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MeTal laThe hU 410 x 1000 Vac
1. General safeTy rUles for all Machines
N.B.: Read the instructions carefully in order to avoid any problems.

As with all machinery there are certain hazards involved with operation and use of this machine. Using the machine 
with respect and caution will considerably lessen the possibility op personal injury. However, if normal safety 
precautions are overlooked or ignored, personal injury to the operator may occur. Observe these rules insofar as they 
are applicable to this particular machine.
This machine was designed for certain applications only. We strongly recommend that this machine NOT be modified 
in any way and/or used for any application other than for which it was designed.
If you have any questions relative to its application DO NOT use the machine until you have contacted your dealer.

1.  For your own safety read the instruction manual before operating the tool.

2.  Keep all guards in place and in working order.

3.  Ground all tools.

4.  Remove adjusting keys and wrenches. Make a habit of checking the machine before turning it on.

5.  Keep the work area clean. Cluttered areas and benches invite accidents.

6.  Do not use in a dangerous environment, such as damp or wet locations or expose to rain. Always keep the work 

area well-lit.

7.  Keep children and visitors away. They must be kept at a safe distance from the machine at all times.

8.  Make sure that the work area is not accessible to unauthorised persons. Use padlocks, master switches, remove 

starter keys etc.

9.  Never overload the machine. The capacity of the machine is at its largest when properly loaded.

10. Do not force the machine or attachment to do a job for which it was not designed.

11. Wear proper apparel. No loose clothing, gloves, neckties, rings, necklaces, bracelets or jewellery: they may get 

caught in moving parts. No slip footwear is recommended. Wear a hairnet to contain long hair.

12. Always wear safety glasses and work according to safety regulations. Use a face or dust mask if operation is 

dusty.

13. Always secure workpiece tightly using a vise or clamping device. This will keep both hands free to operate the 

machine. 

14. Do not overreach. Keep your proper footing and balance at all times.

15. Maintain tools in top condition. Keep them sharp and clean. Read the instructions carefully and follow the 

instructions for cleaning, lubrication and tool replacement.

16. Lubricate the machine and fill all oil reservoirs before operation.

17. Disconnect tools before servicing and when changing accessories such as blades, bits, cutters etc.

18. Use only recommended accessories. Consult the owner’s manual for recommended accessories. The use of 

improper accessories may cause hazards.

19. Avoid accidental starting. Make sure the on/off switch is in the “OFF” position before plugging in the power cord.

20. Never stand on the machine or tools. Serious injury could occur if the machine is tipped or if the cutting tool is 

accidentally touched.

21. Check damaged parts. Replace or repair damaged parts immediately. Check machine for alignment of moving 

parts, binding of moving parts, breakage of parts, mounting and any other conditions that may affect its 

operation.

22. Direction of feed. Feed work into a blade or cutter against the direction of rotation of the blade or cutter only.

23. Never leave tool running unattended. Do not turn power off until it has come to a complete stop.

24. Alcohol, medication, drugs. Never us the machine while under the influence of alcohol, medication or drugs.

25. Make sure the tool is disconnected from the power supply, before servicing, repairing etc.

26. Keep the original packing for future transport or relocation of the machine.
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2. addiTional safeTy rUles
Always keep in mind that:
• the machine must be switched off and disconnected from the power supply during maintenance and repairs,
• clamped workpieces may only be measured when the machine is switched off.

• Never lean over the machine, mind loose clothing, ties, jewellery etc. and wear a cap.
• Do not remove safety devices or guards. Never use the machine while a guard is open.
• Always use safety glasses for machining rough materials.
• Burrs and chips should only be removed using a sweeper or other aid, never with your bare hands!
• Never leave the machine running unattended.

3. characTerisTics and applicaTions
Swing over bed   410 mm
Swing over cross slide  255 mm
Swing in gap   580 mm
Distance between centers   1000 mm
Center height 205 mm
Width of bed   250 mm
Speed range I   30-550 RPM
Speed range II   550-3000 RPM
Threadcutting (metrisch)   0.2-14 mm
Threadcutting (Whitworth)   2-72 TPI
Longitudinal feed range   0.05-1.7 mm/p.r.
Cross feed range   0.025-0.85 mm/p.r
Threadcutting (module)  0.3 – 3.5 MP
Threadcutting (pitch) 8 - 44 DP
Nonius longitudinal feed 0.2 mm 1-omw = 19.6 mm
Nonius cross feed  0.02 mm 1-omw = 5 mm
Nonius tool holder 0.02 mm 1-omw = 2.5mm
Nonius tailstock  0.02 mm 1-omw = 2.5mm
Diameter tailstock  50 mm
Taper tailstock  MT4
Taper of spindle internal-external   MT6, D1-6 Camlock
Hole through spindle   52 mm
Tailstock spindle travel   120 mm
Cross slide travel   210 mm
Top slide travel   140 mm
Main motor power  5.5 kW 400V 50Hz
Coolant pump  90W 400V 50Hz
Coolant pump capacity 20 ltr/min 
Weight   1550 kg
Subject to change.

4. insTrUcTions for UsinG This Machine
Read the safety rules carefully and always observe them. Examine the applications of this machine and beware of 
possible risks.

Always wear safety glasses!
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5. insTallaTion

5.1 hoisTinG and MoVinG The Machine

Figure 1
The lathe should be lifted with a hoisting machine. Avoid shocks when lifting the machine. Make sure that the tailstock, 
steadies, slides and other moving parts are clamped before you move the machine.

When using a hoisting installation, proceed as follows:
• insert solid steel bars into the special holes of the bed.
• attach hoisting cables or chains to each end of the bars.

Warning!
Check if the hoisting capacity of the installation and cables is sufficient to safely hoist and move the machine.

Note
Protect the surface of the machine against damage by putting soft material between the cables and the machine 
surface.

5.2 foUndaTion and leVel adjUsTMenT

Figure 2

 
 

Waarschuwing! 
Gebruik de machine nooit als er delen missen of beschadigd zijn. 

