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1 INTRODUCTION 

1.1 Limited warranty 

Climax Portable Machine Tools, Inc. (hereafter referred to as “Climax”) warrants that 

all new machines are free from defects in materials and workmanship. This warranty 

is available to the original purchaser for a period of one year after delivery. If the 

original purchaser finds any defect in materials or workmanship within the warranty 

period, the original purchaser should contact its factory representative and return the 

entire machine, shipping prepaid, to the factory. Climax will, at its option, either 

repair or replace the defective machine at no charge and will return the machine with 

shipping prepaid. 

Climax warrants that all parts are free from defects in materials and workmanship, 

and that all labor has been performed properly. This warranty is available to the 

customer purchasing parts or labor for a period of 90 days after delivery of the part or 

repaired machine or 180 days on used machines and components. If the customer 

purchasing parts or labor finds any defect in materials or workmanship within the 

warranty period, the purchaser should contact its factory representative and return the 

part or repaired machine, shipping prepaid, to the factory. Climax will, at its option, 

either repair or replace the defective part and/ or correct any defect in the labor 

performed, both at no charge, and return the part or repaired machine shipping 

prepaid. 

These warranties do not apply to the following: 

 Damage after the date of shipment not caused by defects in materials or 

workmanship 

 Damage caused by improper or inadequate machine maintenance 

 Damage caused by unauthorized machine modification or repair 

 Damage caused by machine abuse 

 Damage caused by using the machine beyond its rated capacity 

All other warranties, express or implied, including without limitation the warranties 

of merchantability and fitness for a particular purpose are disclaimed and excluded. 

Terms of sale 

Be sure to review the terms of sale which appear on the reverse side of your invoice. 

These terms control and limit your rights with respect to the goods purchased from 

Climax. 

About this manual 

Climax provides the contents of this manual in good faith as a guideline to the 

operator. Climax cannot guarantee that the information contained in this manual is 

correct for applications other than the application described in this manual. Product 

specifications are subject to change without notice. 
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1.2 How to use this manual 

 

Alerts 

Pay careful attention to the alerts appearing in this manual. Alert types are defined in 

the following examples. 

 DANGER 

concerns a condition, procedure, or practice that, if not avoided or 
strictly observed, WILL result in injury or loss of life. 

 WARNING 

concerns a condition, procedure, or practice that, if not avoided or 
strictly observed, COULD result in injury or loss of life. 

 CAUTION 

concerns a condition, procedure, or practice that, if not avoided or 
strictly observed, could result in minor or moderate injury. 

NOTICE 

concerns a condition, procedure, or practice worthy of special 
attention.  

TIP: 

A tip provides additional information that can aid in completion of a 
task. 
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1.3 Safety precautions 

Climax Portable Machining and Welding Systems leads the way in promoting the 

safe use of portable machine tools. Safety is a joint effort. You, the machine operator, 

must do your part by being aware of your work environment and closely following 

the operating procedures and safety precautions contained in this manual, as well as 

your employer’s safety guidelines. 

Observe the following safety precautions when operating or working around the 

machine. 

Training – Before operating this or any machine tool, you should receive instruction 

from a qualified trainer. Contact Climax for machine-specific training information. 

Risk assessment – Working with and around this machine poses risks to your safety. 

You, the end user, are responsible for conducting a risk assessment of each job site 

before setting up and operating this machine.  

Intended use – Use this machine in accordance with the instructions and precautions in 

this manual. Do not use this machine for any purpose other than its intended use as 

described in this manual. 

Personal protective equipment – Always wear the appropriate personal protective 

gear when operating this or any other machine tool. Eye and ear protection are 

required when operating or working around the machine. Flame-resistant clothing 

with long sleeves and legs is recommended when operating the machine, as hot flying 

chips from the workpiece may burn or cut bare skin. 

Work area – Keep the work area around the machine clear of clutter. Keep all cords and 

hoses away from the work area when operating the machine. 

Lifting – Many Climax machine components are very heavy. Whenever possible, lift the 

machine or its components using proper hoisting equipment and rigging. Always use 

designated lifting points on the machine. Follow all lifting instructions in the setup 

procedures of this manual. 

Lock out/tag out – Lock out and tag out the machine before doing maintenance. 

Moving parts – Climax machines have numerous exposed moving parts and interfaces 

that can cause severe impact, pinching, cutting, and other injuries. Except for 

operating controls, avoid contact with moving parts by hands or tools during machine 

operation. Secure hair, clothing, jewelry, and pocket items to prevent them from 

becoming entangled in moving parts. 

Sharp edges – Cutting tools and workpieces have sharp edges that can easily cut skin. 

Wear protective gloves and exercise caution when handling a cutting tool or 

workpiece.  

Hot surfaces – During operation, motors, some housings, and cutting tools can 

generate enough heat to cause severe burns. Pay attention to hot surface labels, and 

avoid contact with bare skin until the machine has cooled. 
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1.4 Risk assessment and hazard mitigation 

Machine Tools are specifically designed to perform precise material-removal 

operations. 

Stationery Machine Tools include lathes and milling machines and are typically 

found in a machine shop. They are mounted in a fixed location during operation and 

are considered a complete, self-contained machine. Stationery Machine Tools achieve 

the rigidity needed to accomplish material-removal operations from the structure that 

is an integral part of the machine tool. 

Portable Machine Tools are designed for on-site machining applications. They 

typically attach directly to the workpiece itself, or to an adjacent structure, and 

achieve their rigidity from the structure to which it is attached. The design intent is 

that the Portable Machine Tool and the structure attached to it become one complete 

machine during the material-removal process. 

To achieve the intended results and to promote safety, the operator must understand 

and follow the design intent, set-up, and operation practices that are unique to 

Portable Machine Tools. 

The operator must perform an overall review and on-site risk assessment of the 

intended application. Due to the unique nature of portable machining applications, 

identifying one or more hazards that must be addressed is typical.  

When performing the on-site risk assessment, it is important to consider the Portable 

Machine Tool and the workpiece as a whole. 
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1.5 Risk assessment checklist 

Use these checklists as part of your risk assessment: 

TABLE 1. RISK ASSESSMENT CHECKLIST BEFORE SET-UP 

Before set-up 

 I took note of all the warning labels on the machine.  

 I removed or mitigated all identified risks (such as tripping, cutting, crushing, 
entanglement, shearing, or falling objects). 

 I considered the need for personnel safety guarding and installed any necessary 
guards.  

 I read the Setup instructions (Section 3). 

 I created a lift plan, including identifying the proper rigging, for each of the setup lifts 
required during the setup of the support structure and machine. 

 I located the fall paths involved in lifting and rigging operations. I have taken 
precautions to keep workers away from the identified fall path. 

 I considered how this machine operates and the best placement for the controls, 
cabling, and the operator. 

 I evaluated and mitigated any other potential risks specific to my work area. 

TABLE 2. RISK ASSESSMENT CHECKLIST AFTER SET-UP 

After set-up 

 I checked that the machine is safely installed (according to Section 3) and the potential 
fall path is clear. If the machine is elevated, I checked that the machine is safeguarded 
against falling. 

 I identified all possible pinch points, such as those caused by rotating parts, and 
informed the affected personnel. 

 I planned for containment of any chips or swarf produced by the machine. 

 I followed the Maintenance Intervals (Section 5.1) with the recommended lubricants. 

 I checked that all affected personnel have the recommended personal protective 
equipment, as well as any equipment required by the site or other regulations.  

 I checked that all affected personnel understand the danger zone and are clear of it. 

 I evaluated and mitigated any other potential risks specific to my work area. 

1.6 Warning labels 

The following warning labels should be on your machine. If any are defaced or 

missing, contact Climax immediately for replacements. 
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TABLE 3. WARNING LABELS 

 

 P/N 29154 

Climax serial number, year and model number 
plate. 

 

P/N 59044 

Label safety 
warning circle: 
read the manual 

 

P/N78741 

Label safety 
warning: crush foot 

 

P/N 77568  

IEC electrical 
symbol label 

 

P/N 78742 

Label safety 
warning: 
entanglement of 
hand, or rotating 
shaft warning 

       

P/N 78619 

Label warning: hot 
surface 

 

P/N 78748 

Label safety 
warning: eye 
protection 

 

P/N 78735 

Label warning 
hand crush 

 

P/N 80207 

Label warning 
entanglement 
danger/rotating 
shaft 

 

P/N 59037 

Label warning: 
hearing protection 
required 

 

P/N 78824 Label 
safety warning: 
keep electrical 
parts dry 
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1.7 Placement of labels 
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2 OVERVIEW 

2.1 Functions 

The BB5000 can be used easily in small workspaces. Climax’s mounting components 

provide the flexibility to handle tough boring jobs. The BB5000's through-bar design 

allows you to mount the rotational drive and feed unit anywhere along the bar. This 

flexibility means the BB5000 will complete your job where others would not even fit. 

This portable boring machine is a versatile tool. Its broad array of accessories means 

you can use the BB5000 for blind boring, line boring, drilling, facing, threading, 

valve repair and trepanning. A special interface kit allows you to quickly attach and 

precisely align a welder to the BB5000’s mounting fixtures. Climax also offers the 

industry’s broadest range of electric, hydraulic, and pneumatic power options for 

added flexibility. 

 

FIGURE 1. BB5000 WITH EIBENSTOCK MOTOR 

This is a highly configurable machine with many options and accessories. This 

manual covers the use and operation of all of those possible options, although the 

machine configuration purchased by a customer may not contain all of the options 

and accessories detailed herein. If a specific machine application requires additional 

options or accessories, please contact Climax for assistance in obtaining the needed 

components. 

This manual describes the operation and maintenance of your BB5000. The machine 

is designed for on-site maintenance of heavy-duty industrial equipment. All parts 
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meet Climax Portable Machine Tools’ strict quality standards. For maximum safety 

and performance, read the entire manual before operating the machine. 

