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Introduction 

About this Manual 

CLIMAX machines are highly configurable with many options and accessories. This manual 
covers the use and operation of all of those possible options. The machine configuration 
purchased by a customer may not contain all of the options and accessories in this manual. 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 flange facer. The machine is 
designed for facing, beveling and grooving operations. All parts meet CLIMAX’s strict quality 
standards. For maximum safety and performance, you must read the entire manual before 
operating the machine. 

Safety Guidelines 

The primary safety challenge for most on-site maintenance is that repairs are often done under 
difficult conditions.  

CLIMAX leads the way in promoting the safe use of portable machine tools. Safety is a joint 
effort. As the operator of this machine, you are expected to do your part by closely examining 
the job site and following the operating procedures outlined in this manual, your own company 
rules, and local regulations.  

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. 
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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. Avoid contact 
with bare skin until the machine has cooled. 

 

Eye protection is required. 

 

 

Hearing protection is required. 

 

The maximum temperature data (taken after 35 minutes of operating the machine in a continuous 

cut) is 129 o F (54o C). 
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Labeling Guidelines 
The purpose of product safety signs and labels is to increase the level of awareness to possible 
dangers.  

Safety Alert Symbols indicate DANGER, WARNING or CAUTION. These symbols may be used 
in conjunction with other symbols or pictographs. Failure to obey safety warnings can result in 
serious injury. Always follow safety precautions to reduce the risk of hazards and serious injury. 

 

 

DANGER 

Indicates a hazardous situation that could be fatal or 
cause serious injury. 

 

 

WARNING 

Indicates a potentially hazardous situation that 
could be fatal or cause serious injury. 

 

 

CAUTION 

Indicates a potentially hazardous situation that 
could result in minor to moderate injury, damage to 
the machine or interruption of an important 
process. 

 

 

IMPORTANT 

Provides critical information for the completion of a 
task. There is no associated hazard to people or the 
machine. 

 

 

TIP 

Provides important information regarding the 
machine. 

 

 

 



 

Page 4 FF7200 Operating Manual 

 

 

Risk Assessment and Hazard Mitigation 

Machine Tools are specifically designed to perform precise material-removal operations. 

Stationary 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. Stationary 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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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 (shown on page 6).  

 
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 section on page 13. 

 
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 the Setup section) 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 section with the recommended lubricants on page 60. 

 
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. 
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Labels 

  

Part Number 29154 – CE Machine Nameplate 
Part Number 29152 – Mass Tag displays the 

weight of a group of components or the assembly 

  

Part Number 59039 – Designated Lift Point Part Number 39546 – Chemical Designator 

 
 

Part Number 35772 – Ball Valve Handle Part Number 27462 – Warning Label 

 

 

Part Number 84019 – CLIMAX Logo 
Part Number 59037 – Hearing Protection 

Required 
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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 pre- paid, 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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General Information 

• Use of large, heavy-duty, construction-grade bearings provides powerful, 
rigid performance throughout the entire machine facing range, even 
machining over bolt hole patterns. 

• Infinitely variable feed rates from 0.002-0.035”/rev (0.051-0.889 mm/rev) 
provide operational flexibility and the ability to provide phonographic 
finishes with OFF/ON capabilities. 

• The tool head may be rotated a full 360˚, providing the ability to create a 
variety of chamfers, O-Ring grooves, lens rings and other angular 
surfaces as needed. 

• Oversized ring gear provides steady rotation for difficult machining 
challenges. 

• Unique chucking system minimizes parts and greatly simplifies machine 
set-up and tear down. 

• Chucking system can be removed to allow customers to face mount the 
flange facer for applications like machining heat exchanger flanges. 

• Turning arm can be infinitely positioned to reduce rotating swing clearance 
as needed for close quarter applications. 

• Feed box can be mounted to provide either radial or axial feed. 

• Features a remote control feed rate adjustment to allow the machine 
operator to safely adjust the feed rate without reaching into the rotating 
machine. This also allows for feed adjustment while machining. 
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Standard Components 

 

Figure 1. Components 

Table 3. Components figure identification 

Number Description 

1 Lifting eyes 

2 Tool arm assembly (30–72" [762–1,829 mm] range) 

3 Rotary union 

4 Tool arm clamps 

5 Drag brake 

6 Counterweight assembly 

7 Leveling feet 

8 Chucking assembly (30–72" [762–1,829 mm] range) 

9 Drive assembly 
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Figure 2. Main machine in wood crate 

Figure 3. Tool Kit 

Number Description 

10 Swiveling tool head 

11 Pneumatic feedbox 

12 Non-leveling feet 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

Main Machine Components  

1 FF7200 Main Machine with counter weight and turning arm assembly 

8 57701 Chuck Leg 2.5 Inch Long 

8 57702 Chuck Leg 5.0 Inch Long 

8 57703 Chuck Leg 8.0 Inch Long 

8 57704 End Cap 4.5 Diameter 

4 57637 Leveling Foot with #57556 M30 x 3.5 Jam Nut 

4 57899 Non-leveling Foot with #57556 M30 x 3.5 Jam Nut 

1 59329 Pneumatic Conditioning Unit w/Quick Coupler #55126 

1 58185 Tool Kit Box (see contents below) 

1 59245 Hose and Control Valve Assembly (feed unit controller) 
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Tool Box Contents

120” 50985Tubing 1/4 in OD x .040 Wall DOT 1200 psi Nylon 

120” 59151 Tubing 1/8 in OD x .023 Wall DOT 1000 psi Nylon 

1 59129 Operator Manual FF7200 

1 35516  Dead Blow Hammer 1-3/4 Dia. Head 

2 65188 WrenchSpanner110mm to 115mm (4-1/2) Dia. .300 Dia. Pin 

2 58353  Open End Wrench 55mm x 9-1/2 Long 

1 14818  Ratchet Wrench ½ Drive 

1 46250  Hex Socket 10mm x ½ Drive 

1 46249  Hex Socket 14mm x ½ Drive 

1 46252  Hex Socket 17mm x ½ Drive 

1 58354  Socket Wrench Extension ½ Drive x 5 Long 

1 34866  Air Tool Oil- 4 oz. Bottle 

1 33999  Hex Wrench Set- .050- 3/8 Inch Ball End 

1 38678  Hex Wrench Set- 1.5- 10mm Ball End 

1 63678  Knob Cast Iron 

1 29066  Tool Bit HSS ¾ x 5 LH Finish Single SC 

1 29067  Tool Bit HSS ¾ x 5 RH Finish Single SC 

10 61820 Carbide Insert- Saco WNMP 431-MF1 TM4000 

1 39633  Torx Wrench T-15 

1 60034  Holder Insert ¾ Sq. Shank RH 

1 60033  Holder Insert ¾ Sq. Shank LH 

8 45530  Screw M8 x 1.25 x 30mm 

4 59085  Setup Finger FF7200 
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Dimensions and Clearance 
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Setup 

Receipt and Inspection 
Your CLIMAX product was inspected and tested before 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. 