 

5. Transport en opslag 

 

Afbeelding 2- Hijsen machine 
 
Neem tijdens het transport de transportmarkeringen op de verpakking of op de machine 
in acht. Laat de machine niet vallen en stel deze niet bloot aan overmatig trillen. Open de 
verpakking voorzichtig. Controleer de machine op beschadigingen of missende delen. 
Meld transport schade binnen 48 uur na ontvangst van de machine bij uw dealer of uw 
leverancier. 
 
 

 

 

Gebruik bij voorkeur een kraan om de machine op zijn plek te tillen. Refereer aan 
afbeelding 2. 

 
 

Let op! 
Laat genoeg ruimte rond de machine vrij om op een veilige manier onderhouds- en 
reparatiewerkzaamheden uit te voeren. 

 

 Plaats massief stalen stangen door speciale openingen in het bed. (u dient wel de 
achter bescherming te demonteren)  
.   De stangen moeten een lengte van ong. 1000 mm hebben en een diameter van 30 
mm. 

 Bevestig de kabels of kettingen aan de uiteinden van de stangen. 

 Hijs de draaibank vervolgens met een kraan op. 

 Laat de draaibank voorzichtig op zijn plek neer. Voorkom schokken en stoten. 

 De machine moet minimaal 600 mm van de muur af geplaatst worden om voldoende 
ruimte hebben voor onderhouds- en reparatiewerkzaamheden. 
 
 
6. Montage en installatie 
 
6.1 Fundament 
 

 
Afbeelding 3 - Funderingsschema 
 
Plaats de machine op een stevige en stabiele ondergrond, die het gewicht van de 
machine kan dragen. Refereer aan het funderingsschema, afbeelding 3, voor de juiste 
afmetingen. 
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Figure 3

To ensure easy and precise operation of the lathe, it is absolutely necessary to place the lathe on a sturdy foundation 
and to level it. Leave enough space around the machine. It is possible to attach the lathe to the foundation.

WiThoUT anchorinG
Place the lathe on the foundation. Adjust the 6 mounting holes in the stand to divide the weight of the machine evenly. 
Place a leveling instrument on the bed and adjust the machine.

WiTh anchorinG
Place the mounting holes in the stand of the lathe over the 6 bolts (ø 12 mm), which are placed in the foundation. Level 
the machine and tighten the bolts. Check again if the machine is level. Adjust, if necessary.

It is recommended to check every three months if the machine is still level, both in longitudinal as cross direction. If the 
machine is not attached to a foundation, you should check more often if it is still level.

6. Machine descripTion

Figure 4

 
 

Waarschuwing! 
Het aansluiten van de machine op de stroomtoevoer mag alleen door een 
gekwalificeerd elektriciën gebeuren! 
 

Machine op het fundament monteren. 

 

Ga als volgt te werk: 
1. Plaats de machine over 6 borgbouten 
(Ø 12 mm) in het fundament zodat 
deze precies in de openingen van de 
montageopeningen passen. 
2. Plaats een waterpas op het bed en 
controleer of de machine goed staat 
afgesteld. 
3. Maak gebruik van een waterpas met 
een nauwkeurigheid van 0.02 mm / 
1000 mm. Controleer de uitlijning met 
een waterpas op het bed, in zowel 
langs- als dwarsrichting. 
4. Een afwijking van 0.04 mm / 1000 
mm is toegestaan. 
5. Draai de borgbouten aan en 
controleer opnieuw of de machine 
waterpas staat.  

 

                                                                    Afbeelding 4 – Machine op fundament monteren 

 

6.2 Aansluiten op de stroomtoevoer 
 

 
 
 
 

 
 
Controleer voordat u de machine inschakelt of de spanning van de machine overeenkomt 
met die van de stroombron. Voor het aansluiten van de draaibank aan het 
elektriciteitsnet het schakelschema gebruiken. Het verdient aanbeveling voor de 
aansluiting van de machine een aansluiting te gebruiken die apart beveiligd is en van 
andere gebruikers is gescheiden en die bovendien kan worden afgesloten. 
Via de metalen afdekplaat achter het bed kan elektrische schakelkast worden bereikt. 
Verbindt de polen R (L1), S (L2) en T (L3) met de stroombron. De machine moet geaard 
worden en afgezekerd 
met een zekering (35 A). 
 
Elektrische installatie 
 
- Het elektrisch systeem is voorzien van een relais dat overbelasting van de motor 
voorkomt. 
- Bovenop de elektrische kast bevindt zich een jogknop voor het tijdelijk activeren van de 
spindel. 
 
De machine kan overbelast zijn wanneer de waarschuwingslamp brandt, maar de motor 
niet start. Wanneer de spanning te hoog is, wordt het overbelastingsrelais geactiveerd. 
Schakel de machine meteen uit wanneer dit gebeurt. Druk daarna op de resetknop bij 

 
 

3. Beschrijving en werking 
 
De HU 410 x 1000 VAC is een industriële draaibank en kan voor verschillende doeleinden 
zoals bijvoorbeeld; assen draaien, het maken van passingen, draadsnijden etc., worden 
gebruikt. De draaibank is uitgerust met een geïntegreerde koelinrichting en een 2-assige 
digitale uitlezing. De draaibank is voorzien van een frequentieregelaar waardoor een 
variabel toerental ingesteld kan worden. Dit variabel toerental is erg gemakkelijk om snel 
van toeren te wisselen en de ideale snij condities te verkrijgen.  
 
3.1 Opbouw van de machine 
 

 
Afbeelding 1 – Bedieningselementen 
 
 

 

 

 

 

 

1 

2 3 4 
5 6 

7 
8 9 

10 

11 

12 

13 

14 

1. Nortonkast       
2. Vaste kop 
3. Spindel 
4. Digitale uitlezing 
5. Achter spatscherm  
6. Dwars slede 
7. Beschermkap bewerkingsgebied 

 

 

 

 

 

 

8. Beitel support/slede 
9. Losse kop 
10. Bed/geleiding 
11. Transport-as & Leispindel 
12. Onderstel draaibank 
13. Voetpedaal rem 
14. Slotkast 
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1 Gearbox 8 Tool support

2 Headstock 9 Tailstock

3 Spindle 10 Bed/guide ways

4 Digital readout 11 Transporter axis and lead screw

5 Splashscreen 12 Base

6 Cross slide 13 Foot pedal and brake

7 Protective cover tool holder 14 Apron

Before using the machine, it is your responsibility to read, understand and follow all of the safety instructions in this 
manual. A safety-minded, informed operator is the most important safety aspect of your machine. Accidents can be 
avoided.