2.2 Components 

The machine is a combination of the following: 

 Axial feed unit 

 Rotational drive unit (RDU) 

 Electric Eibenstock motor 

 Spherical bearing mount 

 Tool head assembly 

 Boring bar 

 Universal bearing mount assembly 

TABLE 4. TOOL KIT 

Part number Description Quantity 

26850  Hand Crank 1  

28756  Tack Weld Block- Leadscrew 1  

27222 Feed Stops 2  

29199  Hex Wrench- ½ Inch 1  

33999  Hex Wrench Set- Ball End 1  

29660  Hex Socket-½ Drive x 5/16 Hex 1  

16794  Hex Socket-½ Drive x 3/8 Hex 1  

33785  Torx Wrench- T-45 1  

14650  Combination Wrench- ½” 1  

29041  Open End Wrench 1 ½” 1  

14251  T-handle Wrench 3/16 Inch 1  

55923  T-handle Wrench 1/4 Inch 1  

25550  T-handle Wrench 5/16 Inch 1  

55924  T-handle Wrench 3/8 Inch 1  

31866  Tool Bit- Rough ½ sq x 1.0 1  

31857  Tool Bit- Finish ½ sq x 1.0 1  

31867  Tool Bit- Rough ½ sq x 1.8 1  

31858  Tool Bit- Finish ½ sq x 1.8 1  

32344  Tool Bit- Rough ½ sq x 2.5 1  

32342  Tool Bit- Finish ½ sq x 2.5 1  

TABLE 5. CLAMP COLLARS AND HYDRAULIC HARDWARE 

Part number Description Quantity 

11826  Screw 1/2-13 x 1¼ HHCS 2 
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Part number Description Quantity 

11238  Lock Washer- ½ 2 

39952  Clamp Collar- 2 ½ ID 4 

TABLE 6. UNIVERSAL BEARING MOUNT HARDWARE 

Part number Description Quantity 

36966  Tack Weld Blocks 8 

36965  Slotted extension arms 8 

37598  Standoff tubes- 3.3 long 8 

37599  Standoff tubes- 5.3 long 8 

17145  Hard Washers- ½ inch 8 

14036  Screw ½-13 x 2 SHCS 8 

11879  Screw ½-13 x 5 SHCS 8 

11223  Screw ½-13 x 7 SHCS 8 

TABLE 7. SINGLE ARM BEARING MOUNT HARDWARE 

Part number Description Quantity 

19869  Tack Weld Plates 2 

14036  Screw ½-13 x 2 SHCS 8 

17145  Washer ½ inch hardened 8 

36963  Universal Mount Ring with P/N 26248 Spherical Bearing 2 

37472  Single Arm Bearing Mount 2 

28654  Leadscrew-12” with (2ea) P/N 27356 Acme Nuts  1 

29661  Breaker Bar- ½” Drive 1 

11817  Boring Head Set 4½ – 12” diameter 5 

TABLE 8. SET-UP CONES AND HYDRAULIC DRIVE MOTOR 

Part number Description Quantity 

26380  Set-up Cones 2.75-8.37 2 

26380  Set-up Cones 8.37-12.0 2 

29095  Hinged Clamp Collar Modified- 2 ¼” ID 1 

28692  Hydraulic Motor with P/N 25495 ½” fitting kit 1 

 

2.2.1 Rotational drive unit 

The RDU with sealed lubrication has worm gear reduction and 

may be mounted anywhere along the bar. A key within the 

collet drives the boring bar. The clamp ring holds the RDU to F
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the spherical bearing mounting bracket. A clamp collar provides a snug, sliding fit 

between the RDU and the bar. 

2.2.2 Axial feed assembly 

The axial feed assembly is held in place by two clamp collars 

and may be secured in any position along the bar. It travels 

with the bar and tool head axially along a fixed leadscrew.  

Select the feed direction by shifting the feed shaft position. 

2.2.3 Leadscrew 

The fixed leadscrew may be mounted either to the RDU or to the axial leadscrew-

mounting block. Standard leadscrews have 12” (305 mm), 24” (610 mm), or 36” (914 

mm) of travel. Other lengths are available to suit your requirements. 

2.2.4 Tool heads 

The split-body, tool heads may be clamped anywhere along 

the bar. Two sets of tool heads are available. One set of five 

tool heads bore 4.5” to 12” (114 to 305 mm) diameter. The 

optional large boring head features a split-body mounting 

hub and two sets of tool arms to bore 12” to 24” (305 to 610 

mm) diameter. Tool bits are 1/2 inch or 12 mm square. Other 

tool head options are discussed in Section 3.6. 

2.2.5 Boring bar 

All bars have square tool bit mounting holes at 10” 

(254 mm) intervals. Climax offers a drill jig with 

tool sleeve kit for cutting intermediate tool bit 

holes for your special applications. 

To determine the bar length required: 

1. Determine the workpiece overall dimension + 

stroke + 27” (686 mm). 

2. Round up to the next 24” (610 mm) 

increment. 
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FIGURE 6. BORING BAR OPTIONS 

2.2.6 Spherical bearings 

Support brackets hold the bar (and machine) in place during operation. Each bracket 

includes a spherical self-aligning bearing for quick and accurate setup. Spacer plates 

can be tack welded or clamped to the workpiece to secure the brackets in place. These 

brackets are available in one-arm and two-arm styles and come in sets of two. 

2.3 Dimensions 

The BB5000 is shipped in two containers, or three containers with the hydraulic 

power unit (HPU) option. The size and weight dimensions are listed in Table 9and 

Table 10. 

TABLE 9. SIZE DIMENSIONS 

Item Width x diameter x height 

Machine 52.5” x 27” x 16.5” (1,334 x 686 x 419 mm) 

72” (1,828.8 mm) bar 74.5” x 6.5” x 7” (1,892 x 165 x 178 mm) 

HPU 49.5” x 30.5” x 41” (1,257 x 775 x 1,041 mm) 

TABLE 10. WEIGHT DIMENSIONS 

Item Weight 

Motor 43 lbs (20 kg) 

Adapter assembly (51536) 10 lbs (5 kg) 

Rotational drive unit (53165) 31 lbs (14 kg) 

Total for motor, adapter assembly and RDU 85 lbs (39 kg) 

Controls 45 lbs (21 kg) 

Pendant 4 lbs (2 kg) 
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Item Weight 

Machine total weight (including single arm mounts, setup cones, 
and hydraulic motor) 

444 lbs (201 kg) 

Approximate boring bar ship weight (including the metal shipping 
container) 

1.48 lbs/inch (0.264 kg/cm) 

  

2.4 Specifications 

Dimensions are given in the following tables. 

TABLE 11. BORING SPECIFICATIONS 

 Dimension 

Boring bar diameter – standard 2.25” (57.2 mm) 

Boring bar diameter – optional 1.75” (44.5 mm) 

Boring bar diameter – optional 1.25” (31.8 mm) 

Boring diameter – standard 2.5 – 12” (63.5 – 304.8 mm) 

Boring diameter – optional 1.375 – 24” (34.9 – 609.6 mm) 

Boring stroke 12, 24, 36” (304.8, 609.6, 914.4 mm) 

TABLE 12. POWER OPTIONS 

Power type RPM range Power 

Electric 8 – 160 RPM 3.35 hp (2.5 kW) 

Servo 0 – 230 RPM 4.7 hp (3.5 kW) 

Hydraulic 5 hp HPU: 0 – 148 RPM 3.9 hp (2.9 kW) 

Hydraulic 10 hp HPU: 0 – 20 RPM 6.5 hp (4.8 kW) 

Pneumatic 0 – 120 RPM 3.0 hp (2.2 kW) 

Mounting options are the following: 

 Single arm 

 Double arm 

 Universal 

 Inner diameter (ID) 

The RDU has a 4:1 gear ratio reduction, with an optional 4:1 gear ratio reduction. 

TABLE 13. SETUP CONES 

Setup cone type Dimension 

Standard 2.75 – 12” (70 – 305 mm) 

Optional 1.375 – 5” (34.9 – 127 mm) 
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FIGURE 7. RDU AND EIBENSTOCK MOTOR 

2.4.1 Hydraulic power 

See the manufacturer’s documentation for information about the HPU. 

2.4.2 Hydraulic motors 

The high-torque, low-speed hydraulic motor mounts directly to the RDU. Motor ports 

are 7/8 -14 SAE O-ring type. Motor fittings are included with the HPU. To reverse 

direction of bar rotation, switch the quick disconnect fittings at the motor. 

Various hydraulic motors with other displacement ratings are available. 

All HPUs used in Europe must have their own CE certification. 

2.4.3 Servo motors 

Servo drive versions of the BB5000 are available as 230V (16 amps) or 460V (8.5 

amps). 

TABLE 14. SERVO MOTOR SPECIFICATION 

Input power for the 230V system 200V – 240V, 50/60 Hz dual-rated, 16 amp, 3-phase 

Input power for the 460V system 380V – 480V, 50/60 Hz dual-rated, 8.5 amp, 3-phase 

Bar speed 3 – 230 RPM 

Rated torque (continuously running) 3 – 167 RPM: 147.9 ft-lbs (200.4 Nm) 

Peak torque 3 – 167 RPM: 443.7 ft-lbs (600.4 N•m) 

167 - 230 RPM: 443.7 ft-lbs (601.2 N•m) 

Rotation Variable and reversible 

2.4.4 Motor data 

TABLE 15. MOTOR SPECIFICATIONS 

Manufacturer Mitsubishi 
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Speed rated 2,000 RPM 

Speed max 3,000 RPM 

Speed permissible instantaneous 3,450 

Nominal rated full load hp 4.7 hp (3.5 kW) 

Torque rated 12.3 ft-lbs (16.7 Nm) 

Torque max 37.0 ft-lbs (50.1 Nm) 

2.4.5 Test data 

TABLE 16. TEST DATA 

Material A-36 (mild steel) 

Bore diameter 23” (584.2 mm) 

Tool bit High speed steel (HSS) 

Bearing spacing 22 inches (558.8 mm) 

Bar speed 30 – 40 RPM 

Depth of cut 100” (2,540 mm) 

Feed rate .003 inches (.076 mm) per revolution 

Length of cut 2” (50.8 mm) 

2.4.6 Electric motor 

Two electric versions of the BB5000 are available, as described in Table 17. The 

motor has an integrated rotation reverse switch, while the pendant controller has an 

off/off switch, emergency stop, amp meter, and speed controller. 

TABLE 17. ELECTRIC MOTOR SPECIFICATIONS 

 120V motor 230V motor 

Power rating 3.35 hp (2.5 kW) 

20 Amps 60 Hz 

3.35 hp (2.5 kW) 

 10.5 Amps 60 Hz 

Both motors have a four-speed gearbox for maximum versatility. Table 18 specifies 

the operating range for each gear. 

