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DUAL DRIVE INSTRUCTION MANUAL makes full use of * " : new exploded parts photo technique
... to make it easy to understand the construction and op “ation of your Dual Drive ... to assist
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taining your Dual Drive for best results.

We were proud to present the Dual Drive lathe to the r -fal working industry. It is with equal
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e Multiple automatic length stops.

e Automatic re-setting safety device on feed rod
disengages rod and feed mechanism for over-
load protection.

e Reverse to feed incorporated in headstock.

e 3-hp main drive motor.

e Standard No. L0O0 taper spindle nose.

e Automatic lubrication through headstock and
feed box.

e Hardened alloy steel gears and anti-friction
bearings.

e Deep Steel Chip pan. '

e Tool storage locker.




GENERAL INSTRUCTIONS

When you ordered your Dual Drive, you received
an acknowledgement of the order specifying a date
of shipment. When the lathe left our factory, the
transporting agency issued a bill of lading, a re-
ceipt indicating that the machine was accepted in
good order for shipping.

The lathe becomes your property upon payment
of the freight charges and surrender of your bill
of lading. Before accepting the shipment, check
the lathe to be sure that it has not been damaged
in transit. If it has been damaged in any way, the
shipment should be conditionally accepted from
the transportation company with the provision that
it be subject to thorough inspection.

When you have determined the extent of the
damage and have placed your claim with the trans-
portation company, we ask that you forward us
complete details and our Traffic Department will
help you expedite.

When ordering repair parts, alv:ys give us the
serial number of your lathe. It’s =:amped on the
cross girth of the bed at the tails' ck end. (See#
illustration page 5).

Setting up your Dual D e

Remove the crating carefully an: "cave the skids
under the lathe until you have sk ¢ led it to your
approximate location.

A lathe must set level and solid '+ order to per-
form accurately. It will be imypo sible to keep
the machine level and in alignme = if the floor is
not rigid. Therefore, a solid fo' = 1ation for the
machine is of the utmost impori  ce.

Next remove the lag screws wh ©h hold the legs
to the skids and remove the skid: rom under the
machine.

Use kerosene to remove the slus ng oil-from the

various parts of the machine. The - vipe off all the
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When ordering repair parts, always give us
the serial number of your lathe. It's stamped on
the cross girth of the bed at the tailstock end.




Spindle bearing
take-up adjusting nut

Dual Drive Headstock

The Dual Drive was designed to incorporate
the belt feed mechanism and the geared speed
drive so as to provide the high speeds required for
carbide tooling, and a low speed geared drive range
for heavy stock removal. It was also intended to
provide a lathe wherein all speeds could be selected
by the movement of a single control lever.

To attain the fine finish desired at high spindle
speeds, an automatic feed rate change was devised

to decrease the rate of feed when the belt range is
used.

Referring to head cross section page 10 and ex-
ploded view page 8.

J6=

The headstock housing suppor
ings on which the shafts rotate. The back shaft
(Part 148) is supported in the rit’ 4 portion of the
headstock by bearings 147 and 14° Externally this
shaft is held by bearings 118 anc ' 32 in the clutch
and brake housing. The main d:' e pulley 127 is
engaged and disengaged through .| 2 clutch unit to
provide rotation to the shaft 14¢. Keyed to the
shaft by key 146 is the three-si-» cluster gear
145. The small pinion 143 is fit:« | to the splined
portion of the shaft adjacent to L~ ‘ring 142. The
intermediate shaft 97 is journaled * thin the housing
on three bearings 98, 95 and 92,

all of the bear-
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95 and 98 is
ing gear 96 is

splined internally to fit the
gear may be brought in t:
pinion 143, or one of the 1
145,

The compound gear 93
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When the gear 93 is eng:
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the outside diameter of the
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the remaining side of the
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on the pulley.
of the pulley grooves and ¢

This decrea «:

hat the cluster
7ith the small
S on the gear

n the splined
1gs 92 and 95.
1y one of three

;aged with the
1 to the spindle.

be shifted so
ameter of the
gear 68.

shifted so as
‘0 engage high

‘h the gear 69,
ive speeds are
shing cuts and
diameter.

gear 68, four
eeds are pro-
engaged with
to the spindle.

: at a constant
‘en necessary
‘tension of the
» with a flange,
A ring 55 fits
ub and is tri-
adjacent faces
keyway on its
truding end of
of the pulley.
' ring but pre-

veled to form
ulley groove,
vy and may be
w 53.

1ts, the screw
ned clockwise
ffective width
> belts 222 to
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Referring
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The shaft
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gear 96 on s
have two pin
riding in the
the shaft 28 i
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about select
with their m
When the leve
housing 44 w
of the detent
causing shaft
portion on wh
shifter 25, -
yoke with ar:
26 are secur
port shoes 2
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97 to select ¢
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11ed to shaft 87, its longitudinal
1 by this adjustment and thus
{1 times. The belt may be re-
ing the rings 54 and 55.
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etails page 11. .

. control lever 34 is used for

- spindle speeds. The spindle
ipported in housing 44 by pin
~um for the axial movement

- (1e restraining action of the

21140, cup 46, spring 39 and

1 force is transmitted from
shaft 33 which is secured to

‘es at its rear end, a spool

dc ; the pin 52 fixed to one end

This bell crank is pivoted
, the other end of the crank
and forward and terminates
ling the slot in the four-step
The forked ends of the arm
which are pivoted shoes 50
ue to this construction, as
translated by a force applied

ell crank 49 is pivoted and

;2 .rs 145 or 143 on shaft 148."

slid along shaft 97 to bring
engagement of these gears

ven a rotary motion, it carries

- ainst the restraining action

cup 46, and spring 47), thus

cLite. The shaft 28 has a splined
¢ ated the corresponding splined

er has a downward extending
dling gear 93. The two pins

"~ ends of these arms and sup-

engage in the slot on gear
> 34 and the shaft 28 are ro-
ally moved along the shaft
three positions as previous-

* the speeds selected, a pointer
:ver 34 so that its end moves

"¢ ing spindle speed selecting

1 "ious speeds determined for

- . adjustment of the shaft and

A pick-off
to the feed b«
on the shaft 1
shaft or outp:
for actuating
the quick cha
end of this si
gear 178 and
carries the c’
thus the drive¢
section of 178
tion of 178.

Shaft 161 ca
159, low gear
shifting feed ¢

sar 185 is provided for the drive
of the lathe. This gear is fixed
by key 184. This shaft is the feed
shaft for the power feed take -off

.2 cutting tool of the lathe through
1oe box mechanism.

The forward
t is splined and carries shifting
non-shifting gear 177. Shaft 170
ter gear 168 and the pinion 168A;
r1ay come from 168A to the large
~ from 168 to the small gear sec-

es the feed reversal shifting gear
eed and intermediate gear speed
r 160 and fixed gear 153.

The low gear and intermediate gear feed rates
are taken from the spindle thru gear 63 thru 160
to drive shaft 161. Gear 159 drives shaft 170 through
gear 168 or for reversal of feed the drive is from
159 to the large diameter of 177 and thence to shaft
170 through gear 168. Shaft 183 is driven from shaft
170 by means of the meshing of 168 and the small
diameter of 178 for the coarse feeds or from 168
A to the large diameter of 178 for the fine feeds.

