. With the quill all the way retracted and locked (home postion
on CNC's) depth mic from the top of the bearing cap to the top of
the spindle. What is the distance minus .05?

A

B.Using your manual drawbar what is the distance from

from the face of the spacer to the the thread end of the bar?
NOTE: Spacer must be on the drawbar when making this A
measurement.

B.

C. What size are the threads? Diameter and Pitch.

G

D. What is the diameter of the step on the drawb or the
step on the spacer?

D. B
E.What is the diameter of the head?

E.

F. What is the make and model of milling machine?

E;




UNIVERSAL DRAWBAR INSTRUCTIONS

Retract the quill all the way up and lock the quill. (For C.N.C. mills,
move the quill to the normal Z-axis home position).

Line A: Remove old drawbar and spacer. Depth mic from top of
bearing cap to the top of spindle and subtract .050
this is dimension. (See figure #10). A=

-OR-

Line A: Scribe aline on the old drawbar even with the top of bearing
cap. Remove old drawbar with the spacer and measure from
the bottom of the spacer to the scribe line minus .050
this is dimension. A=

Line B: Length of head from the bottom to the shoulder. B=

Line C: Subtract B from A. C=

Line D: Add 25to C. D=

Line E: Measure step on old drawbar. E=

Line F: With spacer on old drawbar measure from the bottom of the
spacer to the end of the threaded end. F=

Machine the spacer blank (provided with the universal kit) to match
the blue print of the spacer made in previous steps.

With the new spacer on the new drawbar, check all head dimensions.
Measure and mark dimension F. Cut excessive amount off threads
and

chamfer.

Grease spline head, washer top and bottom, and threads on drawbar.
Reinstall and proceed with power unit installation.
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Baldor State of

Super-E the Art

Premium Baldor
3HP Motor Drive

A.C. Variable Speed Drive

Retro-Fit Package for Bridgeport Type Milling Machines

Fully Enclosed, Solid State Heads-Up Controls
with Finger Tip Control!

Advantages over conventional mechanical drives:

NO MORE: Variable drive discs NOW: Step pulley heads can be
and their annoying maintenance converted into a more productive
problems that never end variable speed head in less than

four hours with 5000 RPM.
IMPORTS: Upgraded to quiet,

powerful, finger tip control
-
MADE IN AMERICA




