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OPERATING INSTRUCTIONS
INSTAI.TATION

The moior pulley ond severql smqll
pcris ore pocked in the cqrton fqst-
ened in the crqte" To mount the motor
remove the motor support bqse from
the drill press. Bolt the motor to the
costing using the four squane heod
mochine bolts provided. (Use only o
boll beoring motor on this mochine.)
Ploce o ploin wcsher between ecch
bblt hecd ond the support qnd between
eqch nut ond the motor bose. Slip the
motor pulley on the motor sholi with
lhe smallesl stcn {q19'q1d the motor. Re-
qssemble the motor support on to the
drill press.

Check ihe direction oI rototion ol
*ho mnfnr 

"nd-" 
nnwra" Th^ n"ll-rr

i"a:9 should turn to ihe right or clockwise.
. , If the pulley revolves in the wrong di-
I rection turn ihe motor over - i{ the' motor hcs o double drive shc{t - or

chonge the wiring os directed by the
monuf octurer.

Use c stroightedge io line up the
motor qnd mcrchine pulleys. Roise the
heqd Jrcme to the top of the column
<rnd qttoch the belt guord. Levei the
drill press bose by means of shims
when bolting the mqchine securely to
its stond or bench. Wipe off the spin-
dle tcrper qnd the socket of the chuck.
Assemble by seoting thd chuck on the
spindle.

trDIUSTMENTS

Lne nut (A ln f lg. l, mqY oe ser

collor obove the quill ond reset it
tightly ogoinst the top of the quill
beoring.

LIP OR CUTTTNG !DGE-

DEAD CENTEA

AB

Fis. 4

SPEEDS

There ore nine dillerent spindle
speeds qvqiloble on lhis drill press.
Using the recommended 1750 R. P. M.
motor qnd with the motor crnd spindle
pulleys in line, shilting the beli from
top to bottom gives the followinq
speeds: 5200, 2440, 1300 ond 580 R.P.M.
Lowering the motor on the motor sup-
port bose until the lcrrgest groove on
the motor pulley is in line with the sec-
ond groove on the spindle pulley pro-
duces the following: 3300, 1750 ond
1000 R.P.M. Roising the moior until the

#m
Fin \

l,^r^- ^,,11^,, i^ ana arnarra l i^h^- tL^-rD vrre I L vv v c rrrvrrs. rrrur I
lhp normal noqiiinn rlrirra< lho cninni^eyrl r ur v,-* ea€99€i I75B. qn* 750_.R:?-_M._..-=_- -
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Fig 7

LUBRICATION
'l'he points A ond B in

Fig. 2 should be oiled fre-
quently. The point C ond ihe
cnlina crrr{aro at tha lnn a{

_ the spindle need only be oiled
^^-^. i ^- ^t L.

.{ r4.. A good grode of oil o[
q)' S A E. No. 20 viscosity should
' be used.

The boll beorings in the
quill ond pulley ore pdcked
with greose ot the fociory
qnd require no odditionol
lubricotion lor the lile of the
beoringr.

DBILLING
Since there is no definite

toble of speeds qnd feeds for
drillino whieh hqs universol
d..ahldn.6 nrlrr aonornl

rules ond recommendotions
con be given. The lype ond
hordness of the moteriol, the
denlh ond size oJ the hole, the

ot qny point on the leed stop rod I
* ---'--fl "-tir-'-Tlirrr -on6m3--th6-drilrlrtrg

Irom

nnw nrrnher o{ hnles to the some
meqsurement.

The tension on lhe belt is
motor support rods ore lorced out
until the lower end ol the motor
tilts out slightly pdst d verticdl
position. It is then held in <r

verticdl position by meons of the
motor brqcket hondle (B). The
nrrt (e) oives c close control
over the tension. To chonge
speeds releose the hondle cnd
push lower end ol motor (IwqY
Irom the column.

The tcrble leveling pin (D)
logotes the tcble in the horizon-
tcrl position.