4. When unpacking the machine, place machine on 4-inch high blocks to prevent damaging 
the components. 

5. The machine is coated with a waxy preservative to prevent corrosion during shipping. 
Clean this substance off the machine with solvent to prevent excess accumulation of dirt. 

Contact CLIMAX immediately to report damaged or missing components. 

Preparing the Machine for Use 

Pre-setup Check 

The FF7200 can be set up and mounted in many ways. Before setting up the flange facer, check 
the following: 

1. The machine assemblies are positioned correctly. 

2. There is enough room to position the entire machine on or near the work piece. 

3. All connections are correctly attached. 

Assessing the Work Area 

The FF7200 often is used in dangerous locations (in elevated positions, near other operating 
equipment, overhead, etc.). CLIMAX cannot foresee where this machine will be used; therefore, 
you must perform a site-specific risk assessment (see page 5) for each job before starting work. 
 
The FF7200 has remote operation features that enable you to choose the optimum location to 
work from (see the checklist on page 5). 
 

 

WARNING 

Always follow safe work practices, including site-specific safety 
requirements. It is your responsibility to perform a risk 
assessment before you set up the machine and each time before 
you operate the machine. 
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Lifting and rigging 

 

DANGER 

The FF7200 is very heavy when fully assembled. Use caution and 
follow all site rigging procedures such as a lift plan and never 
allowing anyone under the load. Falling or uncontrolled swinging of 
machinery can cause serious injury or death. 

 

The FF6200 has lifting points for individual sub-assemblies and for the completely assembled 
machine, as shown below.  

 

Figure 4. Designated lifting points 

Table 4. Lifting point figure identification 

Number Description 

1 Hub diameter 

2 Inside flange 

3 Support legs 

The sub-assemblies may be disassembled and individually lifted by the labeled hoist rings on each 
sub-assembly. 

The counterweight lifting eyes can be positioned in many locations depending on the configuration 
and orientation of the machine. Only use these lifting eyes to lift the counterweight. 

• Connect the appropriate lifting equipment to the lifting eyes located on top of the 

machine when lifting the entire assembly. 

• Use all four lifting eyes for stability. 

• Never lift the machine by the drive motors, pneumatic lines, controls, machining arm, or 

counterweight. 

• The machine can be broken down into more manageable sections for easier lifting. 

 

CAUTION 

Lift the machine ONLY by the hoist rings marked. 
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• Follow all proper lifting procedures and secure the machine properly before lifting. 

• Only use slings, straps or chains that are rated for the weight of the equipment. 

 

DANGER 
Do not lift the assembled machine by the lifting eyes or hoist 
rings on the counterweight or the machining arm. Only lift the 
assembled machine by the lifting eyes.  

Lifting the assembled machine by other lifting points can cause 
the machine to fall from the rigging.  

 

 

There are four hoist rings locations on the top of the rotary table. Depending on the application 
orientation, secure the supplied hoist rings in the necessary locations. When lifting the machine, 
pay special attention to the location of the center of gravity when lifting. Always make sure that all 
machine parts are tightened properly to prevent hazards. 

Installation Hazards 
The installation stage can be dangerous, as it relies on the operator and other personnel following 
the recommended safety precautions. Consider the following warnings carefully before 
undertaking the assembly process. 
 

 

WARNING 

Swinging or falling machinery could cause serious injury or death to 
personnel. Secure all components to the machine before lifting. Use 
supplemental rigging, such as setup fingers, during setup. 
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WARNING 

If not properly secured, this machine 
can fall and cause fatal injuries to 
personnel. Pay special attention to 
vertical flange installations.  

• Chucking feet must be 
secured to the workpiece.  

• Setup fingers and safety weld 
plates should be utilized when 
possible.  

• If not possible, contact 
CLIMAX to determine a custom 
solution.  

 
To avoid the risk of a falling machine, secure the machine by tack-welding safety blocks over the 
upper jaws or by using clamps bolted to the underside of the leveling feet (safety blocks and 
clamps not included with the machine).  
 

 

WARNING 

Do not remove the crane until the jacking bolts are tightened to the 
specified torque (for milling 150 ft-lb [203 Nm]; for single-point, 55 ft-lb 
[75 Nm]) and at least one of the securing methods is in place. 

 

 

IMPORTANT 

If the torque value cannot be achieved without acceptable workpiece 
deformation, the operator must apply their own secondary support and 
restraint devices. 

 

 

WARNING 

Do not extend the jacking feet over 3” (mm). If needed, add additional 
leg sections to minimize the length of the threaded jacking screw that is 
exposed. 
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Eight-Step Installation Instructions 

 
The FF6200 is shown in the above illustration. 
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Overview of FF7200 flange facer setup 

Inspect and perform necessary maintenance on the machine before mounting on a workpiece. The 
following steps are an overview of the processes involved with setting up the FF7200 in the ID 
mounting configuration.  

Do the following to mount the machine to the workpiece: 

1. Make sure that power sources are disconnected.  

2. Measure the surface for mounting and select 
proper parts for machining, attaching 
(customer-supplied) scab plates or other 
mounting surfaces as needed.  

3. Before inserting the flange facer into the work 
piece, confirm the legs are securely attached to 
the machine. 

a. For ID mounting: Confirm that the ID 
mounting legs are set to a diameter 
smaller than the internal mounting 
diameter. 

b. For OD mounting: Confirm that the OD 
mounting legs are set to a diameter 
larger than the flange diameter. Refer to the Chuck mounting section on page 23 
for the complete procedure for chuck leg setup. 

 

IMPORTANT 

If mounting the FF7200 in the vertical orientation, then the machining arm and 
counterweight should be attached to the rotary table (step 4) before mounting 
the machine to the workpiece (step 8). This will reduce the possibility of an 
unintentional rotational shift during the installation process. 

4. Position the counterweight and 
machining arm in location slots that are 
equal distance  

5. from the center of the machine, the 
same location number, in order to 
balance the machine.  

6. Secure the machining arm and 
counterweight to the rotary table. 
Torque the machining arm mounting 
bolts to 45 ft-lbs (61 Nm) and torque the 
counterweight arm mounting bolts to 55 
ft-lbs (75 Nm). 

7. Attach the crane slings to the lifting 
points on the rotary table. 

 

 

 

 

 

Figure 5. Measure the workpiece 

 

Figure 6. Assembled machine lifting points 
(FF8200 shown) 
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WARNING 

Only use individual slings for each hoist rings and be sure that they 
are of appropriate and equal length, and rated for the machine 
weight, and sling angle. 

8. Lift the machine slowly and carefully. If it is out 
of balance, lower the machine to the ground. 
Make adjustments before attempting to lift and 
maneuver it again. 

