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INSTRUCTIONS FOR ORDERING SPARES

When ordering Spare parts ciways guote Machine No.
: which is stamped on the bed at the tailstock end.
Spares can be obtained through your usual machinery dealer, or

direct from the manufacturers:—

T. S. HARRISON & SONS LIT
P.0. BOX 20,

HECKMONDWIKE,

YORKSHIRE, ENGLAND

Telephone: Heckmondwike 3751 Felegrams: Harrison, Heckmondwike Telex: 55217




SPECIFICATION AND LEAD

127 Model

Admits between centres

Bed length

Swing over carriage {with cover removecﬁ)

Swing in gap—diameter

Swing in gap—in front of faceplate...

Max. length of copy turning—between centres

Max. length of copy turning—with chuck ...

Maxt. cross slide feed .

Max. compeund slide feec

Swing over cross slide {(normat tu"nma)

Swing over cross slide {copy turning}

Max. depth of profiling

Min. front angie

Max. back z2ngle ..

Horsepower of hydraulic pump motor

Max. movement of Tailstock spindle

Set over of tailstock spindle

Centre to tool base {front}

Centre to toel base (rear)

Max. tool section

Spindle speeds—number

Range with 3 h.p. motor

Range with 2-speed 3/1% h.p. motor

Spindie bored to pass

Size of morse taper centres ...

Leadscrew

Range of threads (TP:) l’\cortoﬂ Gearboa, 4 TPA Leadscrew
Range of feeds (iongitudinal) Norton Gearbox, 4 TPi Leadscrew
Range of feeds {cross) Norton Gearbox, 4 TP! Leadscrew

Range of Metric Pitches, Metric Gearbox, é mm. P. Leadscrew ...
Range of feeds (longitudinal), Metric Gearbox, 6 mm. P. Leadscrew
Range of feeds (cross), Metric Gearbox, é mm. P. Leadscrew ...

STANDARD MODEL

WIiITH PROFILING EQUIPMENT

610 or 1016 mm.

1424 or 1830 mm.

238 mm.
505 mm.
114 mm.

203 mm.
73 mm.

102 mm.

25 mm.

27 mm.
286 x 16 mm.

38 mm.

86 x émm. P

Z-7 mm. P
‘025 - 1-00 mm.
012 - -47 mm.

247 or 407
564" or 7247
93~
20%°
&

g
2%

R

é?_
e
14" x §°
& or 16
56~1,250 r.pumi.
34-1,500 or 45-2,000
147 dia.
Neo. 3
147 dia. x 4 TPt
4~ 60 TP
0020’ 0337
0927 - 619"

610 or 1016 mm.

1424 or 1830 mm.

464 or 870 mm.
419 or 825 mm.
203 mm.

73 mm.
159 mm.
140 mm.

5 mm.
102 mm.
9-5 mm.

27 mm.
22.2 mm.
28-6 x 16 mm.

38 mm.

286 x 6 mm. P

2-7 mm. P
-025-1.00 mm.
012 - -47 mm.

24" or 407
565" or 724"

181" ar 3447
1647 or 324"
g
2%

64
54"
9°
20°

147 dia. % 4 TP

4 - 60 TP!
0020”7 - -033°
00127 - 019~
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DRAN HOLE IS 4T THE REAR OIL LEVEL INDICATOR HEADSTOCK MAGNETIC FILTER OL DALY FILLER CAP FOR ONE WHEN LUBRICATING THE TAILSTOCK
OF THE HEADSTOCK, LEVEL MUST BE MAINTANED, FILLER CAP  REMOVE FOR OCCASONAL CLEANNG : SHOT LUBRICATION, 17 IS ESSENTIAL TO LUBRICATE BOTH il
BRAIN, FLLSH AND RENEW N \ ' . SPINDLE AND SCREW BY THE FOLLOWING ;
HEADSTOCK O AFTER FIRST , K PROCEDURE. |
THREE WEEKS AND THERE N . L WIND THE SPROLE TO ITS EXTREME f
AFTER EVERY 6 MONTHS. N\ / BACKWARD POSITICN AND LUBRICATE.
N \ ; THROUGH THE FRONT NPPLE.
N \ y 2 WIND THE SPINDLE_FORWARD
N - , / APPROXIMATELY 3* AND LUBRICATE .
AN . P / THE SCREW THROUGH THE SAME 1
A : . / NPPLE. DAILY {
CLUTCH LINKAGE BEHIND REAR N~ / b
BED FARNG (2PONTS) OIL OO , / i
REGULARY. N . ‘ 4

N

GEARBOX FILLER CAP

O DALY, = = -1

Cil DALY, {TERMEDIATE STUD N .
SWING FRAME AND BCTTOM SHAFT

—

OF GEARSOX.
OIL LEVEL INDICATOR - & \\\O
LEVEL MUST BE MAINTAINED. © .
™ ONE SHOT LUBRICATION 4
- TO SLIDES DAILY. ;
!
MOTOR BEARMNGS SHOULD RECEWVE i
REGULAR ATTENTION BUT DO NOT i 6
OVER GREASE. EXCESSIVE GHEASE IN : .
BEARINGS IS LIABLE TO CAUSE OVER ! )
HEATING WHICH MAY BE INDICATED 8Y 3 {
GREASE RUNNING FROM THE BEARINGS. L i
THE GREASE SHOULD BE COMPLETELY !
RENEWED EVERY 12 MONTHS.
, .
o Ll :
RECOMMENDED LUBRICANTS
! B.P. REGENT ’ o ~ SUN
FOBIL SHELL ESSO POWER TEXACO AMOCO CASTROL GULF OIL COo.
Headstock, Apron, Slide- DT.E TELLUS NUTC ENERGOL RANDOC INDOIL HYSPIN SERVICE SUNVIS
ways and Nipples ... HEAVY 33 H.44 H P20 HDC 31 AWS 68 81 831
MEDIUM
Feed Gearbox VACTRA VITREA ESSTIC B.P. REGAL INDUSTRIAL ALPHA SECURITY SUNVIS
OIL EXTRA OlL 65 ENERGCL OiL G OiL &17 85 85%
HEAVY 72 H P60 R. & C. g5
Motor grease cups ... | MOBILPLEX | ALVANIA BEACON | ENERGREASE REGAL AMOLITH SPHEEROL |GULFCROWN SUN
48 GREASE GREASE LS 3 STARFAK GREASE AP3 GREASE PRESTIGE
[ 3 3 PREMIUM 3 3 3 43
LUBRICATION screw by the following procedure:—
1. Wind the spindle to its extreme backward position and lubricate through i
Complete lubrication is essential before running z new lathe and light the front nipple on the top of the taiistock. i
running for a2 short period is recommended. 2. Wind the spindie forward zpproz. 37 and lubricate the screw through {
Daily lubrication will reduce wear and ensure trouble {ree running. the same nipple.
All nipples are easily visible and an oil gun is provided. The headstock cil ievel should be maintained at the height shown on the

When lubricating the tailstock it is essential to lubricate both spindie and sight glass.
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purchaser of 2 ““HARRISON” lathe, the observance of which wiil ensure
satisfactory service.
New developments and modifications resulting in improved performanc:

may be incorporated from time 1o time on them and

modify the specification as may be reguired.

ERIET 23 ] R T RS
INSTALLATION

Siinging: Holes are provided in the base under the !
through which a bar may y be passed for slinging ps

Cleaning: Al bright surfaces are covered ou
before desparch from the works. This sho"'a be removed with petrol or
paraffin before purting the machine into operation.

: Because of :he ivid mtemaLeﬂ const

Z'IC t’On, WE‘.;I} it ACaVeS Ln’ WG’KS

The lathe moma not be beited doewn but should be lowered on to locating
pins secured to 2 rigid floor and the jacking screws ndju ted to emA inate rock.
v bolting down, distortion could occur, introducing twist in the bed and the

is
resultant damage may not be corrected by releasing th ot vts on ¢ ":e boits.

3 T 1€ S

be adiusted o enable the ‘1e~astocx end of the lathe being shgnmy ulgner
than the tailstock end so thart the front of the machine is raised relative to the
rear. This facilitates r en.m of the coclant to the sump.

Itis advisable to supporz the jacking screws on steel plate

ch the machine has been carer‘ull test;c for smooth ru n:LLrg
and accuracy. (See test chart.) Any checks for accuracy MUST be made with

the maciine on a rigid flocr. Ensure that the test mandrels are true, clean and
free from burrs on the taper seating. ulem., and inspect the internal taper of
spindle before inserting the mandre!

the
‘

DETAILS OF ANY DISCREPANCY
AND VODR OWN TEZ 10
MANUFACTURERS BE

Elsctrical connection: Tt T
isoiator switch at the end of the cabinet in the usual mannes.

initial operation: itis important to make sure that the feed or screwcutting
levers are in the disengaged position defore operating the Lathe otherwise
damage can be caused by the saddle or tools running into the headstock or

taiistock.

As the headstock is the most important unit of the Lathe only the best
materials and workmanship are incorporated in this “sse.ubly. All the gear
teeth are induction hardened to 450/500 Brirell and honed to a smooth and
accurate form. The hardening may result in a sound of higher pitch than is
evident on a Lathe which does not have hardened gears.

To ensure satisfactory operation of the bearings it is essential 1o run in the
machine at lower speeds only during the first 40/50 hours of operation. After
this initizl run in period we zlso recommend that 2 further gradual build-up
to the top speed operation is followed.



TALSTOCK QUL LCTIONG LEVER TARLSTOCK LOCKING LEVER.

/
/
!
/

BNTERLOCKED GEAR LOCKING NUT FOR SWIVEL SLDE,

FRONT GEAR SELECTOR LEVER.
SELECTORS.

FEED REVERSE LEVER.

T
TR =

N

GEAR SELECTCR LEVERS\
HARRISON
= ° ’o e s °‘!"J°=

Y

LEADSCREW TORQUE LRWTER
OR DOG CLUTCH.

Sl
/“ I
FEED CHANGE LEVER— | ’
/
| P
i — L/ )
) 1o 0o
SUPPING CLUTCH f ! / t
X | EADSCREW ENGAGING LEVER

ISCLATOR!

ELECTRICAL CONTRGL PANEL./I

CLUTCH OPERATING LEVER.

SURFACING AND SLEWNG FEED
CHANGE KNOCS.

FEEDSHAFT ENGAGING LEVER.

CLUTCH WERAT!?;%G LEVER, SCREWCUT TING INDICATOR DIAL.

e

—
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All control levers are shown on the illustration on the opposite page.

(g} Eiectrical Controls. A single panel, on the front of the lathe,
s “be electrical controls within easy reach of the operator.

n operated starter with overload and no-velt protection

is standard .uiDrr’ .;tonalimacmpes, other controls available being
two speed, reversing and coolant pump rotary type switches.

o

(&) Headstock. Speed changes should only be made when tt

spindle is stopped. The standard machine mcomorates sgar':/stop
mechanical clutch and brake operated via a third shaft by control
levers adjacent to gearbox and apron. An alternative Clectrical
control by similar 1S and third shafi ect reverse to

b

iev
the spind'!.e in additio

Forward or reverse
a selector lever at the front o
{c} Norton Feed Gear box. Thirty-six changes of threads and
feeds are obtained by manipulation of the t umbler fever in conjunc-
tion with the two adjacent compound gear levers. The lever po sitions
are determined by reference to the direct reamng screwcutting and
ed chart. For changewheel combinations see charts on page I2. :“*m
ada.nonai anit can be supplied giving lever operated selection of
English or Metric threads. A range of 15 Metric thread pirches
from o-_, to 7 mm. together with the standard range of 4 1o 6o
TPI is directly available.

With the mezric gearbox, 30 metric pitches are available having a
range from ©-2 to 7 mm. pitch. Extra change wheels can be

supplied for Metric/English conversion giving a thread range of

4 1o 60 TPI. Change Wheel combinations are given on page 13.

(d) Apron. Instantaneous engagement and disengagement to both
feeds is obtained by the trip lever of the drop out worm box situated
at the base of the apron. The feed selector knob which is directly
below the cross slide handwheel should be pushed in for sliding
feeds and pulled out for surfacing feeds.

Engagement of the leadscrew for soewcuttmg is by means of the
ever at the nght of the apron which is pulied ap for engagement
and pushed aowq for disengagement. Simultaneous engsa gement of
leadscrew and feed rod is prevented by interlocking comtrol.

,_4

The carriage may be locked to the bed by means of the hezagon
screw on the right-hand side of the carriage.

e £ 3 e ety o o - 5 nrarmer ko TRy

xact repeat of leadscrew engagement is obtained with the screw-
cutting indicator.

On Englisk models:

To cut even threads per mc“, engage at any graduation.

To cut odd threads per inch, engage at any numbered graduaticn.
To cut haif threads per inch, engage at graduations 1 or 3.

Te cut quarter threads per inch, engage at graduation I.

Cn Mertric models:

To cut -5, *75, 1, I'5, 2, 3 and 6 mm. P. engage at any graduation.
To cut 1-25, 2°5, 5 and 1o mm. P. engage at zny numbered

graduarion.
To cut 4 mm. P. engage at graduations 60 or 120.

The indicator dial cannot be used for metric, B.A. and other
special threads when a 4 TPI leadscrew is ftted.

It can be used for metric threads (divisible into 120) when 2 6 mm.
pitch leadscrew is fitted, but not for special threads, including
English and American. For all speciai threads it is necessary to
meintain engagement of leadscrew and an electrical reversing
switch can be supplied for returning the carriage, enabling repeat
cuts 1o be taken.

(e) Slides. Cross slide and compound slide are fitted with friction
grip micrometer dials graduated to read -oor in. The compound
slide assembly is arranged to rotate through 36¢ degrees on the
graduated cross slide and locking is by means of the two nuts on the
swivel slide. Micrometer dials are also available to read ¢-02 mm.