When lever 34 is moved to bring the belt speeds
into effect by meshing gear 93 with gear 83, gear
93 is also brought into mesh with the idler gear
103 while gear 160 is automatically disengaged
from 63. Idler gear 103 drives shaft 161 through
fixed gear 153. The drive from this point to gear 185

Controls for selecting proper spindle speeds and feeds and threads are all
conveniently centralized at the headstock.

-
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52
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Shifter 1
stud
Socket h
Shifter b
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Taper th
Shoe
Socket he
Yoke ret
Gear shi
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stud
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Straight
Straight
Plug
Spring
Ball

Set screv
Adjusting
Victopre

Speed lev:

Ball
Plug
Spring
Pin
Cluster ¢
Shifter 1c
Shifter 1c
stud
Straight ;
Screw
Belt tigh
Pulley ri
Lock nut
Key

High speed

Filister !
Spindle r.
flange

e

1 screw

rasket

cap screw

nd clutch

~ shoe
c roller

| cap screw

ket

ded pin:

screw
°r plate

 shoe

cr shoe

screw
tor pointer
shaft

tor lever

t
eal
bracket

- shifter
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shoe

ndle pulley
I screw
bearing

DUAL DRIVE HEADSTOCK PARTS

No.
61

62

63
64
65
66
67
68
69
70

1

72
13

74

94
95
96

97

98

99
100
101
102
103
104
105
106
107
108
109
110
111
112
113

114
115
116

Name

Timken #3 bearing,
cone

Timken.#3 bearing,
cup

Gear, spindle feed
Key

Nut

Washer

Key

Spindle gear
Spindle face gear
Timken #3 bearing,
cup

Timken #3 bearing,
cone

Spindle oil slinger

Spindle front flange

gasket

Spindle bearing front

flange

Socket head cap crew

Draw nut
Spindle
Center

Filister head screw

Flange

Taper pin

Nut

Pinion

Fafnir bearing
Reliance snap ring
Fafnir bearing
Shaft

Pulley

Lock nut

Lock washer
Spacer

Fafnir bearing
Inter. Shaft slide
pinion

Reliance snap ring
Fafnir bearing
Inter. shaft cluster
gear

Intermediate shaft
Fafnir bearing
Lock washer

Lock nut

Hex nut

Idler gear

Idler gear stud
Socket head screw
Bearing cap

Oiler

Oiler

Nut

Taper pin

Socket head screw
Clutch bracket

Set screw

Clutch shifter arm
shaft

Clutch shifter arm
Lock nut

Washer

No.

117
118

119
120
121
122

123
124

125
126
127
128
129

130
131

132

133
134
135
136
137
138
139
140
141
142
143
144
145
146
147
148
149
150
151
152
153
154
155
156
157
158
159
160
161
162
163
164
165
166
167
168

169
170
171
172
173
174

Name

Socket head screw
Norma Hoffman
bearing

Driving ring

Brake unit

Clutch yoke oil tube
Clutch yoke oil tube
support

Single 1-1/8 bore clutch
Drive pulley thrust
collar

Socket head screw
Driving ring

Drive pulley

20th Century bearing
Drive pulley bearing
spacer

20th Century bearing
Drive pulley thrust
collar

Norma Hoffman
bearing

Key

Socket head screw
Tuthill pump

Pump adaptor
Pump motor shaft
Coupling

Key

S.K.F. lock nut
S.K.F. lock washer
Fafnir bearing
Drive shaft small gear
Gear spacer

Drive shaft large gear
Key

Fafpir bearing
Drive shaft

Socket head screw
Clutch plate

Taper pin

Collar

Reverse drive gear
Woodruff key
Straight pin

Front bush

Straight pin

Thrust collar
Sliding gear

Sliding gear

Feed reverse shaft
Rear bush
Expansion plug
Taper pin

Collar

Straight pin

Front bush

Inter. feed shaft
gear

Key

Inter feed shaft
Rear bush
Expansion plug
Taper pin

Collar

No.

175
176
177

178

179
180
181
182
183
184
185
186

187
188
189
190
191
192

193
194
195
196
197
198
199
200
201

202

203
204
205
206
207
208
209

210
211

212

213
214

215
216

218
219
220
221

222
223
224
225
226

Name

Straight pin

Front bush

Feed reverse idler
gear

Feed shaft sliding
gear

Straight pin

Middle bush

Straight pin

Rear bush

Feed shaft

Key

Feed gear

Feed shaft change gear
collar

Washer

Hex Nut

Taper pin

Shifter lever

Shifter lever shoe
Shifter lever shoe
stud

Collar

Shifter shaft

Taper pin

Shifter lever handle
Shifter handle plunger
Spring

Taper pin

Shifter lever

Shifter shaft lever
shoe

Shifter shaft lever
stud

Collar

Shifter shaft

Taper pin

Shifter lever handle
Shifter handle plunger
Spring

Spindle speed selector
stud

Spring

Spindle speed selector
plate

Spindle speed selector
dial

Screw

Spindle speed selector
knob

Feed index plate

Feed rev. index

plate

Thread cutting instruc-
tion plate i
Spindle speed plate
Steel plug

Head casting
Vee-belts main

drive

Vee-belts spindle drive
Screw

Key

Bush

Screw

-9-




Spindle drive belt adjustment.

Type 1. Remove screw 53 and rotate ring 54
relative to the pulley 58, thus forcing one belt
against and up on ring 55 which in turn forces the
other belt against and up the flange, thus increas-
ing the pulley pitch diameter over which the belts
operate.

To take off the belts, remove screw 53 and ring
54. Take off the exposed belt, remove ring 55
which uncovers the second belt.

Type 2. Tighten the two screws that move the
hub of ring 55 axially on pulley 58. Remove screw
53 and rotate ring 54 clockwise relative to the
hub of 55.

To take off belts, remove screw 53, ring 54 and
take off exposed belt. Remove the two screws
holding 55 on 58 and remove 55, after which the
second belt may be removed.

ELECTRIC BRAKE

The electric brake -- furnished on models with
serial numbers 226 and 272 on up -- operates
instantly, is unmatched for heat dissipation, has
fewer parts, and requires little power.

This type of brake is self -adjusting. No mechan-
ical adjustment is needed. A very light spring
pressure upon the armature causes it to follow
up any wear on the two friction surfaces. There-
fore, no attention is necessary for the life of the
unit. Grooving and scoring of the armature seg-
ments and magnet face does not indicate a worn
out condition. Thisisa pertectly normal wear pat-
tern. Thegroove machined in the face of the mag-
net will tell visually the condition of the brake.
When wear has reached the bottom of this groove,
replacement should be made,

Electric brake parts are shown on opposite page,
control parts on pages 20-21

~10-
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Locknut

Lock washer
Key

Drive shaft
Pulley

Magnet

Magnet mounting
Screws

Lock washers

-
>
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10
11

12
13

14
15

ELECTRIC BRAKE PARTS

Follow-up springs
Armature
Armature drive
pins

Flange mounting
screws

Plate

Brake flange
Nuts

DETAILS
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CLOSED, AUTOMATICAL 7 LUBRICATED QUICK CHANGE BOX

The totally
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By means o

]

gear 45 cant :

.of the quick ¢
driven from ti
64 to 79, the
through 78 to
of 78 and 79.