TABLE 18. SPEED RANGE AND TORQUE PER GEAR 

Gear Knobs RPM range Rated bar speed Bar torque 

1  ● ● 8.0 – 23.0 RPM 20 RPM 470 ft-lb (637 Nm) 

2 ● ●● 12.5 – 35.5 RPM 30 RPM 300 ft-lb (407 Nm) 

3 ●● ● 35.5 – 101.0 RPM 90 RPM 105 ft-lb (142 Nm) 

4 ●● ●● 56.5 – 160.0 RPM 142.5 RPM 65 ft-lb (88 Nm) 
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 CAUTION 

Remove the cutting load from the motor before shifting from high to 
low gear or from low to high gear. If you try to shift gears while the 
machine is under load, you could damage the motor and gearbox 
components. 

Climax’s portable machine tools require a 3-wire extension cord. Extension cords of 

inadequate wire size cause a serious drop in voltage with a consequent loss of power.  

As the distance from the supply outlet increases, heavier gauge extension cords are 

required (see Table 19). 

TABLE 19. RECOMMENDED WIRE GAUGE FOR EXTENSION CORDS 

 Cord length 

300” 

(7,620 
mm) 

600” 
(15,240 

mm) 

900” 
(22,860 

mm) 

1,200” 
(30,480 

mm) 

1,800” 
(45,720 

mm) 

2,400” 
(60,960 

mm) 

Nameplate 
Amps 

Minimum Wire Gauge 

0 – 5.0  16 16 16 14 12 12 

5.1 – 8.0 16 16 14 12 10  

8.1 – 12.0 14 14 12 10   

12.1 – 15.0 12 12 10 10   

15.1 – 20.0 10 10 10    

2.4.7 Air motor 

The 3 hp (2.24 kW) air motor is reversible and operates under the specifications listed 

in Table 20.  

TABLE 20. AIR MOTOR SPECIFICATIONS 

Air pressure required 90 psi (620 kPa) 

Air flow requied 95 ft3/min (2.7 m3/min) 

The available air motor assemblies produce boring-bar 

speeds and torques listed in Table 21.  

TABLE 21. BAR RPM AND TORQUE AT MAXIMUM HP 

Air motor part number Bar RPM Torque 

28614 120 RPM 115 ft-lb (156 Nm) 

28697 57 RPM 234 ft-lb (318 Nm) 

The assembly includes the RDU mounting flange and associated hardware. For a 

complete air powered system, order an air motor assembly and connection package. 
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The air connection package contains an air filter and lubricator, and hoses with quick 

disconnect fittings. 

 

 CAUTION 

To maintain the air motor and avoid invalidating your warranty, be 
sure to route incoming air through the air filter and lubricator. 

2.4.8 Pneumatic conditioning unit 

The PCU provides dry air and lubrication to the air motor. Install the PCU in the air 

supply circuit immediately before the BB5000. 

 

FIGURE 9. PNEUMATIC CONDITIONING UNIT 
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3 SETUP 

3.1 Receipt and inspection 

Your Climax product was inspected and tested prior to shipment, and packaged for 

normal shipment conditions. Climax does not guarantee the condition of your 

machine upon delivery. When you receive your Climax product, perform the 

following receipt checks: 

1. Inspect the shipping containers for damage. 

2. Check the contents of the shipping containers against the included invoice to 

ensure that all components have been shipped. 

3. Inspect all components for damage. 

Contact Climax immediately to report damaged or missing components. 

3.2 Installation 

The BB5000’s through-bar design allows mounting of the RDU and feed box 

anywhere along the bar. They also do not need to be mounted next to each other. This 

allows set up of the BB5000 in very restricted spaces. Special setup cones are also 

available to make it easier to center and stabilize the bar in the work-piece bore.  

Exactly attaching and aligning the tack mounting plates is easy. The initial fixture 

mounting can be 5 degrees or more out of alignment. Climax’s spherical mounting 

system enables the BB5000 to align perfectly with the bore.  

The BB5000 also features four precision alignment screws for precisely dialing into 

the center of an existing bore or into a bore that is not exactly true.  

The BB5000 modular design also eliminates the problem of lifting heavy, bulky, one-

piece machines on the job site. The BB5000 quickly assembles and disassembles, one 

component at a time. 
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3.3 Bar and mounting bracket setup 

To roughly align a Climax boring bar in 

a workpiece, use centering cones. These 

cones approximately center the bar until 

bearing supports and brackets are 

secured with clamps or welds, as 

appropriate. Cone sets are in two sizes 

cover a wide range and are offered as 

optional equipment with the BB5000. 

The goal is to support the boring bar in 

place until clamping or welds on tack 

plates are completed. Then remove the 

cones and make precise adjustments to 

center the bar. 

3.3.1 Setup cones (optional equipment) 

Do the following to install the setup cones: 

1. Clean the bore and the boring bar to remove grease, oil, and dirt. 

2. Carefully slide the boring bar through the holes to be bored. 

 CAUTION 

To avoid bodily injury or bar damage and to ease setup, lift heavy 
loads (bars over 72” [1,829 mm]) using a sling type lift. 

3. Slide a setup cone (or a substitute 

device) from each end of the bar 

to center the bar in the bore.  

4. Tighten the set screw to secure 

one of the cones. 

5. While pulling on the bar from the 

opposing end to seat the first cone, 

slide the second cone snug into 

place. Tighten the set screw. 

6. Mount the clamp collar next to 

one setup cone. Loosen the set 

screw in the cone and drive it into 

the bore using the socket-head 

jacking screw. Tighten the set 

screw in the setup cone to hold it 

securely in place. 

7. Repeat steps 3-6 until the cones are seated in the bores and there is no bar 

movement. 

8. Center the spherical bearings in the mounting brackets by doing the following: 

FIGURE 10. SETUP 

CONES 

FIGURE 11. 
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a. Loosen the hex bolts. 

b. Adjust the four set 

screws until the bearing 

is centered. 

c. Tighten the hex bolts.  

9. Mount tack weld plates to the 

spherical bearing mounting 

brackets. If more clearance is 

required, weld 1” x 1” x 6” (12 

mm x 12 mm x 72 mm) tack 

weld blocks to the tack weld 

mounting spacer plates. 

10. Temporarily clamp the bracket assemblies to the workpiece. Leave enough room 

to remove the cones after the brackets are welded in place. 

11. Check that the setup cones are still securely in position. 

12. Securely weld all standoffs and brackets in place.  

13. Remove the temporary clamps. 

14. Loosen the set screws in the setup cones. 

15. Remove the bar from the brackets and remove the setup cones. 

16. Carefully reinstall the bar through the mounting brackets. 

17.  If necessary, precisely align the bar: 

a. Loosen the hex bolts holding the bearing to the bracket. 

b. With a dial indicator attached to the bar, touch the stylus to the workpiece 

ID. 

c. Rotating the bar, adjust the set screws to center the bar. 

d. Tighten the hex bolts to keep the bearing and the bar in place. 

3.4 Machine configurations 

3.4.1 RDU position 

The compact RDU may be placed anywhere along the bar. Plan the relationship 

between the RDU, motor, and axial feed assembly before setup to allow for enough 

space. 

3.4.2 Axial feed assembly position 

The axial feed assembly may be set anywhere along the bar. It is not essential to 

insert the leadscrew directly into the RDU. The leadscrew may be screwed into the 

tack weld block that may then be welded or clamped directly to the workpiece. 

 

FIGURE 12. ADJUSTING THE 

BEARINGS 
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 CAUTION 

 Take care not to bend or unduly stress the leadscrew during 
installation. 

3.4.3 Two-am spherical bearing mounting bracket 

Two-arm spherical bearing mounting brackets are better 

for those applications requiring extra support, such as 

when boring holes exceed an 8” (203 mm) diameter. 

Do the following: 

1. Carefully slide the bar through the spherical mounting 

bearings. 

2. If the axial feed assembly is to be positioned between 

the mounting support brackets, slide it onto the bar 

now. 

3. Insert the bar into the opposing bearing bracket. 

4. Install the RDU onto the bar up against the spherical bearing bracket. 

5. Tighten the clamp ring to 75 ft-lb (102 Nm) – that is, tighten until snug, plus a 1/3 

turn.  

6. Tighten the clamp collar over the collet, as shown in Figure 14. Turn the collar 

screw until the collar is snug, but the bar slides easily through the unit.  

 

FIGURE 14. AXIAL FEED ASSEMBLY 

7. Hold the motor assembly so the motor shaft will slide into the RDU housing. The 

key in the motor shaft must align with the keyway in the main drive worm. 

8. Push the motor into the housing until the flange is snug against the drive housing 

face. 
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9. Tighten the mounting screws. 

10. Install the leadscrew into the axial feed assembly. Be sure the jam nut is on the 

other end of the leadscrew. 

11. Slide the axial feed assembly onto the bar. 

12. Thread the leadscrew into the RDU housing. Secure the leadscrew by tightening 

the jam nut snug against the face of the drive housing. 

13. If the leadscrew is to be mounted away from the RDU, weld the tack weld block 

to a fixed object and screw the leadscrew into it. Secure the leadscrew by 

tightening the jam nut snug against the face of the tack weld block. 

14. Tighten the axial feed clamp collar screws to fasten the collar to the bar. 

3.5 Chip shields 

If you have not already done so, attach the 

motor assembly to the RDU.  

Chip shields (rubber seals) protect the 

machine, particularly when working in a 

vertical position with the RDU at the bottom. 

Chip shields can be obtained from Climax or 

your local vendor. 

To keep chips and debris away from the main 

bearings, slide the larger shield over the collar 

clamp and against the RDU. Slide the smaller 

shield over the bar and against the RDU collar 

clamp to keep chips and debris from between 

the bar and the RDU. These same chip shields are also used on the axial feed 

assembly. 

3.6 Tool head setup 

Cutting speed is governed primarily by the hardness of metal being machined and the 

type of tool bit. Other considerations are the power source, feed and depth of cut, and 

cooling medium being used.  

Generally, carbide cutting tools operate at higher RPM than high-speed steel (HSS) 

tools. 

If using a HSS tool bit, set the speed shift lever to LOW. 

When using carbide tool bits, set the speed shift lever to HIGH. 