6.1 safeTy insTrUcTions - laThe
Wrong usage of the machine result in accidents.

chUck
• Never use damaged chucks. Replace chucks immediately when damaged.
• Chuck must be balanced and well mounted.
• Use the right chuck for what you are doing.
• Check before operating the machine if there are no tools etc. on or near the chuck.
• Always remove the key from the chuck before you switch the machine on.

Work piece
• Always secure the work piece firmly. Use clamps or a vise to hold the work.
• Do not work on work pieces with irregular shapes.
• Beware of chips. Remove loose chips always with a soft brush. Make sure that the machine is turned off and 

disconnected from the power source before you remove chips.
• Use the right speed and feed rate.

Tools
• Use only sharp tools. Blunt tools vibrate and make work more difficult.
• Use the right tools. Using unsuitable tools leads to accidents.
• Use the right speed and feed rate in combination with the tools used.
• Place and tighten the tools correctly.

Machine
• Never use the machine for any other purpose than that is was designed for.
• Never stand under a machine that is being hoisted.
• Switch the machine off, disconnect it from the power source and make sure that all moving parts have come to a 

complete stop before starting any inspection, adjustment or maintenance procedure.
• Always turn the machine off and wait till all moving parts have come to a complete stop before you change the 

speed rate.
• Never leave the machine running unattended. Always switch off the machine and disconnect it from the power 

source before you leave the workshop.
• Check regularly if all safety mechanisms and other parts of the machine are still working correctly.
• Close all guards before you switch the machine on.

correcT UsaGe of The Machine
Correct usage of the machine means that:
• the machine is used for the purposes it was intended for and that it does not exceed its working capacity.
• qualified and capable people work on the machine.
• the safety instructions as described in this machine and as valid in your company are considered always.

7. firsT Use
Before performing a trial run, remove the anti-corrosive coating. Use a soft cloth and kerosene to remove the coating 
from the various parts. Do not use metal tools (scrapers) or other tools that could damage the surface. Oil all blank parts 
after cleaning.
Fill the coolant tank with a non-aggresive coolant with the right mixture to avoid paint damage. Check if the 
handwheels and levers can be operated easily. Check after switching on the machine if the phases of the mains have 
been connected correctly.
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The spindle should run on the lowest speed rate for at least 30 minutes and without load. After that, increase the speed 
rate slowly and check if the operating controls function well. Check during the trial run if the coolant system works.

7.1 connecTinG To The poWer soUrce

Caution!
Only a qualified electrician may connect the machine to the power source!

Check before you switch on the machine if the tension of the machine is the same as that of the power source. Use the 
wiring diagram to connect the machine to the power source. Please use a connection that is secured separately and that 
can be apart from other users and can also be closed. The machine should be grounded and protected by fuses. 

Check after connecting the machine to the power source, if the motor of the coolant pump turns in the right direction 
(cw). If this is not the case, change 2 phases.

8. UsinG The Machine

8.1 Machine conTrols

Figure 5 

1 Feed handle 1-8 8 Handwheel tool support travel

2 Feed handle A-Z 9 Clamp handle tailstock spindle

3 Feed lever H/L and left/right 10 Handwheel tailstock travel

4 Spindle speed high/low 11 Tailstock/bed clamping handle

5 Handwheel longitudinal travel 12 Half nut lever 

6 Handwheel cross travel 13 Spindle rotation lever

7 Feed lever longitudinal/cross 14 Feed coupling button 

 
 

8. Bediening 
 
8.1 Bedieningselementen 

 

    Afbeelding 5 - Bedieningselementen 

 

 

 

 

 

 

 

  

 

 

Afbeelding 6 – Bedieningspaneel 

1 

2 

3 

4 

5 6 
7 8 9 10 

11 

12 

13 

14 

1. Keuze hendel voeding 1 t/m 8 
2. Keuze hendels voeding A t/m Z 
3. Keuze H/L en links/rechts voeding 
4. Keuze hendel spindel H/L toeren 
5. Handwiel langs verplaatsing 
6. Handwiel dwars verplaatsing 
7. Voedingshendel langs/dwars 

 

 

 

 

 

 

 

 

 

 

8. Handwiel beitelsupport verplaatsing.  
9. Hendel spindelklemming lossekop 
10. Handwiel lossekop spindel verplaatsing 
11. Hendel klemming lossekop/bed 
12. Hendel slotmoer 
13. Hendel hoofdspindel links/rechts 
14. Hendel koppeling t.b.v. voeding  

1 2 3 4 5 

1. Indicatie lamp machine onderspanning 
2. Koeling aan/uit 
3. Noodstop 
4. Regelknop spindel toerental 
5. Jog knop  
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Figure 6
 
The main switch is located on the left side of the headstock. All other important control parts are located on the front of 
the headstock.
1. Indicator lamp. The Indicator burns when the main switch is in position “1”.
2.  On/Off switch cooling pump.
3.  Emergency switch. Push the emergency switch in case of an emergency to shutdown the machine.
4.  Speed knob (potentiometer). The speed can be adjusted by turning the knob. Turn the knob fully round to the left for  
 a lower speed, turn it to the right to obtain a higher speed.
5.  Jog button. Push the jog button to engage the spindle. The spindle will stop as soon as you release this button. 

8.2 selecTinG spindle speed

Figure 7

When the machine is active, push the lever on the headstock to the left to select a spindle speed of 30-550 RPM, push it 
to the right to obtain a spindle speed of 550-3000 RPM.