Shaft 77 dr
meshed with
reading index
box directly u
bers on the
that the leads
cut and to the
that is obtaine
ly over a verti
and fine refer
F’’ compound
Band C” ref
lever on the ¢

quick change box effectively
nd coolant. It is driven by
eferred to as the quadrant

i r 185 on the head. The quick

nted on the end of the quick

2 the drive through the gears

change box to the leadscrew

oler gear handle the tumbler
| into engagement with any
irs in the cone. Shaft 77 is

- <naft through either the gears

"3 to 79, or from gear 62

. s of the clutch on the faces

oo leadscrew when gear 80 is

)n the leadscrew. A direct

- mounted on the quick change

tumbler arm 47. The num-
>r to the threads per inch
the gear combinations will
¢ revolution of the spindle

. ¢ tumbler is engaged direct-

w ¢ 1the index plate. The coarse

er to the location of the ““E,

- le on the headstock, and ‘A,

e position of the compound

.. nge box thus giving a hori-

zontal intersec
tumbler arm.

Ample provi

of the bearing:
quick change bc:

in the head of t
To_
Drain the oil

on of the vertical row under the

on has been made for oiling all
.nd the alloy steel gears of the
from the pump which is mounted

lathe.

-2move Box From Lathe

‘om the head end of the bed, re-

move connection between length stop rod and clutch
19 on feed rod by removing pin 14, page 15. Remove
collar 3 from left end of rod 8, page 15. Remove
nut 1 and back box 10, and the cover plate on the
rear of the bed. Nut 14 is then removed from the
leadscrew after which the feed rod, leadscrew and
stop rod may be pulled out of the quick change box.
The four screws holding the bed are reached through
the opening in the rear of the bed.

Name
Adjusting
Taper pi:
Feed roc
Nut
Draw pin
Screw
Screw
Nut
Draw pir
10 Back bo:
11 Ball thru
12 Taper pi
13 Feed roc
14 Block nu
15 Leadscrc
16 Ball thru

@mﬂmm%wl\'))—‘g

17 Key

18 Leadscrc
19 Feed roc
20 Key

21 Feed rod
22 Quick ch:
23 Hex nut
24 Washer
25 Collar
26 Feed gesa
27  Snap ring
28 Drive sh

29 Quadrant
30 Quadrant
31 Quadrant
32 Oilite ge:
33 Quadrant

34 Nut
35 Washer
36 Oiler

QUICK CHANGE BOX PARTS

nut

llar

bearing

llar

; gear

bearing
utch

‘e box

- collar
:ar bush
ear bolt

bush Page
>ar H#

Name
Nut
Washer See
Screw Page
Nut 14
Screw

Quick change box plate
Pin

Tumbler gear shaft
Tumbler gear
Pin

Yoke shifter arm
Screw

Pin

Knob plunger
Spring

Yoke shifter knob
Knob sleeve
Drive gear

Plug

Pin

Drive gear bush
Yoke

Pin

Plug

Spacer collar
Cone shaft collar
15T 9P gear

21T 9P gear
Cone 28T gear
Cone 26T gear
Cone 24T gear
Cone 23T gear
Cone 22T gear
Cone 20T gear
Cone 18T gear
Cone 16T gear

100
101
102
103

104
105
106

Name
Cone shaft
Cone shaft key
Snap ring
Collar
Feed spline shaft
Clutch gear
Sliding gear
Lead screw sliding gear
Clutch
Ball
Plug
Spring
Plug
Ball
Pin
Shifter lever
Shifter shoe
Pin
Compound shifter shaft
Shifter handle
Shifter handle plunger
Spring
Pin
Shifter Lever
Shifter shoe
Pin
Feed-thread selector
shifter shaft
Shifter handle
Shifter handle plunger
Spring
Shifter arm locating
plate
Index plate
Feed change plate
Feed & thread plate

i3 e




LEADSCREW

The leadscrew (part 18, page 12) is used for
thread cutting, and is driven by leadscrew gear
15 in the quick change box. Leadscrew slip gear
80 has a sliding fit on shaft 77 and can be engaged
through the handle 100, the shaft 99 and the arm
and shoe 96-97 or disengaged from the feed gear
train by a short sliding movement. When not chas-
ing threads, disengage the sliding gear so that
the leadscrew does not revolve. On other lathes,
where a splined leadscrew is used to drive the
apron, the leadscrew is subjected to torsional
strains at all times and may become inaccurate
or the key engaging the spline (keyway) in the lead-
screw may burr up the edges of the threads, and
the leadscrew then acts as a tap, constantly wear-

bl dad ik

o

FEsussidEte

METRIC TRANSLATING GEARS-PARTS

Gear, compound large 9 Plate, index
Gear, compound small 10 Bush, oilite
Gears, change 11 Pin, straight

RO DN =

_14-

ing the half-nut. The leadsere
remains accurate for the life
is not subject to these conditic

The headstock end of the 1c-

bearing inside the quick chang
end runs in the back box 10. I
11 and 16 are provided at head
thrust in either direction. En:
by the tail end adjusting nut 1.

to keep the leadscrew free fr
threads on the work piece w:

the lathe is reversed if you dc

away from the work. To take
the set screw in the adjusting
nut clockwise till a slight dr:

leadscrew is turned by hand,
set screw.

The Dual Drive is equippe
threaded leadscrew which may !
direction by means of the feec
ism in the headstock. This re

of gears in mesh between the Sp’

screw. The thrust of the leac
the feed box end of the screw, a
cut are right-hand, the leadsc
under this condition. The back

the leadscrew and the feed rod ¢

of the lathe. The leadscrew 1
back box, but it takes no thrust .
load at this point,

When cutting threads, it is gc
a few drops of oil on the leadse:

lubricates the parts but will alc-

rusting. Oil bearings in the bac

FEED ROD

The feed rod (part 21, page 12)
from the quick change box to -
lathes of this class are not prov.
ate feed rod, but use a splined I
turning and chasing, and thus
always in use. On the Dual D
separate feed rod is provided t
for turning and facing. The feec
to the final drive shaft through
device (81 to 86, page 12).

on the Dual Drive
‘he machine, as it

T

Iscrew runs in a
J0x, the tailstock
1 thrust bearings
1 tail ends to take
‘lay is eliminated
.re must be taken
1 end play or the
be spoiled when
a0t back the tool
end play, loosen
at 1 and turn the
is felt when the
>n re-tighten the

vith a left-hand
rotated in either
averse mechan-
iices the number
dle and the lead-

“-rew is taken at

' as most threads
2w is in tension
20X supports both
the tailstock end
2s a bearing in
er than the pre-

practice to put
’» This not only

<eep them from
Hox daily.

ransmits power
> apron. Many
- .d with a separ-
“Iscrew for both
> leadscrew is
ve, however, a
ransmit power
od is connected
‘eed rod safety

FEED ROD S

The Dual Drive, becat
shops where it is opera
experienced persons, ic

safety device, which rel¢ -

feed rod becomes too gr

At a predetermined f2
ball clutch releases the
ally engages it again wi

Thus, if the carriage ru :

balls (parts 82 and 86, p:
spring 84 which release
feed mechanism from b:
feed is disengaged at the
again engages and resun

29
30,
31
32
33
34
35

QUADRAN

(See illustration abo-

Quadrant
Quad. gear bus]
Quad. gear bolt
Oilite gear bus!
Quadrant gear
Nut

Washer

:VICE

extensive use in
mparatively in-

~2¢ 1 with a feed rod

! »n the load on the

-

e machine.

afety the spring-
, and automatic -
bad is released.
e headstock, the
ill compress the
ft and saves the

As soon as the
he safety device
ng the feed rod.