3.6.1 Standard setup 

Do the following for standard setup: 

1. Using the clamping screw, secure the tool head tightly to the boring bar. 

2. Select either a HSS or brazed carbide tool bit.  

FIGURE 15. CHIP 
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3. Position the tool head on the 

bar with the open side of the 

tool slot toward the workpiece 

in the direction of the feed. 

4. Slide the tool bit into the tool 

head with the cutting face 

toward the tightening screws. 

This will position the cutting 

face at or slightly below the 

centerline. 

TIP: 

Tool bits are either right-hand or left-hand. When feeding toward 
the RDU with clockwise rotation, use a right-hand tool bit. When 
feeding away from the RDU with clockwise rotation, use a left-hand 
tool bit. 

5. Use a dial indicator to set the tool bit to achieve the desired depth of cut. The 

maximum recommended cutting depth is .125” (3 mm). Tighten the tool bit 

mounting screws. Precision boring is best accomplished with multiple roughing 

passes and one shallow finishing cut. 

TIP: 

Climax offers a bore measuring tool specially built for setting the 
tool bit height and checking the actual bore diameter. Contact 
Climax for more information on this tool. 

3.6.2 Large tool head setup 

Do the following: 

1. Clamp the tool hub tightly to 

the boring bar. 

2. Mount the tool arms securely 

to the hub. Table 22 and 

Figure 17 show which holes to 

use. 

TABLE 22. SHORT AND LONG ARMS DIAMETER PER HOLE 

 Short arms diameter Long arms diameter 

X holes 12-15” (305-381 mm) 18-21” (457-533 mm) 

Y holes 15-18” (381-457 mm) 21-24” (533-610 mm) 

FIGURE 16. LARGE TOOL 

HEAD SETUP 
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FIGURE 17. MOUNTING BORING ARMS TO TOOL HUB 

TIP: 

Both arms must mount to the same hole-pattern on the hub. 

3. Insert a 1/2” (12 mm) square HSS tool bit. With a dial indicator, set the cutting 

tool depth. The maximum recommended depth of cut is .125” (3 mm).  

4. Tighten the mounting screws. Precision bores are best achieved with several 

rough passes and one or more shallow finishing passes from .015” to .030” (.38 to 

0.8 mm) deep. 

3.7 Axial feed 

3.7.1 Selecting the feed direction 

The feed direction has three positions: 

 FORWARD 

 NEUTRAL 

 REVERSE 

Pushing the 3-position feed shaft in on one side or the other will feed in the direction 

indicated by the arrow on that side of the body. Be sure the engagement pins are fully 

engaged. The mid or NEUTRAL position is for “no feed.” 

A shaft under load may require a firm bump to disengage. 

If the axial feed box fails to feed the tool head, check the shear pins. Replacement 

pins are included with the axial feed assembly. To replace a pin, see Section 5.1.1. 
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 CAUTION 

If the bar is fed into a fixed object, the internal feed clutches could 
be damaged.  

 

FIGURE 18. AXIAL FEED ASSEMBLY 

3.7.2 Setting the feed rate 

Feed rate is adjusted by an adjusting 

screw. Each feed rate is independent 

of the other; FORWARD and 

REVERSE have separate feed 

adjusting knobs. 

The feed rate operates by the 

following rules: 

 Turning the knob 

counterclockwise (out) increases 

the feed rate. 

 Turning the knob clockwise (in) 

decreases the feed rate. 

 The feed range is up to .018” (.45 

mm) per revolution of the bar. 

 Maximum feed is reached when the knob is approximately .625” (16 mm) away 

from the feed box. 

 Minimum feed is reached when the knob completely collapses the compression 

spring approximately .25” (6 mm). 

 CAUTION 

The axial feed unit will not stop until the pin is pushed in 
completely. To prevent overfeeding, be sure the stop arm is 
positioned correctly.  

FIGURE 19. SETTING FEED 

RATE AND 

DIRECTION 
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3.7.3 Automatic stop 

This feature, shown in Figure 20, stops the axial feed unit at any point along the 

leadscrew. 

Do the following to use the automatic feed stop: 

1. Clamp a stop arm onto the leadscrew at the position where you want the axial 

feed to stop. (Assemblies are included for stopping in either direction.)  

2. Check that the stop arm is positioned to press against the feed stop screw 

assembly. 

 

 

FIGURE 20. AUTOMATIC FEED STOP 

When the axial feed box nears the stop arm, the stop arm will depress the feed stop 

screw assembly to stop the axial feed. 

Do the following to retract the tool head: 

1. Place the feed box in NEUTRAL. 

2. Hand crank the tool bit away from the workpiece. 

TIP: 

To protect tool bits from chipping, place the feed box in NEUTRAL 
before stopping bar rotation. 

3.8 Power connection 

3.8.1 Servo drive machines 

Do the following to connect the servo drive power: 

1. Turn off and lock out the power source to the unit. 

2. Examine the cables for damage. Repair or replace if necessary. 

3. Connect the encoder cable and power cable to the servo motor. 

4. Connect the servo power, servo decoder, and pendant cables to the main control 

panel, shown in Figure 21. 
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FIGURE 21. SERVO MOTOR CONTROL PANEL 

NOTICE 

The MAIN POWER DISCONNECT on the control panel is an 
external emergency stop circuit that ensures operation can be 
stopped and power switched off immediately when engaged.  

 WARNING 

Electrical equipment can shock or cause an explosion if used near 
wet or flammable materials. Do not operate the motor if it is wet or 
exposed to combustible materials. 

3.8.1.1 Servo motor pendant 

Table 23 shows how to use the pendant controls (seen in Figure 22) to operate a 

servo-motor powered machine.  

 

FIGURE 22. SERVO MOTOR PENDANT CONTROLS 
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TABLE 23. SERVO MOTOR CONTROLS AND ACTIONS 

Button / Light Action 

RESET Press and hold for a couple of seconds to start the control system on 
power up, or after an E-Stop. 

E-STOP Press to stop immediately all machine functions. 

FAULT Light Illuminates when the servo drive has stopped due to a fault condition, 
such as the following: 

 Motor overload 

 Loss of feedback 

 Motor is disconnected 

OVERLOAD indicator Warns that a fault condition is imminent unless the load is reduced. 

DIRECTION Turn to control the direction of bar rotation. 

RPM Controls the rotational bar speed from 3 – 230 RPM. 

START Hold for a couple of seconds to start the spindle rotation. 

STOP Press to stop the rotation of the spindle. 

3.8.2 Hydraulic machines 

Do the following to connect the hydraulic power: 

1. Turn off power to the HPU. 

2. Check that all hydraulic hose fittings are clean. 

3. Connect the hydraulic lines between the HPU and the hydraulic motor. Quick 

disconnect fittings at the motor may be switched to reverse direction of bar 

rotation. 

 CAUTION 

To avoid damaging the pump and invalidating the warranty, 
connect the hydraulic motor to the pump before turning on the 
power unit.  

3.8.3 Electrical machines 

 WARNING 

Electrical equipment can shock or cause an explosion if used near 
wet or flammable materials. Do not operate the motor if it is wet or 
exposed to combustible materials. 

 CAUTION 

The motor rotation reverse switch must be manipulated only when 
the motor is completely stopped. Failure to do so can cause 
damage to the equipment.  



 

P/N 84310, Rev. 6 Page 31 

 

 

Do the following to connect the electrical power: 

1. Turn off and lock out the power source to the control box, or speed control.  

2. Examine the power cord and plug for damage. Repair or replace if necessary. 

3. Plug the motor into the control box, or speed control. 

4. Connect the control box to a grounded outlet of the correct voltage. 120V motors 

are rated at 20 amps; 230V motors require 10.5 amps. 

3.8.4 Pneumatic machines 

For your safety and protection, the BB5000 has an air control valve with a brightly 

colored oval handle (seen in Figure 23) clearly indicating airflow direction.  

Quick-disconnects between the incoming air supply and the machine enables the 

operator to quickly disconnect the machine if necessary. 

The air filter and lubricator must be 

used to protect the pneumatic systems 

and maintain the machine warranty. 

The lubricator is set to deliver oil at a 

rate of 20-30 drops per minute at full 

throttle. 

 CAUTION 

If the machine stops 
moving unexpectedly, 
lock out the pneumatic safety valve located at the filter lubricator 
assembly before performing any troubleshooting. 

3.9 Additional configurations 

The BB5000’s design allows versatility in set up, implementation, and operation of 

the machine. These features often provide solutions to the most challenging on-site 

maintenance demands. 

3.9.1 Tool head options 

Boring heads are designed for either 1/2” square tool bits or cartridge type tool 

holders with indexing carbide inserts. 

Slotted boring heads hold 1/2” square tool bits and come in two sizes: the standard 

4.5” to 12.0” (114.3 to 304.8 mm) and the optional 12” to 24” (304.8 to 609.6 mm) in 

diameter. They can use either HSS or carbide tipped tool bits. See Section 3.6 for a 

description of these options. 

A range of cartridge boring heads is offered to machine diameters from 5.96” to 

12.75” (151.3 to 323.8 mm). Typical styles are illustrated in Figure 24. 

 

FIGURE 23. AIR CONTROL 

VALVE HANDLE 
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FIGURE 24. CARTRIDGE BORING HEADS 

Each boring head consists of an adjustable tool-mounting block, a carbide cartridge 

tool holder, and the carbide boring head cartridge. One carbide cartridge is included 

in the assembly. 

Do the following to use the carbide cartridge tool holder: 

1. Slide the tool-mounting block onto the boring bar. Secure it with socket-head cap 

screws. 

2. Determine which carbide cartridge tool holder to use. 

3. Insert the tool key into the key slot in the tool-mounting block. 

4. Secure the tool holder to the mounting block with socket-head cap screws. Be 

sure the key is in both key slots. 

5. Insert the carbide cartridge into the tool holder. Tighten the cartridge screws. 

6. Install carbide inserts and chip breakers into the cartridge. Tighten all mounting 

hardware. 

TIP: 

For boring diameters less than 4.5” (114.3 mm), use the small 
boring option. 

3.9.2 Boring small diameter holes 

When smaller size bores in the range 2.0” to 4.0” (51 to 102 mm) diameter are 

required, mount a tool bit directly into one of the square holes located at 10” (254 

mm) along the boring bar.  