Caution!
Never adjust the speed rate when the motor is running

8.3 Thread cUTTinG dial
The thread cutting dial can be found on the right side of the apron. Change gears with different numbers of teeth are 
located on the shaft to enable different dimensions for metrical thread cutting. The settings of the thread cutting dial 
are changed depending on the set of change gears needed for the required tooth pitch.

Every line on the thread cutting dial represents a number which indicates when the half nut should be closed. Please 
check the table on the thread cutting dial to see which set of changes gears is needed for the different ranges for 
metrical thread cutting.

 
 

8. Bediening 
 
8.1 Bedieningselementen 

 

    Afbeelding 5 - Bedieningselementen 

 

 

 

 

 

 

 

  

 

 

Afbeelding 6 – Bedieningspaneel 

1 

2 

3 

4 

5 6 
7 8 9 10 

11 

12 

13 

14 

1. Keuze hendel voeding 1 t/m 8 
2. Keuze hendels voeding A t/m Z 
3. Keuze H/L en links/rechts voeding 
4. Keuze hendel spindel H/L toeren 
5. Handwiel langs verplaatsing 
6. Handwiel dwars verplaatsing 
7. Voedingshendel langs/dwars 

 

 

 

 

 

 

 

 

 

 

8. Handwiel beitelsupport verplaatsing.  
9. Hendel spindelklemming lossekop 
10. Handwiel lossekop spindel verplaatsing 
11. Hendel klemming lossekop/bed 
12. Hendel slotmoer 
13. Hendel hoofdspindel links/rechts 
14. Hendel koppeling t.b.v. voeding  

1 2 3 4 5 

1. Indicatie lamp machine onderspanning 
2. Koeling aan/uit 
3. Noodstop 
4. Regelknop spindel toerental 
5. Jog knop  

1 Indicator lamp

2 On/off switch coolant pump

3 Emergency switch

4 Spindle speed knob

5 Jog button

 
 

Waarschuwing! 
Het toerental mag nooit bij lopende motor worden gewijzigd. 

Waarschuwing! 
Het balanceren van de spindel mag alleen door een gekwalificeerd technicus 
gebeuren! 

8.2 Toerental instellen 
 
 
 
 
 
 
 
 
 
 
 
 

         Afbeelding 8 – Spindel 
 
Wanneer de machine is ingeschakeld, kan de hendel op de vaste kop naar links worden 
geduwd voor een toerental van 30~550 omw/min en naar rechts voor een toerental van 
550~3000 omw/min. 
 

 
 

 

  

Balanceren van de spindel 

 

 

 

 

 

 

 

 

 

   Afbeelding 9 – Balanceren spindel 

Ga als volgt te werk om de spindel te balanceren: 
 

 Schakel de machine in en stel het spindeltoerental in op ca. 1330 omw/min. 

 Leg uw hand op de vaste kop om trillingen te voelen. Een spindel uit balans zal hevig trillen. 

 Beweeg stelblokken A of B naar links of rechts totdat u nog maar een licht trillen voelt. 

 Wijzig het toerental in ca. 2000 omw/min en hierna op ca. 900 omw/min. Controleer opnieuw op 
trillingen. 

 Stel bij zoals eerder beschreven. 
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Gear settings for the 
desired thread

Settings for the various 
feeds (top table):

C = module/dp
V = mm/inch

This section indicates 
the threads and 
the corresponding 
positions of the levers

Settings for the threads 
(bottom two tables):

C = mm
V = inch

This section indicates 
the feeds and the 
corresponding 
positions of the levers

When this button is 
pushed in, the cross feed 
moves to the back (x-)

When this button is 
pulled out, the cross feed 
moves to the front (x+)

CHANGES AND T YPING ERRORS RESER VEDCHANGES AND T YPING ERRORS RESER VED CHANGES AND T YPING ERRORS RESER VED

8.4 feed and ThreadinG Tables
Feed and threading tables are available on the front side of the gear box. Please refer to these tables for the right 
combinations. 

Figure 8

Figure 9
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Setting of the gears for the desired thread:

The gears are set as follows:
Disconnect the lathe from the power source
• Open the cover at the left-hand side of the gear box
• Loosen the screw of the slider
• Completely remove the nuts on the gears
• Place the desired gears according to the table
• Make sure the gears are aligned properly 
• Tighten the nuts
• Close the cover

Handle for feed direction:

Metric thread

Inch thread

Modular thread

Gears for metric and  
inch thread

Gears for modular thread

Feed in the direction of the 
tailstock

Feed in the direction of the 
chuck

H for high speed feed
L for low speed feed
I is neutral position

CHANGES AND T YPING ERRORS RESER VEDCHANGES AND T YPING ERRORS RESER VED CHANGES AND T YPING ERRORS RESER VED

Figure 10

Figure 11
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Handles for thread and feed setting:

Example of feed setting:
Gears in the position for metric threads
Feed of .050 mm:  
• Put the lever for the feed direction in L-position
• Put lever 1 in position C
• Put lever 2 in position T
• Put lever 4 in position 1
• Put lever 3 in position W 

Example of thread setting:

Thread of 0.2 mm per rotation:
• Put the lever for the feed direction in L-position
• Put lever 1 in position C
• Put lever 2 in position T
• Put lever 4 in position 1
• Put lever 3 in position Z

These 4 levers shift the gears that are connected to the thread  
feed axis, the longitudinal feed axis and the lead axis.

By setting them according to the thread and feed tables you can 
either use the longitudinal feed axis for regular turning or the 
thread axis for thread cutting. 

1 2 34

CHANGES AND T YPING ERRORS RESER VEDCHANGES AND T YPING ERRORS RESER VED CHANGES AND T YPING ERRORS RESER VED

Figure 12

Figure 14

Figure 13
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8.5 MoUnTinG The chUck

Figure 15
Proceed as follows to mount a chuck:
• Check before mounting the chuck that the spindle opening and chuck surface are clean.
• Cams should be in the right position (open).
• If necessary, re-adjust the cam bolts (A). Remove the lock screws (B) and adjust every bolt. Now the ring (C) can be 

centered with the rear of the chuck.
• Mount the chuck on the spindle and tighten the cams one by one.
• After tightening, check if the lines of the cams are on the same line as the opening of the lock screw.
• When this is not the case, remove the chuck and re-adjust the locking bolt (B).
• Install and turn the lock screw of every cam before the chuck is mounted again.
• The mark on every correct installed cam should reassamble the ones on the spindle.