) page 12)

Oiler
Nut
Washer
Screw
Nut
Screw

]




MULTIP!

When hand!
of the apron :
(part 7, page
to the left anc
19 by means
has been stop

been set, it o :

handle 71 wh
right to re-e:
riage will th
where the ne

)

Us oy e

AATIC LENGTH STOPS

‘1, page 18) on the leit side
:d, it will contact the stops

o ©1e rod 8 causing it to move
¢ sengage the feed rod clutch

i1 crank 13. When the feed
> point where the stop T has
-engaged by lifting the trip

.- 1its the rod to snap to the

feed rod clutch. The car-
.ce up the bed to the point
1as been set.

O =T T WN =

Taper :
Dog pc:
Collar
Spring
Screw
Trip do

Trip dc;

Length

IGTH STOPS PARTS

n 9
- screws 10
11
12
13

key
S 14
--op shaft 15

Pin

Shoulder pin
Shifter shoes
Pin

Clutch throw-out
yoke

Yoke pin
Instruction plate

Feed rod clutch

COMPOUND REST

The compound rest and bottom slide unit con-
sists of compound rest bottom slide (part 31, page
16), compound rest swivel slide 15, compound rest
top slide 12, cross feed dirt guard 30, cross feed
nut 25, and all other parts 1 to 33 inclusive as shown
on page 16 . The bottom slide is fitted to the dove-
tailed cross slide of the carriage and is equipped
with an angular gib 27 to provide means of adjust-
ment for wear. A similar gib 11 is provided for
the top slide. These gibs are used to adjust for
wear by backing out the gib screws 10 or 26 at

15

=15«
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the small end of the gib ar -
panion screw against the lar

2§

gibs should be maintained i - -
a slight drag to their resy -~

feed nut 25 is attached to t- -

on cross feed screw 23.
its movement on the carri
feed screw and nut.

The compound rest swive | :

of the bottom slide and swir - -

selected. It is clamped in ]
bolts 33 whose heads are i
the bottom slide. The swive
degrees so that the compou
curately to the desired anglc
when turning angles on bev:
having steep tapers, and tur
ters where the angle is too
attachment.

The micrometer dial 4 is ¢ -
in thousandths of an inch so
is set parallel to the bed w.
boring and step facing may

Note: Straight compound
ished on special order. If rep
quired for the straight type re
when ordering.

CARRIAGE

The carriage travels alon;
by the shear in front and a
carriage is moved by mean
the apron to which 1t is att:
protected by shear wipers

prevent chips and dirt gett o

riage and the bed.

The cross feed bush 21 for
cross feed screw 23. On the
is a micrometer dial 19 whic
in thousandths of an inch diar
the operator may read diamet
riage clamp screw 39 is uc
riage to the bed for facing :

¢

Jr

1ing the com-
the gib. Both
ion that gives
lides. Cross
slide and fits

o om slide gets

s

]

1gh the cross

5 fitted on top
d to the angle
oy two T-slot
lar T-slot in
;5 graduated in
an be set ac-

- rature is used

n

O ot

-~ o A

boring holes
grinding cen-
use the taper

to read direct
1 the top slide
irate counter
plished.

7e been furn-
parts are re-

. 2 mention this

O

W

and is guided
in rear, The
zear train in
'ed ways are
t8, at left) to
een the car-

2aring for the
of the screw
uated to read
uction so that
he dial. Car-
mp the car-

. 1g-off oper-



ations. Bei'

certain that m

carriage ca

Raise the
cross feed s @
the dovetaile
0Oil the felt
with cast irc .
them in gasc

The carri
ing screws

carriage ha

43 are then
The front gi
by scraping

R (] -

(]

tacts the unc :

1 Top sli
pin
2 Top sli
3 Nut
4  Gradua
(metric
5 Key
6 Top sli
7 Top sli
8 Set scr
9 Top slic
10 Gib ser
11 Top slic

slide ax
13 Hex nut
14 Washer
15 Swivel ¢
16 Taper p
17 Balcran
18 Nut
19 Graduat

(metric
20 Key
21 Cross fc
22 Thrust ¢
23 Cross fc

(metric
24 Ctoss fe

12 Top slic :

.

7]

¢ zing the longitudinal feed, be
©1p screw is loose and that the

ed freely by hand.

d rest dirt guard 30 over the
L oil the screw. Also see that

CsS 1 lide is cleaned and oiled daily.

lear wipers. When working
e the wipers weekly and clean
arosene.

©. gib 45 is adjusted by loosen-

- ghtening screws 44 until the

ub 45

22t drag on the bed. Screws

hold the gib in this position.
> brought up to touch the bed

.« ff the gib surface that con-

>f the carriage wing.

’'OUND REST
.RRIAGE PARTS

No. Name

nob 25 Cross feed nut
(metric available)
nob 26 Gib screws
27 Bottom slide gib
wb 28 Filister screws
29 Dirt guard hinge
30 Dirt guard
ush 31 Bottom slide
32 Shoulder pin
33 T-slot bolts
it 34 Socket head screws
35 Idler pinion stud
36 Idler pinion
37 Spacing collar
38 Washer
39 Carriage clamp screw
40 Carriage clamp
41 Hex cap screws
42 Carriage front gibs
43 Hex cap screws
44 Gib screws
Carriage rear gib
46 Round head machine
screws
47 Front shear wipers
(right or left)
48 Rear shear wipers
Carriage
Plugs

The tool po
itself with co
screw 1, bod
5. The washe
top slide. Th.
the point of 1
clamping.

When plac
there are no ¢
pound rest, o
to prevent the
see that the t
post more tha
top slide shot
when taking b
be located as
possible. Fa
tions will ofte
tool post scre
wrench provic

Clean and 1
weekly, and pu
rest screw.

1 Screw
2 Tool post

TOOL POST

-assembly comprises the tool post

onent parts as follows: tool post
J, washer 3, wedge 4, and collar
its the T'-slot in the compound rest
asher and wedge elevate and lower

tool, and the screw is used for

" a tool in the tool post, be sure
s between the washer and the com-
etween the wedge and the washer
ol securing a firm foundation. Also

0l does not extend out of the tool

‘s necessary. The compound rest
not extend over the bottom slide

©2vy cuts, and the tool post should

:ar the center of the top slide as

vre to observe the above precau-

cause chatter. Do not tighten the
with a long wrench, but use the
d for that purpose.

ricate the compound rest slides
few drops of oil on the compound

JOL POST PARTS

3 Washer 5 T-slot collar
4 Wedge

CHASING DIAL

The chasing dial thread pick-up comprises brack-
et 1 which carries a worm wheel 3 which meshes
‘With the leadscrew, and a shaft connecting the worm
with theindicator dial 2. The chasing dial is mount-
ed on a stud projecting from the right hand side of
the carriage. When not in use, it is advisable to
disengage the worm wheel from the leadscrew.