Tn r.hpek the snindle for end
nlnw loel, tha orrill with the
hondle (E) ond push upwdrd on
the chuck. To correct excessive

UI
depth wiihout

properly odjusied

individuol

when the

Fia

motion remove the spring hous- rrg' L

ing knob ond spririg. Support ihe chuck to prevent the spindle
from dropping out ond {orce the pinion sholt in through the
hcad frome irn to the feed lever. Remove the spindle crnd

| 19. .t

quill cssembly. Resting the .chuck on the bench, force
spindle up tiqht ogoinst the bottom of the quill. Loosen

the
the

Fis. 2

DEAD CENTIR
CUTTING EDGE

-?.-

Fid 0



Fig t2 tqfrjr"rf i,ir5:iL"f?3*,8? i.JL
use the hishest spindre "o.:ftt?T,"1 ll: ::il:i Jlt-l",3f,,ff3with the cuttinq lio on'tne siae-'t"w".i jt""*".t (Fiq. l3).Bring the sides ol ih" I".,". cs close to if.u- J,_rt,". cs possible.Adjust the tqble to oonroximcrtely ih. ;";;;";1.isht first, ondtlel ]o9ot9 the curter-exoctly bt;;o;s .i j["'a.ilf press feed.A.roid {eedinq out more of tte" q"lff 

-tirJ"i" 
.,L""u""o.y.

,-^ 1-.:l-:ldepth coltors o.. ot*oy" ;;"J i;";"pe work hqv-rngi on rrregulqr contour. .The extension toble is used withoutthe fenc_e ond the collar beor" on-;;til;. il; work itsell or opottern Jcrstened to the work. 
. To stqrt "" i..ug"f". 

"r.i " "t".tlrnq pin or clomped supporr should be ;;"J J; the lu"J 
"id".

'o..Jl"r 1;l
;l

tria I n

I9,1.."_* .?i :T"ll.,d.ius- shourd. be .ud;";; ;'^ii,J;#;';ibreokins' through orherwise rhe lips ;ill;tr; ;; :;";il"illthe drill will breok. Never oilcmnr la l^^l! +L ^ -.-- , r
l1'- uo"' 1,:t 

tl lr:! ^I"::r . 
<rtiempt t" i-' J J- *' J" -lli'ij"'iii:hond. Use c clomp or o drill vise.

In-drillinr metorr-wlHutl:":y"8,,.n of ccrst iron-<r cut_ting. compound is recommended both io cool the 
""iti"g !ag""ond.to- improve the lini.sh of the hole. t" crJaiii"r, t. th&. ;;;

{t:9-P" the cuuins oil monufcrcru."." ir.lJorll*;s;"" ;;;_qested:- 
Yur.I hqrd steel o^r moteriol-Turpentine or kerosene.Ordincrry steel-soluble 

"ii o. t"rJ oii
Brcrss-Kerosene, lqrd oil or drv.
Copper-Soluble oil.
Aiuminum or white metol_Kerosene.
Stoinless steel-Turpentine.
Monel Melol-Lord oil.
UqSI IION-I,IY.

The grindins of ihe a.,rrDljtll*}'en reshorpenins is of the
fotfl!;l^,i-norto"". qs rhis operotio" dei".minei a.iit*g

The vorious pqrts ol the drijl crre shown in the drowings,Figs. 3 ond 4. When grindins 
" diiff lh;".'ro"tor. musi bechecked: l. The Lip Cleoroncei 2. B;ih t-l,e-i.r,gth ;"d;;gl;of ihe Lips, ond 3. The.lo""ilo" oi tf,J"^Ou"i t"."t... To grindlip clecronce begin ot the. cutting tip L"Jdi"a-"olly grrind bockuntil the ongle ot the circumJ&ence is iJ*".r, 12 ond 15degrees, Fig. 5. As ihe center oj the driii is opprocched theongle should increose until^ it t" 

"ppro*i-o"t.ii--itO 
-;;;.;;

o-cross the deod center, Fig. 6. Too much 
"t.ororr"" will cousethe outer corners to breok_owoy. If the length" (t 

";;-"B,Fiq. 7)..or.ongles (A crnd B, Iig. Bj .f ifr"'fip" 
"i" unequol, onelip will do oll the work. .Eirier .""Jlii"ri *llt moke o holeoctuolly lorger thon the cliill. _. The r.com_""a"J-""g1_'i".

most.purposes is 59" (Fig 9) . Th-e deod center will f" -"" tir"qxis line of the drill onfy.i{ the lips "i. oi-.q""f turrgth-;jmoke equol ongles with the oxis.
For qccurqte finishing oj drilled holes on odditionol operc_iion oJ reqming is necesiory. To meet " fi"iJ dimension thehole is Jirst drilled undersize-<rbo"t i-l L.-ii"Gs berow I inchin dicmeter-oIter which. cr finish ,ir. ll"-u. ls-ctomped in thechuck. Slow speeds qnd even {""d. ;;" ;;;""ti"r i.i,""_i"bl
rhe cHUCK supplliHP3,lTllto,,,, press cANNor beused for ony. other purpose thon driliinq-^Ji' ..o_ir,g. Forrouting, mortising shoping, etc., use the cr-dopte.s crnd chucksdesigned for toper spinate-i.