Note
For correct locking conditions, each cam must be tightened with its index line between the two "V" marks on the nose.

Warning!
Pay attention to the maximum speed for face plates. Plates of 10 inch may not be used with a speed higher  
than 770 RPM.

 
 

Rechts naast de slotkast bevindt zich de draadsnijklok. Bij de machine zijn wisselwielen 
met verschillende aantallen tanden geleverd, om verschillende afmetingen van metrisch 
draadsnijden mogelijk te maken. De instelling van de draadsnijklok wordt gewijzigd al 
naar gelang de set wisselwielen die nodig is voor de gewenste tandsteek. 
Elk streepje op de draadsnijklok kent een nummer dat aangeeft wanneer de slotmoer 
gesloten moet worden. In de tabel op de draadsnijklok wordt aangegeven welke 
wisselwielenset nodig is voor de verschillende bereiken van draadsnijden. 
 
 
 
 
 
 
 
8.6 Monteren klauwplaat 
 
 
 
 
 
 
 
 
 
 
 
                                       
 
 
 
 
 
 
 
 
 
 
 

 
Afbeelding 12 

– camlock klauwplaat bevestiging 
 
Ga als volgt te werk om een klauwplaat te monteren: 
1. Controleer voordat u de klauwplaat monteert dat zowel de spindeldoorlaat als de 
oppervlakken van de klauwplaat goed schoon zijn. 
2. De sluitnokken moeten in de juiste positie staan (open (1)). 
3. Stel eventueel de sluitnokbouten A (afb. 12) opnieuw af. Verwijder daartoe 
borgschroeven B (afb. 12)  en stel elke bout zo af dat de ring C (afb. 12) wordt uitgelijnd 
met de achterzijde van de klauwplaat. 
4. Monteer de klauwplaat op de spindel en draai de nokken 4 (afb. 12) één voor één aan. 
5. Na het aandraaien moeten de markering 3 (afb. 12) van de nokken 4 (afb. 12) op 
tussen de twee V-en 2 (afb. 12) liggen. 
6. Wanneer dit niet het geval is, moet de klauwplaat worden verwijderd en de borgbout 
B (afb. 12)  opnieuw worden afgesteld. 
7. Plaats en draai de borgschroef van elke nok voordat u de klauwplaat opnieuw 
monteert. 
8. De markering 3 (afb. 12) moet bij elke juist gemonteerde sluitnok tussen deze V-en 
liggen. 

4 
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8.6 ManUal operaTion

Figure 16
• Put the lever of the half-nut (4) in the highest position (the half-nut is disengaged).
• This makes it possible to move the handwheel of the apron (5), the cross slide (3) and the top slide (1). 

The displacement of handwheel 5 is 19.6 mm per rotation. The nonius on the handwheel of the cross slide (3) is 
spaced at 0.02 mm and the displacement is 2.5 mm per rotation.

• The longitudinal slide can be clamped to the bed with clamp 2, creating a stable base for surfacing.
• When there is a gap between the cross slide and the top slide, you can  adjust this by adjusting the set screws at both 

sides of the dove tail guide. The set screws are located behind the bed wipers.
• The lathe is supplied with a four-way tool holder; multifix or other tool holders are optional.
• On the longitudinal slide you can see the lubrication pump (8). Use this pump every time before you start to work with 

the machine to lubricate the bed ways. Apart from that lubricate as needed.

8.7 aUToMaTic operaTion
• Set the turning direction using lever 3 (figure 5) on the headstock.
• Set the desired speed with levers 1 and 2 on the gear box (figure 5).
• Move the lever of the half-nut (4, figure 16) down to enable threading.
• Move the lever for longitudinal and cross feed (6, figure 16) down to enable cross feed.
• Move the lever for longitudinal and cross feed (6, figure 16) up to enable longitudinal feed.

The lathe does not have an automatic feed stop! Take this into consideration when turning!
The levers for feeding and threading cannot be used at the same time.

 
 

Iedere machine heeft een eigen resonantie-/frequentiegetal. Doordat de machine 
variabel regelbaar is zult u ook dit getal treffen en zal de machine enigszins in dat gebied 
gaan trillen. Door middel van de balansgewichten kan deze trilling enigszins worden 
gereduceerd. Let op, extreem verschuiven kan een trilling op een ander frequentiegebied 
versterken. 
 
 
8.3 Handmatige bediening 
 
 
 
 

 

 

 

 

 

 

 

Afbeelding 10 – Handmatige bediening 

1. Plaats de hendel van de slotmoer (4) in de hoogste positie (slotmoer niet ingegrepen) 
2. Hierdoor kunt u het handwiel van de slotkast (5), de dwarsslede (3) en de 
kruissupport (1) bewegen. De verplaatsing bedraagt 19,6 mm per rotatie van handwiel 
(5). De nonius op de dwarsslede (3) is onderverdeeld per 0,02 en is de verplaatsing 5mm 
per rotatie. De nonius van het kruissupport (1) is onderverdeeld per 0.02 mm en heeft 
als verplaatsing 2,5 mm per rotatie. 
3. Het bed kan op het bed geklemd worden middels klembout (2) hierdoor verkrijgt u 
een stabiel geheel voor vlakdraaien. 
4. Wanneer er speling tussen de dwarsslede en kruissupport bestaat, kan de speling 
worden opgeheven door de stelschroeven aan beide kanten van de zwaluwstaartgeleiding 
opnieuw af te stellen. Deze bevinden zich achter de bedafstrijkers. 
5. De draaibank wordt standaard geleverd met een 4-voudige staalhouder. Multifix en of 
andere beitelhouders zijn optioneel. 
6. Op de langs slede bevindt zich ook een smeerpomp 8 (afb. 10) Gebruikt de pomp 
minimaal elk maal wanneer u met de machine gaat werken om de leibanen van de 
machine te smeren. Hierna indien nodig tijdens het werk. 
 