In the unlikely event placement of standard tool bit mounting holes do not quite suit 

your requirements, Climax offers tooling and complete instructions to create 

mounting holes to accept Tool Sleeves shown in Figure 25. Contact Climax for 

information. 
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FIGURE 25. TOOL SLEEVES 

3.9.2.1 Using small diameter bars 

Boring bars less than 2.25” (57.15 mm) diameter are easily adapted to accept the 

standard RDU, axial feed assembly, and the spherical bearing mounting brackets. 

This adaptation for the 1.25” (32 mm) boring bar is offered as Climax small bore kit 

part number 28698. 

NOTICE 

The small bore kit adapter collets fit into the existing collets. Do not 
remove existing collets 
from the RDU and AFU.  

The AFU collet is serrated on both 

ends and has no keyway. The RDU 

collet is serrated on one end only. 

THE RDU COLLET HAS A KEYWAY MILLED INTO THE OUTSIDE DIAMETER 

WITH TWO BOLT HEADS SHOWING (SEE FIGURE 27 ON PAGE 34). THOSE 

ARE FOR RETAINING THE KEY IN THE INNER DIAMETER OF THE COLLET, 
WHICH WILL ACCEPT THE KEYWAY OF THE 1.25"  BORING BAR .

FIGURE 26. COLLETS 
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FIGURE 27. RDU COLLET KEYWAY 

Do the following to install the small-bore kit, or for installation of collets for the 

RDU, AFU, or spherical bearings: 

1. Remove a snap ring from one end of the small bore kit collet. 

  

FIGURE 28. SNAP RING REMOVED 

2. Insert the small bore kit adapter 1-1/4" ID collet into existing 2-1/4" ID collet. 
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FIGURE 29. SMALL BORE KIT ADAPTER INSERTED 

NOTICE 

When installing the RDU collet, make sure to line up the keyway to 
accept the key in the RDU.  

3. Replace the snap ring and install the 1-1/4" bar. 

 

FIGURE 30. SNAP RING REPLACED 

3.9.3 2" bar RDU 

If you have a 2" (50.8 mm) diameter boring bar, you will need part number 65620 for 

the .25" (6.35 mm) keyway, or part number 65678 for the .31” (8 mm) keyway. See 

Appendix B for parts and details. 
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3.9.4 Cantilever mounting 

When the BB5000 is used for blind boring, trepanning, spade drilling, or tapping, the 

Climax cantilever mounting kit (PN 28799) will provide greater machine rigidity. 

TIP: 

For these applications, a two-arm spherical-bearing mounting 
bracket is recommended. 

3.9.5 Support bracket setup 

Clean the workpiece with solvent to remove grease, oil, and dirt. 

Inspect the boring bar for nicks or cuts and dress it smooth if necessary. A bar with 

nicks or gouges can score mating parts. 

 

FIGURE 31. CANTILEVER MOUNTING KIT AND BEARINGS 

Carefully slide the bar into the bores to be machined. 

Assemble the cantilever mounting kit and two spherical bearing mounting brackets, 

as shown in Figure 31. 

TIP: 

Two-arm bearing mounting brackets require an additional pair of 
cantilever mounting kits. 

Be sure the spherical bearing is properly centered in the bracket. 

Do the following to center the bearing: 

1. Loosen the hex bolts. 

2. Adjust the four setscrews until the bearing is centered. 

3. Tighten the hex bolts to 19 ft-lb (26 Nm). 

4. Slide the assembled mounting brackets and cantilever onto the end of the bar 

where the RDU will be positioned. 
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TIP: 

Machine components can be positioned anywhere along the bar. 
Be sure to allow space for them during setup. 

5. Hold the bar and support in the center of the workpiece bore. Rough alignment 

within .125” (3 mm) is necessary. 

6. Mark the locations of the spacer plates or mounting bracket on the workpiece. 

7. Remove the bar and mounting bracket form the workpiece. 

8. Tack-weld or clamp the mounting brackets to the workpiece. 

9. Carefully slide the bar back through the mounting bracket. 

If necessary, precisely align the bar by doing the following: 

1. Loosen the hex bolts. 

2. Adjust four setscrews to center the bearing and bar are centered. 

3. Tighten the hex bolts to 19 ft-lb (26 Nm). 

4. Complete the Cantilever mounting setup. 

3.9.6 ID-mounted bearing assembly 

The ID-mounted bearing assembly shown in Figure 32 secures the BB5000 in the 

workpiece bore. Adjustable jaws center and firmly hold the machine. 

This assembly includes the ID-mount chuck, three sizes of jaws to fit bores with 

diameters from 11.5” to 24.0” (292.1 to 609.6 mm), two sizes of jack bolts, and the 

necessary hardware (see Table 24). 

 

FIGURE 32. ID-MOUNTED BEARING ASSEMBLY 

Measure the workpiece bore diameter. Using the table below, select the appropriate 

chuck jaws and jaw spacers. 

Use these guidelines to select the required jacking bolts: 

 Bores less than 12” (305 mm) in diameter use square-head screws. 

 Bores over 12” (305 mm) diameter use jacking bolts, snap rings, and thrust pads. 



 

Page 38 BB5000 Operating Manual  

 

 

TIP: 

All mounting chucks must have matching size jaws and an equal 
number of jaw spacers. 

TABLE 24. ID-MOUNTED CHUCK BORE RANGE 

 

FIGURE 33. ID CHUCK ITEMS 

 Loosely set the jaw cover plates and plate screws on the chuck arms. 

 Be sure all legs are the same length. Insert the screws and jam nuts into the ends 

of the jaws. Screw the hardware all the way in. 

 Insert the jaws into the mounting chuck arms until they rest against the inner 

chuck surface. 

 Tighten the jaw clamping plates. Torque the ½-13x1-1/4” hex cap screws to 46 ft-

lb (66 Nm). 

 Tighten the chuck assembly jaws securely in the bore and adjust for center. 

 Operate the boring bar as described Section 4. 

3.9.7 Trepanning 

Trepanning assemblies remove disks from 2.36” (60 mm) to 11.80” (300 mm) in 

diameter. For information, contact Climax. Two-arm mounting brackets are 

recommended for trepanning operations. 

3.9.8 Spade drilling 

Drill bits are available to spade-drill holes from 1-1/2 to 3-3/8” (38 to 86 mm) 

diameter. Provision is made to mount straight-shank or #5 Morse taper shank spade-

drills. Coolant can be delivered to the spade-drill by way of a hole through the boring 

bar. To determine the necessary components, contact Climax. 

ID mount chuck bore range Parts required 

11.5 – 12” (292 – 305 mm) 1, 2 6 

12 – 14” (305 – 356 mm) 1, 2, 7 

14 – 16” (356 – 406 mm) 1, 5, 2, 7 

16 – 18” (406 – 457 mm) 1, 3, 7 

18 – 20” (457 – 508 mm) 1, 5, 3, 7 

20 – 22” (508 – 559 mm)  1, 4, 7 

22 – 24” (559 – 610 mm) 1, 5, 4, 7 
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4 OPERATION 

4.1 Pre-operational checks 

Do not operate this machine without adequate training to fully understand the safe 

setup, operation, and maintenance procedures. 

 CAUTION 

To avoid serious bodily injury, keep clear of moving machinery 
during operation. Apply cutting oil with a squirt can. 

 CAUTION 

For machines with air motors, if the machine stops moving 
unexpectedly, lock out the pneumatic safety valve located at the 
filter lubricator assembly before performing any troubleshooting. 

Before setting up or operating the portable boring bar, check that: 

 The power is off. 

 Power lines and cables are properly connected. 

 All machine parts, including the tool head, tool bit, and collar clamps are secure. 

 The feed direction and rate are correctly set. 

 All preventive maintenance has been completed 

4.2 Start up 

Verify that the tool bit is installed so that, as the boring bar rotates, it presents its 

cutting edge to the workpiece. Before machining, lubricate the bore and tool bit with 

cutting oil. 

4.2.1 Hydraulic machine 

Do the following to start the hydraulic machine: 

1. Turn the HPU to its minimum flow rate (lowest speed). 

2. Jog the HPU to verify the direction of bar rotation matches the bar rotation 

indicated on the pendant. To reverse bar rotation: 

a. Turn off the HPU. 

b. Reverse the hoses. 

3. With power switched on, adjust the bar speed by turning the hydraulic speed 

control knob (located on the power unit). 

4.2.2 Electrical machine 

Do the following to start the electrical machine: 

1. Turn on power at the control box. 
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2. Adjust the feed rate. 

4.2.3 Servo motor driven machine with its pendant 

See Section 3.8.1 for servo motor operation. 

4.2.4 Pneumatic machine 

Do the following to start the pneumatic machine: 

1. Using the quick disconnect fittings, connect the pneumatic motor to the pneumatic 

conditioning unit. 

2. Verify that the incoming air pressure is 90-psi (620 kPa) minimum. 

3. Control the boring bar speed by slowly adjusting the air control valve. 

NOTICE 

The 3 hp (2.24 KW) air motor is reversible. Connect the airline so, 
as the boring bar rotates, the tool bit presents its cutting edge to the 
workpiece. If the tool bit is backward, quick disconnects at the 
motor may be reversed to change the direction of bar rotation. 

 CAUTION 

If the machine stops moving unexpectedly, lock out the pneumatic 
safety valve located at the filter lubricator assembly before 
performing any troubleshooting. 

4.2.5 Electric machine 

This motor has thermal and current overload protections built in. If the motor is 

pushed beyond its protected range, it will stop. To prevent this, watch the amp meter 

on the controller and keep the reading below its rated maximum amperage (10.5 amps 

for the 230V and 20 amps for the 120V). See the electrical specifications in Section 

2.4.6. 

This motor is also reversible, which allows the bar to change the direction of rotation. 

 CAUTION 

Always stop the motor completely before performing a rotational 
direction switch or rotation reverse.Failure to do so may damage 
both the motor and the controller. 

 CAUTION 

Brush wear depends on load and RPM. Regularly check both 
brushes for excessive wear and replace if necessary. 
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4.3 Re-boring welded holes 

The BB5000 can rebore IDs that have been built-up with weld. Mounting accessories 

are available to use the BB5000 with the BW3000. 