The dial is marked with numbered lines and halves
as illustrated. When chasing an even number of
threads, the half-nut may be engaged at any line
on the dial; for odd threads, at any numbered line;
and at any half revolution for half-threads,

When using the chasing dial the operator can take
a cut, back the tool out of the work and return the
carriage to the starting position, set the tool for
the next cut, and re-engage-the half-nut without
stopping or reversing the lathe spindle,

CHASING DIAL PARTS

1 Bracket 5 Screw

2 Shaft and index dial 6 Hex screw

3 Worm wheel 7 Washer

4 Pin 8 Instruction plate

-1'T=
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The apro:
in which all
The splined
pinion 41.

pinion engag :

Bevel gear
bevel pinion

handle 15 co ,_

is interlock
ment of cros
is moved to
pressed dov
gagement.

cross feed i

The carri

or back dep« 1

verse lever
lever on the
position, the
the operato
the left, pas
feed revers
riage moves
tions are r¢
moved to th

When the
the shifter i
nut 53A and
the leadsecre

-
- ’IECE APRON

. e-piece double wall casting

.re supported on both ends.
passes through the feed bevel
art 85, at left) in the bevel
line (keyway) on the feed rod.
7ays in engagement with the
lides on the feed rod. Feed
th cross and length feed, and

oo 2vent simultaneous engage -
. sth feed. When the feed handle
. t to clear the safety lug and

les gears 30 and 32 into en-
is always in mesh with the
m (part 36, page 16).

he cross slide move forward
the direction of the feed re-
tock. When the feed reverse
in the left-hand or 'forward'
ide moves to the front, toward
. the feed handle is move to
sty lug and pulled up with the

1 the same position, the car-

the headstock. These direc-
if the feed reverse lever is
- "reverse'' position.

0 is in the neutral position,

cace pin 61 is out of the half-

he half-nutsto be closed on
1dle 56 to chase threads.

When the f¢
ty rod 61 mc
half-nutso i
nuts are clo
shaft 28 and ;
Manual move
handwheel 2 -
is secured tc

.l handle is moved up or down, safe-
s to the right and locks the upper

A one-shot lubricating system forces oil to all
bearings by means of plunger 50.

annot be moved. When the half-

d, the safety rod is in the slot in
vents movement of the feed handle.
ent of the carriage is by means of
zaging pinion 3 with gear 11 which

e rack pinion 9.

A safety (parts 77-82, at left) has been pro-
vided in back of the apron to prevent closing the
half-nuts when the handle 71 is down to contact
the trip dogs. This safety will also operate to
prevent the trip handle from dropping when the
half-nuts are engaged.

No.
1 Ba
2 Ha
3 Fi
4 SK
5 SK
6 Ba
7T Ke
8 He
9 a
10 Ba
11 Ra
12 Ke
13 Pl
14 Ta
15 Ci1
16 CIL
17 PI
18 He
19 Cl1
20 He
21 Sp:
22 Le
sh
23 Tr
24 Tr
25 Fe
26-26A Le
sh
27 Ta
28 Ra:
29 CL
30 Slic
31 Ge
32 Cr

Name

_ handle

“wheel

. stud

lock washer
lock nut
Jearing

Jless screw

.= wheel stud

Jearing
wheel

~r pin

h shifter handle
~h shifter shaft

less screw

~h shifter shaft bush
less screw

g

th & cross feed

°r plunger

headless set screws

1 headless set screws

direction plate
th & cross feed
>r handle stop pins
r pin
- wheel gear shaft

ch shifter shoe

1g inter. gear
spacing pins
s feed clutch gear

APRON PARTS

No. Name No. Name
33 Longitudinal cross feed 62 Taper pins

gear 63 Screws
34 Plug 64 Snap ring
35 Bevel gear shaft front 65 Spacing collar

bush 66 Apron clutch control
36 Bevel gear shaft handle
37 Bevel gear 67 Apron clutch control rod
38 Headless screw bracket
39 Woodruff key 68 Oiler
40 Bevel gear shaft rear 69 Taper pin

bush 70 Collar
41 Bevel pinion 71 Handle (multiple auto-
42 Bevel pinion thrust collar matic length stop)
43 Straight pin 72 Bush
44 Instruction plate 73 Pin
45 Oiler 74 Spring
46 Pipe plug 75 Set screw
47 Oil cylinder pipe plug 76 Stud
48 Oil cylinder spring guide 77 Multiple automatic

rod length stop inter-
49 Qil plunger spring ference block screws
50 Oil plunger 78 Multiple automatic length
51 Nut box stop screw stop interference block
52 Washer 79 Multiple automatic length
53 (Bottom) English nut box stop block pins
53A (Top) English nut box 80 Multiple automatic length
54 Nut box cam pins stop interference rod
55 Taper pin 81 Multiple automatic length
56 Half-nut handle stop interference spring
57 Spring 82 Interference rod stop
58 Nut box cam pins
59 Straight pin 83 Shoulder pin
60 Headless screw 84 Apron casting
61 Shifter interference pin 85 Bevel gear key

=19~
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The mult. !
on models i
to 272 inclu s
torque capa« L
up under r:

by the two cc w

on the contr

(part 114, p

When the o
it is mainta: :

on the rear >

(detent parts
and rugged
no adjustme

The clutc
vided with a

the clutch in (.

back and tur
justing ring
or pin in hol ¢
do not move 1 ¢
a pair of hol« -
slot and mox
closest lock:

CLUTCE AN

The apror
the clutch ar

2 or 66, segn >

11. The dete
of the machir

in "on", "nev

ELECTRIC E }/

Motion is t
and link 16 to »
is mounted o1
switch contrc
braking of th

H AND BRAKE

= clutch and brake -- furnished

al numbers 2 to 225 and 227
is compact in size with high
uitable high wear-life to stand

'+ e operation. It is operated

handles (parts 2 and 66, at left)
ich actuates head shifter arm

“irough a linkage mechanism.

sart 120, page 8) is engaged
- e "'On" position by the detent

rachine under the headstock
.ge 20). Due to its simplicity
‘tion this brake will require

23, pages 8 and 20) is pro-
ingle point adjustment. With

¢ agaged position, pull pin "A"
.c either eross slot. Turn ad-

twise with a spanner wrench
Since the clutch is sensitive,
rore than the distance between
zlease pin "'A" from the cross

1t

3" until pin "A" drops into the

CONTROL ROD

3 TYPE

rod (part 9, at left) actuates

.. shifter fork through handles
¢ s 8, shaft 13, arm 10 and link

ement on shaft 13 at the rear
:s means for locating the rod
! "brake' positions.

/PE

-d from rod 9 through arm 15
on the drum switch 25 which
end leg under the pan. This

rward, reverse, neutral and

FRI

APRON CONTROL ROD PARTS

""ION CLUTCH CONTROL

.per pin
~:ad control handle
_over
luver screw
.ontrol rod support bracket
rew
~aight pin
ar segmeht
ntrol rod
ifter link
.ink
1K pin
ifter shaft
ctter pin
Crew
\p ring
llar
ron control handle
“atrol rod apron bracket

DETENT PARTS

1 Detent

2 Arm

3 Roller

4 Clevis pin
5 Cotter pins
6 Stud

T Spacer

8 Washer

9 .Nut
0 Pin

.1 Spring

2 Pin

3 Pin

ELECTRIC BRAKE CONTROL

15 Shifter link

16 Switch control rack

17 Switch control pinion

18 Rack guide

19 Clevis pin

20 Cotter pins

21 Screws

22 Nuts

23 Taper pin

24 Set screw

25 Drum switch

26 Power pack for
brake control

DETENT 2

. -
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TELESCOPIC TAPE!