(f) Tailstock. Clamping to the bed is effected by the lever at the
rear and spindle, quill locking is by means of the pad belton top of
the tailstock.
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SCREWCUTTIN

Metriec Threads. For lathes not fitted with a lever
operated English/Metric conversion unit extra change-
wheels can be supplied covering a thread range of 0-5 —
7 m/m. Additional wheels required are 48T, 60T, 63T and
127T. Combinations are given on Chart 231.

Special Threads. Changewheels can be provided for
comprehensive ranges of B.A., module, diametral,
fractional and many other special thread pitches.

RANGE OF T.F.L

. EI— £ z
o | 255 | OF s%0
RaNGE | TRt | 22 | B5% | B3 | ozb
I P27 ] [o)7 ~0
z @ &
Standard | 41060 | 30 | 120 | eo |ASS: Box
Fine 64t0120 | 30 8C 120 . *
~ Coarse 210 32 &0 120 30 s T
Speciai 115 &0 &0 115 BDé
Threads 27 40 | 120 | &0 | AD2
* G. Box T.P.L. Position = 1-F-I- Required
2
t G. Box T.P.0. Position = T.P.L. Required x 4
COMPLETE RANGE OF T.R.1.
T
Coarse 2 .
(Additiena)) 2 | 2& | 283 { 22 | 221 3 + | 3% | 32
!, 414 | 4| 5155 6|6 | 7| 7%
: j 8 g% |10 1 12 | 13 14 | 15
tandard [{ —
! ‘E 18 19 20 22 24 26 28 30
32} 36 38 45 44 | 48 52 56 60
Fine
(Additional)] &4 | 72 76 80 38 96 | 104 | 112 | 120
Special 3] 27

{ WITH ENGLISH GEARBOX & 4 T.P.l. LEADSCREW )

American Pipe Threads. The complete range of pipe
threads is directly available through the gearbox with the
exception of 11} and 27 TPI: the additional changewheels
required for these, together with their combinations, are
shown on chart.

METRIC
SCREWCUTTING CHART
METRIC - INTER-
Vs SHALT e BART | POSTION
5 60 48-60 127 AD9
75 60 48-60 127 AD4
1 60 48-60 127 ACY
125 €0 48.60 127 AC6
15 60 48-60 127 AC4
1.75 63 | 48-60 127 AC2
60 48-60 127 BDY
25 &0 | 4860 127 8D6
&0 48-60 127 BD4
35 63 48-60 127 BD2
y o4 60 48-60 127 BCY
45 &3 48-60 127 BCS
5 60 48-60 127 | BC6
6 60 48-60 127 3C4
7 63 | 48-60 127 BC2
No. 231

Warning: When cutting threads coarser than 4” pitch it is advisable to engage the half nuts with the spindle stationary, then engage the clutch. The use

of the lowest spindle speed is essential.

The maximum pitch that can be cut on a centre lathe is determined by the diameter and depth of cut required. The recommended maximum b :lix

for roughing is 8° and a light cut up to 10° — 12°.

The cutting of a coarse thread should only be carried out by a skilled operator who will appreciate the limitations imposed by the conditions which will vary

accerding 10 the type of material, thread and depth of cut, etc.

[

[R———
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The machine can be fitted with 2 lever operated English/Metric
conversion unit which makes available g metric range of ¢'5 to
7 mm, pitches in addition to the standard English range of 4 to
Go TPI, The full range of metric pitches is listed below.

g-3 Q.75 1 1-25 i-5 1-75 2

2:25 2-5 3 3-5 4 45 5

é 7

& (WITH LEVER OPERATED METRIC CONVERSION UNIT)

If a customer requires to convert a machine with 3 standard
English gearbox by fitting a conversion unit, he can fit the unitat a
later date. This would enable him tc obtain 2 range of metric
threads from o5 to 6 mm. pitch. The full range is listed below.

g-5 075 1 1-25 1-5
2 2-5 3 4 5
6

CRE

ICUTTING (wite

Metric Threads. (With metric gearbox and 6 mm. Leadscrew)
The range of metric threads is ¢'5 to 7 mm. pitch (coarse) and o2
to 0-9 mm. pitch (fine). Change wheels required are 1-30T, 1—48T,
1-80T, and 1-1207T. A range of 4 to 66 TPI can be cut with the
addition of 1-60T and 1-127T change wheels.

FULL RANGE OF THREADS PER INCH

4 44 43 5 5L é 3 7 7%
8 9 9% 10 11 12 13 14 15+
16 18 19 20 22 24 26 28 30
32 36 38 40 44 48 52 56 60

METRIC GEARBOX & Smm. PITCH &EA%@%EW}

INTER-
RANGE PITCH TCP MEDIATE | BOTTOM LEVER
OCRT.P.L SHAFT SHAFT SHAFT { POSITION
Metric 8-5to As gearbox
{Coarse) 7 mm. 30 120 48 chart
Metric €20 As gearbox
{Fine} 0-9 mm. 30 80 120 chare
T.R.A 41060 30 120-127 | o | Asgearbox
chare

FULL RANGE OF ME{RIC PITCHES

G2 023 83 0-35 04 0-45 -5 {0-5625%7 G-6
§-625 Q-7 875 08 [ 0875 0° 1 14251 1-23
%5 175 2 2-25 25
5 6 7

L

33 4 4-5

i3
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Periodic inspection with adjustment where necessary, as
given below, will ensure that this lathe retains its original
high standard of accuracy and performance.

Drive Belts. The drive motor is mounted on a platform inside
the cabinet base. Adjustment 1o the vee belt tension is by a screw at
the rear of the machine.
Procedure for replacing vee belts is as follows:—
Remove the drive guard and inspection cover from end of
cabinet base.
Release temsion in belts by adjusting screw at rear.
Replace belts and carefully re-tension.
It is important o ensure that the belts do not slip as this would
only increase botk pulley and belt wear.

Cluteh. If slip cccurs then adjustment is as follows:—
Open the drive guard.
Increase the spring load by slightly rotating the nut {(anti-
clockwise, i.e. left-hand thread) on the end of the clutch
shaft.
Constant operation of the clutch resulfs eventually in wear
on the driving faces (usually signified by the clutch refusin
to drive) and the following adjustment will be necessary.
Stop the motor, leaving the clutch in the ON position.
Remove the fairing (at the rear of the bed, beneath the
headstock).
Release the outer nut on the operating linkage one
complete turn and re-clamp with inper nut.
The clutch should be dismantled at siz-monthly intervals
and any lubricant on the driving faces removed by washing
in paraffin.

g

Headstock Spindle Bearings. Adjustment for wear on the
Timken taper roiler bearings on the main spindle is as follows:—
Remove beadstock cover.

TENANCE

Release locknut (by turning antd-clockwise, i.e. R.H. thread)
gnd rotate adjusting nut sufficiently to obviate play, then re-
tighten locknut. It must be emphasized that this operation
requires the utmost care as over-tightening can seriously
impair the life of the bearings.

Sealing compound should be used when refitting the head-
stock cover.

The magnetic plug (chromed head) which is fitted in the
headsteck cover must be occasionally removed and cleaned
of any particles of stee! which may have collected there.
Always replace the magnetic plug after cleaning.

Saddie Adjustment. To adjust the rear strip release the four
nuts on the underside of the strip, adjust the headless set screws
by turning clockwise and re-lock the nuts. To adjust the front
strip, release the caphead screw which secures the adjusting screw
znd rotate the latter anti-clockwise, re-clamp the caphead screw.
Care should be taken to aveid over adjustment.

Cross Slide Adjustment. Tak
strip is by releasing the loc
re-iocking the nut.

The gib strip is of 2 length to zllow adjustment over a range of
wear but after 2 number of adjustments it may be necessary to
shorten the screw,

Top Slide. Adjustment to the strip is by releasing the iccknuts,
tightening the screws and re-locking the nuts.

Electrical Controls, Ali electrical control eguipment is mounted
on the panel at the front of the cabinet and if removal is required 1t
is IMPORTANT to ensure that the isclating switch (line switch)
is in the OFF position. The isolating switch (line switch) MUST
NOT be removed until the mains leads have been 1solated.

e~
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Whenacomponentisrequired to be machined onalathe, the follewing
principal peints must be settled: (1) the manner in which the work
should be mounted; (2) the tool set-up to be employed; and (3} the
speeds and feeds to be employed.

Turning between Centres. This method of turning necessitates
centre holes being drilled in both ends of the work. The operation
should be performed by a special drill giving a countersink of 6o deg.
angle 1o suit the lathe centres, the centre drill being held in a drill
chuck mounted in the tailstock spindle with the work held in a chuck.

It is usual practice to carry out a facing operation on the end of the
work piece before centre-drilling and itis essential thatwork overhang
from chuck jaws, for both facing and drilling operations, should be a
minimurm, 1o ensure concentricity. Centre drills are delicate tools
and easily broken, largely owing to lack of sensitivity in feeding the
drill, and to work speed being too low. To prevent breakage use a
high speed of work revolution and a very fine feed.

With the work mounted between centres, and fitted with 2 driving
dog and with the tailstock centre well lubricated, it is important that
the work should be free enough to turn by hand but without any end
movement. Owing 1o heat generated by the cutting action, the work
expands during machining, and if screwed up tghtly before cutting
commences, the result is that the centre end may become overheated
causing damage *o both centre and work.

When using carbide turning tools, the work speed may be so high
that damage to a dead centre may take place however much care is
used. It is better then, to use a revolving centre which rotates with
the work, and is not therefore affected by high work speeds.

Tool Settings. Correct ool setting is important, for accurate
grinding of tool angles is of no avail if the tool is improperly set in
relation to the work. While normally the too! point should be on the
centre line of the work, a setting slightly above centre is permissible,

MENDED LATHE PRACTICE

but a setting below centre may cause slender work to defiect and
spring on the top of the tool and out of the centres. For 2l taper
turning and screw cutting operations, it is essential that the cutting
edge of the tool be mounted exactly on the centre line of the work,
otherwise discrepancies in taper and thread form will resulr. A
simple way to obrain correct tool height is by setting to one of the
lathe centres.

For parting-off operations, use a tool with a rigid shank and with
the overhang from the tooipost kept to a minimum. The cutting
edge must be set on the work centre and square to the lathe axis.
Do not attempt parting-off unless the work is well supported arn.”
ensure that overhang from the chuck is not excessive.

Chuck Work. When a2 chuck is not in use it should not be left so
that cast iron dust or other cuttings may enter the bore or parts of
the mechanism. The bore may be protected by plugging with 2
cloth, nevertheless before mounting the chuck on the lathe spindle,
clean the bore of the chuck and the spindie nose and lubricate with
Molybdenum Disulphide a tube of which, is supplied with the
machire.

When mounting or removing a chuck, protect the slides of the bed
with a piece of wood upon which to rest the chuck before lifting it
onto the spindie nose. When tightening the chuck jaws, never wy
to obtain increased gripping power by lengthening the arm of the
box key.

For second operaticn work, or for work which may be-difficult to
hold by standard jaws, the use of soft jaws shaped as required will

often prove a time saving factor and ensure greater accuracy.

When setting work in an independent four-jaw chuck, make use
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RECONMMENDED LA

b

The recommended cutting speeds for reaming are:
20 ft. per min.

Cast iron .. ..
Mild steel .
Medium carbon stee! ..
Phosphor-bronze .
Aluminium and duralumin

35
30
35

-
35

52

23

33

35

7, hY

(6 mj
(106 m)
(9 m)

! .
{106 m)
(10°6 my

PRACTICE—{contd.)

L S

INS. TAPER
PER FT.
or
MM TAPER
PER METRE.

<=DEGREES

]

Methods of Taper Turning and Boring. Three general methods
are applicable. (1) As shown in fig. 1, by means of swivelling the
compound rest to the angle required for either boring or turning.
This method is by hand traverse of the tocl, and is limited to the
length of movement of the top slide, but it has the advantage that
taper surfaces of any angle can be machined.

(2) The method shown in fig. 2 is by off-setting the tailstock centre.
The drawback is that the cenire points are not on the axis of the
work, s¢ that the centres are subjected to uneven wear and strain.
Thus the method is iimited to slow tapers on long work.

To find the amount of off-set X, if the taper is T inches per foot on

17
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RECOWNMMERNDE

C . TxXL,
diameter and length of work is L inches, then X = -Tmcnes

or
To find the amount of off-set X, if the taper is T mm. per metr
. . . TXL
on diameter and length of workis L mm., then X = oo T
3

~- 0

. . . 8.
If the included angle of taper is 6, X = L x tan— inches (mm.).
2

the lathe centres ere not of course taken out of glignment, so that
the bearing surfaces are unafiected,

. .
I mounting turning
b

against the downward pressu
= Iy

LATHE PRACTICE—(contd.}

TABLE 1
Cutting Angles for M.5.8. and Cemented Carbide Tools

[SS——

Materials H.S.S. Cemented Carbide

Top Rake | Clearance op Rake | Clezrance

Mild steel ... 20° &° a° 4°—6°
High carbon steel ... 10° 4° 3°-4° 4°-4°
Soft cast tron 1@° & 4°.8° 4°-E°
Chilied iren ... a° 4° a° 2°-4°

Copper i 10° iz2° 4°-5°
rass .. fo_g4e 4o zo AS_£°
ass g ] kS :

Aluminium ... e 10° ie° &°-&°

TABLE 2
Cutting Speeds in feet per minute {metres per min.;
!
Loc ; (P R
Material H.E2 Teols ¢ Cementad Carbide
H i )
; i Finishing Finizhing
ft m. fz. m.
Mild Stee! 430 4G 1 200 &1 1 200 &1 1 300 91
High carben stee! 45 4| 80 18 | 206G 61 1400 122
Soft cast iron &G 18 75 23§ 200 &% 1 330 107
Chilied fron... 50 3 15 4.5 5 451 36 9
Copper 200 6% | 200 6% . 400 1221700 213
Brass ... 250 76 1 400 122 0 400 122700 213
Aluminium 300 1400 122 1 560 52 11,000 305

Material #.5.5. and Cemented Carbide Tools
Roughing Finishing

inchaes mm inches mm

- 607 178

a 007 178

| Rl 33C ohe 203

i {08 203 005 127

321 508 a0s -202

326 508 oog 202

013 330 37 178

PU——



RECOMMENDED LATHE

account should extra pressure be applied by lengthening the
leverage by dubious means such as a piece of piping. Such methods
&re unnecessary, and cause damage not only to the clamping screws,

but the entre compound rest.