9. Mount the machine to the workpiece using 
setup fingers (Figure 7). 

10. Connect any control cables that may be 
necessary (depending on configuration). 

11. Check that the machine is centered and 
leveled before performing any machining 
operations. 

Adjusting the tool head gib screws 
The tool head gib is adjusted using the six 
M6 screws. Adjustment should only be 
necessary after many hours of use and if 
the machine is no longer producing a good 
finish.  

 

If a slide is visibly loose and causing 
machining problems, tighten the six 
screws by small increments until a slight 
drag is felt as the tool is traveling. 

Rotating the tool head 
The tool head can be rotated by loosening the single 
draw bolt coming from the back of the tool head, 
positioning the tool head, and tightening the draw bolt. 

 

 

CAUTION 
Do not loosen the tool head rapidly. Keep your hand on the tool head for 
stability. Quick disengagement of the tool head can cause it to swing 
unexpectedly and may result in personnel injury or machine damage. 

 

Figure 7. Setup finger 
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Adjusting the radial slide anti-backlash lead nut 
The radial slide lead nut is adjustable to provide near zero backlash. Adjustment of the lead nut is 
done by one M4 set screw on each of the two lead nuts. 

 

Adjustment should only be necessary after many hours of use. These should only be adjusted if 
the machine is no longer producing a good finish. 

If the slide is visibly loose and causing machining problems, tighten the two set screws by small 
increments until less than 0.001” (0.025 mm) of the backlash can be measured. 

After adjustment, check travel over the full length of leadscrew for tight spots. 

Positioning the machining arm 
The machining arm is adjustable for versatile positioning and to clear obstructions.  

Do the following to reposition the arm:  

1. Loosen the screws holding the four 
clamps. 

2. Hold the safety stop pin open. 

3. Slide the arm to the desired position. 

4. Release the safety stop pin. If 
necessary, adjust the machining arm 
until the safety stop pin engages in the 
retention notch. 

5. Retighten the clamps and the 
counterweight. 

 

WARNING 

Tighten the clamp bolts to 45 ft-lbs (61 Nm) to prevent 
unexpected movement that could cause serious injury or death. 

 

 

WARNING 

Position the machining arm so that the safety stop pin engages the 
retention notch in the machining arm.   

Do not disable the safety stop pin. The safety stop pin is intended 
to prevent unwanted shifting of the machining arm, which could 
result in serious injury or death. 
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CAUTION 
After adjusting the machining arm, make sure that the 
counterweight is set to the corresponding bolt location 
increment.  

For precise machining and to avoid damage to the machine, the 
counterweight and machining arm should always be equally 
spaced from the center of the machine. 

 

Figure 8. Machining arm and counterweight equally spaced 

The machining arm is fitted with a half-rule 
with both inch and centimeter markings to 
assist in setting the counterweight to 
balance the machine.  

 

 

 

 

 

 

 

 
 

Figure 9. Machining arm ruler 
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Because the arm is moved radially from 
center, the half-rule shows inches and 
centimeters in half-increments and is 
measured from the safety stop pin as shown 
in Figure 9. 

 

 

 

 

 

 

After repositioning the arm, adjust the 
counterweight to match the reading on the 
half-rule at the safety stop pin of the 
machine.  

The counterweight fasteners are marked 
with ranges (Figure 11) that match the 
approximate setting on the machining arm. 

 

 
 
 

Positioning the counterweight 

 

IMPORTANT 

The counterweight must be installed when the machine is used in a 
vertical machining application. CLIMAX recommends that you always 
use the counterweight as it improves the performance of the machine 
and produces a flatter surface. 

 

The counterweight arm can be positioned at various 
distances from center to balance the machine. It was 
designed to approximate the weight of the machining 
arm and the counterweight is approximately the same 
weight as the tool head.  

This allows the counterweight to be set the same 
distance from the center of the machine as machining 
arm and be sufficiently balanced. 

 

 

 

WARNING 

Tighten the counterweight arm mounting bolts to 55 ft-lbs (75 Nm) to 
prevent unexpected movement that could cause serious injury or death. 

Be sure all mounting hardware is secure. A loose counterweight can fall 
off during operation, seriously injuring the operator or bystanders. 

 

Figure 10. Stop pin 

 

Figure 11. Counterweight fasteners 
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CAUTION 
For precise machining and to avoid damage to the machine, the 
counterweight and machining arm should always be equally spaced 
from the center of the machine. The location numbers should be the 
same. 

 

Chuck mounting 
See the Installation Hazards section on page 15 for a full list of installation hazards. 

The machine ships with the main body mounted to the chuck.  

To prevent accidental machine rollout, tack weld safety blocks over the upper chuck arms 
immediately after lifting the machine into place, before leveling or centering the machine. 

 

Recommended ID mounting setup 

Chucking leg chart 

Diameters 10" (762 mm) leg 5" (127 mm) leg 2.5" (63.5 mm) leg 

30–35" (762–889 mm) 0 0 0 

35–40" (889–1,016 mm) 0 0 1 

40–45" (1,016–1,143 mm) 0 1 0 

45–50" (1,143–1,270 mm) 0 1 1 

50–55" (1,270–1,397 mm) 1 0 0 

55–60" (1,397–1,524 mm) 1 0 1 

60–65" (1,524–1,651 mm) 1 1 0 

65–70" (1,651–1,778 mm) 1 1 1 

 

Do the following to mount and align the machine: 

1. Measure the bore diameter of the work piece. 

2. Select the proper leg extensions and screw actuators. 

3. Apply never-seize (provided in the tool kit) to the threads and contacting faces of each leg 

section before screwing them together. 

 

Figure 12. Anti-seize lubricant locations 
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4. Before putting the chuck onto the workpiece, ensure the jacking screws are roughly 

retracted equally and equipped with the setup fingers. 

 

LEVELING FOOT 

5. Use a simple scale to center the jacking screws. No more than 0.1” (2.54 mm) clearance 

is needed to allow comfortable insertion of the chuck. 

6. Place the mounting chuck into the bore of the flange and tighten the leveling feet evenly 

with the wrench provided in the toolkit. Make sure that the setup fingers are seated 

evenly. 

 

CAUTION 
Before putting the chuck onto the workpiece, check that the 
jacking screws are roughly equally retracted and equipped with 
the set-up fingers. 

7. Adjust the jacking screws to center the machine. Set a dial indicator or other tool to the 

bore if the exact center is required. 

8. After securely attaching the machine to the flange, 

mount a dial indicator on the turning arm and indicate the 

surface of the flange by manually rotating the machine. 

9. Level the machine by turning the jacking screws in each 

of the leveling feet. 

10. Tighten the leveling feet and stationary feet by torqueing 

to the following specifications: for milling, 150 ft-lb (203 

Nm); for single-point, 55 ft-lb (75 Nm). 

11. Check the machine for level once again. 

12. Repeat this procedure until the machine is aligned. 

13. Secure the chuck by tightening the jam nuts with the 

wrench. 