The telescopic taper ¢
constructed and simple to

riage and taper attachmer .

tion for the taper operatic
K6, at left) is tightened on
swivel guide bar 84 is adjus
which is marked in inch
customer's option) on en:

other end of the bar. Adjt -

taper is made by loosenin
bar to the desired taper.

is held by the screws 78 °
With the draw bar clamp 1.
is positioned relative to tI -

cross feed handle 17 and

Thrust from the guide
through the shoe 83 and ¢
65 which is rigidly secu:
Thus, the cross feed scr¢
sorb the thrust of the tap
is preserved. When the c:
the bed bracket and its con:
slide bar and adjustable sv
tion with relation to the bt
of the carriage slides th
taper bar.

Adjustment of the cut is n

ing nut and resetting the tc -

ening nut 60 again after a
adjustments of the tool m:
pound rest knob (part 2, pz

pound rest knob is used to :

ive cuts when using the taj
necessary to loosen nut 6!
justment.

Backlash would be pre
57A or gibs 76 or 82 beco

Nut 57A should be tig!
feed screw in tension bet:
and 70. Nut 57 is used tc

When adjusting the gib:

gib 76 so that the slide has -

through the bracket 68.
so that there will be a sl

fort required to push the s

W9 s

pat

-~

()

. IMENT

1 nt is ruggedly
: When the car-

1 rught into posi-

» d bracket (part
. bed way. The

‘h selected taper,

illimeters, on

m degrees on the
. or the selected

v 78 and moving
; 1ivel guide bar
¢ »>sired setting.
- sened, the tool

< y means of the

0 is tightened.

be transmitted
0 the draw bar
: bottom slide.
5 10t have to ab-
> d its accuracy

> 2ed is engaged,

s Hd 77 hold lower
1 in a fixed posi-
4 rk. Movement

shoe 83 along

osening clamp-
[ course, tight-

e it is made. Or

. de by the com-
. When the com-
:Hr the success-
« 1ment, it is not
naking the ad-

w

11d nuts 57 and

put the cross
; ast bearings 59
1 t 5TA in place.

gib 82 and set
-ag when pushed
5 then adjusted
~ ease in the ef-
' agh the bracket.



Wing nut "2

sired to tu:
attachment

et 56 is loo
nected to roc
tional load

will not be d
bed bracket
A safer way

age under tl

b

41

D

w

|22}

A1 and take
T
No.
1-15 Seeco:
riage ¢
16 Taper
17 Balcra
18 Nut
19 Gradu: ¢
20 Key (a
details
21 Cross
22 Cross
23 Cross
attachr
24 Cross
25 Cross
26-50 See co
carriay
51 Hex nu
52 Washe:
53 Bed br
bolt
54 Washe:
55 Bed br
56 Bed br
57-57TA Hex nu
58 Cross
collar
59 Ball th
60 Carria;
nut
61 Carria;
The follov

carriage br
carriage to
the cut. Th
kept oiled w!
ing up.

- fety to be used when it is de-

ight section when the taper

> ONC

an angle, and the bed brack-
om the bed but is still con-

tightening the wing nut a fric-

0. ed on the slide 86 so that it
1> ugh the bracket 68, should the

me wedged on the bed ways.
1ate the danger of work spoil-
tion would be to remove nut
6 off the bed ways.

"ACHMENT PARTS

No. Name

nd car- 62 Guide bar clamp plate
16-17 63 Straight pin
64 Socket head screw
65 Taper attachment
draw bar
lar 66 Cap screws
e 67 Straight pins

68 Taper attachment
slide bracket
sleeve 69 Carriage shoe
‘taper 70 Ball thrust bearing
72 Thumb screw
W 73 Slide gib plug
74-75 Gib screws

and 76 Taper attachment
slide gib
T Bed bracket clamp
rod
‘ng 78 Hex cap screws

79 Washers

80 Gib screw

81 Gib screw

82 Guide bar shoe gib

83 Guide bar shoe

84 Guide bar (English)
metric grad. available

85 Guide bar swivel
plug

86 Taper attachment
slide

OW REST

>olted to the right side of the
, therefore, moves with the
support against the force of
of the follow rest should be
e to prevent scoring or pick-

W REST PARTS

ollow rest
‘ollow rest jaw
asher

23X cap screw

;uare head set screw

STEADY REST

The steady rest is mounted and clamped
on the lathe bed to support the stock being
turned. The design of the piece usually
determines the best position for the steady
rest, but in general the rest is placed at
about the middle of the piece.

To prevent scoring, oil jaws 4 each time
a piece is clamped in the rest.

STEADY REST PARTS

1 Steady rest top 9 Nut
2 Bottom 10 Hex cap screw
3 Clamp 11 Straight pin
4 Jaws @ 12 Square head set
5 Washer screw
6 Hex cap screw 13 Rough bolt
7 Eye-bolt 14 Wagher
8 Nut 15 Nut
1 5
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DUAL DR

The first Dual Drive bec:

type. Later models were
pensating vee on the fron:
and on page 5.

Both types of beds pro
on which are mounted the
viously described. The l¢
remains in a condition fo:
entirely on the operator.
an anvil for driving arbors
for hammers, wrenches ¢
cabinet leg provides spac
if additional space is requi:
on the bed.

Do not lay chuck wrern
wings of the carriage or
laying on the bed. Many I
by allowing the carriage t«
obstruction on the bed. /
the cross girths in the bec
lations of chips, as therc
ance between the carriage '

Keep the shears clean.
ally with a cloth, followin
plied with a cloth. Once ¢
the screws securing the :
tight.

BED, LEG AND C!

1 Bed

2 Front shear
3 Rear shear
4 TFront shear
SCrews

5 Rear shear screws
6 Head-to-bed screws
7 Front leg

8 Rear leg

9 Leg-to-bed screws
0 Leg-to-pan-to-bed
cover washers

11 Front leg door

12 Rear leg door

13 Door latch

14 XKnob

15 Door catch

—

A3,

‘he inverted vee-
>d with the-com-
as shown at left

firm foundation
omponents pre-
ime a lathe bed
e work depends
use the bed as
it, or as a bench

s. The tail end

ol storage, and
nge a neat board

oss the bed or
lpost wrenches

- e been wrecked

1inst some such
that the tops of
> from accumu-
a small clear-
d the bed girths.

m off occasion-
. a little oil ap-
1eck to see that
he bed are still

PARTS
cew
veling screws
ver
ver screws
height gauge
cup
ain plug
ck
ck screws
ck pins
ad-to-bed oil
11 gaskets
een
‘een SCrews
or and catch
ews

Jip pan



The mair ¢

leg transm

four vee-b

pivots on s
of adjustin;

To tighte
the motor ¢
8. Tighten
it in place
wall of leg)
inate any v
lock the sc

Motor
Key
Motor }
Set scr
Motor -
Motor |
Motor ¢
Motor !
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DRIVE MOTOR

= sotor mounted in the head end

.r to the drive pulley through
is mounted on a plate which

-~us providing an easy method

ts.

- ive belts, loosen nut 15 under

»wing it to pivot about the shaft
5 on top of the plate to secure
bring jack screw 11 (in rear

. atact the motor plate to elim-

that may be present. Then
iace by means of locknut 12,

JR PLATE PARTS

©

Clevis pin
10 Cotter pins
11 Set screw

12 Locknut

SCrews 13 Eye-bolt
14 Washers
15 Nuts

r—
—
—
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TAILSTOCK

The tailstock unit comprises the tailstock top
(part 1, at right) bottom 2, clamp 3, spindle 16,
serew 14 and other parts as illustrated. The en-
tire unit is movable on the ways along the length
of the bed to accommodate pieces of varying lengths
between centers within the capacity of the machine.
The tailstock is kept in alignment with the head-
stock by a vee on the rear way of the bed and can
be clamped in position with the tailstock clamping
bolts 18.