Boring tools may be of one piece solid forged, or may comprise
cutter inserts fized in a boring bar. A point of note in regard to the
grinding of boring tocls is that the conditions governing the top
rake and clearance angles are different from those in turning, sc
that a secondary clearance is required for the front of the o0l to
clear the enveloping curve of the bore.

Speeds and Feeds. The cutting speed is expressed in surface feet
per minute, and is the speed at which the surface of the work passes
the tp of the tocl. If D is the diameter of the work in inches, N the
work speed in r.p.m., and Sthe cutting speed in feet per minute, then
382 X § 318 X S (Metwes/min.)
=-——— or N=
b DPmm

N
The feed rate is expressed in inches per revelution of the headstock
spindle.

The dme to complete one cut, in minutes, can be calculated from

Length of cut (in.) or (mm)
Spindle speed (r.p.m.) X feed (in. per rev.) or (mm per rev.)

L

FIG. 4

PRACTICE —{comntd.)

DIRECTICN OF TOP SLIDE TRAVEL

Tables 1, 2 and 3 give suitabie tool angles, cutting speeds, and feeds
for 2 range of the common engineering materials,

Serewcutting.

For cutting vee threads the top of the tool is placed at centre height,
having been previously ground to the required shape without any
top rake. Note that if the tool is given top rake the plan angle of the
tool is not the angle that will be reproduced in the work.

Fig. 4 shows the use of a setting gauge for both external and internal
threading, but when cutting vee threads with the tool set in this
manner, slow speeds and light feeds are necessary because the cuttings
cannot be free flowing without top rake on the tool. Thus a better
methed for curtting external vee threads is shown in fig. § where the
compound slide is swung around so that the tool is fed in at an angle
of slightly less than half the included angle of the thread (i.e. approxi-
mately 26 deg. from normal, i.e. 64 deg. on cross slide graduations,

19
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RECOMMENDED LATHE PRACTICE—(comtd.}

when cutting standard §5 deg. threads) so that metal is mostly re-
moved by the lefi-hand side of the tool. Side rake can be provided
s¢ that heavier cuts can be taken and the chips fiow easily away.

In commencing a screwcutting operation, take a light trial cut and
check the number of threads per inch by measuring with g rule or
screw pitch gauge. Then proceed by taking successive cuts until the
full depth is reached. Check for depth and accuracy by means of the
nut to it the screw, or by a thread gauge of the ring type.

Tapered threads may be cut by means of 2 taper attachment or by
off-setting the tailstock. In either case the tool must be set square to
the work axis, and not to the tapered portion.

Square Threads. This section of thread is often used for multiple
threaded screws, and the terms “pitch’ and “lead” should be under-
stood. Pitch is the distance from 2 point on one screw thread to 2
corresponding point on the next thread, measured paraliel to theaxis.

Lead is the distance that a screw thread advances axially in one turn.

Thusonasingle threaded screw the terms are identical, but 2 notadon
such as § in. pitch, } in. lead, would indicate 2 two start screw, and
to produce this, the gearbox would require to give a saddle move-
ment of } in. for every revolution of the spindle, while the tool
would be ground to produce } in. pitch section of thread. The
procedure when cutting 2 multple start screw is to set the top slide
parallel with lathe axis and cut the first thread in the usual manger
at the correct LEAD. Cut subsequent threads by advancing the
top slide each time z distance equal to the lead divided by the
number of starts. This, of course, applies to all muldple threaded
screws regardiess of thread section.

Acme and Worm Threads. The procedure to be adopted for
Acme and worm thread cutting is similar to that recommended for
vee threads except for the setting angle of the compound slide. In
this case the thread included angle is 29 deg. so that a slide setting
of approx. 13 deg. from normal (i.e. 77 deg. omn cross slide
graduations) would be appropriate.

Full depth of 2n Acme thread is ¢-§ P -+ o-or in. and width at
bottom is 03707 P — ¢'cos2 in. where P is the thread pitch.

[——1
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FITTING AND USE

graduated 45 degrees each side of the vertical centre line. An arbor
for mounting between centres and driven by the lathe driver plate is
available to take 1 in. bore cutters. Macmmng by this meansis, how-
ever, restricted to thin work and so, wherever possible, face or end
milling is recommended. Face and end mills together with Woodruff
key cutters can be provided having morse taper shanks for direct
fitting to the spindle nose.

Milling and Sea?cuttmg Artachment. As in the previous case,
this artachment is mounted on the compound slide in place of the
toolpost. On the vertical slide assembly, of similar construction to
the millin 1g attachment, is fitted 2 support for the work arl;or together
with ind ‘{.ug mechanism. Curter arbor aud cutter are m ted De-

tween the lathe centres, the drive being by driver pla'e and pxn. itis
important that, when setmng up for gear cutting, the work arbor be
exactly at ;1gi~t anglestot -,u cutter arbor and the cutter directly under

<

the centre line of the work arbor. Gears up to 7 in. diameter can be

cut and cutters covering 2 w1d range of gear piiches are available.

1

Dividing Attachment. Accurare inde‘(ihg of the lathe spindle is
achieved by use of this attachment. Work mounted in the chuck, on
faceplate or between centres can be indexed for operation such as
graduating, slotting, key seating, etc. The attachment fits on the top
changewheel shaft after removal of the gear, the hinged guard re-
maining open whilst in use. Avery wide range ofmvzsm“s 1s possible
with the standard index plate, butspecial plates can be provided when
necessary.

Boring Table. This artachment fits directly on to the saddie. A
beoring bar with six cutters for use between centres can be supplied.
To fit the table, remove the complete cross slide by turning the
handwheel unul the slide becomes free and can be taken from the
rear of the carriage. Replace by the boring table, feeding on to the
screw which is operated in the reverse direction. Place the boring
bar between the lathe centres and drive by means of the driver plate.

Fourway Toolpost. I is seif indexing and positively located. This
unit replaces the standard type toolpost.

American Tooclpost. Of the recognised American pattern with
swivelling base plate and single clamp screw.

OF ATTACHMENTS-(contd.)

Coolant Pump. The electric pump unit is housed inside the
cabinet base and access is through the louvre at the R.H. end of the
cabinet.

Feed Stops.
1) Mécmmeter Carriage Stop. Clamps to the front vee bed

way and used for accurate :nachzm“g of shouldered work.
The screwed spindle is fitted with a micrometer dia] havin

0-00I in. Or -02 mum. U“&dua'ﬁOﬁS

(i) Four Pesition Carréagn Stop. Similar to the above, this
’v"lh c1a*nps to the front vee bed way and is used for multi-
shouldered work. The indexing body contains four adjustable
screws each of which can be used in turn to control varicus
shoulder lengths.

(iii} Cross Siide Stop. Is located on the cross siide ways and is

used on facing operations.

Bed Turret. This artachment is clamped 10 the bed ways replacing

the tailstock. It comprises a lever oper ated slide omin stroke length
with 2 six station aLtomaLcahy indexing turret, each station having
an adjustable stop screw. Supplied with the iathe, the turret head is
bored suitable for 1 in. diameter tool shanks but otherwise is left
solid for boring in situ to ensure perfectalignment with the headstock
centre. This attachment cannot be used with an extended cross

siide or with hydraulic copving equipment.

Cut-off Slide. Used for parting off and facing ope
quick acting lever operated slide, with front and re
Ja'nped to the bed ways immediately in front of th

erations. This
ar 1o0lposts, is
ie chuck.

Additional Equipment. A wide selection of equipment available
includes chucks of all sizes within the capacity of the lathe, tailstock
drill chuck, rotating centre, half centre, pipe centre, turning tools and
too!l holders, ezc.

Two Speed Equipment. Spindle speed ranges can be doubled by
fitting a two speed motor and selector switch. The standard is 34 to
1500 r.p.m., but other ranges can be provided.

11
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CPERATI @ A {Continued}

As the tool lies approximately 6% in. to the left of the stylus point,
template should be placed between the centres of the support
heads a similar distance to the right of the intended position of the
fnished workpiece.

The hydraulic angle slide should be fed w irs extreme inward
position py means of the hand control lever.

de handwheel in an anti-clockwise direction until
ntacts the smallest diameter of the template and
* : e

overhang of approximately I in. position the rear ool
is clear of the largest diameter of the

taken 1o ensure that the ool is set

discrepancies will cecur especiaily
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LOPY turnng €an now Comimence, the depii ol cutsiorine Lrston
B

only being set by the rear tool slide handwheel.

Cn completion of the first workpiece, withdraw the hydraulic slide
by means of the hand controi lever and, only if more than one cut is
necessary, traverse the whole slide assembly away from the work by
means of the cross slide handwheel a distance equal to the depth of
prefile; on subsequent workpieces the cuts should be sppiied by
this handwheel. The setting of the rear tool slide should not be
altered after completion of the “first off "unless 2 uniform fine finishing
cur over the entire profile of the workpiece is reguired.

The micrometer saddle stop supplied with the lathe can be set
towards the tailstock te position carriage after completion of each
cut.

The cutting speed, depth of cut and feed rate are, as in normal
turning, dependent upen the material, but accepted practice using
carbide tipped tools is to combine high cutting speed with a fine
feed to obtain the best surface finish.

E.g. material — mild steel, carting speed 200 fi. (60 m.) per min.
d i % in. (5 mm.}, feed rate 0-002 in. {o'c§ mm.) per rev.

o
A

b

eby maintaining repeat accuracy
throughout the batch. Wherever possible, the more robust (2) of th
two cuttng tools should be used, the lighter tool {(b) being reserved
- T

A minimum number of cuts per component should be taken to
-

TTING (Fig. 7}
g speed for screwcutting can be achieved by use of
{ the equi

materizals, e.g. brass, cast iron, eic.

For cutting right-hand threads the tool should be in an inverted
position, the direction of rotation of the headstock spindle therefore
being in an anti-clockwise direction whexn viewed from the tailstock
end of the lathe.

For curting lefi-hand threads the ool should be in the normal
upright position, the direction of rotation of the headstock spindle
being in a clockwise direction.

The template required should have a single shoulder of sufficient
depth to allow the tool to be automaticaily withdrawn from the
work. The stylus point mustalways be clear of the template diameter
contscting only the shoulder at point of withdrawal. If more than
one cut is necessary, then these should be applied by the cross slide
handwheel.

Taper screwcutting can be carried out to advantage (the above
remarks regarding fine threads or free cutting materials again
applicable), but the ‘setting-up’ differs slightly from that of parallel
screwcutting. A template is required having a taper similar to that
of the taper thread being produced, the stylus point contacting this

23
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STYLUS POINT CLEAR
OF TEMPLATE DIAMETER
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§ FLAT TEMPLATE ATTACHMENT
FIG. 8
FTIN PRPSIL SN ) FEED =
(a) ) I:ﬁ MIN. 2
’7 ' - -_ "
. » i 5
i é ~1 Ex {30° o>
4 35° s s S MAX.
j ' // | 164" or 3247 ax
2 — LA (A9 or
B 2 ™ l IGTH PY TUR? iG i CHUCH
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PERATION (Continued)

during thread curting. If more than one cut is necessary then this
should be applied with the rear tool slide handwheel. Because of
the anguler action of the hydraulic slide 2 modified changewheel

combination is required for each different taper.

FLAT TEMPLATE ATTACHMENT (Fig. 8)
(ADDITIONAL EQUIPMENT)
Whilst the major proportion of profile turned work is sccomplished

by the use of cylindrical templates an artachment is available
specifically designed to accommodate fat templates.

The unit replaces the cylindrical template suppoert heads and is
clamped to the tenoned biock attached o the rear of the lathe bed.

Provision is made for accurate alignment of the template to the
lathe axis and a graduated dial provides micro longitudinal
adjustment.

COPYING DISCREPANCIES

Discrepancies occurring berween workpieces and template may be
attributed to the following:—

(1) Tool requires regrinding,.

(2) Toolis noton centre height — particularly important on small

(3) Template and workpiece are not parallel — adjust by means
of graduated eccentric sieeve in template support head.

(4) Gib strips on slides require adjusting.

Recommended grades of hydraulic oil:—
DTE Oil Heavy Medium Supplied by Mobil Gif Co. Ltd.

Tel!gg 01l 33 Supplied by Shell-Mex & B.P. Lid.
Nut(ft Hsq Supplied by Esso Petroleum Co. Ltd.
,Hy-S?;in AW/ S68 Supplied by Castrol Led.
Ener(;g:)l HI-1o00 Supplied by Shell-Mex & B.P. Ltd.
Rand?(: H.D.C. Supplied by Regent Qil Co. Lid.
Indo(i;;gz Suppliéd by Amoco Ltd.
Harr;rony 53 Supplied by Gulf Oif Lid.

ar

Sunoco Sunvis 831 Supplied by Sun Qil Company.

or other equivalent grades.