14. Check the machine for level once again. 

15. Repeat this procedure until the machine is aligned. 

16. Make sure that the machine is secure in the fixture. 

17. Remove the setup fingers. 

 

CAUTION 
Use only the small wrench on the jam nuts. Do not use excess 
force by using a larger wrench, which could damage the 
machine. 

 

SETUP FINGER 
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Figure 13. Tool kit 

Feed system 
The feed system includes a flow control at the 3-way control valve 
that is set at the factory at 5 scfm. 

 

 

 

 

 

 

Figure 14. Flow control 

 

  

 

IMPORTANT 

CLIMAX recommends that you do not adjust 
this valve. 
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Feed box 

The machines are fitted with a remote feedbox adjustment 
at the air shut-off valve. All adjustments to the feed rate 
are done from this point. The air supply lines to the feed 
box are supplied in two sizes, 1/4“ and 1/8”. This prevents 
accidentally swapping hoses. 

The feedbox only feeds in one direction, without a setup 
change. 

To reverse the direction, it is not necessary to disconnect 
the hoses. Do the following: 

1. Remove the feed shaft and the two bolts 
connecting it to the arm. 

2. Rotate the feedbox until the arrow points in the 
desired feed direction. 

3. Reinstall the bolts and feed shaft. 

 

 

 

This feedbox has two positions, engaged and neutral. 

 

In neutral, the tool may be manually fed in either direction. Hoses connected to the feedbox 
should have approximately 12” of extra length coiled inside the arm to allow the arm to move and 
still keep the hoses clear of snag hazards.  
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To disconnect feed hoses, press down on the collar around the hose and pull the hose out. 

 

Single point turning with the milling arm option 
Use the supplied ratchet box wrench to operate the feedbox in this configuration, P/N 48854 3/8” / 
7/16”. 

 

CAUTION 

When single point turning with the milling arm, use the 
supplied ratchet box wrench for the feedbox, not the hand 
wheel. This will prevent the creation of a pinch point. 

 

Check the following before milling: 

• All machine parts are secure, including the tool head, tool holder, and tool bit. 

• The tool head is set at the desired angle. 

• The feed direction and rate are set correctly.  

 



 

Page 28 FF7200 Operating Manual 

 

 

Surface mount (optional equipment) 

The surface mount kit provides the ability to use the FF7200 in situations where the regular 
inside diameter mount cannot be used. The surface mount kit may be used in backfacing 
applications or where there is a need to machine up to or past the outside dimension and there 
is no way to mount the FF7200. 

The surface mount kit (P/N 79550) does not change the operation of the FF7200. 

The FF7200 machine is very heavy. Use the appropriate lifting equipment when lifting the 
machine. Only lift the machine by all the lifting points for stability. The machine can be broken 
down into smaller sections for easier lifting. Do not lift the machine by the drive motors, 
pneumatic lines, controls, machining arm, back face attachment, turning arm, or counterweight 
lifting points.  

 

WARNING 

Falling or uncontrolled swinging of machinery can 
cause serious injury or be fatal to the operator and 
bystanders. Lift the machine by the lifting eyes.  

• For face mounting the machine during single point machining, it is important to use the 
counterweight arm to balance the machine load. 

• Do not remove any machine parts while the machine is vertical, unless you are sure the parts and 
the machine are secured.  

 

 

WARNING 

Do not remove the drive motor while the machine is 
vertical. This will release the machine and it will settle 
to the heaviest point of gravity very quickly.  

Uncontrolled rotation of the machine can damage the 
machine or cause severe personnel injury or death. 
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Setup 

Do the following procedure to assemble the machine for surface mounted facing. 

1. Remove the chuck from the bottom of the FF7200, as seen in Figure 15. 

2. Attach the plate extensions to the bottom plate, as seen in Figure 16. 
3. Attach the tack weld blocks to the plate extensions using the supplied bolts, as seen 

in Figure 17 and Figure 18. 

4. Attach the tack weld plates to the workpiece by either tack welding them or another 

desired method, such as clamping or bolting.  

 

Figure 15. Remove the chuck 

 

Figure 16. Plate extensions attached to the bottom 
plate 

 

Figure 17. Detail of surface mount kit 

 

Figure 18. Tack weld blocks attached to the plate 
extensions 
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Centering and leveling the machine 

The surface mount kit (P/N 79550) has two leveling set screws and one centering set screw 
per plate extension/tack weld block combination as seen in Figure 19. 

1. Center the machine using a tape measure to get a rough centering.  

2. Use the set screws to make the final adjustments. 

3. Level the machine using the eight leveling set screws. 

 

 

Figure 19. Location of leveling and centering set screws 
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Back face attachment setup (optional equipment) 

The back face attachment consists of the back face attachment and screws to mount the 
attachment to the turning arm. 

 

Figure 20. Backfacing attachment 

 

CAUTION 

Always use the counterweight arm with the back face 
attachment. The heavy back face attachment alone 
will unbalance the machine and may result in poor 
machined surface quality. 
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Back face attachment assembly 

Do the following to assemble the back face attachment: 

1. Remove the five dowel pins from 
the milling arm plate before 
installing the back face attachment. 

2. Attach the back face attachment to 
the milling arm using the four M10 
socket head cap screws as shown 
in Figure 21. Tighten the cap 
screws to 58Nm (42ft-lb). The 
height of the back face attachment 
may be adjusted by using the 
provided mounting holes, position 
back face attachment based on the 
flange thickness.  

Table 5. Backfacing attachment detail figure 
identification 

Number Description 

1 Back face attachment 

2 Milling arm 

3 M10 socket head cap screw 

3. Position the turning arm based on 
the workpiece flange diameter (see 
Figure 22).  

4. Position the counterweight arm 
based on turning arm location.  

Table 6. Backfacing attachment on flange figure 
identification 

Number Description 

1 Lift point 

2 
Hole pattern for adjusting the 
position for different flange 
thicknesses 

3 Machine 

4 Four attachment screws 

5 Flange 

6 Tool head 

 

Figure 21 Detail of assembly of backfacing 
attachment 

 

Figure 22 Backfacing attachment on flange 



 

 

P/N 59129, Rev. 9 Page 33 

 

 

Tool head assembly 

Do the following to assemble the tool head for back facing: 

1. Attach the tooling head to the back 
face attachment using the M20 
socket head cap screw and flat 
washer used to attach the tool 
head to the radial arm (see Figure 
23). Tighten the cap screw to 135 
ft-lbs (185 Nm).  

2. Place the cutting tool into the tool 
head. 

 

 

 

 

 

 

Counterweight assembly 

The counterweight should be moved out the 
same distance as the turning arm, as described 
in the counterweight section of this operation 
manual. Figure 24 shows the arrangement when 
using the facing attachment. 

