


550 TRIP CASTING BORING MILL


SAFETY & OPERATING PROCEDURES





SAFETY:


Ensure operator awareness is applied at all times.





Ensure guards on Boring Mill are in proper working condition.


a.	Inspect Swivel Pin.


b.	Inspect Plastic Deflector Shield.





When machining metal castings, fine metal dust particles are produced and transferred to the air we breathe.  As a precaution it is a good idea to wear a dust mask.  


Note:  Warning on cutting tool packages.


Always check the part for hidden slugs, scrap and debris.( applicable to any casting with cored holes)





OPERATING PROCEDURES:





Start Hydraulic Pump.


a.	Manually feed the cutters inward.


b.	Using red stop button - shut off power.


c.	Inspect the condition of the inserts, clamp screws, clamps.


Replacement inserts are ( Finishing Cutter ( SNMA 322 TP 100 SECO 


Finishing Insert Holder # PSYNR-36CZ-3


 Roughing cutter ( CPGM 3252 KC-850 Kennametal.


Should the cutters need replacing lockout the power source - using plant lockout procedures.


d.	Turn on power.


		I.	Return spindles to outer position


e.	Release air clamp.





Casting Block Casting Alignment.


a.	Clean any metal chips or cast dust from casting block to ensure a clean


 flat mounting surface.


b.	Inspect the mounting surface of the casting.  Remove any dirt or dust			with a brush.  Inspect for unusual bumps or casting defects anything				that would prevent the casting from seating properly.





Clamping.


a.	Assemble the casting onto the locating block.


b.	The locating pins on the block will align the casting.


c.	With the power on press the two hand controls to engage the hydraulic  


 Hold downs.


Note:  Once the motion of the hold downs is initiated there is a 5 second delay before the spindles will start to feed.


d.	Remove your hands from the controls, before the forward motion starts.


e.	Visually inspect the seating of the casting.  If the casting is not seated properly, give the casting a downward blow with a rubber hammer, on the top front portion of the casting





Once you have confirmed the casting is seated properly, press the two hand controls again to start spindle feed.





The spindles will feed to the desired depth, return to start position, stop rotating and the casting will be unclamped.  Completing the cutting cycle.





Testing for accuracy.


a.	Remove casting from Boring Mill.


b.	Remove chips, casting dust with a vacuum, rag or brush.


c.	Clean the surfaces on the stepped test gauge.


d.	Use the stepped test gauge to determine if the part meets specifications.  Do this 	for both sides.


e.	With the GO/NO GO Gauge, inspect every part, both bores.  Sizes can change quickly!


f.	 Inspect the first 3-5 parts per crate and every twentieth part thereafter, using the testing block (Inspection shack).





MISCELLANEOUS:





Tightening cutters/tool holder.


a.	To tighten down the cutting tool holder use the 31 in LB, Torque Driver with a 5/32” Driver.


b.	Use the 18 in LB Torque Driver for tightening the carbide inserts.


		I.	Use the 9/64” Driver for the roughing and chamfering inserts.


		II.	Use the 3/32” Driver for the finishing insert.


c.	When loosening insert clamping bolts use the provided Hex Head T-Driver located on the top of the Boring Mill


d.	Bolts are only to be tightened with the use of specified Torque Drivers.


e.	Clean the Torque Drivers After use and return, them to their protective case.
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