 

FIGURE 34. WELDER MOUNTING ROD 

4.3.1 Boring strategies 

The following hints and tips will optimize the process of re-boring welded holes 

easier: 

 Carbine cutting tools are a better choice when a setup is sufficiently rigid to take 

higher speeds and heavier loads. 

 Position bearings no more than 48” (1,219 mm) apart, with no bearing more than 

12” (304 mm) from the face of the bore. 

TIP: 

Obtain a better surface finish with bearings set close to the 
workpiece. 

 If using a HSS tool bit, operate with the speed shift lever to LOW.  

 When using carbide tool bits, set the speed shift lever to HIGH.  

 The first cut through a welded bore should be between .060” and .120” (1.5 to 3.0 

mm) deep. 

 Final bores and finish passes should be between .015” and .030” (.38 and .76 mm) 

deep. 

 Set the tool bit height using the Climax Bore Measuring Tool or a magnetic base 

dial indicator. 

 Tool chatter is usually caused by either too large a nose radius on the tool bit or 

by lack of rigidity in the machine setup. 

 Carbide tool bits cannot tolerate tool chatter and are liable to break. If chatter 

persists, switch to HSS tool bits. 

 To be safe, cutting oils require adequate ventilation. 

 

 WARNING 

Avoid breathing the cutting oil fumes. 
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4.3.2 Preparing for welding 

TIP: 

It is recommended that the work be bored to clean up and make 
round before welding. 

Follow these guidelines: 

 Be sure the bar is properly aligned with the workpiece. 

 Leaving the boring bar in place, carefully slide the RDU and the axial feed box 

from the bar. 

 With the boring bar still in place, screw the support rod into the welder mounting 

plate and tighten securely. 

 Slide the welder mounting plate and support rod over the end of the boring bar 

and onto the spherical bearing. 

 Slide the alignment fixture (P/N 26487) over both the 1” (25.4 mm) support rod 

and the boring bar (see Figure 35). Lightly tighten the clamp bolt in the welder 

mounting plate. 

 

 

FIGURE 35. ALIGNING SUPPORT AND BORING BAR (WELDER MOUNTING ROD IS CUSTOMER SUPPLIED) 

 Remove the alignment fixture. The mounting bolt should be tight enough to hold 

the welder mounting plate in position, but not so tight as to cause difficulty in 

removing the spherical bearing in step 3. 

 Remove or slide the boring bar out of the way. 

 Using the Climax wrench (P/N 26515), take the self-aligning bearing from the 

spherical mount. 

 Firmly tighten the clamp bolt on the welder mounting plate. 

 Slide the Borewelder over the support rod and position the offset head and spindle 

to the approximate center of the removed bearing. 
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4.3.3 Welding the bore 

For information on welding the bore, see the AutoBoreWelder BW3000 manual. 

4.3.4 Machining welded bores 

Do the following: 

1. Remove the bore welder from the workpiece. 

2. Remove the welder mount plate and support rod from the spherical bearing. 

3. Using the wrench (P/N 26515), install the spherical bearing to the spherical 

mount. 

4. Carefully slide the boring bar through the spherical bearings. 

5. Mount the RDU and axial feed assemblies to the bar. 

6. Operate the machine as described in Section 4. 

4.4 Shutdown 

To protect tool bits from chipping, always place the feed box in NEUTRAL before 

stopping bar rotation. 

 CAUTION 

With power off, do not use your hands, compressed air, or metal 
tools to remove chips. Use a brush. 

1. Disengage the axial feed by pushing the feed shaft until the pins on both sides of 

the feed box are free of the drive bushings. 

2. Switch or turn off and disconnect power to the machine. 

3. After the machine is at a complete standstill, use a brush to remove chips. 

4. Retract the tool from the workpiece. 
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FIGURE 36. DISENGAGING THE AXIAL FEED 

4.5 Disassembly 

Do the following to disassemble the BB5000: 

1. Turn off and disconnect power to the unit. 

2. Remove the tool head. 

3. Disconnect the leadscrew from the RDU. 

4. Loosen the clamp collars holding the axial feed assembly to the bar. 

5. Slide the axial feed unit off the bar. 

  

FIGURE 37. DISASSEMBLY OF THE AXIAL FEED ASSEMBLY 

6. Loosen the clamp ring holding the RDU to the spherical bearing. 

7. Loosen the clamp collar holding the RDU to the boring bar.  

8. Remove the RDU. 

9. Slide the boring bar from the workpiece. 

10. Remove all mounting accessories. 
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5 MAINTENANCE AND TROUBLESHOOTING 

This section contains periodic maintenance procedures and intervals as well as 

troubleshooting guidance. 

5.1 Maintenance intervals 

Table 25 lists maintenance intervals and tasks, along with the section where each task 

is described. 

TABLE 25. MAINTENANCE INTERVALS AND TASKS 

Interval Task See section 

Before each use 

Inspect the power cord for damage 5.1.3 

Fill the lubricator oil cup in the air motor assembly with 6 oz 
(177.4 mL) of AW 32. 

5.1.4 

Spray the ACME screw and tool heads with WD-40. -- 

Clean and lightly oil the bar. -- 

Spray the rical bearing mounting bracket bearing mounts 
with WD-40. 

-- 

Periodically 

Clean and lightly oil (do not grease) the leadscrew in the 
axial feed assembly. 

5.1.1 

Fill the 4:1 servo RDU gearbox every six months with 5 oz 
(148.9 mL) of Mobil SHC 634 synthetic oil. 

-- 

Repack the bearings in the spherical bearing mounting 
bracket every six months with 2 cc’s (2 mL) of Jetlube 550. 

-- 

Check the air system periodically to be sure the air pressure 
is 90 psi (620 kPa). 

5.1.4 

Replace hydraulic oil with AW 32 every two years. Fill to the 
sight glass. 

5.1.2 

Check both brushes for excessive wear and replace if 
necessary. 

5.1.3 

Annually 

Disassemble the axial feed unit to clean, lubricate, and 
replace the seals. 

5.1.1 

Repack the axial feed assembly gearbox with 1 oz (29.6 mL) 
of Mobilith SHC 460 grease. 

-- 

5.1.1 Axial feed assembly  

Clutch performance may be compromised if the machine has been “crashed,” has 

seen over a thousand hours of operation, or is operated in a dirty environment.  

If the axial feed fails, verify that the shear pins are intact. Extra pins are included with 

the assembly. The pins must be in place (notched end out) to engage the feed. 
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NOTICE 

Freezing temperatures may cause the axial feed box to run 
sluggishly. 

5.1.2 Hydraulic power system 

For information on maintaining the hydraulic power system, see the documentation 

from the manufacturer of your hydraulic system. 

5.1.3 Electric motor assembly 

 WARNING 

The flange/handle (PN 75648) clamped onto the motor acts as a 
torque restraint and should only be removed and reinstalled by an 
authorized Climax representative. If the flange/handle needs to be 
removed, contact Climax. Failure to do this could cause severe 
damage to the 
machine or bodily 
injury. 

Replace or repair any damaged or 

abraded parts, including brushes. 

Use only grounded, properly rated 

electrical outlets.  

 CAUTION 

Brush wear mostly 
depends on load and 
RPM. Depending on 
operating conditions, periodically check both brush for excessive 
wear and replace if necessary. 

 WARNING 

Electrical equipment can shock or cause an explosion if used near 
wet or flammable materials. Do not operate the motor if it is wet or 
exposed to combustible materials. 

5.1.4 Air motor assembly 

Do the following to increase the life of the air motor: 

 Route the air supply through a lubricator and filter. 

 Use nonrestrictive air lines and fittings. 

 Set the air motor speed only by adjusting the air control valve. 

FIGURE 38. ELECTRIC 

MOTOR WITH 

FLANGE/HANDL

E 
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 CAUTION 

Do not attempt to adjust air motor speed by changing in-line air 
pressure from 90 psi (620 kPa). 

 Use air oil that has antioxidants and rust inhibitors. The lubricator should deliver 

oil at a rate of 20-30 drops per minute at full throttle. 

 Drain water from the air filter. 

5.1.5 4:1 RDU gearbox 

Improperly packed bearings or improperly torqued bearing nuts will cause the 

gearbox to self-destruct. Have the gearbox serviced at Climax every six months in 

order to maintain the warranty. 

5.1.6 Cutting fluid 

Only use water-base cutting fluids with the Climax air mist system. Refill the 

reservoir with DoAll AL2000 as required. 

5.2 Quality checks 

Follow Table 26 for quality checks. 

TABLE 26. QUALITY CHECKS 

Area Action 

Axial feed unit 

 Rotate collet by hand, check for free movement. 

 Check feed engagement pins, feed operation, feed stop pins, and 
that feed screws are not bent. 

RDU 
Manually retract spring plungers and drive key, check for free 
movement. 

Five tool heads 
 All hardware present and in good condition for each tool head. 

 All single arm mount screws and washers are in good condition. 

Tack weld plates (P/N 
19869) 

Welds are ground off and flat surface is present for welding. 

Safety devices and 
labels 

Present and in good condition. 

Steel container (P/N 
37732) 

In good condition and all packaging materials are new. 

 

5.3 Recommended lubricants 

Use the lubricants listed in Table 27. 
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TABLE 27. RECOMMENDED LUBRICANTS 

Where Used Lubricant When Quantity 

4:1 RDU Mobilith SHC 460 
Synthetic 

Every 6 months 1 oz 

12:1 RDU Mobil SHC 634 Synthetic Every 6 months 5 oz 

AFU Mobilith SHC 460 Yearly 1 oz 

Spherical Bearings JetLube 550 Every 6 months 2 cc 

Hydraulic Oil AW 32 Every 2 years To sight glass 

Air Motor AW 32 Per use thru lubricator 6 oz 

ACME Screw WD 40 Per use by hand A/R 

Boring Bar WD 40 Per use by hand A/R 

Tool Heads WD 40 Per use by hand A/R 

Cutting Fluid DoAll AL2000 As required A/R 

Long Term Rust 
Preventative 

LP LPS-3 For storage more than 
3 months 

A/R 

 CAUTION 

Avoid damage to the machine and protect your warranty by using 
only approved lubricants. 

5.4 Troubleshooting 

This section is intended to help you solve basic machine performance problems. For 

serious maintenance or if you have questions on the following procedures, contact 

Climax. 

TABLE 28. TROUBLESHOOTING 

Problem Solution 

Axial feed unit does 
not advance the bar 

 Fully engage the feed shaft pin in the bushing slot. 