The cil container should be drained, cleaned and renewed with oil
at six-monthly intervals, whilst the filter fitted ro the inlet port of the
pump should be cleaned at three-monthliy intervals. A drain plug is
fitted at the base of the container and after draining, the cover and
pump unit complete should be removed — by releasing the four
screws at the corners of the cover. The container is then available
for easy cleansing.

The working pressure registered on pressure gauge should read
approximately 150 Ib. per sq. inch, but if readings differ greatly
from this figure then adjustment shouid be made to the relief valve
which is inside the container.

Capacity of o1l container approximately 3 gallons (13-6 litres).
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TER AN CE (continued)

LUBRICATION

Being 2 closed hydraulic system, the interna! mechanism of the
attachment requires no additional lubrication except for an oil
nipple provided for lubrication of the stylus arm bearings and this
together with periodic lubrication of the slides is all that is necessary.

{It is recommended that the slides be lubricated with molybdenum
disulphide in petroleum jeliy.)
PLAY IN SIDEWAYS

All the slides are provided with gibs. Adjustment should be effected
as required and the set screws and locknuts carefully tightened.,

REPLACEMENT OF HMYDRAULIC RAM LEATHER
(Fig. 10)

Instructions for replacing the hydraulic ram leather sealing the
piston rod in the cylinder are as follows:—

Remove cap screws ‘A’ and withdraw hydraulic slide in direction
of arrow.

Release set screw ‘B’ and raise item ‘C’ clear of the cross slide —
cylinder and valve unit should now be clear.

Remove end cover ‘D’ and withdraw piston and rod from the
cylinder.

Remove piston.

I3 okl

Replace ram leather ‘E’ — care being taken to emsure that the
sealing lip is not damaged.

On zssembling end cover ‘D’ use sealing compound on face.

This hydraulic equipment has been made in the simplest and most
foolproof form without unnecessary complications, and we believe
that this is the most effective way of dealing with such apparatus.
IT IS IMPORTANT TO SWITCH OFF THE HYDRAULIC
UNIT WHEN NQOT IN USE, so as to minimise temperature

WITHDRAW

=

BNANAN

7

@

rise in the hydraulic tank. Heat is generated when the hydraulic
fluld is by-passed through the relief valve to the tank and i the
pump is left running unnecessarily without utilising the copying
slides, viscosity of the cil can be reduced and can affect smooth
Operauon.



ALL-GEARED HEAD

item ftem
Nao. Part MNo. Description Neo. OF No. Part No. Description MNo. OF
ALL-GEARED HEAD All-Geared Head (contd.)
1 16-2-232 Headstock 1 35 116-2-120 Retzining Ring 1
2 1C4612 il Level Window 1 38 1+¢” Dia. External Circlip 1
3 L6-2-104 Magnetic Piug 1 37 L16-2-16 Head Pulley ... 1
4 16-2-258 Cover % 38 L16-2-182 Driving Pin &
5 L21-2-141A Filler Cap 3 3% L16-2-18A Bearing Locating Plate 1
) $P41 Fibre Washer 1 40 DCs Clutch Disc 2
7 L§-2-267 Rubber Maz ... 1 4 16-2-110 Clutch Plate ... . 1
8 L6-2-266 Gasket, Cover % 42 | L16-2-21A/111 lutch Cperating Sleeve 1
8A | Le-22270 Baffie Plate 1 43 L16-2-22 Adjusting Nut 9
9 16-2-131G intermediate Shaft 1 44 L16-2-82 Braking Plate 1
1 13101615M “QC” Ring 1 45 5100/237 External Resainer ‘E
i1 L16-2-177 Bearing Locating Bush, Quter 1 46 SG. 216 Spring... . 1
2 L16-2-176 Bearing Locating Bush, inner 1 47 116-2-40 Clutch Operating Lever i
13 i Single Row Ball Bearing 1 48 L16-2-43A Shoe 1
14 L5-2-177G 46T Gear 49 L16-2-77A Brake Disc 1
15 | L5-2412G 56T Gear [ Supplied Integral 1 50 | L16-2-76 Pin ... 2
16 L5-2-1786G 56T Gear 31 L16-2-42 Swivel Pin 1
17 L5-2-9G 717 Gear Supplied integral 3 52 L16-2-39 Support Bracket 1
18 L5-2.10G 65T Gear 53 L16-2-41 Swivel Pin, Link &Arm 1
19 L6-2-10A Spacing Collar 1 54 L6-2-129 Reverse Shaft 1
20 Lz Single Row Ball Bearing 1 "85 L6-2-183G 44T Gear 1
2% MH1-2-15 Bearing Locating Bush 1 -56 16-2-182G 417 Gear 1
22 131D1615M “Q” Ring 1 57 L6-2-20 Reverse Shaft Bearing 1
23 16-2-265 Eriving Shaft ... 1 58 WW12508725 Oif Seal 1
24 L16-2-477 Bearing Locating Bush, Quter 1 59 L5-826 Collar ... 1
25 L16-2-176 Bearing Locating Bush, Inner 1 &0 7 KS 7 Square Key i
26 131D1615M “QO” Ring 1 61 3" FB. Hexagenal Nut. 12 TP 1
27 Liz Singie Row Ball Bearing 1 62 L6-2-88 VWasher 1
28 1500-E-743 Circlip... 1 63 L6-2-256 Seiector Shaft Bush %
9 L5-2-219/220 35 & 457 Double Gear 1 64 PC 1125,
30 L5-2-173G 20 & 26T Double Gear 1 BS 216 “C” Ring . 1
31 LI 44 WSR Ball Journal 1 65 SB 2 Steel Ball &~ Dia. 1
32 L&-2-264 Bearing Locating Plate 1 66 SG. 142 Spring . 1
33 L16-2-32 Bearing Spacer 1 &7 L&-3-103 3elector Handle 1
34 Miig Single Row Ball journal 1 68 16-2-262 Selector Shaft 1

27
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ALL-

EARED HEAD

ftem ltem
Neo. Part No. Description Neo. OF No. Part No. Description MNo. OF
All-Geared Head (contd.} All-Geared Head (contd.}

CH 4-007 “Nu-Lip” Ring 1 104 L5-2-42 Spacer 1
70 L6-2-257 Selector Lever 1 105 387/382A Timken Taper Ro]le. Bear*na 1
71 L&-2-263 Mover Shoe ... 1 106 15-2-83 Adjusting Nut 2
72 L6-2-14G 28T ldler Gear ... 1 107 L5-2-192G Main Spindie Gear 1
73 16-2-184 Stud, idier Gear 9 108 16-2-181GG 41T Spindle Gear 1
74 L16-2-38 Bush 1 109 L6-2-181G 44T Spindle Gear 1
75 116-2-37 Colfar ... 1 110 1" KR 14" Rectangular Key 1
76 L5-2-44A Front Seiector Lever 1 111 XLs13” Ball Journal 1
77 L5-2-43 Shoe . 1 112 L6-2-178 Sezling Ring ... 1
78 L6-2-260 Fronez Selector LeV\_r :haft 4 113 16-2-18C Spacer 1
79 L3-2-114A Front Selector Boss ... 1 114 27 KR 1§ Rectangular Key 4
80 15-2-143 Swivel Pin 1 115 Lé -179 Locknut 1
81 L5-2-411B Plunger 1 116 L&-2-27¢ Tail End Sieeve 1
82 £5-2-112 Return Pin 1 117 L5-2-41A Front Bearing Cover 1
83 $G. 231 Spring... 1 118 L5-2-101 Sleeve for Centre 1
84 L5-2-109 Hand Lever H 119 L5-585A Centre 1
85 11007019 Hand Knob 1 120 L5-2-156 Gasket, Front Bearmg Cover 1
86 L5-2-110A Locating Plate 1 121 WR. 20 rench, Adjusting Nuts 2
87 L6-2-235 Top Selector Lever Bracket i 122 WR. 17 Hook Spanner . 1
88 L6-2-259 Top Selector Lever Boss 2 123 WR. 19 Wrench, Tail End Sleeve 1
8% SB 3 +” dia. Steei Ball 2
S0 SG 3 Spring ... 2
91 L5-654 Top Selector Lever ... 2
92 | 11007012 Hand Knob 2
93 L6-2-5 Shaft, Top Selector, L H 1
54 15-220A Shoe . 1
95 L5-206 L.H. In‘:ertockmg Lever 1

96 L6-2-4 Shaft, Top Selector, R.H. i

97 L5-221 Shoe . i

98 L5-205 R.H. mteflockma Lever i

99 L6-2-174 Main Spindle. LOO Taper Nose 1

100 £5-2-77 Key 1

101 L5-2-151 Draw Nut 1

102 L5-2-45 Washer . 4

103 387/3828 Timken Taper Ro!ler Bearmg 1

29




ALL-

itern
No. Part Neo. Description No. Off
All-Geared Head {contd.)
ALTERNATIVE COMPONENTS
TO REVERSE SHAFT.
2:t REDUCTIOMN FITTED
WHEN METRIC GEARBOX
IS FITTED
124 L6-2-157 35T & 237 idier Gear ... 1
125 | L6&-2-185 Stud, Idler Gear 1
126 L6-2-145 Bush 1
127 15-2-205 Spacing Ring ... 4
128 2" Dia. Externai Circlip 1
129 16-2-106A Mover Shoe ... 1
130 L6-2-187G 35T Gear i
131 L6-2-144G 467 Gear 4
132 L6-2-186 357 Spindle Gear 1
133 Le-2-189 Key ... 1
134 675 Nameplate 137 (676 165 mm.} 1
135 4 ANF x 17 Self Tapping Screws ... 3
136 Speed Plate. (Please state speed
range when ordering) 1
137 4 ANF x 7 | Self Tapping Screws ... - 4
(683 Serewcutting & Feed Plate (English) 1
? 684 Screwcutting & Feed Plate (Mertric) ... i
438 < 685 Scewcutting & Feed Plate (Lever
operated conversion} 1
L 686 Serewcutting & Feed Plate (for U.S.A 4
139 4 ANF x &7 Self Tapping Screws ... 4
!




GEARB

X amd TAILSTOCI

item
MNo. Part No. Description No. Off
MORTON 36 SPEED GEARBOX

1 L&-3-98 Gearbox 1

2 £5-3-58 Sleeve ... 1

3 £5-3-59 Sleeve ... 1

4 L5-3-6C Sleeve ... 9

5 L5-3-61A Sleeve ... 1

6 £76-3-12 Fitler Plug i

7 L16-3-11 QCil Feeder 1

8 L16-3-14 Gasket 1

g £5-3-5 Top Shaft 4
10 L5-3-40 Bush, Top Shaft, L.H. 1
11 L5-3-7 Steeve ... 1
12 L5-3-6 167 Gear 1
1 15-3-8 327 Gear 1
14 15.3.41 Bush, Top Shaft, Centre 1
13 L5-3-10 24T Sliding Gear 1
16 £5-3-9 167 Sliding Gear i
17 SK8 Peg Feather Key 1
18 L5-3-42 Bush, Top Shaft, R.H. 1
19 L6-3-103 Selector Handle 2
20 SG 142 Spring ... 2
29 SB2 Steel Ball, %7 dia. 2
22 L5-3-56 Seiector Shaft 2
23 15-3-3%A Selector Lever, L.H. 1
24 L5-3-38 Selector Shoe 2
25 L5-3-354 Selector Lever, R.H. 1
26 DWA4064/A Cit Level Window, 7 ¢./dia. 1
27 £5.-3-63 Middle Shaft 1
28 15-3-43 Bush, Middle Shaft, L.H. q
29 £5-3-64 Splined Gear, 167 1
30 £5-3-65 Splined Gear, 18T 1
31 L3-3-66 Splined Gear, 19T, 4
32 L5-3-67 Splined Gear, 20T ! 1
33 L5-3-68 Splined Gear, 227 ‘ 1
34 L.5-3-69 Splined Gear, 247 1
35 L5-3-7¢ Spiined Gear, 26T 1

!

item
No. Part No. Description No. OF
Norton 36 Speed Gearbox (contd.)
36 L5-3-71 Splined Gear, 287 1
37 15-3-72 Splined Gear, 307 1
38 £5-3-73 Splined Gear, 327 1
39 L3-3-78 Spacer 1
40 L3-3-75 Bush, Middle Shaft, R.H. 1
44 L6-3-101 Bottom Shaft 1
42 L5-3-78A Sleeve ... .. 1
43 L16-3-10 Bush, Bottom Shaft, R.H. 1
44 16-3-9 Cit Thrower ... 9
45 L5-502 Change Wheei Coilar 1
48 " F8 Hexagonal Nuz, 12 TPI 1
47 116-8-8 Spacing Collar i
48 L16-3-2A Swing Lever 1
49 L16-3-4 Gear . 1
50 £5-3-55 Bush, Swing Lever 1
59 L5-3-28 Pin 1
52 L5-3-38 Plunger Sieeve 1
53 L5-3-37 Plunger 1
54 SG 141 Spring ... 1
55 11007012 Hand Knob 1
56 L5-3-74 Cluzch Shaft, Lead Screw 1
57 £.5-3-49 Bush, Lead Screw 9
58 L5-3-45 Bush, Clutch Shaft 1
59 L5-3-13 Gear i
60 £5-3-31 Stipping Clutch Shaft ... 1
61 L5-3-48 Bush, Slipping Clutch Shaft... 1
62 L5-3-50 Bush, Feed Shaft 1
62A | 15-3-89 Bush i
63 15-3-30 Gear 1
64 L5-3-35 Sleeve ... 1
65 | 15-3-32 Slipping Clutch 1
&6 SG 266 Spring ... 1
&7 L5-3-34 Washer ]
&8 £5-3-33 Adjusting Nut . 1
69 697A Lever Position Plate (697 for USA) i