 
 
 
 
 
 
 
 
 
 
 

1 

2 

4 
3 

5 

6 7 8 
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9. adjUsTinG
After installation and starting up the procedure, it is recommended to check the adjustment of the lathe before you 
start work. Check regularly the adjustment and level of the lathe. 

9.1 headsTock

Figure 17
Place a round-steel bar with a length of 150 mm and a diameter of 50 mm in the chuck and turn a cutting tool around it. 
Use a micrometer to read the values on both ends of the round-steel. The values should be identical.

If this is not the case, remove the cover under the main switch. Loosen the 4 screws (J) of the tailstock a little and re-
adjust block K. Tighten the screws again. Check the values again. Repeat the adjustment procedure until the values are 
identical.

9.2 slideWays

Figure 18 
Tapered gibs are connected to the slideways of apron, cross slide and top slide. Use these gibs to adjust play. Check if 
the slideways are clean and lightly lubricated before re-adjusting. 

apron (a)
1. Remove the splash guard at the rear.
2. Loosen the nuts.
3. Turn the screws a little (cw).
4. Tighten the nuts.

cross slide (b)
1. Loosen the screw on the rear.
2. Adjust, by turning the screw on the front clockwise.
3. Tighten the screw on the rear.

Top slide (c)
1. Loosen the screw on the rear.
2. Adjust, by turning the screw on the front clockwise.
3. Tighten the screw on the rear.

Check continuously if the slides can be moved easily and without play.

15

SlidewayS

Figure 12 – Slideways

Tapered gibs are connected to the slideways of apron, cross slide and top slide. Use these gibs to 
adjust play. Check if the slideways are clean and lightly lubricated before re-adjusting.

Apron (a)

Remove the splash guard at the rear.1. 
Loosen the nuts.2. 
Turn the screws a little (cw).3. 
Tighten the nuts.4. 

Cross slide (b)

Loosen the screw on the rear.1. 
Adjust, by turning the screw on the front clockwise.2. 
Tighten the screw on the rear.3. 

Top slide (c)

Loosen the screw on the rear.1. 
Adjust, by turning the screw on the front clockwise.2. 
Tighten the screw on the rear.3. 

Check continuously if the slides can be moved easily and without play.

TailSTock 

Figure 13 – Tailstock

The tailstock must be centered in regard to the headstock. If this is not the case, loosen the clamp 
handle on the tailstock and adjust the two screws on the side of the tailstock base plate. Check 
continuously if the tailstock is fully centered in regard to the headstock.

Caution! 
The tailstock quill may be moved over a distance of 100 mm. A longer distance will 
lead to damage of threadshaft and / or half-nut. 

drive belT TenSion 

Regularly check the tension of the drive belt. Remove the change wheel cover. Push the belt to check 
the tension. The tension is correct when the belt can be pushed approx. 13 mm.

cba
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9.3 TailsTock

Figure 19  Figure 19A

1 Headstock

2 Compound rest

3 Tailstock

Place a turned or ground shaft with a length of 305 mm between the centers. Check the adjustment by attaching a 
measuring device to the compound rest. The tailstock is centered with the headstock. If this is not the case, loosen the 
clamp handle of the tailstock and adjust the two screws on both side of the ground plate. 

Caution!
The tailstock quill may be moved over a distance of 100 mm. A longer distance will lead to damage of threadshaft and / or 
half-nut.

driVe belT Tension
Regularly check the tension of the drive belt. Remove the change wheel cover. Push the belt to check the tension. The 
tension is correct when the belt can be pushed approx. 13 mm.

9.4 spindle leVelinG

Set the spindle speed to 1330 RPM and turn the lathe on. Put your hand on the 
headstock to feel any vibrations. If the spindle is not level, it will chatter. Move the 
leveling blocks A and B to the left or right, till you feel just little vibrations. Change 
the spindle speed to 2000 or 900 RPM and check again for heavy vibrations. Adjust as 
described before.

9.5 nUT of cross slide
The nut of the cross slide is used to reduce backlash in the nut. Reduce the play 
by adjusting the screw behind the nut. Check that the slide can move freely.

15

SlidewayS

Figure 12 – Slideways

Tapered gibs are connected to the slideways of apron, cross slide and top slide. Use these gibs to 
adjust play. Check if the slideways are clean and lightly lubricated before re-adjusting.

Apron (a)

Remove the splash guard at the rear.1. 
Loosen the nuts.2. 
Turn the screws a little (cw).3. 
Tighten the nuts.4. 

Cross slide (b)

Loosen the screw on the rear.1. 
Adjust, by turning the screw on the front clockwise.2. 
Tighten the screw on the rear.3. 

Top slide (c)

Loosen the screw on the rear.1. 
Adjust, by turning the screw on the front clockwise.2. 
Tighten the screw on the rear.3. 

Check continuously if the slides can be moved easily and without play.

TailSTock 

Figure 13 – Tailstock

The tailstock must be centered in regard to the headstock. If this is not the case, loosen the clamp 
handle on the tailstock and adjust the two screws on the side of the tailstock base plate. Check 
continuously if the tailstock is fully centered in regard to the headstock.

Caution! 
The tailstock quill may be moved over a distance of 100 mm. A longer distance will 
lead to damage of threadshaft and / or half-nut. 

drive belT TenSion 

Regularly check the tension of the drive belt. Remove the change wheel cover. Push the belt to check 
the tension. The tension is correct when the belt can be pushed approx. 13 mm.

cba

1 2

3

Figure 20

Figure 21 
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10. lUbricaTion

Figure 22

10.1 headsTock
The headstock has to be filled with Shell Tellus 46 or equivalent. Lubrication by means of an oil bath. Remove the 
change wheel cover to reach the fill opening (1). It can be necessary to remove the swing frame as well. Check if there 
are chips in the headstock, if there are, use a brush to remove them. Check the oil level regularly. Change the oil after 
the first 3 months, after that the oil should be changed once a year. Use the drain plug to let the oil drain off. The drain 
plug is located at the right of the change wheels and becomes visible after removing the change wheel cover.

