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For photographic clarity, machine is shown
without point of operation guarding.
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LONGITUDINAL TRAVEL

30 in. (762mm)
36 in. (914mm)

MIN.

MAX.

A

82 3/16(2088)

82 3/16(2088)

B

51(1295)

63(1600)

C

8 3/4(222)

20 3/4(527)

TABLE LENGTH

42 in. (1067mm)
48 in. (1219mm)

D

0

18-1/2(470)

E

0

12(305)

F

6 3/4(171)

18 3/4
(476)

NOTE: Metric specifications in parenthesis

Figure 1. Principal Dimensions



MACHINE SPECIFICATIONS

Table travel (X-axis)

Saddle travel (Y-axis)
Quill travel
Knee travel (Z-axis manual)
Ram travel
Throat distance (min.)

(max.)
Table to spindle nose gage
line (min.)

Max. weight of workpiece

Table

Overall sizes

T-Slots

T-Slot size
Height above floor (max.)

Feed rate*

Space and weight

Floor area
Height
Net weight
Shipping weight

Power

Electrical supply-60 Hz.,
3 phase

Color

Standard - Bridgeport Gray

30 in. (762mm)
(42" table)

12 in. (305mm)
5 in. (127mm)

16 in. (406mm)
12 in. (305mm)
6-3/4 in. (171mm)
18-3/4 in. (476mm)

2-1/2 in. (64mm)
750 lbs. (340 kg.)

36 in. (914mm)
(48" table)

9 x 48 in.
(229 x 1219mm)

9 x 42 in.
(229 x 1067mm)
3 on 2-1/2 in.
(64mm) centers
5/8 in. (16mm)
47-1/4 in. (1200mm)

Std. Power Feed High Torque Power Feed

(X) 3/4-35 ipm (X) 3/8-15 ipm
(19-889mm/min.) (9.5-381mm/min.)

7 x 1 0 ft. (2.1 x 3.1m)
82-1/16 in. (2088mm)
1988 lbs. (900 kg)
2180 lbs. (989 kg)

208/230/460/575V

*Power optional

Milling

Range
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MILLING HEAD SPECIFICATIONS

MODEL

Power

Motor RPM

Speed Ranges - RPM
LOW
HIGH

Quill Travel
Quill Diameter

Spindle Tapers:

Spindle Diameter

Spindle Feed Rate

Drilling Capacity -Manual
Drilling Capacity -Power

Boring Capacity

Milling Capacity

Spindle to Column-Mininun
Maximum

"M" HEAD

.5 HP

1200 RPM

6 Steps
275 - 4550

3.5 in (88.9 mm)
2.562 in (65 mm)

•2 Morse
#7 B&S

B-3

1.437 in (36.5mm)

Manual

.50 in (12.7mm)dla.

1.50 in (38mm)dla.

1.0 in /min
(16cc/min)

7.5 In (190.5 mm)
19 in (483 mm)

"I" HEAD

1.0 HP

1800 RPM

8 Steps
8 0 - 325

660 - 2720

5.0 in (127 mm)
3.375 in (86mm)

R-8
#30 Q.C.

#40

1.875 in (48 mm)

.0015/Rev (.038mm)

.003/Rev (.076mm)

.006/Rev (.152mm)

.75 in (19 mm) dia.

.37 in (9.4mm)dla.

6.0 in (152.4mm)dla.

1.5 in /min
(24cc/min

6.0 in (152mm)
23.00 in (584mm)

"J" HEAD
Hi Speed

1.5 HP

3600 RPM

8 Steps
160 - 660

1320 - 5440

5.0 in (127 mm)
2.375 in (86 mm)

R-8
# 3 0 Q . C .

#40

1.875 in (48 mm)

.0015/Rev (.038mm)

.003/Rev (.076mm)

.006/Rev (.152mm)

.75 in (19 mm) dia.

.37 in (9.4mm) dla.

6.0 ln(152.4mm)dla

1.5 in /min
(24cc/min)

6.0 in (152mm)
23.00 in (584mm)

"2J"
(Before 1977)

1.5 HP

1800 RPM

Stepless
60 - 500

500 - 4200

5.0 in (127 mm)
3.375 in (86 mm)

R-8
#30 Q.C.

#40

1.875 in (48 mm)

.0015/Rev (.038mm)

.003/Rev (.076mm)

.006/Rev (.lS2mm)

.75 in (19mm) dia.