31
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and TAILSTOC]

ftem feemn
No. Part No. Description No. OFf No. Part No. Description Neo. OF
Norton 36 Speed Gearbox (contd.) TAILSTOCK ASSEMBLY
7¢ L5-518 Change Wheel, 1207 ... 1 1 L6-7-27 Tailstock 9
71 L5-51K Change Wheel, 60T i 2 11007014 Locking Handie for Qutl‘ 1
72 L5-51DD Change Wheel, 30T 1 3 11007015 Nipping Nut . i
73 L6-8-3 Mounting Ring, Banjo Plate 1 4 L6-7-40 Nipping Bush, Bottom i
74 Li6-8-2 Banjc Plate - 1 s L6-7-39 Nipping Stud 1
75 L5-196 Change Wheel Stud . 4 6 11007012 Hand Knob 1
76 H4146 Hydraulic Nipple, Stra:ght L Whlt 1 7 Le-7-41 Stop Pin 1
77 L5-505 Socket . 1 8 16-7-31 Guill  {L6-7-38, “ﬂetr.c) 1
78 L6-8-8 Coflar .. 1 9 L5-5854 Cenztre 1
79 L16-8-5 Secket Nut [ 10 15-94 Key - 1
80 L5-502 Change Wheel Col|ar 1 11 | L5-9% Nut (Piease quote English or Metric) 1
81 & FB Hexagonal Nut. 12 79! 1 12 L6-7-30 Screw (L6-7-37, Metric) 1
g2 L5-13-25 Spacer 1 H L6-7-23 Bush 1
14 51103 Thrust Race ... 1
1 | 11007006 Handwheel 1
Lever Operated Metric Conversion 4 i 15007018 Handie . 1
{Special Grders conly) 17 | 11007008 Micrometer Dial {1 1007024 I"etrw) 1
18 SG 289 Spfing .. p3
83 L5-31A Change Wheel, 1277 ... 1 1 L5-5-15 Die . 2
84 L3-51NN Change Whee!, 1357 ... 1 20 L6-7-33 Eccentric Lock Stu 1
85 £16-8-3A Compound Change Gear 1 21 L5-7-9 Locking Lever 1
86 SG5 Spring . 1 22 11007019 Hand Kneb 1
87 SB3 Steel Ball, £ dia. 1 23 L6-7-21 Locking Eye Boit 1
88 L16-8-9 Sleeve ... i 1 24 L6-7-3 Holding Down Plate. .. 1
89 L6-8-59 Lever, Change Gear 1 25 ‘ L6-7-41 Step Pin 9
90 L16-8-24 Shoe i 26 | L6-7-28 Base 1
91 L6-8-6C Pin, Lever 1 27 | LTFX 1L
92 L6-8-62 Hand Lever i BSF Heollow Set Screw, Oval Point 1
93 | 11007012 Hand Knob [ 28 | 4 FX 217
94 688 Thread Selector Piage 1 BSF Hollow Set Screw, Oval Point 1
95 | Lé-8-61 Boss - [ 29 1 FTEX Y
96 2” Dia. External \.IF:‘Ip ! 1 : BSF Holiow Set Screw, Oval Point 1

i
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IC GEARBO

ftem
No. Part No. Description MNeo. Off

i L6-3-9% Gearbox 1
2 116-3-14 Gasket %
3 L16-8-2 Bznje Plate i
4 16-8-3 Mounting Ring i
5 L5-512D Change Wheel, 307 ... 1
6 £5-818 Change YWheel, 1207 9
7 L5-531KK Change Wheel, 487 ... 1
* L5-534E Change Wheel, 807 ... 1
8 15.196 Change Wheel Stud 1
2 £6-8-8 Coliar ... 1
1¢ L16-8-5 Socket Nut 1
11 L5-505 Socket . 1
i2 1.5-502 Change Whee! Collar 1
13 +7 KS 1§ Square Key ... i
4 & FB Hexagonal Nut, 12 TP! 1
15 DW4064/A Oif Level Window, 7 dia. ... 4
16 15-3-58 Sleave ... 4
17 L5-3-5% Sleeve ... 1
1 £5-3-60 Sieeve ... 9
19 L5-3-61A Sieeve ... i
20 L58-3-98 Top Shaft 9
21 L5-3-40 Bush, Left Hand 1
22 £5.3.7C Steave ... 1
23 £5-3-6C 18 r 9
24 L5-3-902 327 Siiding Gear 1
25 13-3-416 £l Bush 1
26 L5.3-41 Bu entre 1
27 {.5-3-103 247 Siiding Gear 1
28 L5-3-104 | 257 Sliding Gear 1
29 §” Diz ‘[ External Circlip 1
30 SK8 | Key ... 1
31 L5-3-42 Bush, Right Hand H
32 L6-3-903 Seiector Handie 2
33 SG 142 Spring ... . 3
34 SB2 Steel Balf, & " dia 2
35 £5-3-56 Selector Shaft 3
36 | 15-3.38 | Seiector Shoe 2

f

|

i

E !

lcem
No. Part Neo. Deseription MNo. OF
37 £5-3-39A Selector Lever 3
38 £5-3-93 Seiector Shoe, Centrat i
39 =7 Ks 1%” Square Key 1
40 L5-3-114D Spacing Washer 4
41 £5-3-1114 Mid-Shaft ki
42 £5-3-43C Bush, Right Hand 4
43 L5-3-64 Splined Gear, 16T i
44 L5.3-65 Splined Gear, 187 1
45 £5-3-66 Splined Gear, 19T 1
46 L5-3-67 Splined Gear, 20T i
47 L5-3-68C Splined Gear, 227 9
48 L3-3-69C Splined Gear, 247 1
49 L5-3-70 Splined Gear, 267 4
50 £5-3-79 Splined Gear, 28T 1
51 1.5-3-72 Splined Gear, 30T 9
52 15-3-73 Splined Gear, 327 1
53 L5-3-76C Spacer g
54 £5-3-75 Bush, Left Han 1
85 L6-3-102 Bottem Shaft 4
56 +7 KS 14~ Square Key i
57 £5-3-78A Sleeve ... . 1
58 L5-3-47A Bush, Right Hand 1
59 2" Dia. External Circiip 4
&0 15-502 Change Wheel Coliar 1
6% 2" FB Hexagonal Nut, 12 TFI 1
Y3 L5.3-114F Spacing Washer 1
63 L16-3-24 Swing Lever H
64 L16-3-4 Gear 227 1
65 £5-3-55 Bush k|
66 £5-3-28 Shaft . 1
67 £5-3-36 Plunger Sleeve 1
68 | L5-3-37 Plunger 1
69 SG 141 Spring ... 1
70 | 11007012 Hand Knob . 1
7% 15-3-724 | Clutch Shaft, Leadscrew H
72 L5-3-4% ! Bush, Leadscrew 1
73 L5-3-12¢6 Bush, Cluzch Shaft 1

= Not iliustrated.
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ETRIC GEARBOX

ttem
No. Part No. Deseription No. Off
74 £5-3-1058 Gear 21T & 207 1
75 | L5-3-101 32T Gear 1
76 L5-3-112 327 Gear 1
77 2A7KS " Square Key 1
78 SC 108 Meedle Roller Bearing 2
79 GsC 18 Qil Seal 1
80 sC 1812 Needle Rolter Bearing 1
81 £5-3-123 Slipping Clutch Shafe ... 4
82 £5-3-48C Bush, Slipping Clutch Shaft... 1
83 L5-3-50 Bush, Feed Shaft i
84 L5-3-96 Gear, 327 1
85 =" KS ¢” Square Key 1
86 13" Dia. External Circlip 1
87 L5-3-35 Sieeve 1
88 £5-3-32 Siipping Clutch 1
g% SG 266 Spring ... 1
90 %7 KS 13”7 Square Key 1
91 15-3-34 Washer 1
92 £5-3-33 Adjusting Nut 1
93 sC18iz Needle Roller Bearing 1
94 GsC 18 Oit Seal 1
95 £5-3-55 Bush 1
96 £5-3-100 Reverse Gear, 207 1
S7 L5-3-101A Reverse Gear, 327 ... 1
98 37 KS 13”7 Square Key . {
99 L5-3-3%A Reverse Selector Lever 1
100 L6-3-105 Selector Shoe 1
101 £5-3-56 Selector Shaft 1
102 £6-3-103 Reverse Lever 1
103 SG 942 Spring... 1
104 s82 Stee! Ball, %" dia. 4
105 15-3-128 idier Shaft 9
106 L5-3-127A ldier Gear 1
107 sC812 Nezsdie Roller Bearing d
108 4" Dia. External Circlip i
109 L5-3-108 Sieeve ... 5
110 15-3-129 Thrust Washer 1
111 696A Lever Position Plate {696 for USA) ... 1
112 116-3-12 Filler Plug 1




APRO

CARRIAGE
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AND

SLIDES

|
item 5 Item
No. Part No. Deseription MNeo. OF Ma. Part Neo. Description Mo. OFf
APRON Apron {contd.}
1 (544 A Apron 5 35 L?--‘;-S& Shafe for Nut Box 4
2 L.5-4-43 Hand Motion Dm\,n 1 3? Lb'i"f A Bearmg_ 3 E
3 L5-4-42 Bearing 9 z L5417 Boss for Lever | Supplied integrai ‘
4] L5445 Bearing ... .. .. 1 B ) L5ads Lever I :
5 L5-4-29A Handwhaal } . o 4 39 11007012 Hand Knob 4
s 1507018 Handle J).,upphed integral . 40 15-4-34 interlocking Quad.ans - 1
S |fLs4158 Rack Pinion {For Standard Lathe) 1 i ‘{i‘:f; [op Malf Nuz Slide (L3-4-194 Merric)
L5-4-15C Rack Pinion {For Profiling Lathe) 1 . M ong rin o ‘ ’
8 15-4.4 Bearing ) . 43 LS-:%—&G Bottom Haif! \L;Shde{d LLUAM&? K 1
9 | L5433 Rack Pinion Wheel . 1 44 L5539 Short Pin : 1
10 15.437 Sliding Wheei Shafc 5 45 L5-4-21 Indicator Brackez {iL5- 4—2 A Met zc‘) 1
11 | L5435 Sliding Knob ... . 1SS Shoulder Screw !
12 | sGzse Spring... ... : 47 1 5Gs3 S'f"“g oo i
13 | 83 4” dia. Steel Ball . 1 8] B3 die. Seee eail : !
14 | 155834 Sliding Intermediate Gear ... 1 9| 543 D‘?,' (L3-4-13A Meeric) o )
45 L5-576A Sliding Intermediate Pinion 4 50 L5-20 incl:c_a.tor Pinicn (L5-90A Metric) ... i
16 L 5-dedd Bush 5 ?‘E L._'E-4-32 Nut Slide Plate ... 1
17 25 instruction Plaze 1 52 L5-4-31 Bearing Pad . : 2
18 15-4-38 Worm Wheel Shafe 4 §2A 7 WS ?oubie Coil Spring Washer ... 2
19 1547 Bearing ] 4 53 16-4.58 Tray 1
26 15.38 Worm Whees 4 54 L6-4- Qil Reservoir . 1
24 15565 Brozd Pinion ... 5 34a | 378 Thread Indicator C‘lar‘c (326 Wi r;c} 1
2 g
;g ::Ei:? ngri': Box 1 CARRIAGE AND SLIDES
24 L5-4-18 Lever ... 1 g5 1&-5-1R Carriage .. B 4
25 11607012 Hand Knob 4 56 15.348 R.H. i—roqt str. 1
26 L5-4-11 Pin . 1 57 15.5.95 .4, Front cmp 9
27 | L5-564 ClipBar ... ... .. 1 38 | 16573 Adjusting Screw 1
28 | L5-4-40 Worm Stud 1 39 | 15-5-94 Locking Piece 1
29 L5-567 Worm and Pinion 1 &0 L5-5-91 Rear Saddle Support Strip ... 4
30 | Ls-&7 Bush . 1 1 L5-5-92 Rear Saddle Strip 1
3 L.5-86A Worm Box Bush bn’*aii 1 &2 196-5-9 Front Wiper Cover ... 2
32 | L5-86 WWorm Box Bush Large 1 63 L16-5-13 Front Wiper ... 2
33 L5-566 28T Pinion 1 &4 L16-5-12 Feit Wiper 2
34 | 15-699 Key 1 45 L5-5-17 Rear Wiper Cover ... 2
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Mo, OF No Part MNe. Description Mo, OF
i Carriage and Slides {cont.}
1
: 2 28 Graduated Coilar {L3-5-44 Metric) 4
z 2% Ls Bush . 1
4 00 LS Die 2
1 104 SG 90 Spring ... . 2
1 102 | L8 Bali Handie | .
71 2 03 1 LS Hangle ~ J o _ppiiecimiegr 3
72 4 104 ] Tool Post . 4
73 E 105 E Square Head Set Screws, § Dog Poing 2
74 E 106 L1 Stud 1
73 107 WR7 Wrench 1
H 1C8 16-3-89 Plunger 1
7% 109 L6-5-90 Knob .. 9
1 110 PAC 50 “C" Ring 9
77 L5-3-8% E 111 SC 327 Spring ... . 9
78 SKF 31402 Thrust Race ... Z 112 L6-5-38A Non Return Vaive Complete 1
79 156-3-8 Fixed Coilar 4 113 PAC 250 “'Q” Ring i
] L5-3-42 Micrometer 4 ‘14 L6-5-91 Cover ... . 1
81 LE-5-43A Bush H 115 11005085 Nen Return Valve Complete 1
&2 15-5-15 Die 2 116 7573/5 Meter Unit, Complete L]
83 SGs3 Spring ... N 2 147 16-5-95 Straight Connector ... i)
24 L5-318 Handwheel | o Treme el 1 118 11003132 Filler Plug 1
35 15560 Handle f Supplied integrai ;
a6 £5-345 Front Cover Plate 1 FOUR-WAY TOQLPOST
87 L§-3-11 Cover, Cross Slide Ways 4 (Additional Equipment)
88 16-5-84 Swivel Slide 1
89 L5.572B Swivel Plate ... 4 119 L16-10-80 Square Turret 9
0 L16-3-27A Studs ... 2 120 L16-10-30A Pivet Ring 4
1 L5-91 Strip ... 1 121 L16-10-156 Spacer . 1
92 L5-5-22A/N Compound Slide 1 122 L16-10-93 Rocker Piece... 4
93 £16-5-30 Tee Piece 4 123 116-10-83 Sleeve ... 1
94 L5-5-478 Screw (L5-5-438 Metric) 1 124 L16-16-94 Rod, Plunger ... 1
95 L5-92 Nut {L5-811 Metric)... 1 125 L16-10-85 Plunger 1
95A] SB3 Steel Bail £” dia. K 126 116-10-84 Bush, Turret ... 4
%6 SKF 51101 Thruse Race ... 2 127 L16-10-86 Bush, Tee Piece i
97 1.5-5-40C Fixed Collar ... i 128 SG 250 Spring ... 1