 

 

Figure 23. Detail of tool head assembly 

 

Figure 24. Counterweight position 
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OD mount (optional equipment) 

 

Figure 25. FF7200 OD Mount 

Preparation 

If the machine is not setup for OD machining, then the main body or chuck of the 
flange facer must be rotated 
upside down in order to use the 
OD mount. 

Before rotating, the legs must be 
removed and the rotary union 
must be attached in the proper 
direction using the kit accessories. 

Remove the tooling arm and re-
attach using the OD mounts. 

See the following drawings for 
details. 
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Table 7. Recommended OD mounting setup 

Mounting 
Diameter* 

Machining 
Diameters 

10" (254 
mm) leg 

5" (127 
mm) leg 

2.5" (63.5 
mm) leg Arm bolt position 

58" (1,473 mm) 
30–45"  
(762-1,143 mm) 

1 1 0 
Leg in 3 

63" (1,600 mm) 
30–50"  
(762-1,270 mm) 

1 1 1 
Leg in 2 

68" (1,727 mm) 
30–55"  
(762-1,397 mm) 

2 0 0 
Leg in 1 

73" (1,854 mm) 
30–60"  
(762-1,524 mm) 

2 0 1 
Top plate inside 4 

78" (1,981 mm) 
30–65"  
(762-1,651 mm) 

2 1 0 
Top plate middle 4 

83" (2,108 mm) 
30–70"  
(762-1,778 mm) 

2 1 1 
Top plate outside 4 

88" (2,235 mm) 
30–72"**  
(762-1,828.8 mm) 

2 2 0 
Top plate outside 2 

 

The tool head may be tilted to cut at a 3" (76 mm) larger diameter than what is listed at each mounting 
diameter. 
 
*Diameter denotes the location of center of clearance hole in setup foot. It may be adjusted slightly to fit 
need. Setup feet may also be flipped 180° for another 2.5" (63.5 mm) diameter adjustment. 
 
**Important: The setup requires an experienced machinist. Machine may need some modifications or 
adjustments when machining at these diameters. It is recommended to mount at 83" (2,108 mm) and 
tilt the tool head. 
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Reference Figure 26 for the following procedure: 

1. Remove the 4 arm clamps from the rotary table. 

2. Remove the rotary union. 

3. Install the clamp risers, be sure to note the location of the safety clamp risers. 

4. Plumb the rotary union with pigtails. 

5. Flip the arm and rotary union over.  

6. Replace cam. Arm should be very near to the rotary union but should not touch. 

7. Reassemble the clamps on the risers, note the position of the safety clamp relative to the 
safety slots in the arm. 

 

Figure 26. OD mount rotary table and arm assembly 

 

Reference Figure 27 for the following procedure: 

1. Invert rotary table and arm and set onto wooden blocks or some other fixture to protect the 
motor. 

2. Remove the lifting eyes. 

3. Determine the workpiece diameter. 

4. Install the proper leg pieces shown in Figure 27. Tighten with spanner wrench included in the 
tool kit (2x 10", 5" and 2.5" pieces per leg). 

5. Apply never-seize (provided in the tool kit) to the threads and contacting faces of each leg 
section before screwing them together. 

   

Figure 27. Detail of leg pieces 

6. Unscrew 2 chuck screws on either side of one leg and install a block spacer with new screws. 
Repeat for the other three legs. 
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7. Install the top plates as shown. 

8. Install lifting eyes in holes on top plate. 

 

Figure 28. Block Riser and Leg Assembly 

 

9. Weld on tack weld plates to quadrants of the fixture on the underside. (1.5x5x10 minimum 
dimensions) 

 
 

10. Match drill and tap mounting hole pattern M12x1.75. (Inside hole dimension is 75.5".) 
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11. Setup the machine legs (according to workpiece diameter) to allow the machine legs to clear 
the work piece 

12. Apply never-seize (provided in the tool kit) to the threads and contacting faces of each leg 
section before screwing them together (see Figure 27 on page 40). 

 

 

CAUTION 
Do not remove support rigging until machine is completely 
secured by all fixed and adjustable legs.  

 

13. Install the proper vertical supports shown in Figure 29. 

14. Leave leveling and centering fasteners loose for later setup steps. 

 

Figure 29. Fixture and vertical assembly 
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Refer to Figure 30 while doing the following: 

1. Lift the assembly using the lifting eyes. 

2. Carefully lower the machine in between the vertical supports. 

3. Position the machine onto workpiece. Use the jack screw legs while 
positioning. 

4. Adjust to approximate center and align the verticals radial to the machine 
using the leveling and centering fasteners and tighten. 

5. Adjust the machine parallel to the workpiece. Measure from the tool head to 
the workpiece using a dial indicator. 

6. Zero the indicators positioned over one set of legs, and then rotate 180º. 
While monitoring the indicators you may adjust the machine using the leveling 
legs. Make sure they are both moving in the appropriate direction evenly. 
Move to the leg that is 90º from the first leg. 

7. Repeat this process until you have achieved the desired alignment. 

8. After all machine legs have been tightened, verify alignment before you 
operate the machine. Check alignment periodically during machine operation. 

9. Once you have achieved final alignment to the work piece, lock the assembly 
into place, using the lock nuts on the outside legs, M36 screws and washers. 

10. Install M16 screws into the top of the arm at the vertical supports. 

11. Check that all fasteners are tight. 

 

 

Figure 30. Fixture and vertical assembly 
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Grinding attachment (optional equipment) 
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Grinding attachment setup 

1. Set up the ID machine in the flange. 

2. Install the grinding head to the arm. 

3. Screws mount the grinder to the face of the tool head. 

4. Attach hoses to the grinding attachment and rotary union. See the Airline Connection section. 

5. Adjust leveling screws until you achieve the desired grinding angle. 

 

 

6. Use height-adjusting screw on the grinding head to adjust the height. 

7. Make sure the guard is in place and all fasteners are tight. 

Airline Connection 
When using the grinding attachment, the port on the 
rotary union used for the pneumatic feed also supplies 
air to the grinder motor.   

1. Detach the blue 1/4" tube from the large fitting 
by pressing inward on the green ring while 
pulling out the tubing.  

2. Remove the fitting from the rotary union. Install 
the elbow fitting shown in the next photo.  

3. Cap or plug the end of the blue tubing to prevent 
contamination from entering. 

Operation 
Grinding should be done after the flange has been cut flat with a single point tool or the milling 
head. 

1. Turn on the grinding head and ramp to the desired operating speed. 

2. Set the spindle to touch the surface and make a light grind. 

3. Check the surface finish. 

4. Make any necessary adjustments to the grinder settings. 

5. When the finish is satisfactory, continue grinding the surface as required. 

 

CAUTION 

Stay clear of the grinder and wear proper 
respiratory protection during operation, to avoid 
breathing in grinding residue. 