10.2 Gear box
Use Shell Tellus 46 or equivalent. Lubrication by means of an oil bath. To change the oil, remove the oil plug. To gain 
acces to the plug, remove the gear box cover. Change the oil after the first 3 months, after that the oil should be 
changed once a year.

10.3 apron
Use Shell Tellus 46 or equivalent. There is an oil tank (1) in the apron. To change the oil, remove the oil plug. The plug 
can be found on top of the apron, on the right of the cross slide. Change the oil after the first 3 months, after that the oil 
should be changed once a year.

10.4 oTher parTs
The other parts have to be lubricated with grease. The change wheels have to be lubricated every month. Use an oil 
gun to lubricate the slides. Use an oil gun with a light machine oil or grease to lubricate the leadscrew. Use an oil can to 
lubricate the tailstock oilers. Lubricate them every day. Clean and lubricate the bedways, leadscrew and feed rod every 
shift. Use a shoft brush to clean.

 
 

Stekker uittrekken! 
Schakel de machine uit en trek de stekker uit het stopcontact voordat u 
onderhouds- of reparatiewerkzaamheden aan de machine uitvoert. 

9. Reiniging en onderhoud 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

Afbeelding 13 - Locatie olie -vulpunten en smeerpunten 

A= Vulpunt olie   C= Olie niveau (oliekijkglas) 
B= Aftappunt olie  D= Olie pomp bedbanen 

  

   

 

 
 
 
 
  

A & B 

B 

A C C 
B A 

= Olie smeerpunt  

D 

Oil filling point
Oil drainage point

Oil level gauge
Oil pump bed ways

Oil greasing point
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11. elecTric sysTeM
Warning!
Connecting the machine to the mains and repairs of the electrical system may only be performed by a qualified 
electrician!

Always use the electrical diagram to connect the machine to the mains. Always use a connection that can be secured 
and sealed.

Figure 23

14

    

L1 L2 L3 PE

U V W

U1 V1 W
1

U3
V3

W
3

M
4

PU
M

P

QM
1

QM
2

QM
3

QM
4

TC

SA
0

HL
EL

KA
1

SB
1

KA
1

24
B

24
A

22
0A

22
0B

DO
O

R-
FA

N

22
0V

1U 1W

24
V

M ３
～

W
IR

IN
G 

 D
IA

GR
AM

M
2-

FA
N

M
1

M
3

S
B
0

1

2

ELECTRIC  CIRCUIT  CONTROL(1/2)

14. Electric Circuit Control
Variable-frequency speed regulation



19CHANGES AND T YPING ERRORS RESER VEDCHANGES AND T YPING ERRORS RESER VED CHANGES AND T YPING ERRORS RESER VED
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12. parT lisTs

12.1 bed and base

 
 

14.2 Onderdelen tekeningen 

Bed en onderstel: 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

  

Figure 25
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Wissel wielen: 

 

 

 

 

 

 

 

 

12.2 chanGe Gears

Figure 26 
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12.3 headsTock

 
 

Vaste kop: 

 

 

Figure 27 
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Figure 28 
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Figure 29 
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Figure 31 
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Figure 32



33CHANGES AND T YPING ERRORS RESER VEDCHANGES AND T YPING ERRORS RESER VED CHANGES AND T YPING ERRORS RESER VED

 
 

 



34 CHANGES AND T YPING ERRORS RESER VEDCHANGES AND T YPING ERRORS RESER VED CHANGES AND T YPING ERRORS RESER VED

 
 

 



35CHANGES AND T YPING ERRORS RESER VEDCHANGES AND T YPING ERRORS RESER VED CHANGES AND T YPING ERRORS RESER VED

 
 

 



36 CHANGES AND T YPING ERRORS RESER VEDCHANGES AND T YPING ERRORS RESER VED CHANGES AND T YPING ERRORS RESER VED

 
 

 

 

 



37CHANGES AND T YPING ERRORS RESER VEDCHANGES AND T YPING ERRORS RESER VED CHANGES AND T YPING ERRORS RESER VED

12.4 Gear box

 
 

Nortonkast: 

 

 

Figure 33
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Figure 34
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Figure 35
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Figure 36
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12.5 apron

 
 

Slotkast: 

 

 

 

 

 

 

 

 

 

 

 

Figure 37
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Figure 38
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Figure 39
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Figure 40
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12.6 cross and Top slide

 
 

 

Dwars en Beitelslede: 

 

 

Figure 41
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Figure 42



55CHANGES AND T YPING ERRORS RESER VEDCHANGES AND T YPING ERRORS RESER VED CHANGES AND T YPING ERRORS RESER VED

 
 

 



56 CHANGES AND T YPING ERRORS RESER VEDCHANGES AND T YPING ERRORS RESER VED CHANGES AND T YPING ERRORS RESER VED

 
 

 



57CHANGES AND T YPING ERRORS RESER VEDCHANGES AND T YPING ERRORS RESER VED CHANGES AND T YPING ERRORS RESER VED

 
 

 

 

 

 

 

 

 

 

 



58 CHANGES AND T YPING ERRORS RESER VEDCHANGES AND T YPING ERRORS RESER VED CHANGES AND T YPING ERRORS RESER VED

12.7 lUbricaTion pUMp bed Ways

 
 

Lubrication: 

 

 

 

Figure 43
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Losse kop: 

 

 

12.8 Tail sTock

Figure 44
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12.9 chUck coVer

 
 

Klauwplaat beschermkap: 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

Figure 45
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12.10 TraVellinG sTeady

 
 

Meelopende bril:  

 

Figure 46
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12.11 fixed sTeady 

 
 

Vaate bril: 

 

Figure 47
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Afscherming draadsnij-as: 

 

 

 

 

 

 

 

12.12 lead screW proTecTion

Figure 48
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Kopieerinrichting:  