g

CARRIAGE AND SL

item item
No. Part No. Description Mo. Off Ne. Part No. Description Neo. Off
FOUR-WAY TOOLPOST 158 L6-5-48 Shaft, Top Slide Handle 1
(Additional Equipment) (contd.) 136 1" Dia. External Circlip [
157 £5-5-39 Graduated Cellar 1
12% L16-10-8% Tee Piece 1 1 L5-5-15 Die 2
130 L16-10-82 Stud, Centre ... 4 159 SG2%¢ Spring ... 2
131 L16-10-143 Lock MNut 2 160 L5-5-55 Spacer 1
132 L16-10-9% Setting Bush ... 1 161 L5-5-574 Ball Handle 1
133 L16-10-128A Tightening, Boss 1 162 L3-570 Handle 1
134 SG 251 Spring... 1
135 £16-10-130 Plunger, Boss 1 EXTENDED CROCSS SLIDE
136 L1e-10-95 Lever, Boss . % (Ldditional Equipment)
137 gBS Bakelite Ball, 127 d!a 1 {Not Hiustrated)
138 | L16-10-98 Dust Ring 1
139 116-10-138 8ox Key . 1 L5-5-76 Extended Cross Slide ... 1
140 =" FZ 4" Square Head Set Screws % Dog Domt 12 L5-16-37 Cross Slide Serip 1
141 Li6- ‘!0—129 Bush 4 L6-5-96 Rear Teol Past ... 1
142 L16-10-135 Extractor Screw 9 15-5-69 Locking Nut ... 4
L&-5-97 Stud, Rear Toolpost 4
AMERICAN TOOLPOST
(Additional tqmpment) LEADSCREW, FEED SHAFT,
143 L5-5-25 American Toolpost . i THIRD SHAFT, RACK AND
144 L5-5-24 Toolpiate 1 BRACKET ASSEMBLY
145 15-5-23 Ring ... 1
146 L5-5-26 Clamp Plate ... 1 963 L&-6-14 Serew and Shaft Bracket 1
147 3" FZ 24”7 Square Head Set Screw 1 IrLé-é-S Leadscrew 24” Centres
148 WR 10 Wrench 1 164 |4 (L&-6-5A Metric) ... 1
1 L16-6-1 Leadscrew 407 Centres
ALTERNATIVE L (L16-6-1A Metric) 1
COMPOUND SLIDE 165 L5-10-25% Body, Torque Limiter ... i}
{Additional Equipment) 166 SB3 Steel Balt L7 dia. 2
167 £5-10-234B Sieeve ... 1
149 L6-5-2/N Compound Slide 4 168 39-6 x 255
150 L&-5-GA Screvr ... 4 X 5 mm. Disc Springs ... 15
154 L6-5-7 Nut . 1 169 L5-10-2588 Adjusting Nut 1
152 1.6-5-38 Bearing Housing 1 170 L5-10-242 Spacer 1
153 L6-5-5 16T Gear 2 171 £5-10-28% Plate 4
154 SKF 51101 Thrust Race ... 2 172 SK 24 Key g




APRON, CARRIAGE SLIDES
item item
MNo. Part No. Description No. OF No, Part No. Description No. OF
LEADSCREW, FEED SHAFT, 195 1.6-6-28 Bearing Cover, Rear i
THIRD SHAFT, RACK AND i% | 70D x
BRACKET ASSEMELY {contd.) 14718 x
010" Shim . 4
173 SG 339 Spring Ring 1 197 16-6-32 Cover Plate ... 1
174 L16-6-3 Cover, Thrust RBearing 2 98 L6-6-26 Shaft - L
175 SKF 51104 Thrust Bearing 2 199 L&-6-17 Bearing Plate, Rear 1
176 | L5-540 Nut 2 200 ! Le-6-21 Link 1
477 {" L6-6-2 Feed Shaft 24" Centres 9 201 L6-6-20 Stud . o 1
L116-6-2 Feed Shaft 40” Centres 202 | L&-6-22 Draw Bar ... .. - 1
1774 L3-645 Collar . 1
L6-6-3 & 3A Rack 24" Centres 1
L6-6-4 & 4A Rack 40” Centres 1
178 L16-6-8 Rack 40" Centres 1
Le-6-38 & 3C Rack 24" Centres | Copying 9
LLé-é-éB & 4C Rack 40” Centres zthes 1
L16-8-6A Rack 407 Centres | Oniy 1
179 16-6-31 Third Shaft 24" Centres 1
L6-6-30 Third Shaft 40” Centres 1
180 L6-6-16 Support Plate 1
181 11006024 Boss Clutch Lever 1
182 1510027 Clutch Lever ... i
183 11007619 Hand Knob 1
184 11006023 Collar ... 9
185 L6-6-34 Boss, Clutch Lever ... 1
186 11006021 Handle (11006021A with 2 speed
reverse switch) 3
187 11007019 Hand Knob 9
188 SG5 Spring... . 1
189 SB3 Steel Bali £” dia. 1
190 Le-6-15 Bevel Housing ... 1
191 L6-6-29 Bearing Cover, Front 1
192 5" 0.0 x
1471D x
005~ Shim . . 2
193 XXLi20 Deep Groove Ball fournal ... 2
194 L6-6-27 Bevel Gears ... 2

4
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PROFILE

ILLUSTRATED ON PAGE

44

Deseription

item
Neo. Part No.
% £5-96-1
b £5-16-37
3 L5-16-39
4 L16-13-4
g £5-16-38
& £5-16-3%
7 £16-13-5
g H 4146
g L6-13-1
1C L5-5-478
11 L5-92
12 £5-5-40C
13 SKF 51101
14 L5-5-3%
15 L 5-5-554
16 $G 290
17 L5-5-15
18 L5-3-57A
19 L5-570
20 L6-13-67
4 2" FZ 13"
22 L6-13-68
23 £5-16-20
24 L5-16-23
25 15-16-3
26 £ 5-16-5
27 L5-16-6
28 SP 255
2% 15-16-22
30 £5-16-21
31 P.26678
32 £5-16-123
33 15-16/D
34 1513004
35 1593005
36 1100701

PROFILING EQUIPMENT

Cross Siide
Serip .
Adjusting Screw
Hydraulic Slide ..
Strip .
Adjusting Screw
Strip, Top Slide
Hydraulic Nipple, 27 Whit.

Top Slide .
Top Slide Screw (L5- 5 498 Me‘* :c\
Nut (L5811 Metric)...

Fixed Collar ...

Thrust Race ...
Graduated Collar {L5-5-44 Metric)
Bush .
Spring...

Die

Bail Handle

Handie

Tool Holder
Square Head Set Screws
Pivot Stud

Connecting End, Piston Red ...

Pin ...
Cylinder .
End Cover, R. H
End Cover, L.H. .
“U Leather, 1&” o./dia. X {%” B.
Piston Rod
Piston ... .
Piszon Rings ...
Gasket
Vaive Block (k,o'nave.c.\
Boss, Contrel Lever
Contro!l Lever
Hand Knob

ftem
No. OF Ne. Part Neo. Deseription Ne. OF
Profiling Equipment (contd.}

4 37 15-16-9 Ecceneric Stud 1
1 38 L5-16-24 Stop Piece - i
1 39 £3-96-51 Pivet Arm, Stylus 1
1 40 L5-16-54 Swive! Stud . 1
4 £ ALO75/A&157 Timken Taper Rolier Bearmas 2
1 42 £5-96-55 Spacer 1
4 43 15-16-56 Washer 4
1 44 L5-16-57 tock Nut 2
1 45 15-16-12 Seylus ... 1
1 45 L5-16-11 Centact Pin 1
1 47 <f L3-16-91 Support Block (247 Cer'tres; 1
1 (L5-16-92 Suppert Block (40" Centres) ... 1
2 48 L5-16-122 Dowels 2
4 49 £5-16-78 Head, R.H., Master Horder 1
1 50 1.5-16-79 Head, L.H., Master Helder 1
2 51 L5-16-75 tocking Stud ... 1
2 52 L5-16-76 Locking Stud ... 1
1 53 L5-5-69 tocking Nut ... 2
4 54 L5-16-67 Eccentric Bush i
9 544, L5-16-148 Locking Screw 1
2 35 L5-16-70 Nut - 2
1 56 [5-16-68 Centre, R.H. ... 1
1 57 15-6-17 Centre, L.H. ... 5
1 58 SP 140 Handwheel i
1 59 £5-16-40 Oit Container 4
4 &0 Plug, £ B.S.P. . 1
1 &1 Ti0 “Brook’ ‘Gryphen’, Totally Enclosed

1 Motor, Fiange Fleting, £ H.P,

5 1,000 R.P.M. 1
1 62 L5-16-50A Adaptor 1
2 63 £5-16-52 Cover, Gil Ccntamer 1
9 &4 L5-16-65 Plug, Dipstick o 1
1 65 | L5-16-66 Di;stickp }S“Ppi'ed integral ... 1
1 66 70/CAX Flexible Coupling, §” Bore ... 9
% &6A 1 L5-16/A Hydraulic Pump Complete 1
1 &7 L16-13-89 Reducing Bush, " to §” B.S.P. 1




DFILING EQU P T /ILLUSTRATED ON PAGE 44
ieam itam
No. Part No. Description No. OF No. Part No. Description No. OF
Profiiing Equipment {contd.} 36 116-13-78 Hinge Boss 1
68 | L5-16-31 Oil Supply Pipe 1 97 | Lie-13-81 Washer 2
69 | L16-13-87 Tee Piece, 2" B.SP. ... ... ... 1 %8 Z10 Disc Springs ... 6
70 | 116-13-90 Hexagonal Nipple, 3” B.5.P. 5 59 | L16-13-80 Clamp Nut 2
71 | Lie13-88 Eibow, 3° B.S.P. . 1 100 | 153415 Die Piece 2
72 L5-16-59 il Supply Pipe 1 101 L16-13-85 Suppert Bracket 4
72A L5-16/B Relief Valve Complete 1 102 L16-13-84 Suppo.rz ?!ii.ar !
72 3” Dia. Pressure Gauge 4 103 L16-13-82 Swivel Washer 4
. ¢ e
74 | L16-13-88 Elbow, 3° B.S.P. 1
’ Flat Tempiate Hold
75 | 1161350 Hexagonal Nipple, 37 3.5.7. 1 (Extra Equipment)
76 L3-16-140 Housing, Magnetic Plug 1 . .
77 | 7734/05 Magnetic Filter Plug 1 164 | L6164 Bottom Rail !
78 | P4 Fibre Washer o ’ 105 | L5-16-166 Top Rail ... .. .. 9
79 146.43-90 Hexagonal Nipple, 37 B.5.P. 3 106 15-16-168 Angle Bracket, Right Hand 1
80 | L5-16.58 Oil Return Pipe 3 107 | 15-16-169 Angle Bracket, Left Hand ... 1
24 3° B.5.P. Female Counlin e . 108 | 13-96-187 Pivot Screw ... 1
82 | L16-13-89 Reducing Bush, £° to 3” B.S.P. 1 109 | 1516152 Locking Screw !
83 | L16-13-90 Hexagonal Nipple, 37 B.S.P. 1 110 L5-16-184 Stud _ :
a4 146-13-28 Elbow, 3” B.S.P. 4 111 L5-16-181 Alignment Pivet 1
85 | spi4s Gauze Filtar y 192 | Li7-072 Alignment Screw 1
=86 SK106122 48~ §” bore, High Pressure Nyion Hosey For 1 113 L5-16-185 Pin 1
187 | SK10&123 497 c ) " Lagr ; 114 | L17-10-75 Tee Bolt 2
$88 | SK106124 517 o S 4 495 | L5-16-171 Adjustable Bracket ... 1
0L SK106104 667 ? ” " " ” ” N FOI: P 116 L17-10-64 Thumb Screw bl
$87 | SK106105 677 oo ” " " g 5 147 | L5-16-179 Leadscrew {L5-16-179A Metric) 1
188 | SK106106 687 o N T fcts . 418 | E1306 Thrust Rece ... U 2
o ” ’ * * ’ 149 Z8 Disc Spring 9
Retraction Stop 120 L5-16-172 Fixed Collar ... 9
(Extra Equipment) 121 15.16-173 Micrometer Dial (L5-16-173A Metric) 1
90 | L5-16-110 Screw 1 122 | L5-16-190 Slug C e 2
91 | L5-1e-114 End Support ... 1 123 | SG309 Spring... 2
92 £53-16-192 Stop Piece 1 124 L5-16-974 Handwheet 1
125 | L17-10-82 Handle 2
Spiash Guard 126 | L5-16-175 Lock Nut 1
(Extra Equipment) 127 | 1516-170 Template Holder 4
93 Lie-13-77 Splash Guard 1 128 L17-90-64 Thumb Screw . 2
94 L16-13-79 Hinge Pin 1 129 L5-16-178A Leadscrew Nut (L5-16-1788 Metric) 1
95 | L16-93.83 Washer 1 130 | L17-10-65 Locking Plate 2
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[ ISCELL