Fiq. l3

.A comb grid. o,,cf"liro"vrtTot'T3r.,",, router bits ror thiswork ore listed in the cotolog.
CANVING AND ROUTING

,"^"1j:ll.-lchuck,mounred qs shown t" Fig. f f is usecl to hotdthese c:ltefs. * !.'q m.oy,be ;r;an.a *"'^il'. i.iir5"JJ,irJ,ijl

1_

Irt

for cr stroisht cur. nb. i..eg"lor ;;.["pjJ;"';mcrk on the fence io be
when sroovins an i..;sX"r'"? ii$3t";l,f'll:routing currer complete rhe work i"-;"; ;;...'-

.In. ccrving boih honds ore used to guide thework freehond. Since ihjs work consisis lrr"i"iurn rounding of[ .edges iitt]e stock i. ,..ouJ."',use lne qulli tock to,hold the cutter ot ihecorreci depih. Use the higher spindl. .p.uJ!Jor these cutters.
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To sei up the mortisiffll,tj"tilf.", 
"n.*"

*tq:,'" 
ji;ll:1,r;,i.:;xi;';#;iy#J jT.f *ti"i"!q:i:fihe chisel ol ihe size dr

ll:t j,yi:ff :;,:x*"{,:;"j;-t!,.jiji:;fJf *11*,r:*":l
#1.*."*i*,m1 jH;,,-;:fi g,T:3"'1",,.J,i'"ir,,[:"T*j

**t:.iiff ::t:'s",#"[".19:$.;lJft "I3:1:i1il:.L:?;11d sgt the leed srop nuts. aa;".i li.""'i""J'
?"u uggq oI the mo.tlsu under rhe 

"r.,t".r ona-.r%*f;u-1"" ?:,tg
[".N"-i'g':Lisfl %t8#f",i:,J161*.:i;€f *:'":i"]:['*:
:t#l: ff,&:"'ff;J: ro roise. th" "h;;l ."-,,..ot ii-"" i".-ai.-

;::,:i:$ j*:**i:,:::jxf ,'?f, 3i:,*x'"1?;?'::,:.;"".;
Mortisingr must be done ot ihe slower spindle speeds.To cut cr moriise in

'**i';,i:',1,:,';:::tr*::"ii?.:}"'Jff 
,l["f"'*1-i",?:;r'
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,This sheet is intentled for Instructlon and Part Iilo. Part Name Price Paf,t No. Part Name Prlce

pflcesatequtjecttochangewithoutnoti'ce.All11345SpindlePulleySpacer............'.-...',............15
paftsareshippeilPreBaid.i1',x9M:*l8lgn*$?t...::::,:::::::::::::::.',,,,'''.'..,..t'.23

11347 Motor Su-p-port Base.......................-............ 1.20 X"1705 Quill Ball Bearing.:..-..rr-------...-..-- 1.00

parr $o. part Name pxice llifi 3i:ln ffm"i'3";;;-:::..:::.::::::::::::.::.::.:::: :i! t"1#"o"oon*[S"rtuttff^r$XfJ"1T?+""

Hew ro SRDER pARTs FoR I{6DEL Humprin tor.osgs 1qe a;gse-!t iot irite vour orders iqr reltair parts like tnrs sample:

All parts iisted here may be ordereil t&rough any Sears Retail or Mail
Oraler S.tore. Parts. are ..s-iriXrped preBaid.. When ordering reFair parts al-
ways i give :

1" I'he Part l{umber in this List"
2. The Part Name anil Price in this List.
3. The Yloiletr Number which is 10.1"0305 asd will be founal on a plate

o!. the Sase of the Dril1 Bre$s"
l

E

Sears, Roebuch & ComPanY:iniiole* pleass tlne riy itreca for $3'45 for which gilease send 4e-b3rpq'.ol ltnqi +he fo]lnwint nar*s for niv Drill Press Model No. 103'0305.Pascel Postthg fo lowing parts for my Drill Press ntu-d(
i each No. 11340 Guard. Assemblv $3.00
tr each !{6" 11324 !"ock HanaUe