 

 

 

 

 

 

 

 

 

 

12.13 copyinG deVice

Figure 49
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Figure 50
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13. TroUbleshooTinG
Problem  Possible cause  Possible solution
1. Overheating of headstock 
bearing

a. Wrong oil level a. Check oil level and fill / drain oil off

b. Wrong oil b. Use the correct oil

c. Oil is dirty c. Change the oil

d. Dirt blocks oil lubrication main bearing d. Remove dirt

e. Bearing blocked by dirt e. Clean the bearing and change oil

f. Bearing worn f. Replace bearing

g. Bearing in wrong position g. Remove bearing and mount it again

h. Bend or broken spindle h. Replace spindle

i. End pressure too high, adjustment wrong i. Adjust end pressure

2. Oil leak gear box and/or 
headstock

a. Plug doesn’t close well a. Replace plug

b. Cracks in gear box b. Replace gear box

c. Oil leak in headstock c. Tighten cover screw/replace gas

3. Too much noise or too 
many vibrations

a. Bearing worn a. Replace bearing

b. Gear worn b. Replace gear

c. Bent shaft c. Replace shaft

d. Lock bolts loose d. Tighten lock bolts firmly

e. Machine loose on foundation e. Install the machine correctly on the 
foundation.

4. Rattling a. Work piece incorrectly clamped a. Clamp the work piece tightly

b. Thrust/main bearing of main spindle too 
loose

b. Adjust bearings and main spindle

c. No contact between headstock and 
bedway, mounting bolt(s) headstock loose

c. Tighten headstock bolt(s)

d. Play between slide and bedway d. Adjust rear clamp of slide

e. Play between cross slide and top slide e. Adjust the key

f. Wrong cutting angle f. Replace cutter

g. Side of cutting tool worn g. Replace cutter

h. Tool shaft / holder not firm h. Use the right cutting tool

i. Tool not fixed in tool holder i. Clamp/check if tool is fixed correctly

j. Work piece or chuck not balanced j. Balance or reduce spindle speed rate

k. Cutting tool in wrong position k. Remount cutting tool

5. Long work piece bends a. Feed rate too high a. Use lower feed rate

b. Work piece too thin or too long b. Use the steadies and adjust the tool

6. Work not accurate a. Not accurate enough a. Check if the right speed / feed rate 
and tool are used for the work piece

7. Shifting fork difficult to 
hold

a. Set spring to weak or broken a. Adjust the set screw or replace the 
spring

8. Chuck and spindle not 
centered

a. Wrong cam position a. Place cam in right position

9. Threadcutting difficult a. Play of leadscrew in longitudinal direction a. Adjust the pressure nut of the 
leadscrew

b. Play between slide and cross lide or 
between cross slide and top slide

b. Place the gib of the slide in the right 
position

c. Worn thread or nut in cross slide or top 
slide

c. Adjust or replace

d. Large play in handwheel d. Re-adjust handwheel sleeve

10. Tailstock not stable on the 
bed

a. Movement clamp handle too far or too 
short

a. Re-adjust nut of clamp block
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14. deacTiVaTion
If the machine is to be out of use for a long period, it is advisable to proceed as follows:

1. Disconnect the machine from the power source.
2. Clean the coolant tank.
3. Clean the machine and lubricte/grease it.
4. Cover the machine if necessary.

15. disManTlinG
(due to deterioration and / or obsolescence)

General rUles
If the machine is to be permanently demolished and / or scrapped, divide the material to be disposed of according to 
type and composition, as follows:
1. Cast iron or ferrous materials, composed of metal alone, are secondary raw materials, so they may be taken to an iron 
foundry for re-smelting after having removed the contents (classified in point 3).
2. Electrical components including the cable and electronic material (magnetic cards, etc) fall within the category of 
material classified as being assimilated to urban waste according to the laws of your local state, or federal government, 
so they may be set aside for collection by the public waste disposal service.
3. Old minerals and synthetic an / or mixed oils, emulsified oils and greases are considered hazardous or special refuse, 
so they must be collected, transported and disposed of at a special waste disposal service.

Attention
The standards and legislation concerning refuse are subject to change. The user must keep informed of the regulations at the 
time of disposal as they may differ from those described above.

16. spare parTs
When ordering spare parts, always supply us with following data:
• machine type
• serial number
• year it was build
• name, number and code of the part (refer to the spare parts drawings and lists)
• the quantity needed
In case the spare part can not be well identified on the drawing / in the list, to avoid delivery of the wrong part, it is 
recommended to:
a) send us the original part
b) send a digital picture

Our products are frequently updated and improved. Minor changes may not yet be incorporated in this manual. Always 
state the year of build, type and serial number of the machine in correspondence.

Manufacturer and importer assume no responsibility for defects which result from not reading the manual carefully or 
wrong use of the machine. No rights can be derived from this manual.

All rights reserved. No part of this booklet may be reproduced in any form, by print, photoprint, microfilm or any other 
means without written permission from the publisher.

© Huberts bv, Kennedylaan 14, Veghel, the Netherlands.    Internet: www.huvema.nl
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CE DECLARATION OF CONFORMITY
(in accordance with supplement II A of the Machinery Directive)

Industrie & Handelsonderneming Huberts bv, Kennedylaan 14, 5466 AA Veghel, the Netherlands,
in the capacity of importer, is to be held responsible for declaring that the Huvema machine:

Lathe HU 410 x 1000 VAC

meets the requirements of the:

• Machinery Directive 2006/42/EC
• Electromagnetic Compatibility Directive 2004/108/EC
• Low Voltage Directive 2006/95/EC

The following norms (or parts thereof ) have been applied:

NEN-EN-ISO 12100:2010, NEN-EN-IEC 60204-1:2006/C11:2010, NEN-EN-IEC 61000-6-1:2007,  
NEN-EN-IEC 61000-6-3:2007/A1:2011/C11:2012, NEN-EN-ISO 23125:2010/A1:2012

Veghel, the Netherlands, September 2014

L. Verberkt
Managing director
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