QUSE ACCESSORIE!:

ILLUSTRATED ON PAGE 48

Itemn
No. Part No. Description No
STATIONARY STEADY

1 L6-9-18 Base, Stationary Steady %
2 L5-%0-49 Top, Stationary Steady 1
3 L5-521 Swivel Stud 1
4 L5-95 Clip 4
5 15-640 Swivel Pin 1
6 | L5-10-50 Pin 3
7 LS-522 Nut 3

8 %" FY 24" Socket Head Cap Screws (screwed 0
head) .. . 3
9 L6-9-2 Holding Down F!ate 4
10 " BC 3 Square, Square Head Bole ... 1

TRAVELLING STEARY

1 L6-9-17 Travelling S*eady 1
2 L5-522 Nue . 2
3 L5-69 Pin . 2

4 &7 FY 1%~ Socket Head Cap Screws (screwed te
head) 2

DRIVER AND FACE PLATES

(L.O©.O. TAPER SPINDLE NOSE)
1 £5-9-5 Driver Plate 1
2 L5-531 Pin 1
3 L5-9-8 Balance Peg 1
4 L8-9-7 9” dia. Face Plate 1
5 L6-10-37 48" dia. Face Plate i

[tem
Mo. Part No. Description Mo. OF
MICROMETER CARRIAGE STOP-
1 L16-10-38 Body {L16-10-3C Metric) 1
2 L5-10-33 Micrometer Screw (L.5-10-59 Metnc) 1
3 L5-10-32 Micrometer Collar {(L5-10-60A Metric) 1
4 L5-10-35 Die Piece 1
5 £5-10-36 Knurled Screw 1
& L5-10-34 Clamp Plate ... 1
CROSS SLIDE STCP
1 L5-10-37 Bedy - 1
2 L5-10-38 Clamping Strip 9
3 L5-10-39 Stop Screw i
4 L5-10-146 Lock Nut i)
BORING TABLE
1 L5-247 Beoring Table 1
2 L5-260 Strip 1
3 L35-93 Nut {L5-808 Me*nf) (L*‘ -5-% QO Smgle
Stare) ) 1

45




<
e
el
T
&
&

BORING TABLE

IVER,

DR

=
i

FACE AND

OMETER CARRIAGE STOP

CHUCK BACK/

CROSS-SLIDE STOP




CELLANEOUS ACCESSO

1 =8 /LLUSTRATED ON PAGE 48

ltem item
No. Part No. Description No. OF No. Part No. Description No. OF
COLLET ATTACHMENT Muitisize Collet Attachment (contd.)
(DRAW TUBE TYPE)
(16-10-130F Multisize Coilet (MC8)
1 L5-10-245 Draw Tube LI 27to Z* (150 t0 222 mm.} 1
2 L5-10-153 Spindle Nese Cover P 14-10-130G Multisize Collet {MC9)
3 L5-10-248 Thrust Washer 1 " to1” (22-2 tc 25-4 mm.} i
4 L5-10-154 Closer Bush ... 1 Le-10-13CH Multisize Collet (MC10}
5 L5-10-240A Handwheel 1 9 17 to 147 (25-4 to 28-6 mm.) 1
6 | L5-10-270 Key Z 3 L6-10-130 Multisize Collet (MC11)
7 L5-10-249 Nut 1 1710 14" (286 w0 31-8 mm.)
8 L5-10-172 Coliets Asrequ’d L56-10-130K Multisize Collet (MC12}
9 WR 24 Wrench 1 1£7 to 13" (31-8 to 35-0 mm.) 1
L6-16-130L Multisize Collet {MC13)
L 13”7 to 147 (35-C te 381 mm.) 1
MULTISIZE COLLET
ATTACHMENT
1 L6-10-124 Body ... 1
2 $B8-3 +” dia. Steel Balls 29
3 L6-10-125 Closer Sleeve... 1
4 L&-10-126 Stop Screw 1
5 Lé-10-127 Cap 4
é L6-10-128 Key 1
7 L6-10-129 Tommy Bar 1
8 Bakelize Ball ... 2
(L&-10-130A Multisize Collet (MC3) .
47 to 3" (3-2to 64 mm.) 1
L6-10-1308 Multisize Collet (MC4}
"0 3" (640 95 mm.) 1
s |2 L6-10-130C Multisize Collet (MC5)
£ w047 (9-5t0 127 mm.) 1
Lé-10-130D Multisize Coilet (MC6)
£7t0 §7 (127 to 15-9 mm.) 9
L4-10-130E Multisize Collet (MC7)
$"te 2" (159 to 19-0 mm.) 5

.
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ISCELLANEOUS ACCESSORIES

ftem

Ne. Part Mo. Description o, OFf Ne. Part Mo. Description No. Off
TAPER TURNING 28 £5-14-39 Sphericai Washer, Femazle 1
ATTACHMENT 23 460 index Piate (Degreesj ... 1
35 (461 index Plzte {Inches per foot} ... 1
1 L16-12-4 Bush 1 (462 fndex Plate {mm. per m.) 1
s 4. PRSI 6-12- 1di
§ ;2:15_2 :;;:fzn l}Suppiied tntegral t [iz_?iéz g:i:le Cover}Not iltus. Special 1
4 L6-12-1 Cross Slide Scraw (L6-12-2 Metric)
(L6-12-37 Single Start) 1
S SKF 51101 Thrust Bearing 2
6 PT/F146/11/
201 Locknut %7 BSF 1
7 L5-14-10B Slide Block 1
8 L5-14-40A Tep Slide 1
9 L5-14-20 Strip . 2
9A| SG119 Spring ... 2
10 L5-14-12B Support Bracket, Slide Block ... 1
11 L5-14-21 Serip . 1
i2 L5-14-188 Cover, Strip ... 1
13 L16-12-12A Cover Plate 1
14 L5-14-14 Support Bracket, Swivel Slide 4
L5-14-14A Support Bracket, Swivei Slide (Metric) 1
15 L5-14-41A Swivel Slide ... 1
16 L5-14-36A Swivel Pin .. 1
17 L5-14-25 Stud, Taper Setting ... 1
18 L3-14-24 Screw ... 1
19 L5-14-26 Collar ... 1
20 £5-14-32 Die Piece 1
21 L5-14-37 Locking Stud ... 1
22 L5-16-84 Block (24”7 Centres) 5
. L5-16-85 Block (40" Centres) 1
23 L5-822 Bolt 2
24 L5-5-69 Locking Nuts 2
25 L6-12-5A Rear Cover Plate (Cross Slide Screw) 1
26 L5-16-122 Dowels ... 2
27 L5-14-38 Spherical Washer, Male 1
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item
Neo. Part No. Deseription No., Off
ELECTRIC PUMP and FITTINGS
1 AQ3/2 Electric Suds Pump with Clamp Fixing
{with thermal overicad for U.S.A} 1
Z 2" BSP MNozzie . 1
3 Plaszic Hose £” bore x 18" leng 1
4 OX Pipe Clip . 2
5 L16-11-1 Connecting Pipe ... 1
( Plastic Hose £” bore X 4’ §” long
6 { {24” Centres) 1
Piastic Hose £” bore x 57 6” long
L {40” Centres) i
7 G14-95 Pipe Clip 2
g L5-12-13 Bracket for stand pipe 1
2 L5-12-8A Thumb Screw 1
10 L5-12-6 Stand Pipe 1
11 15-12-7 Coliar ... . i
12 G14-98 +” Gas Elbow %
13 3“ Gas Hexagenal Nipple 1
14 2" Gas Elbow 1
15 L5-16-58 Return Pipe ... 1
16 LP 198 Coclant Fitting, complete with Uni-
versal Swivel and Tap 1
L5-12-37 Bracket ... 1
L5-18-82 Support Arm | Supplied | For Profile 1
L5-16-108 Boss Integral J Lathes only
L5-12-97 Connecting Pipe (For Taper Turning
and Profile Lathes oniy) 1
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ISCELLANEOUS ACCESSORIES NOT /LLUSTRATED
Part Mo, Description No. OF Part Neo. Description No. OFF
CHANGE WIKEELS Additional Wheels for
Cutting D.P.
With Standard Gearbox and
4 T.R.1. Leadscrew LS-51M Change Wheel, 517 1
L5-51G Change Wheel, 70T 4
Additional Wheels for Cutting L3-51A Change Wheel, 1277 4
Metric Threads
MILLING AND GEARCUTTING
L5-51KK Change Wheel, 48T 1 ATTACHMENT
L5-51K Change Wheel, 607 1 (Commeon Parts)
L5-51V Change Wheel, 63T 1
L5-51A Change Wheel, 1277 1 15-140 Angie Bracket . 4
L5-165 Nipping Seud ... 1
Additional Wheels for Cutting L5-141 Swivel Slide ... 1
itf T.P.L. and 27 T.P.1. L5-155 Nut (L5-892 Metric) ... 1
L5-143 Vertical Slide . 1
L5-51Q Change Wheel, 40T (27 T.P.L1)... 1 15-150 Strip 1
L5-51U Change Wheel, 1157 (11- 5 TP 3 1 L5-162A Screw (LS -893A Metnc) 1
L3-51K Change Wheel, 60T (11-5 T.P.L) 1 L5-144 End Plate . 4
£5-5-39 Micrometer Coilar (LS -5-441 aetr:c) 4
Additional Wheels for 15-351A Locking Bush ... 1
Cutting Module 15-14-32 Die 1
SG 2%¢ Spring ... 2
L3-51Q Change Wheel, 40T 1 L5-5-15 Die ... 2
L5-51CCC Change Wheel, 42T 1 £5-5-57A Ball Handle 1
L5-51H Change Wheel, 66T i L5-570 Handle ... 1
L5-531AAA Change Wheel, 757 1 L5-5-30 Tee Piece ... 4
LS-51A Change Wheel, 1277 1 L5-10-266 Stud 1
Additional Wheels for GEAR CUTTING ATTACHMENT
Cutting D.P. ONLY
L5-51M Change Wheel, 55T 1 L5-146 Bracket for Arm 1
L5-51G Change Wheel, 70T i L5-164 Nipping Stud ... 3
L5-167 Support Bar 1
L5-147 Supporting Arm 1
CHANGE WHEELS L5-156 Bush 1
Metric Gearbox with 6 mm. Leadscrew L5-159 Centre ... 1
Additional Wheels for L5-145 Spindle Bracket ... i
Cutting English L5-16C Spindle ... 1
L5-142 Worm Bracket 1
L5-51K Change Wheel, 607 1 L5-15% Worm Wheel ... 1
L3-51A Change Wheel, 1277 i L5-161 Nut 1
L5-10-22¢ Worm ... 1
Additional Wheels for L5-662A Lock Nuts 2
Cutting Module L5-148A & B index Plate 1 off each
1.5-10-221 index Arm 1
L5-51M Change Wheel, 55T 1 L5-10-222 Plunger .. 1
L3-5TNNN Change Wheel, 56T 1 L5-10-215 Plunger Knob 1

N
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NOT ILLUSTRATED

Part No. Description No. Off Part No. Description Mo, OFf
Gear Cut‘&mg Attachment (c@ntd 3 Hizh Speed Steel Turning Tools (contd.)
SG 119 Spring ... 1 ‘
L5-10-214A index Finger 1 L5-16-191 4 Prong Centre ... 1]
L5-10-214B Index Finger 1 L5-10-170 Light Centre 1 ;
L5-229 Clamp Plate 1 L5-10-194 Screwed Centre ... 1 ‘
SG 252 Retaining Clip 1 L5-10-190 Cup Centre 1
L5-10-211 Bush 1 L5-10-189 Hollow Centre 1
L5-10-213 Locknut 1 L5-10-187 Flange Chuck k] ;
L5-170 Cutter Arbor 1 £5-10-188 Drill P2d ... 9 i
L5173 Short Spacer ... 2 i
L5-172 Long Spacer i)
L5-174 Briver Pin 9 DIVIDING ATTACHMENT
L5-179 MNut ... 1 ;
L5-16% Work Arber 1 L6-10-67 Bracket 4 j
L5-175 Washer 1 L5-657 Worm ... ] :
£5-171 Draw Screw 1 L6-10-79 Werm Shaft 1
L5-662A Lock Nuts 2
15-10-83 index Plate 1
4 POSITI N CARRIAGE STOP 1.5-10-221 index Arm 1
L16-10-124A Body . 1 SG 119 Spring . ]
L5-10-120 Bush 1 £5-40-214 Bush for Index Hr‘cer 1
L5-10-121 End Plate 1 L5-10-213 Lock Nut 1
L5-16-122 Stop Screw 4 L3-10-224A index Finger 1
L5-40-143 Die Piece 4 £5-10-2248 index Finger 1
SG5 Spring ... 4 15-10-222 Plunger 4
SB 2 Steel Ball, 47 dia. 1 1.5-10-215 Plunger Knob g
L16-10-125 Clamp ... 1 L5138 Worm Wheel .. 1
L5-90-229 Ciamp Plate 1
HIGH SPEED STEEL TURNING SG 252 Retaining Clip 1
TOOLS
L6-10-45 R.H. Knife Tool, Ne. 7 1 BORING BARS
L6-10-46 L.H. Knife Tool, No. 8 ... 9
L6-10-47 Square Nose Too!, No. 11 1 L5-646 14° diz. Boring Bar 1
16-10-48 External Screwcutting Tool, Ne. 12 ... 1 L5-647 3
L6-10-49 Cut OFf Tool, No. % ... 1 A, B C D, > 2" Dia. Bits 6
L6-10-50 Straight Round Nose Tool, Ne. 17 2 EF J
L6-10-51 R.H. Round Nose Tool, No. 19 1
L&-10-52 L.H. Round Nose Teol, No. 20 ]
L6-10-53 Internal Screwcutting Tool, Ne. 50 1
L6-10-54 Internal Round Nese Tool, Neo. 50 1
L6-10-55 Internal Square Nose Tool, No. 50 4
CEMTRES, ETC.
L5-10-185 Half Centre 1
L5-10-186 Square Centre 1
L5-10-193 2 Prong Centre ... k]
L5-10-192 3 Prong Centre ... 1