.37 in (9.4mm) dia.

6.0 ln(152.4mm)dia.

2.0 in /min
32cc/min)

6.0 in (152mm)
23.00 in (584mm)

"2J"
After 1977

2.0 HP

1800 RPM

Stepless
60 - 500

500 - 4200

5.0 in (127 mm)
3.375 in (86 mm)

R-8
#30 Q.C.

#40

1.875 in (48 mm)

.0015/Rev (.038mm)

.003/Rev (.076mm)

.006/Rev (.152 mm)

.87 in (22mm) dia.

.37 in (9.4mm) dia.

6.0 ln(152.4mm)dla.

2.0 in /min
(32cc/min)

6.0 in (152mm)
23.00 In (584mm)



BRIDGEPORT SERIES I MILLING MACHINE

Carefully remove protective crating and skids so that the machine and
parts are not marred, scratched or impaired. In the event of damage in
transit, communicate AT ONCE with our representative and the trans-
portation company making delivery.

Machine should be lifted by placing a sling under the ram as illustrated
on page 5.

SHORTAGES Check shipment carefully, against the itemized packing list
which is included in the parts box. In case of shortages, report them
IMMEDIATELY to the representative from whom the machine was purchased,
indicating parts not received which have been checked on the packing list.

CLEANING Thoroughly clean protective coating from machine with
suitable cleaning solution.

Do not move the table, saddle, knee or any movable part until all ways
have been well cleaned and lubricated. Then, by hand, move table,
saddle and knee to limit stop in one direction. Clean and lubricate
exposed ways and then move each unit to the opposite limit stop and
similarly clean and lubricate the exposed ways. Loosen bolts to unlock
the ram, and move it forward and backward to the full length in order to
clean and lubricate.

POSITIONING HEAD UPRIGHT Loosen four locknuts (#157 page 35), pull
stop pin (#133 page 26), out to detent and rotate head to vertical position.
Proceed with alignment of head as described on page 8. Tighten nuts
evenly, using normal pressure. Care should be taken to avoid excessive
pressure since this will cause distortion in the quill. Tighten all nuts to
25 ft. lbs. torque-then repeat to 50 ft. lbs.
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WARNING
IT IS NOT RECOMMENDED THAT GASOLINE OR ANY OTHER HIGHLY
INFLAMMABLE CLEANING AGENT BE USED.



LIFTING THE MACHINE
Note position of ram and table when lifting with sl ing.

PROPER LIFTING SLING

(4) BOLTS TIGHTEN TO
47 FT. LBS. TORQUE
BEFORE LIFTING

TIGHTEN RAM LOCKING
BOLTS BEFORE LIFTING

MOVE TABLE AGAINST
COLUMN

INSTALLED GROSS
WEIGHT OF MACHINE
APPROX. 2200 LBS.
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PLACING ON SOLID FOUNDATION

The column and base are cast in one piece. When setting machine on a
concrete foundation, it is advisable to use a little grout (thin mortar) to
take care of any unevenness in the concrete as well as to provide a solid
foundation at all points.

When setting machine on a floor that has any surface irregularities, shims
should be used to correct this condition to the greatest extent possible.
See Figure 2 for installation layout.

NOTE
IT IS RECOMMENDED THAT THE MACHINE BE SECURED TO THE
FLOOR TO PREVENT MOVEMENT OR TIPPING DUE TO OFF-CENTER
LOADING.

Before securing machine to floor (i .e. tightening hold down bolts), make
certain that all four corners are making contact with the floor after
machine is leveled. If above condition is not met, it is possible to twist
the column and put a bind into the ways.

LEVELING MACHINE Set machine by leveling the work table lengthwise
and crosswise with a precision instrument. After leveling machine, lower
the knee and remove protective material from between head and table.

HANDLES When crating, the three ball crank handles are sometimes turned
to face the machine. In these cases the handles should be reversed before
operating.

CONNECTING POWER SUPPLY To connect the machine to the plant sup-
ply, have qualified electrician proceed as follows:

1. Check required machine voltage against power supply to ensure
that they are compatible.

2. Connect machine wiring to power supply making sure connection
is in compliance with local safety regulations.

3. Check for correct spindle rotation. In the HIGH SPEED range,
the spindle should rotate clockwise when viewed from the top
of the machine.