Before moving the tailstock along the bed, clean
and oil the ways. Chips on the ways will score
the tailstock bottom and bed ways.

The tailstock top rests on the bottom and is held
in alignment by a cross tongue. For turning tapers
when the lathe is not equipped with a taper attach-
ment, a setover is provided for the tailstock top.
A setover adjusting screw 17 on each side of the
tailstock top provides means for setting, and a
raised boss in the rear is graduated to show the
amount of setover.

The tailstock spindle is moved in and out of the
tailstock barrel by means of the screw 14 which fits
a bronze nut 13 attached to the spindle. The front
end of the spindle is bored and reamed to a morse
taper to hold live tailstock center, drills, drill
chucks and reamers. To remove the center, run
the spindle back as far as it will go, until the center
hits the end of the screw, thus forcing it out of
the tapered hole. Before replacing the center, care-
fully wipe out the hole, clean the center, move the

spindle forward by a few furns of the handwhee€l, 6,

and push the center in. 'When using drills, drill
chucks and reamers, be sure they are tight in the
taper hole. If they are not tight, they will revolve
and score the tapered hole, destroying its accuracy.
Should the hole become scored, carefully ream
out the burrs or score marks in the taper with
a moree taper reamer.

The design of the tailstock allows the spindle
to be clamped in any position by means of a clamp
handle 4. The spindle should be removed occa-
sionally to oil the spindle nut and the outside of
the spindle barrel.

v 2B =

TAILSTOCK PAR’

[y

Binder handle

Tailstock cap
Woodruff key
Ball thrust bearing

O W =-IDu b wh
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‘ster head screws

1dle screw nut

. 'ndle screw
der stud

'dle

- cap screw

gh sq. hd. bolt
cial nut
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When orderinc
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the bed at the tc

r parts,
serial
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yirth of
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LEBLOND D "L DRIVE SPECIFICATIONS

] CAPACITY
wing over bed and carriage wings..................

wing over compound rest.................... e
jistance between centers
GIZBOFROOL, . e o+ covi s soie o s wcom il congons Sossrsiosss § 55 595 3 5% 550
.ollet capacity, spindle nose type..
teady rest
ollow rest

¢pindle speeds, number. ...
pindle speeds, gear drive, rpm

riving pulley speed, rpm. ...
ront spindle bearing diameter
car spindle bearing diameter.........................
ront spindle anti-friction bearing, o.d
ear spindle anti-friction bearing, o.d
pindlesize of hole. ...,
pindlesize of CENEET. . . .5 s s sos e so v smpwams s5ns 298 v » Mor
nindle nose, std. taper size and diameter

BED
ength, standard . ...
ncreases of increments of

ength on ways
ridge, width. .. ...
FOSS SIAEITAVE .o s Tiee 0 s e 3 i 8 b 555 1,658 258 ¥ P38 00
.ompound rest travel

FEEDS-THREADS
ceds, gear drive, number............
ceds, direct belt drive, number....................

geardrive. ... 0017
direct beltdrive......................... .0004"

‘hreads, gear drive only, number
hreads per INCH; TANEE. © - « s som s ssope swaimin st e o S o
cadscrew, threads per inch

ceds, range

TAPER ATTACHMENT
Jaximum taper per foot
urns at one setting

157
9"
30"
/ X Hx\
%"
Ly
2%"

.12
95,
445

1800
0"-4
520
Nmkw 14
L2
4"
3"
H—\N 14
No. 4

,Nu\b:

wsw‘\
A2
A1
.@U\b\\

7va"

6"
9"
ol

.48
48

062"
026"

.48
1-224
0

3"

107

TAILSTOCK
Spindle diameter ... PLSTE e 2-3/16"
Spindleisize 0f:CEnter. .. . ... . won wes v o 7 G 5 995 3 9 v Morse No. 4
SpITdIeRTaVel. .. . .o con a0 sommmmms 2o s vmes pur s soma poms sons = o RZ%
MOTOR FURNISHED
HOTSEOW Tt 1 « 55 5 st e 5 50 s © s foos sesmns s sl v = 5 o 3 3
Speed. ... 1800 rpm

WEIGHT—FLOOR SPACE
Domestic shipping weight, Ibs...................... 2500
Floor space required, approximate

Thread Range (Gear drive only): 4, 4.5, 5, 5.5, 5.75, 6, 6.5, 7, 8, 9, 10,
11,115, 12, 13, 14, 16, 18, 20, 22, 23, 24, 26, 28, 32, 36, 40, 44, 46, 48,
52, 56, 64, 72, 80, 88, 92, 96, 104, 112, 128, 144, 160, 176, 184, 192,
208, 224

Feed Range (Gear drive): .0017, .0020, .0022, .0023, .0024, .0026,
.0029, .0033, .0038, .0041, .0044, .0046, .0048, .0053, .0059, .0066,
.0076, .0081, .0088, .0092, .0097, .0106, .0118, .0132, .0151, .0163,
0177, .0184, .0194, .0212, .0236, .0265, .0303, .0326, .0354, .0368,
.0386, .0424, .0472, .0531, .0607, .0653, .0708, .0736, .0772, .0849,
.0944, .1062

Feed Range (Direct belt drive): .0004, .0005, .0006, .0007, .0008,

.0009, .001, .0011, .0012, .0013, .0014, .0016, .0018, .002, .0022, .0023,
.0024,.0026,.0029, .0032, .0037, .004, .0043, .0045, .0047,.0052, .0058,
,0065, .0074, .008, .0086, .009, .0094, .0104, .0115, .013, .0148, .016,
.0172, .018, .0189, .0208, .023, .026

STANDARD EQUIPMENT

3-hp 1800 rpm open type ball bearing motor, electric brake and power
pack, non-reversing magnetic starter and push buttons, electric re-
versing drum switch with apron control. Hardened and ground steel
bed ways front and rear, small face plate, graduated compound rest,
No. 1 tool post assembly, taper spindle sleeve, standard No. L0O taper
spindle nose, chasing dial, adjustable thread cutting stop, multiple
automatic length stops, cabinet legs, chip pan, centers and necessary
wrenches, lag screws and washers.
EXTRA EQUIPMENT

Electric duplicating attachment, taper attachment, steady rest, follow
rest, grinding attachment, coolant system, milling and keyway cutting
attachment, micrometer carriage stops, drill pad, special centers, met-
ric :%%.wmgm gears, turret tool post, turret on bed, chucks, tools and
many others.
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world wide distributors of LeBl nd lathes

direct sales offices

CHICAGO 6, ILL.

The R. K. LeBlond Machine Tool Co.,
20 N. Wacker Drive

NEW YORK 6, N. Y.

The R. K. LeBlond Machine Tool Co.,
Singer Bldg., 149 Broadway

distributors...North America

DETROIT 2, MICH.

The R. K. LeBlond Machine Tool Co.,
New Center Bldg.