and DRBIVE NOT fLLUSTRATED

T
|
Part No. Description } MNo. ©Off
BED AND DRIVE |
Lé-1-1A Bed (40” Centres) i 4
L&-1-15A Bed (24" Centres) b
L6-1-2 Gap Piece ‘ 1
Lé-1-38 Gap Cover (not requ;rea for GaDless Bed) i 1
L6-1-36A Bed without Gap (40" Centres) . ‘ 1
L6-1-37A Bed without Gap (24" C@ntres) ! 1
L5-1-198 Cup Washer . )
L5-9-199 Sealing Washer ... [
L5-1-200 Support Washer .. 6
16-1-78 Cabinet Base (40" Centres) 1
L6-1-77 Cabinet Base (24 Centres) 1
L5-1-138 Door (L5-1-138B for USA} 1
L5-1-181 Boss for Hinge Pin ... 4
£5-1-183 Hinge Pins . 2
ZA L& F Lock (T44/RE Lock for U.S.A. ) 1
L16-1-31 tnspection Cover 1
L{6-1-32 Louvre ... i
L5-1-100 Motor Platform ... 1
L16-1-12 Hinge Pin 2
L16-1-10 Swivel Stud, Base 1
L16-1-9 Adjusting Screw 1
Li16-1-11 Swivel Stud, Platform i
L5-1-401 Slide Rails 2
L6-1-45 Woasher Suppert 4
16-1-50 Pad, Support 3
L6-1-47 Pad . 2
16-1-42 Washer (Ruober) Motor Mountinﬂ | 4
L6-1-43 Pad {Rubber), Motor Mounting .. : 4
L6-1-44 Pad {Rubber), Motor Mounting 4
1501016 Bracket, Motor Platform 1
Lé-1-83 Drive Guard, inner §
L&-1-83A Drive Guard inner (F:ttea ‘with '-nghsh-

Metric Conversion Unit $
£6-1-53 Jacking Screw ... . : 3
1501023 Stud ... [ i
1501013 Angle ... . 2
L&-1-84 Change Wheel Guard 1
1501008 Hinge ... . .. . | 1
1501012 Knob ... . . | i
1501032 Catch Plate .. ‘ 1
L47-8-92 Spring Clip L
Le-1-85 Rear Fairing i 1
L16-3-12 Fifler Plug... | 1
Hex. Nipple 37 B.S.P. i 1
Elbow, §” B.S.P. Lo
Plug, 17 B.S.P. ... : 1
Control Panel ‘ 1
Hinge ... 2
£5-1-42 Jackmg Screw for Cabinet Base 4




AL EQUIP

Part No. Description No. OF Pare MNo. Description No. Off
ALTERNATIVE DRIVE ASSEMBLIES For 34 — 1,500 r.p.m. Spindle Speeds
3 PHASE 50 CYCLES SUPPLY _
K.1827 Motor 3/1% h.p. 3,600/1,800 r.p.m. Drap Proof
For 56 — 1,256 r.p.m. Spindie Speeds Contmuous Rated 1
16-1-14C r
c.184 Motar 3 f.p. 1,500 r.p.m. Drip Proof o Motor Puliey !
X . AT77 Vee Belts 2
Continuous Rated i
L6-1-12H Motor Pulley ... 4 For 45 — 2,000 r.p.m. Spindie Speeds
ATT Yee Belts . 2 L . )
D.100La Motor 3 h.p. 1,500 r.p.m. T E. F C 1827 Motor Z.%/‘E-z— h.p. 3,600/1,800 r.p.m. Drip Proof
Continuous Rated 1 . . Continuous Rated i
16-1-90 Motor FPuliey ... 5 16-1-13C Motor Pulley ... 1
ATT Vee Beits 5 AT7 Vee Belts 2
For 34 — 1,500 r.p.m. Spindie Speeds
C.184 Moter 3/1% h.p. 3,000/1,500 r.p.m. Drip Proof
Continuous Rated . 1
L6-1-12C Mozor Pulley ... 1
AT? Yee Belts 2
For 45 — 2,600 r.p.m. Spmdﬁe Speeds
C.i84 Motor 3/4< h.p. 3,000/1,500 r.p.m. an Proof
Continucus Rated 1
Lé-1-11C Motor Puliey ... 1 :
AT77 Vee Belts 2
ALTERNATIVE DRIVE ASSEMBLEIES
3 PHASE 60 CYCLES SUPPLY
For 56 — 1,250 r.p.m. Spindle Speeds
K.1827 Moter 3 h.p. 1,800 r.p.m. Drip Procf
Continuous Rated 1
L6-1-13D Motor Puliey 1
ATT Vee Beits 2
!
|
|
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ELECTRICAL EQUIPME

Part Ne. Description No. OF Part Na. Description Mo, Off
HYIRAUMC PUMP MOTORS MH1-1-8S Control Panel with B.{5 Starzer, Lever
T.8 + h.p. 1,000 r.p.m. 3 phase 5C cycies, ~otaliy Operated Reverse and 1 Mini-Start 1
,.nclosea Fan Cooled, Continuous Rat MH1-1-87 Contro! Panel with B.15 Starter, Lever
Flange Mounted .. . 1 OCperated Reverse and 2 Mini-Starts 1
American and Canadian Markets American Market
T.8 % h.p. 1,200 r.p.m. 3 phase G cycles, Totally £L5-1-1808 Controi Panel for Dial Type Switching Unit... 1
Enclosed Fan Cooled, Continucus Rated, L5-1-180C Contrel Panel for Dial Type Switching Unic
Flange Mounted .. 1 and Coolant ... 1
£5-1-180D0 Control Panel for Diai Type Switching Unit
SLUDS PUMP and Coolant /Hydraulic 1
15-1-88 Hanger for Control Panel (All Macﬁ*'\es} 2
AQ32 Electro Suds Pump 3 phase 50 cycles ... 1
American Market -
AQ32 Electro Suds Pump 3 phase 60 cycles with MAIN MOTOR CONTROLS
Thermal Qverload . 1 ALL MARKETS EXCEPT
Canadian Market
AQ3 2.CSA Electro Suds Pump, 3 phase 60 cycies 1 U.S.A. AND CANADA
CT 10 “Danfoss” Starter Unit up to 10 amps. Fuli
CONTROL PANELS Load Current ... 1
Type DT Push Button Operator BIOC‘( Black 1
L5-1.115 Control Panel, Blank 1 Type PT Push Button Operator Block, Red 1
L5-9.212 Control Panei, with Start, Stoa Push Butfons 1 CHT 10 “Danfoss” Starter Unit over 10 amps up to 16
L5-1-212A Controa Panel, with Start, Stop Push Buttons amps. Full Load Current 1
and 1 Rotary Switch ... 1 Type DT, AK Push Button Contactor, Black ... 1
£5-1-212B Control Panel, with Starg, Stop Pusﬁ Buttons TypePT-r/AK Push Button Contactor, Red 1
and 2 Rotary Switches 1 Canadian Market
L5-1-212C Control Panel, with Start, StOD Push Buttons B.15 Crabtree Starter 1
and Lever Operated Reverse Switch . 1 U.S.A. Market
L5-1-212D Centrol Panel, with Start, Stop Push Buttons, 361103U/100 Arrow Starter and AT.1204 Arrotrip Over-
Lever Operated Reverse Switch and 1 Rotary load 440v. . i
Switch ... 1 362203U/100 Arrow Starter and AT.1203 Arrotris P ' Over-
L5-1-211 Contractor Mountmg Plat= 1 load 220v. . . 1
L5-1-210 Support Pillar ... 2 ]
Canadian Market
MH1-1-8J Control Panel with B.15 Starter . 1 TWO SPEED REVERSING SWITCHES [
MH1-1-8K Control Panel with B.15 Starter and ‘2 Rotary
Switch ... 1 IPA413/349P Rotary Switch 220'440v. 3 phase 50 cycles 1
MH1-%-8L Control Panel with B.15 Starter, 1 Rotary SR3314AX92 Rotary Switch (used with Lever Cperated Unit !
Switch and 1 Mini Start 1 and for Continental Market} ‘ 1
MH1-1-8M Control Panel with B.15 Starter and 1 Mini- PSAP1,03968 Rotary Switch (Canadian Market) | 1
Start . 1 P3Pt 1674 Rotary Switch (American Market} ... 1
MH1-1-8N Control Panel with B. 15 Starter and 2 Mini- 128 Two Speed Forward and Reverse Instruction
Starts .. 1 Plate 1
MH1-1-8P Control Panel with B.A5 Starter, 1 Rotary 228 Two Speed Forward and Reverse Instruction ‘
Switch and 2 Mini-Starts 1 Plate, used when Switch is Lever Operated 1
MH1-1-8R Control Panei with B.15 Starter anc Lever L5-1-53 Spacer for Rotary Switch (not reguired when ‘
Operated Reverse 1 Lever Cperated) . | 2
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CAL EQUIPME

Part No. Description Mo, OFF Part No. Description No. Off
REVERSING SWITCH LEVER OPERATED
REVERSE SWITCH UNIT
1PA46/312P Rotary Switch 400/440v. 3 phase 50 cycies 1 L16-14-1 Front Plate .. .o 1
ESR337K/ Rotary Switch 220/240v. used for Lever L16-14-3 Driving Shaft ... ]
MTH Operated Unit and Continental Market 1 L-16-14-5 48T. Gear 1
P5AP1 /00268 Rotary Switch used for Canadian Market 1 L16-14-8A Baoss 1
130 Forward and Reverse Instruction Plate t L16-14-9 Operating Lever i
252 Forward and Reverse Instruction Plate, used L16-14-6 127. Gear 4
when Switch is Lever Operated 1 L16-14-10 Spacer ... 3
£5-9-583 Spacer for Rotary Switch (not requured when L16-14-2 Backplate 1
Lever Operated) . . 2 L16-14-11 Driven Shaft i
L16-14-12 Spacer ... . 2
SUDS CONTRGL Li6-1-46 Bracket for Instruction Plate 1
1PA44/[31P Rotary Switch 1 DIAL OPERATED SWITCHING UNIT
361103U/1C0 Arrow Starter without Overiocad 440v. L16-14-47 Gasket . . 1
{American Market) ... 1 11014002 Guard Ring 1
362203U/100 Arrow Starter without Overiocad 220v. 110140032 Bearing Block ... 1
(American Market) ... 1 11014004 Adaptor Plate ... 1
80461H “Mini-Start” Starter (for Canadian Market} 1 BZ-2ZRW Micro Switch ... 1
385 Instruction Plate.. 1 82255-A2
206 instruction Plate gfer American and Canadian 140140054 Change Speed Dial 1
Markets . .. 1 11014009 Spindle ... 1
L5-1-53 Spacer for Rotar)' Switch 2 11014006 Push Rod Sleeve 4
11014008 GCperating Rod 4
COOLANT/HYDRAULIC CONTROL SG 251 Spring ... 4
11014007 Change Speed Kneb ... 4
1PA47/319P Rotary Switch . 1 11014011 Switch Sealing Ring 1
361103U/100 Arrow Starter with Overhead AT‘EZZA 440v. 11014010 Coliar ... 1
{For Hydraulic Control, American Market) 1 SB2 Steel Ball % " dia. 1
362203U/1C0 Arrov Starter with Overload AT.1223, 220v. SG 142 Spring ... ]
(For Hydraulic Control, American Market) 1 11014012 Disc .. 1
80461H Mini-Stare Starter (ror' Canad:an Market) 2 L16-14-41 Two Sceed Swrtcmna Adaptor 1
730 Instruction Plate.. 1 0B2AK Stop Button . . i
205 instruction Plate (Cooiant) (l-or American LP4 Legend Piate Stop 4
and Canadian Markets) 1 L16-14-44 Push Button Enclosure . 1
206 instruction Plate (Copying) (For American L16-14-50 Lid for Push Button Enciosure 1
and Canadian Markets) 1
2194 Plug and Socket (Canadian Market) 1 ‘FITTED WITH A COOLANT PUMP
L5-1-53 . Spacer for Rotary Switch . 2 27300U Coolant Push Button . 4
L18-14-45 u«sk=t 1
ISOLATING SWITCH
RP.1242 Isclating Switch . 1 FITTED WITH
725 instruction Plate . 1 COOLANT /HYDRAULHC
726 Instruction Plate (Americm Marke,.) 1 279000 Ceoiant Push Button 1
229 instruction Plate . 1 279030 Hydraulic Push Button b
246 Instruction Plate (American Mgrket\ 1 L16-14-45 ‘Gasket ... 1
SP.683 Connection Box (Canadian Market) 1 Li&-44-46 Adaptor Plate . 1