6. When the grinding operation is complete, lift the spindle and shut off the grinder. 

Red dots indicate the adjustment points 
for leveling the grinder to the surface. 
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Milling attachment (optional equipment) 
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If you have the standard flange facer, you must replace that turning arm with the milling turning arm and 
counterweight (for vertical applications), arm assembly with the milling arm assembly, and standard 
drive with the milling drive. 
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Quick setup 

Milling attachment setup 

1. Install the milling head assembly to the machine. 

2. Install the machine into the workpiece (Hydraulic/Hydraulic 
machines must be operated using a dual pump 25hp HPU). 

3. Attach all hoses. 

4. Adjust the drag brake as necessary. The drag brake should be 
adjusted so that the machine does not rotate under load. This is 
done by tightening the two bolts that press down on the cylinder.  

 
 

 

CAUTION 

Before operation, make sure all guards are in place and 
all fasteners are tight. 

Tool setup 

The milling head has four tramming 
screws adjacent to the mounting screws 
of the housing. This allows the milling 
head to be jacked away from the adapter 
plate to tram the vertical orientation of the 
spindle. Two additional screws are on top 
of the plate to adjust the tilt of the milling 
head.  

Since the milling head is mounted on a 
center pivot, the angle of the milling head 
must be aligned before machining can 
begin. This adjustment is made using the 
adjustment screws in the blocks mounted 
either below or above the housing. The 
rotational adjustment screws allow the 
housing to be rotated slightly to achieve 
vertical or horizontal orientation relative to 
the turning arm. 

Do the following to adjust the milling head 
and spindle: 

1. Loosen the lock. 

2. Adjust the milling head and 
spindle. 

3. Use the DRO to position the milling 
head. 

4. Tighten the lock before machining. 

  

Figure 31. Drag brake 

Figure 32. Milling head components (P/N 72277) 
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Table 8. Milling head figure identification 

Number Description 

1 Precision ball screw down feed 

2 Z axis DRO 

3 #50 taper spindle 

 

Do the following to tram the spindle to the table: 

1. Install and secure an appropriate indicator into the mounting hole. 

2. If the spindle drive motor is installed, remove it from the spindle gearbox to enable 
easy hand-rotation of the spindle. 

 

CAUTION 

Be careful not to remove the RDU drive motor when the 
machine is vertical as the hub could rotate rapidly. 

3. Sweep the table with the indicator by rotating the spindle. 

4. Tram the direction along the X-axis by adjusting the jacking screws on the housing. 
The mounting screws will have to be loosened slightly to make these adjustments. 
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5. Tram the direction along the Y-Axis by using the rotation adjustment screws. 

6. Once both directions are adjusted, tighten the mounting screws. It is best to have 
the dial indicator still installed while performing the final tightening of the mounting 
screws to ensure that the housing does not move during tensioning of the mounting 
screws. 

7. Reinstall the spindle drive motor (if necessary). 

 

 

TIP 

With the standard spindle, the angle is limited to ± 0.17 
degrees. If a greater angle is needed, a swivel head adapter 
will be needed. For further information, contact CLIMAX. 

Optional swivel head 

P/N 63250 is an optional swivel head for use with the milling head. 

Operating 
Do the following: 

1. Check that the tooling and milling head are set up correctly (see the “Tool setup” section 
on page 42). 

2. Check that the milling cutter is securely mounted (see the “Milling head cutter” section on 
page 44). 

3. Extend the spindle to touch the surface. 

4. Take a skim cut to test the settings. 

5. Check the finish. 

6. Adjust as necessary. 

Milling head cutter 

Installing 

Do the following to install the milling head cutter: 

1. Make sure the cutter is sharp and free of nicks. 

2. Make sure the spindle is stopped completely and the machine power is locked out. 

3. Clean dirt and chips from the spindle surface. 

4. Insert the cutter into the spindle and make sure the cutter is engaged. 

5. Fasten securely. 

Machining 

Do the following to machine with the milling head cutter: 

1. Follow Section “Pre-start checks” on page 53. 

2. Connect electrical power to the hydraulic power unit. 

3. Check that the system reset button is released. 

4. Turn on the main power. 

5. Turn the feed to minimum. 

6. Before putting the cutter near the workpiece, test the travel direction of all axes to ensure 
that the settings match the direction you want to machine. 
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CAUTION 

Be aware of all personnel near the machine when operating. 

 

7. Turn on the spindle and verify the rotation direction of the cutter. If it is rotating the incorrect 
direction, do the following: 

a. Turn off the spindle.  

b. Press the E-Stop button.  

c. Lock out the HPU.  

d. Switch hydraulic hoses either at the motor end or at the HPU to correct the 
rotation. 

e. Restart the spindle and verify the correct rotation direction of the cutter. 

8. Move the machine axes to the desired starting location. 

9. Advance the cutter to the desire cutting depth. Lock it in place. 

10. Turn on the spindle and adjust the speed to the desired cutting rate. 

11. Turn the feed to minimum. 

12. Engage the feed and adjust the feed speed for the desired cut. 

Adjusting the machine when the cut is complete 

 

IMPORTANT 

During milling operations, keep chips clear of moving parts.  

Do not step on hoses or cables. Metal chips can be forced 
through the cable jacket and damage cabling causing 
machine malfunction and downtime. 

 

When the cut is complete, do the following: 

1. Reduce the feed speed to minimum and stop the feed.  

2. Adjust the machine direction or depth of cut as needed.  

3. Start the feed again and resume cutting until the desired milling area is completed. 

When the milling is complete, do the following: 

1. Stop the feed. 

2. Retract from the work piece. 

3. Stop the spindle 

4. Press the E-stop. 

 

CAUTION 

Lock out the HPU before removing the cutter or 
replacing inserts. Stopping the spindle while the feed 
is running causes broken inserts. 

 



 

Page 52 FF7200 Operating Manual 

 

 

 

This page left intentionally blank 

 



 

 

P/N 59129, Rev. 9 Page 53 

 

 

Operation 
Do not operate this machine without adequate training to understand fully the safe setup, operation, 
and maintenance procedures. 

 

 

WARNING 
To avoid serious personal injury, keep clear of moving machinery during 
operation. 

Pre-start checks 

 

WARNING 
Rotating machinery can cause serious injuries. Turn off and lock out the 
machine before making the pre-start checks. When operating the machine, 
always be aware of the location of all people in the vicinity of the machine. 

Before starting the machine, always check the following: 

• All energy sources are off. 

• Lines are properly connected. 

• The machine is securely mounted to the workpiece and leveled or aligned to the job’s requirements 
(see “Chuck mounting” section on page 23 and “Centering and leveling the machine” section on page 
30). 

• The machining arm and counterweight arm are secured to the turntable and correctly adjusted and 
secured. Torque the machining arm mounting bolts to 45 ft-lbs (61 Nm) and torque the counterweight 
arm mounting bolts to 55 ft-lbs (75 Nm). 