 Be sure the pin has not sheared. 

 Clean the leadscrew. 

 Be sure the feed rate is not too low. 

 Verify the axial feed unit is clamped tightly to the bar. 

 Be sure none of the clamp collars, except those on the axial feed 
unit, are over tightened. 

 Be sure the stop arm has not depressed one of the stop feed 
screw assemblies. 

Tool chatter 

 Sharpen the tool bit. 

 Decrease the nose radius on the tool bit. 

 Increase the feed rate. 

 Increase or decrease the drive motor speed. 

 Change the depth of cut. 
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Problem Solution 

 Add additional support arms or place the existing support arms 
closer to the workpiece. 

Machine is unstable Tighten all clamps and hardware. Provide additional support. 

RDU will not rotate 

 Check that the HPU is turned on. 

 Check that the HPU pump motor is rotating as indicated by the 
arrow on the pump body. 

 Check the oil level in the HPU. 

 Check that the speed control is at maximum flow. 

 Check hydraulic hose connections. 

 On electric powered units, check electrical connections and circuit 
breakers. 

 Be sure the control box on electric motors is plugged into the 
motor and turned on. 

Feed is in wrong 
direction 

Check the feed shaft position on the axial feed unit. 

HPU fails to deliver 
fluid 

 Check the fluid level and add if necessary. 

 Be sure the pump motor is turning in the correct direction. 

 Check hydraulic connections for obstructions or leaks. 

HPU motor does not 
run 

 Be sure the power unit and electrical supply are compatible. 

 Be sure the unit is plugged in. 

 Check for faulty wiring. 

 Check the reset switch in the electrical box. 

 Check the fuses in the electrical box. 
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6 STORAGE 

6.1 Storage 

Proper storage of the BB5000 will extend its usefulness and prevent undue damage.  

Do the following to prepare for storage: 

1. Clean the machine with solvent to remove grease, metal chips, and moisture.  

2. Prevent corrosion by spraying with WD-40 for short-term storage and LPS-3 for 

long-term storage. 

3. Place the boring bar with all tools and accessories in the case provided.  

4. Add a desiccant pouch or vapor wrap to absorb moisture. Replace the pouch 

according to the manufacturer’s instructions. 

5. Pack all parts into its shipping container. 
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APPENDIX A TOOLS AND RECOMMENDED SPARE PARTS 

Table 29 lists items most frequently replaced due to wear, loss, or damage. Avoid 

downtime by maintaining a small inventory of these critical parts. 

TABLE 29. TOOL KIT 

Part number Description 

14650 WRENCH END 1/2 COMBINATION LONG (KB) 

29661 WRENCH HINGE HANDLE 1/2 DRIVE 17 IN HANDLE (KB) 

34573 BIT TOOL HSS 12MM X 1.8 LH FINISH SINGLE TC (KB) 

34572 BIT TOOL HSS 12MM X 2.5 LH FINISH SINGLE TC (KB) 

13052 WRENCH HEX BIT 1/2 DRIVER X 1/2 DRIVE SOCKET (KB) 

34568 WRENCH HEX 5MM SHORT ARM (KB) 

33999 WRENCH HEX SET .050 - 3/8 BONDHUS BALL END (KB) 

25550 WRENCH HEX 5/16 X 11.4 BALLDRIVER T-HANDLE 

54033 VIDEO BB5000 SETUP AND OPERATION DVD (KB) 

34578 BIT TOOL HSS 12MM X 1.8 LH ROUGHING SINGLE (KB) 

29660 WRENCH HEX BIT 5/16 DRIVER X 12 DRIVE (KB) 

35340 WRENCH HEX 8MM SHORT ARM (KB) 

16794 WRENCH HEX BIT 3/8 DRIVER X 1/2 DRIVE (KB) 

55923 WRENCH TEE 1/4 HEX 

34579 BIT TOOL HSS 12MM X 1.0 LH ROUGHING SINGLE (KB) 

34574 BIT TOOL HSS 12MM X 1.0 LH FINISH SINGLE TC (KB) 

37528 PRINT LAYOUT BB5000 PACKAGING (KB) 

34577 BIT TOOL HSS 12MM X 2.5 LH ROUGHING SINGLE (KB) 

29652 WRENCH HEX 3MM SHORT ARM (KB) 

55924 WRENCH TEE 3/8 HEX 

34116 LABEL ACCESSORY BAG #1 BB5000 (KB) 

33785 WRENCH TORX T-45 (KB) 

14251 WRENCH TEE 3/16 HEX 

29199 WRENCH HEX 1/2 LONG ARM (KB) 

35516 HAMMER DEAD BLOW 1-3/4 DIA HEAD 

29041 WRENCH END 1-1/2 (SINGLE OPEN END) (KB) 

82949 BAG TOOL 14 X 5.5 X 6 POLYESTER 

Table 30 lists items most frequently replaced due to wear, loss, or damage. Avoid 

downtime by maintaining a small inventory of these critical parts. 
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TABLE 30. SPARE PARTS 

Part 
number 

Description Quantity UOM Where used 

12395 CLAMP COLLAR SPLIT HINGED 2-1/2 ID 4 
Piece 2 Rotational Drive Unit & 2 

Axial Feedbox Assembly 

25957 BRG ROLLER CLUTCH 1 ID X 1.312 OD X .625 4 Piece 

Axial Feedbox Assembly 

26850 HANDLE CRANK MODIFIED 1 Piece 

27015 PIN DOWEL MODIFIED .187 DIA X .75 GROOVED 2 Piece 

27197 LEAD NUT BB4500 BB5000 AXIAL FEED 2 Piece 

27200 SCREW ASSY FEED STOP BB5000 AFU 2 Piece 

10191 SCREW 3/8-16 X 1 SHCS 2 Piece 

Boring Head / Bar 
11691 SCREW 1/2-13 X 1-1/2 SHCS  2 Piece 

11734 SCREW 3/8-16 X 3/4 SSSCP 4 Piece 

13356 SCREW 5/8-11 X 2-1/2 SHCS 4 Piece 

20273 KEY 1/4 SQ X 1.00 SQ BOTH ENDS 1 Piece 

Electric Motor Assembly 
26845 

WRENCH HEX 3/8 SHORT ARM BONDHUS 
BALLDRIVER 

1 
Piece 

82698 
SP BRUSH CARBON PAIR FOR EIBENSTOCK 
EAU 34/4.1 BB4500 BB5000 

2 
Piece 

27356 NUT 1-5 ACME 7/8 TALL 1-1/2 HEX FINISHED 2 Piece Leadscrew Assembly 

48909 KEY 1/4 SQ X 1.00 RADIUS BOTH ENDS 1 Piece 

Servo Motor Assembly 
53195 

KEY 10mm X 8mm X 2.05 LONG RADIUS BOTH 
END 

1 
Piece 

14036 SCREW 1/2-13 X 2 SHCS 8 Piece 

Spherical Bearing 
Mounting Brackets 

21798 
WASHER 5/16 FLTW HARDENED 1/8 THK BLK 
OX 

4 
Piece 

22662 
WASHER 1/2 FLTW HARDENED 1-1/8 OD X 1/8 
THICK 

8 
Piece 

26250 SCREW 5/16-24 X 2 HHCS 4 Piece 

26252 SCREW 1/2-20 X 2 SSSFP 4 Piece 
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For leadscrews, order one of the following in Table 31 as needed. 

TABLE 31. LEADSCREW SPARE PARTS 

Part 
number 

Description Quantity UOM 

28654 ASSY LEADSCREW 12 INCH FEED 1 Piece 

28687 ASSY LEADSCREW 24 INCH FEED 1 Piece 

28688 ASSY LEADSCREW 36 INCH FEED 1 Piece 

TABLE 32. HYDRAULIC SPARE PARTS 

Part 
number 

Description Quantity UOM 

10191 SCREW 3/8-16 X 1 SHCS 2 Piece 

11691 SCREW 1/2-13 X 1-1/2 SHCS  2 Piece 

11734 SCREW 3/8-16 X 3/4 SSSCP 4 Piece 

13356 SCREW 5/8-11 X 2-1/2 SHCS 4 Piece 

14036 SCREW 1/2-13 X 2 SHCS 8 Piece 

21798 WASHER 5/16 FLTW HARDENED 1/8 THK BLK OX 4 Piece 

22662 WASHER 1/2 FLTW HARDENED 1-1/8 OD X 1/8 THICK 8 Piece 

25957 BRG ROLLER CLUTCH 1 ID X 1.312 OD X .625 (KB) 4 Piece 

26250 SCREW 5/16-24 X 2 HHCS 4 Piece 

26252 SCREW 1/2-20 X 2 SSSFP 4 Piece 

26296 SCREW 3/8-16 X 1/2 SSSFP (KB) 24 Piece 

26850 HANDLE CRANK MODIFIED (KB) 1 Piece 

27015 SP PIN DOWEL MODIFIED .187 DIA X .75 GROOVED (KB) 2 Piece 

27197 LEAD NUT BB4500 BB5000 AXIAL FEED (KB) 2 Piece 

27200 SCREW ASSY FEED STOP BB5000 AFU (KB) 2 Piece 

27356 NUT 1-5 ACME 7/8 TALL 1-1/2 HEX FINISHED 2 Piece 

29207 SPRING PLUNGER HAND RETRACT 1/2 X 13 (KB) 2 Piece 

31858 BIT TOOL HSS 1/2 X 1.8 LH FINISHING SINGLE TC (KB) 4 Piece 

31859 BIT TOOL HSS 1/2 X 4.0 LH FINISHING SINGLE TC 4 Piece 

31867 BIT TOOL HSS 1/2 X 1.8 LH ROUGHING SINGLE (KB) 4 Piece 

31868 BIT TOOL HSS 1/2 X 4.0 LH ROUGHING SINGLE (KB) 4 Piece 

32342 BIT TOOL HSS 1/2 X 2.5 LH FINISHING SINGLE TC (KB) 4 Piece 

32344 BIT TOOL HSS 1/2 X 2.5 LH ROUGHING SINGLE (KB) 4 Piece 

33999 WRENCH HEX SET .050 - 3/8 BONDHUS BALL END (KB) 1 Piece 

53670 ELEMENT FILTER 5/10HP HPU 10 MICRON 1 Piece 

56275 TOOL HOLDER SET 1/2 IN 2 Piece 
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Part 
number 

Description Quantity UOM 

63543 INSERT 80 DEG DIAMOND 3/8 IC .015 R KC-5010 24 Piece 

64446 OIL HYDRAULIC 5 GALLON 76 UNAX AW 32  2 Piece 

 