EAL, QUEBEC .

mp & Machinery Corp., 212 River St.

distributors...Latin Americas: MACHINE AFFILIATES, It

149 Broadway, New York 6, ! s SiA:
distributors...Intfernational ITA!"" -MILAN
So-. “on. Ital. Alfred Herbert, Via Andrea Doria 22
AUSTRALIA—REDFERN, SYDNEY FINLAND—HELSINKI
Demco Machinery Co., 244 Cleveland St. OY Cronvall AB NET ~ .LANDS—AMSTERDAM
Lin Metallbewerki hi NV 200 05 W
W. MELBOURNE, VICTORIA FRANCE—PARIS Browrerpla T
Demco Machinery Co., 355 William St. Soc. Anon. Alfred Herbert, 1 & 3 Rue du Delta
i ] 3 GERMANY—WIESBADEN Zm”_. .LANDS EAST _ZU_.mmllw>4><_>
>~_."M..—.—1~_._n>=u m“”m“‘z;nnz:m:ummm 60 Stenzel & Co., Richard Wagner Strasse 25 _«,_\ ‘Mmm. N.V. Afd. Werkuvigmachines, Molenvliet
GREAT BRITAIN AND IRISH FREE STATE NO! 1Y—OSLO
BELGIUM—BRUSSELS . i
. " A. C. Wickman, Ltd., Tile Hill, Coventry, England M« P. A £ t 4
Mr. Eugene Hunin, 383 Avenue Rogier “Rociowell Mach. Toal Co, Wembley, Middlasex, Eng. ) Bachke & Co., Kongensg
NO! \Y—TRONDHEIM
n_“\,_\z>1|=mz%xw”.o_ _ Ep i GREECE, ATHENS Ch.. * ker Bachke
m. Hunt o., Federal Inc.,, U. S. A., Room ' G. Maltisinioti ie., S.A. R fa 1
Honikang & Stancho! Bankialils, altisiniotis & Cie., S. ve Skoufa 15 $>w. le_h>—~>n—= o
) HAWAIIAN ISLANDS—HONOLULU Al Herbert Ltd., 56 Jamshed Quarter, No. 3 Sind
DENMARK—COPENHAGEN Island Engineering Co., 755 Sheridan PAL INE, TEL-AVIV
Brodrene Vestergaard, 18-14 Borgergade *Honolulu Iron Works Mr eph Roszgold, P. O. Box 632
EGYPT—CAIRO INDIA—CALCUTTA PHI 'INE ISLANDS—MANILA
Alfred Herbert, Ltd., 133 Strand Rd. He u Iron Works, 601 Ayala Bldg.

Misr Engineering & Car Co., 19 Bustan St.

*Regal only

®
THE R. K. LEBLOND MACH!
WORLD'S LARGEST MANUF

TOOL CO.. CINCINNATI 8, OHIO, U. S. A.
URERS OF A COMPLETE LINE OF LATHES

ATLANTA, GA. DENVER 4, COLO. "Moo SEATTLE 4, W/
The Henry Walke Co., Richard lves Co., 661 W. Colfax St. E.F irber Machinery Co., 410 St. Nicholas St. Kinnane Machiner
587 P W D .
1587 Poplar Lane Way, Decatur EL PASO, TEXAS NEV RLEANS 12, LA. SHREVEPORT ¢.
BIRMINGHAM 2, ALA. Car Parts Depot, Inc.,, 712 Texas St. Oliver H. Van Horn Co., 1742 St. Charles Ave. " Oliver H. Van Hor
Moore-Handley Hardware Co., 27 S. 20th St. FORT WORTH 1, TEXAS NO! " LK 1, VA. ST. LOUIS 3, I
BUFFALO 13, N. Y. Oliver H. Van Horn Co., 1617 Main St., P. O. Box 2198 The “lenfy Walke Co., 407-415 Union St., P. O. Box John W. Vogler C
Buffalo Machinery Co., Inc., 833 Grant St. ) 10
HOUSTON 1, TEXAS oM \ 8, NEBRASKA SYRACUSE 1, I
BOSTON 10, MASS. . Oliver H. Van Horn Co., Franklin & Austin Sts. T. 5. <Shane Co., 1113 Howard St. J. F. Owens Machi
Stedfast & Roulston, Inc., 156 Oliver St. PHI ELPHIA 3, PA
E y . 3
CHARLOTTE 1, N. C. INDIANAPOLIS 4, INDIANA i il qwuuu%nnwpmwﬂ
The Henry Walke Co., 1310 S.Tryon St., P. O. Box 1434 The E. A. Kinsey Co., 725 N. Capitol Ave. Bre Street Station Bldg. 17th. ’
CHATTANOOGA 4, TENN. JACKSONVILLE 3, FLORIDA PIT? JRGH 19, PA. o
Bert L. Sylar & Son, _~om Balvoir Avs., Farquhar Machinery Co., 720 W. Bay St. Bc Machinery Co., Union Trust Bldg. i ._.Omﬂmon.".““ »muﬂ_ :
KANSAS CITY 8, MO . o
CINCINNATI 2, OHIO : e . POI \ND 4, OREGON N
The E. A. Kinsey ~no: 331 W. Fourth St. Eichman Machinery Co., 1701 Locust St. He . m=_0q~ﬁo.. 225 S. W. First Ave. 4—.-»“,.”“‘0.__*\9%”“@
CLEVELAND 13, OHIO LOS ANGELES 21, CALIF. ROC ' STER 4, N. Y.
E A Hoffman & Heartt, 2011 Santa Fe Ave. gy % VANCOUVER,
J. C. Whitney Machinery Co., Rockefeller Bldg. skl $7 FLERibk F. /. Schiefer Machinery Co., Ellwanger & Barry Bldg. Gordon Russell, L
e ﬂo._._c_gw—._.m 3, OHIO Ireland mn:m_u:_m:* Co., 2405 N. W. Second Ave. SAL' ,/.—Am ﬁ—.—.M 1, UTAH W ALKERVILLE,
‘:.m E. A. Kinsey Co., 1020 W. 5th Ave. MINNEAPOLIS 1, MINN. S ‘E_as 375 S.W. Temple St. F. F. Barber Macl
DAYTON 2, OHIO Northern Machinery & Supply Co., Lumber Exchange SARN !ANCISCO 7, CALIF. i 4
The E. A. Kinsey Co., 11 W. Monument Ave. Bldg. C. llotti Machinery Co., 475 Fourth St. * .“
Regal distributors
GRAND RAPIDS 4, MICH. NEW YORK 7, N. Y. ST. L7 /IS 6, MO. .
Joseph Monahan, 351 Indiana Ave. William Halpern & Co., 53 Park Place McDorld Machinery Co., 1531 N. Broadway
PITTSBURGH 30, PA. SAGINAW, MICH. TRO" {. Y.
Somers, Fitler & Todd Co., 313 Water St. Miles Machinery Co., 2025 E. Genesee Ave. Rol+

SPAIN—MADRI".
Gumersindo Garci

SWEDEN—STOC
Landelius & Bjork!t

SWITZERLAND—
Rausser & Cie, M
SYRIA—BEIRUT
Najib Chahrouri &
SOUTH AFRICEA-
A. C. Wickman (S.
*Machine Tools, Ltd

TURKEY—ISTAN
Mr. David Akgont

5

¢

st Ave., South

ox 1654

Olive St.

4 Erie Blvd., East

. D. F. Bldg., Monroe at

-191 Fleet St. W.

5., 103 W. First St.

3s St. W.

Bldg., Wyandotte St.

juerque 8
irgatan
72

s Canons
iSBURG

148 President St.
St., P. O. Box 5458
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