 

CAUTION 

Make sure that the machine (including the spindle and all movable parts) can 
rotate without collisions.  

• The rigging has been removed from the machine. Do 

not remove the lifting eyes. 

• All handles and tools are removed from the 
machine. 

• Cables and hoses are secured away from the path 
of moving machine parts.  

 

  CAUTION 
Metal chips and other debris can damage the machine and degrade its 
performance. Ensure all metal chips and other debris are removed from the 
machine before and after each use. 
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Lubricating the machine 
Do the following to lubricate the machine: 

1. Lightly lubricate the lead screws, dovetails, and linear rails with 10W30 weight oil after cleaning. This 

should be done after each work session. This will also keep the machine from oxidizing. 

2. Add a small amount of grease to the drive gear and bearing after every 500 hours of use. 

 

NOTE 
The more oil used to lubricate the lead screw and nuts, the longer they will last. 

Safe operating ranges 
Table 9 shows the surface feet per minute (sfpm) for a given tool diameter and hydraulic motor size 
at 20 gallons per minute (gpm).  

 

 

  CAUTION 
Do not pick a motor and tool combination that is less than 150 sfpm at 20 
gpm. The resulting peak force at the cutter could damage the machine. It 
is acceptable to run a tool at less than 150 sfpm as long as at 20 gpm it is 
greater than 150 sfpm.  

If the operator chooses to run the machine beyond the design limitations, 
they do so at their own risk. 

 

Table 9. Maximum SFPM capable from the hydraulic motor at 20 gpm 

Optional hydraulic motor sizes 

Tooling 
Diameter 

6.2 
cu-in 

8.0 
cu-in 

9.6 
cu-in 

11.9 
cu-in 

14.9 
cu-in 

18.7 
cu-in 

24.0 
cu-in 

29.8 
cu-in 

1” 194 151 125 101 81 64 50 40 

2” 389 302 250 202 161 129 100 80 

4” 777 603 500 403 323 258 200 160 

5” 971 754 624 504 403 322 250 200 

6” 1,166 905 749 605 484 386 300 240 

8” 1,554 1,206 905 806 645 515 400 320 

10” 1,943 1,508 1,206 1,008 806 644 500 401 

 

The colors shown are defined in Table 10. 

Table 10. Operating range color definitions 

SFPM Definition 

<150 Do not operate 

150-250 Safe to operate 

 250-500 Optimal operating range 

>500 Safe to operate 
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Pneumatic conditioning unit 

 

WARNING 

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. 

This section explains the pneumatic conditioning unit (PCU) controls and machining instructions. 

There are different pneumatic configurations depending on machine type. 

 

Controls 

The PCU controls include the following (see the figures to the right 

and the nest page): 

1. START button (system reset): resets the low pressure 

drop out.  

2. Emergency STOP button: isolates the supply air and 

vents the downstream air. Press down to stop the 

machine; pull up to reset.  

3. Lock out/Tag out valve: isolates air pressure from the 

machine and provides the ability to lock the valve closed 

so that you can perform maintenance. 

4. Oiler adjustment knob: controls the air lubricator drip 

rate. For more information, see the Maintenance section 

on page 60. 
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Figure 33. PCU components 

Table 11. PCU components figure identification 

Number Description 

1 Connections (Conn A [Shop Air] and Conn B) 

2 Pneumatic conditioning unit 

3 Feed on/off valve 

4 Feed rate adjustment 

5 Rotary union 

6 Feed trip 

7 Feed box 
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Machining 

Do the following: 

1. Connect the energy sources. 

2. Push the START button on the PCU.  

3. Use the speed adjustment valve to turn on the drive motor. 

4. Turn the feed rate adjustment dial to the minimum feed or to the desired setting, if known.  

5. Turn on the feed and adjust the feed rate for the desired cut. 

6. Use the speed adjustment valve to adjust the drive motor to achieve the desired cut. 

7. When the cut is complete, first stop the feed and then stop the machine rotation. 

Hydraulic power unit  

Controls 

The hydraulic power unit (HPU) controls include: 

 

Table 12. HPU control figure identification 

Number Name Description 

1, 2 Speed control buttons 
Control the machine’s rate of rotation. Press to speed up or 
slow down machine rotation. 

3, 4 
Hydraulic on and off 
buttons 

Control the hydraulic flow to the flange facer. Press to start or 
stop machine rotation. 

5 Start button 
Turns on the electric drive motor on the HPU. Press to start 
the HPU. 

6 Emergency stop button Press to stop the machine. Rotate clockwise to reset. 
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Machining 

 

 

DANGER 
To avoid serious injury to hands or arms, do not reach inside 
the swing of the turning arm during operation. 

 

This type of machine has a hydraulic powered rotation with a pneumatic feed.  

 

CAUTION 

Using a different HPU than the one specified in this manual 
will require a separate evaluation. 

To operate, do the following: 

1. Connect the energy sources. 

2. On the HPU controller, turn the EMERGENCY STOP button clockwise to reset the emergency stop. 

3. Press the START button to start the HPU motor. 

4. Press the SPEED CONTROL SLOWER button until it is at the minimum. 

5. Press the HYDRAULIC ON button. 

6. Press the SPEED CONTROL FASTER button to reach the desired speed. 

7. Turn the feed rate adjustment dial to the minimum feed or to the desired setting, if known. 

8. Turn on the feed and adjust the feed rate for the desired cut. 

9. Use the speed control buttons to adjust the drive motor to achieve the desired cut. 

10. When the cut is complete, first stop the feed and then stop the machine rotation. 

 

CAUTION 

Recheck the chuck torque at intervals, including after 
environmental changes (such as between night and day) in 
case of thermal growth. 

Adjusting the machine when the cut is completed 

 

CAUTION 

The cutting tools can get hot during machining. Wear 
gloves or other protective personal protective equipment 
and be careful of hot surfaces to avoid burns. 
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When the cut is completed, stop the feed and the machine and do the following: 

1. Make sure that all power sources to the machine drive are isolated and locked out. 

2. Adjust the machine direction, depth of cut, or tool position as needed. 

3. Start the machine and feed again to start a new cut.  

4. Repeat until the desired surface is achieved. 

Disassembly 

 

WARNING 

If not properly secured, this machine can fall and cause fatal injuries to 
personnel. Pay special attention to vertical flange installations.  

The machine must be properly rigged and attached to a crane or other 
suitable lifting apparatus before beginning any disassembly steps. 