NOTE
DRUM SWITCH AND HI-NEUTRAL-LO LEVER MUST BE IN HI RANGE.

6



(Bracketed) numbers
are in millimeters

Figure 2, Installation Layout
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ALIGNMENT OF HEAD

In case of precision boring or work of that nature, where it is necessary
to have head perfectly square with the table, use method prescribed
below. For general milling use, graduations provided on the head are
close enough. To set head perfectly square with table, see Figures 3 and
4. This may be done with Ram adapter (#2 page 26) on Ram (#10 page 26),
by adjusting Ram adapter through vertical adjusting worm shaft (#8 page
26). Loosen four locknuts (#157 page 34) but leave drag on same for fine
adjustment. To square head to table in the longitudinal axis, mount
indicator as shown in Figure 4.

NOTE
WHEN INDICATING AS IN FIGURE 3, IT SHOULD BE
NOTED THAT THE TABLE IS FITTED TO BE SLIGHTLY
HIGHER IN FRONT, USUALLY ABOUT .0005".

LOCKNUTS

VERTICAL ADJ.
WORM SHAFT

ADJ. WORM
SHAFT

Figure 3. Head Alignment Y Axis Figure 4. Head Alignment X Axis

LUBRICATION

Do not operate machine until properly lubricated. Follow the instructions
given in Figure 5.

8



Figure 5. Recommended Lubrication

Way Surfaces- Lead Screws
"Sunoco" Waylube #80
or equivalent

Milling Heads (Spindle Bearings)
S.A.E. 10 or 10W Light Oil
(none on grease packed heads)

Motors are greased for life of bearings

ATTACHMENTS: POWER FEED
Oil to sight level with
Mobilube No. 46 S.A.E. 140
SHAPING ATTACHMENT
Shell Nassa Oil J78 or K79
Socony Gargoyle Vactra
Oil (Heavy Medium)
SHAPING ATTACHMENT (Worm
Shell Nassa Oil J78 or K79
Socony Cylinder Oil 600W
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GIB ADJUSTING SCREW

ADJUSTMENT OF TABLE GIB. The
table is provided with a full length
tapered gib (#43 page 26) in the
saddle, and an adjusting screw on
the left side. To take up gib,
tighten gib adjusting screw (#41
page 26) slightly and repeat until a
slight drag is felt when moving the
table by hand.

Figure 6. Saddle/Table Gib.
(#43 page 26)

ADJUSTMENT OF SADDLE AND KNEE
GIBS. A tapered gib (#49 page 26)
is used for adjusting the saddle
bearing on the knee. This forms
a guide for the saddle. To
tighten gib, the same principal as
described above is used; however,
the chip wiper has to be removed
first.

BACKING FELT

CHIP WIPER GUARD

SADDLE GIB ADJ. SCREW

Figure 7. Saddle-Knee Gib
(#49 page 26)

ADJUSTMENT OF KNEE GIB. Remove
chip wiper and adjust screw until
smooth movement is attained.

Figure 8. Knee-Column Gib
(#55 page 26)



CLAMPING TABLE, SADDLE AND KNEE.
When milling with longitudinal table feed
only, it is advisable to clamp the knee to
the column and the saddle to the knee to
add rigidity to these members and pro-
vide for heavier cuts with a minimum of
vibration. The saddle locking lever is
located on the left-hand side of saddle.

Excessive pressure can cause slight table
bind. Use moderate clamping pressure,
as this will hold saddle sufficiently.

-LOCK SADDLE LOCKING LEVER

The table clamp lever is located on front
of saddle and should always be clamped
when longitudinal movement is not
required.

TABLE CLAMP LEVER

The knee clamping lever is at the left
side of the knee and should be drawn up-
ward to clamp the knee. This is only
a tension brake and will not lock the
knee completely. Leave clamped at all
times unless using knee in operation.

KNEE CLAMPING LEVER

UNLOCK
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REMOVING TABLE. Remove as follows: ball crank handles, dial holders,
bearing brackets. Lead screw will then turn all the way out so it can be
removed. When this is accomplished, the table can easily be taken off by
sliding it from the saddle. See Figure 9.

REMOVING SADDLE. Follow along the same lines as removing table;
however, it is necessary to remove the entire front bracket assembly.
Next, remove the cross feed nut bracket which is made accessible by
removal of the table. See Figure 9.
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Figure 9, Longitudinal and Crossfeed Assembly
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