TABLE 33. HYDRAULIC METRIC SPARE PARTS 

Part 
number 

Description Quantity UOM 

10191 SCREW 3/8-16 X 1 SHCS 2 Piece 

11691 SCREW 1/2-13 X 1-1/2 SHCS  2 Piece 

11734 SCREW 3/8-16 X 3/4 SSSCP 4 Piece 

13356 SCREW 5/8-11 X 2-1/2 SHCS 4 Piece 

14036 SCREW 1/2-13 X 2 SHCS 8 Piece 

21798 WASHER 5/16 FLTW HARDENED 1/8 THK BLK OX 4 Piece 

22662 WASHER 1/2 FLTW HARDENED 1-1/8 OD X 1/8 THICK 8 Piece 

25957 BRG ROLLER CLUTCH 1 ID X 1.312 OD X .625 (KB) 4 Piece 

26250 SCREW 5/16-24 X 2 HHCS 4 Piece 

26252 SCREW 1/2-20 X 2 SSSFP 4 Piece 

26850 HANDLE CRANK MODIFIED (KB) 1 Piece 

27015 SP PIN DOWEL MODIFIED .187 DIA X .75 GROOVED (KB) 2 Piece 

27197 LEAD NUT BB4500 BB5000 AXIAL FEED (KB) 2 Piece 

27200 SCREW ASSY FEED STOP BB5000 AFU (KB) 2 Piece 

27356 NUT 1-5 ACME 7/8 TALL 1-1/2 HEX FINISHED 2 Piece 

29207 SPRING PLUNGER HAND RETRACT 1/2 X 13 (KB) 2 Piece 

33999 WRENCH HEX SET .050 - 3/8 BONDHUS BALL END (KB) 1 Piece 

34571 BIT TOOL HSS 12MM X 4.0 LH FINISH SINGLE TC (KB) 4 Piece 

34572 BIT TOOL HSS 12MM X 2.5 LH FINISH SINGLE TC (KB) 4 Piece 

34573 BIT TOOL HSS 12MM X 1.8 LH FINISH SINGLE TC (KB) 4 Piece 

34576 BIT TOOL HSS 12MM X 4.0 LH ROUGHING SINGLE (KB) 4 Piece 

34577 BIT TOOL HSS 12MM X 2.5 LH ROUGHING SINGLE (KB) 4 Piece 

34578 BIT TOOL HSS 12MM X 1.8 LH ROUGHING SINGLE (KB) 4 Piece 

34642 SCREW M16 X 1.5 X 8 SSSFP (KB) 24 Piece 

38678 WRENCH HEX SET 1.5 - 10MM BONDHUS BALL END (KB) 1 Piece 

53670 ELEMENT FILTER 5/10HP HPU 10 MICRON 1 Piece 

63533 TOOL HOLDER SET 12MM 2 Piece 

63543 INSERT 80 DEG DIAMOND 3/8 IC .015 R KC-5010 24 Piece 

64446 OIL HYDRAULIC 5 GALLON 76 UNAX AW 32  2 Piece 
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APPENDIX B ASSEMBLY DRAWINGS AND PARTS LISTS 

NOTICE 

The following diagrams and parts lists are for reference purposes 
only. The machine Limited Warranty is void if the machine has been 
tampered with by anyone who has not been authorized in writing by 
CLIMAX to perform service on the machine. 

FIGURE 39. UNIVERSAL MOUNT 2-1/4” BAR (P/N 36959) .................................................................... 58 

FIGURE 40. FACING HEAD FEED ASSEMBLY 24" (P/N 44716) ............................................................... 59 

FIGURE 41. FEED BOX ASSEMBLY (P/N 47419) .................................................................................. 60 
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FIGURE 43. ROTATIONAL DRIVE UNIT (P/N 49684).............................................................................. 62 
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FIGURE 46.  ROTATIONAL DRIVE UNIT 12:1 PARTS LIST (P/N 53165) .................................................... 65 
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FIGURE 56. EIBENSTOCK ELECTRIC MOTOR 4-SPEED REVERSIBLE ASSEMBLY (P/N 75860) .................... 75 
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FIGURE 63. AIR MOTOR ASSEMBLY (P/N 28697) ................................................................................ 82 

 

  



 

Page 58 BB5000 Operating Manual  

 

 

 
FIGURE 39. UNIVERSAL MOUNT 2-1/4” BAR (P/N 36959) 
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FIGURE 40. FACING HEAD FEED ASSEMBLY 24" (P/N 44716) 
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FIGURE 41. FEED BOX ASSEMBLY (P/N 47419) 
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FIGURE 42. FEED BOX ASSEMBLY PARTS LIST (P/N 47419) 
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FIGURE 43. ROTATIONAL DRIVE UNIT (P/N 49684) 
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FIGURE 44. ROTATIONAL DRIVE UNIT PARTS LIST (P/N 49684) 
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FIGURE 45. ROTATIONAL DRIVE UNIT 12:1 (P/N 53165) 
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FIGURE 46.  ROTATIONAL DRIVE UNIT 12:1 PARTS LIST (P/N 53165) 
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FIGURE 47. AXIAL FEED UNIT (P/N 28636) 
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FIGURE 48. AXIAL FEED UNIT PARTS LIST (P/N 28636) 
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FIGURE 49. HANGER BEARING ASSEMBLY (P/N 56340) 
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FIGURE 50. GROUP HEAD BORING (P/N 11816) 
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FIGURE 51. UNIVERSAL MOUNT 2" BAR (P/N 55946) 
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FIGURE 52. MOUNT SINGLE ARM ASSEMBLY 2-1/4" BAR (P/N 37472) 
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FIGURE 53. 2-ARM ASSEMBLY MOUNT 2-1/4" BAR (P/N 37473) 
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FIGURE 54. MOUNT ID CHUCK AND JAW ASSEMBLY (P/N 20319) 
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FIGURE 55. EIBENSTOCK ELECTRIC MOTOR ASSEMBLY (P/N 88012) 
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FIGURE 56. EIBENSTOCK ELECTRIC MOTOR 4-SPEED REVERSIBLE ASSEMBLY (P/N 75860) 
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FIGURE 57. HYDRAULIC MOTOR ASSEMBLY (P/N 28615) 
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FIGURE 58. HYDRAULIC POWER SYSTEM (P/N 25584M) 
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FIGURE 59. PNEUMATIC MOTOR ASSEMBLY (P/N 37499, 37500) 
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FIGURE 60. PNEUMATIC CONDITIONING UNIT (P/N 78264) 
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FIGURE 61. PNEUMATIC CONDITIONING UNIT PARTS LIST (P/N 78264) 
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FIGURE 62. PNEUMATIC CONNECTION PACKAGE (P/N 15088) 
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FIGURE 63. AIR MOTOR ASSEMBLY (P/N 28697) 
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APPENDIX C SCHEMATICS 
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FIGURE 64. CONTROLLER BB5000 BB4500 EIBENSTOCK  2ND GEN 230V 50-60 HZ CE BOM (P/N 88035) 
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FIGURE 65. CONTROLLER BB5000 BB4500 EIBENSTOCK 2ND GEN 230V 50-60 HZ DOMESTIC BOM (P/N 88036) 
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FIGURE 66. CONTROLLER BB5000 BB4500 EIBENSTOCK 2ND GEN 120V DOMESTIC BOM (P/N 88037) 
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FIGURE 67. CONTROLLER BB5000 BB4500 EIBENSTOCK 2ND GEN 120V CE BOM (P/N 88038) 
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FIGURE 68. CONTROLLER BB5000 BB4500 EIBENSTOCK  2ND GEN 230V 50-60 HZ CE SCHEMATIC 

(P/N 88035) 
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FIGURE 69. CONTROLLER BB5000 BB4500 EIBENSTOCK 2ND GEN 230V 50-60 HZ DOMESTIC 

SCHEMATIC (P/N 88036) 
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FIGURE 70. CONTROLLER BB5000 BB4500 EIBENSTOCK 2ND GEN 120V DOMESTIC SCHEMATIC 

(P/N 88037) 
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FIGURE 71. CONTROLLER BB5000 BB4500 EIBENSTOCK 2ND GEN 120V CE SCHEMATIC (P/N 88038) 
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FIGURE 72. MOTOR CABLE ASSEMBLY BB5000 EIBENSTOCK 2ND GEN 120V 12AWG 

BOM/SCHEMATIC (P/N 88649) 
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FIGURE 73. MOTOR CABLE ASSEMBLY BB5000 EIBENSTOCK 2ND GEN 230V 14 AWG 

BOM/SCHEMATIC (P/N 88650) 
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FIGURE 74. POWER CABLE ASSEMBLY BB5000 EIBENSTOCK 2ND GEN 120V DOMESTIC L5-30P PLUG 

BOM (P/N 88652) 
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FIGURE 75. POWER CABLE ASSEMBLY BB5000 EIBENSTOCK 2ND GEN 120V CE 332P4W PIN/SLEEVE 

PLUG BOM (P/N 88653) 
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FIGURE 76. POWER CABLE ASSEMBLY BB5000 EIBENSTOCK 2ND GEN  230V CE CEE7/7 SCHUKO 

PLUG BOM (P/N 88654) 
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FIGURE 77. POWER CABLE ASSEMBLY BB5000 EIBENSTOCK 2ND GEN 230V DOMESTIC L6-15P PLUG 

BOM (P/N 88655) 
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FIGURE 78. PNEUMATIC CONDITIONING UNIT SCHEMATIC (P/N 59248) 
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APPENDIX D MSDS 

The MSDS of the recommended lubricants are included in the following pages: 

AW-32  ................................................................................................................................... 102 

DoAll AL2000 ............................................................................................................................... 106 

Jet-lube 550 ................................................................................................................................. 112 

LPS3  ................................................................................................................................... 120 

Mobil SHC 634 Synthetic ............................................................................................................. 129 

Mobilith SHC 460 Synthetic ......................................................................................................... 139 

WD 40  ................................................................................................................................... 149 
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