Do the following to disassemble the machine: 

1. Retract the tool from the work piece. 

2. Remove the tool bit. 

3. Remove the hoses. 

4. Attach the lifting equipment to the machine using the supplied hoist rings. 

5. Install setup fingers to each leveling foot. 

6. Loosen and retract the leveling and stationary feet. 

7. Remove the machine from the work piece. 
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Maintenance 

Recommended Lubricants 

 CAUTION 

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

 
 

LUBRICANT BRAND WHERE USED 

Light lubricant LPS1™ or LPS2™ Unpainted surfaces 

Cutting oil 
KOOLKUT ™ 

UNOCAL Tool bits, work piece 

Pneumatic 
lubricant 

10W30 weight motor oil Air motors 

Way oil 10W30 weight motor oil Square Ways – Acme 
Screws , Dovetail and 
Linear Rails 

Gear Grease  CONOCO PolyTac EP 2 Gearboxes 

Leadscrew Maintenance 

During operation, clean ball screws and ACME leadscrews frequently to prevent 
thread damage to nut and leadscrew. 

Lightly oil the lead screws periodically to ensure smooth travel.  

 
NOTE 

Do not grease the ball screws. 

 

Milling Head Gearbox 
Change the gearbox grease after the first 10 hours of use, then every 50 hours of use. 
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Storage 
 

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

 

Before storing, clean the machine with solvent to remove grease, metal chips, and moisture.  

 

Prevent corrosion by spraying with LPS for short-term storage and Cosmoline for long-term storage. 
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Spare Parts 
The following table lists items most frequently replaced due to wear, loss, or damage. Avoid 
downtime by maintaining a small inventory of these critical parts. 

QTY PN DESCRIPTION 

FF7200 ROTARY TABLE 

1 58128 CLAMP ARM ASSY SAFETY STOP 

3 57815 CLAMP ARM LARGE FF7200 

4 43001 HOIST SWIVEL RING M12 

8 40697 SCREW M12 X 1.75 X 30MM 

FF7200 ARM SYSTEM 

1 57898 TAIL SUPPORT LEADSCREW 

1 57895 LEADSCREW RADIAL FEED FF 

2 57886 PLUG RAIL THK SHS15 400MM 

14 68500 CAP RAIL 15MM METAL THK SHS 

1 57794 KNOB ASSY MODIFIED 

1 58133 HANDLE ADJUSTABLE M6 X 1 X 

9 42969 SCREW M10 X 1.5 X 12 SSSFP 

4 41772 SCREW M16 X 2.0 X 95 SHCS 

2 59626 BOLT EYE M12 X 1.75 X 20.5MM 

FF7200 FEED SYSTEM 

1 58671 FEED BOX PNEUMATIC 

120 50985 TUBING 1/4 OD X .040 WALL 

120 59151 TUBING 1/8 OD X .023 WALL 

1 59318 VALVE 2-POSITION 3-WAY 

1 58519 SHAFT FEED REMOVABLE 

2 58446 CYLINDER AIR 40MM DIA 10MM 

1 57530 BRG NEEDLE 1 ID X 1-5/16 OD 

2 25957 BRG ROLLER CLUTCH 1 ID X 

2 25959 SEAL 1.000 ID X 1.312 OD X 

2 59156 SCREW M6 X 1.0 X 60MM SHCS 

FF7200 CHUCK SYSTEM 

4 59085 FINGER SETUP EXTENSION FF7200 

2 45530 SCREW M8 X 1.25 X 30MM 

4 57637 ASSY FOOT CHUCK 

4 57899 ASSY FOOT NON LEVELING 

8 57704 CAP END 4.5 DIA THREADED 
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QTY PN DESCRIPTION 

8 57701 LEG CHUCK TUBE 4.5 OD X 2.5 

8 57702 LEG CHUCK TUBE 4.5 OD X 5 

8 57703 LEG CHUCK TUBE 4.5 OD X 10 

FF7200 DRIVE SYSTEM 

4 42494 SCREW M8 X 1.25 X 25MM SHCS 

1 59340 REGULATOR PRECISION 1-60 

1 59635 AIR CONTROL ASSY FOR 

1 60887 MOTOR AIR 3.5HP REVERSIBLE 

2 35215 SCREW M12 X 1.75 X 40MM 

2 11238 WASHER 1/2 LOCW 

4 18215 SCREW M8 X 1.25 X 35MM 

4 59329 PNEUMATIC CONDITIONING 

1 67730 MOTOR HYD 11.9 CU IN 1-1/4 INCH KEYED SHAFT SAE O-RING 2000 

1 69216 MOTOR HYD 14.9 CU IN 1-1/4 INCH KEYED SHAFT SAE O-RING 2000 

1 69217 MOTOR HYD 18.7 CU IN 1-1/4 INCH KEYED SHAFT SAE O-RING 2000 

1 69218 MOTOR HYD 24.0 CU IN 1-1/4 INCH KEYED SHAFT SAE O-RING 2000 

1 69219 MOTOR HYD 29.8 CU IN 1-1/4 INCH KEYED SHAFT SAE O-RING 2000 

2 59240 HOSE ASSY 451 1/2 X SAE-10M 

2 59233 HOSE ASSY 451 1/2 X JIC-8 
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Specifications 
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Exploded Views and Parts 

The following diagrams and parts lists are for your 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. 

Tool Kit P/N 58185 

P/N DESCRIPTION QTY UOM 

14818 WRENCH RATCHET 1/2 DRIVE 1 Piece 

19700 CONTAINER SHIPPING FLAT ROOF 20 X 8.75 X 10.5 1 Piece 

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

34866 OIL AIRTOOL COMPLETE 1 Piece 

35516 HAMMER DEAD BLOW 1-3/4 DIA HEAD (KB) 1 Piece 

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

46249 WRENCH HEX BIT SOCKET 14MM X 1/2 1 Piece 

46250 WRENCH HEX BIT SOCKET 10MM X 1/2 1 Piece 

46252 WRENCH HEX BIT SOCKET 17MM X 1/2 1 Piece 

48854 WRENCH RATCHET BOX 3/8 X 7/16 1 Piece 

50985 TUBING 1/4 OD X .040 WALL DOT 1200 PSI NYLON BLUE 120 Inch 

58353 WRENCH END 55mm X 9-1/2 LONG TIGHT ACCESS 2 Piece 

58354 WRENCH EXTENSION 1/2 DRIVE X 5 1 Piece 

58368 INDICATOR ELECTRONIC .500 TRAVEL 2-1/4 DIA FACE .0005" INC 1 Piece 

59129 MANUAL INSTRUCTION MODEL FF7200 1 Piece 

59151 TUBING 1/8 OD X .023 WALL DOT 1000 PSI NYLON BLUE 120 Inch 

63678 KNOB MODIFIED 3 SPOKE REVOLVING HANDLE CAST IRON 3 OD 1 Piece 

64370 
HOLDER INDICATOR ARTICULATED ARM W/ MAG BASE 282MM REACH 
NOGA 

1 Piece 

65183 
LUBRICANT ANTI SEIZE MOLY GRAPHITE EXTREME PRESSURE 10 OZ 
CAN 

1 Piece 

65188 WRENCH SPANNER 110MM TO 115MM (4-1/2) DIA .300 DIA PIN 2 Piece 
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