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WARRANTY

The Clausing Corporation, Kalamazoo, Michigan, warrants that each Prod-
uct will be free from defects in material and workmanship for one year from the
date of delivery to the User.

Clausing will correct any defects without charge. Parts will be repaired or
replaced at Clausing’s option. Warranty work will normally be performed at the
User’s plant, but at the option and expense of Clausing, the Product, or any part
thereof, may be returned to Clausing for the service. User shall provide access to
the Product during regular business hours and shall provide such other assist-
ance as determined necessary by Clausing.

Clausing shall not be responsible for expenditures made or incurred by the .
User for repairs of the Product. The warranty is void for any Product that has been
subjected to neglect, misuse, accident, or improper operation, or that has been
tampered with or altered in any way.

The foregoing warranty is exclusive and in lieu of all other warranties, ex-
press or implied, except as to title, including any implied warranty of MER-
CHANTABILITY or of FITNESS FOR A PARTICULAR PURPOSE.

The liability of Clausing under this warranty, or for any loss or damage to
the equipment, whether the claim is based on contract or negligence, shall not in
any case exceed the cost of correcting defects in the equipment as herein pro-
vided and upon the expiration of the warranty period all such liability shall termi-
nate. The foregoing shall constitute the exclusive remedy of the User and the
exclusive liability of Clausing.

In no event, whether as a result of breach of contract or warranty, or alleged
negligence, shall Clausing be liable for special or consequential damages includ-
ing, but not limited to, loss of profits or revenue, loss of use of the equipment or
any associated equipment, cost of capital, cost of substitute equipment, facilities
or services, down-time costs, or claims of customers of the User for such damages.

No one other than an officer of Clausing acting in writing is authorized to

assume any liability on behalf of Clausing or impose any obligation upon it in con-
nection with the sale of any product other than as stated above.

CLAUSING CORPORATION
KALAMAZOO, MICHIGAN 49007
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GENERAL DIMENSIONS — 5900-series STEP PULLEY DRIVE CLAUSING LATHES
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FOUNDATION

Your Clausing lathe is a precision machine tool, and
requires a solid foundation. The floor must be heavy
enough to support the weight of the machine without
noticeable deflection, and it must be level. If the
floor does not meet these important requirements,
a special foundation should be built.

CONCRETE FLOORS -- A reinforced concrete floor
is the best foundation: it provides a rigid base, min-
imizes vibration from adjacent machines, and resists

deflection.

WOOD FLOORS should be carefully checked for
strength -- place a precision level on floor where
lathe is to be located, and move a hand truck with
average load past it. If bubble in level shows no-
ticeable movement, the floor should be reinforced,

or cut away and a concrete foundation installed.

CLEANING

Before moving carriage or tailstock along the ways,
use a good grease solvent to remove the rust-proof
coating applied to all polished and unpainted sur-

faces.

Do not use an air hose -- it could force dirt or grit
8
picked up during transit into bearing surfaces.

Use a stiff bristle brush to clean lead screw.
When thoroughly cleaned, cover the unpainted sur-
faces with a light coating of ‘*Way Lubricant’’ for

proper lubrication.

Frequent cleaning and lubrication is essential to
long service life -- see page 5 for instructions.

MOVING AND LIFTING

Leave lathe on skid -- simplifies moving to final

location.

IMPORTANT: DO NOT slide lathe along floor.
DO NOT USE fork lift under chip pan.

5930

INSTALLATION
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Figure 1

CAUTION: DO NOT LOWER LEVELING SCREW
PADS UNTIL LATHE IS READY TO BE
LEVELED -- refer to figure 1.

When using a sling -- clean bed ways, move tail-
stock to the right-hand end of the bed and lock it in
place. To protect lead screw and bed, place a 3/4"
thick hardwood board under approximate center of
weight load, insert sling as shown in figure 1, and
raise machine about one inch off floor. Make any

necessary adjustments for balance by moving car-

riage along bed. — Before moving carriage, loosen
lock screw -- located on top right side of the car-
riage.

If a fork lift is used, place 3/4" thick hardwood
board under the bed so that the clutch rod will not
be bent when the lathe is raised -- do not pick up
by chip pan.

Mounting pads do not require anchoring.

Leveling screws are equipped with non-slip mounting
pads which eliminate the need for anchoring or bolt-
ing machine to floor. Floor must be clean and free
of oil.




ELECTRICAL CONNECTIONS

The machine is wired at factory -- merely connect
power supply to line leads in junction box on back
of headstock cabinet. IMPORTANT: To reverse ro-
tation of motor interchange any two line leads -- see
WIRING INSTRUCTIONS.

Before connecting motor, make sure that voltage and
other current requirements of the motor correspond
with your power supply. If there is any question,
verify your current and voltage by calling your power

company.

ANCHORING LATHE TO FLOOR
CAUTION: DO NOT SLIDE LATHE ALONG FLOOR.

LOCK
WASHER

LEVELING
SCREW

LATHE
FOOT

LEVELING
" SCREW PAD

CABINET

Use anchor bolts to secure lathe to concrete floor --
use lag screws to secure lathe to wood floor -- refer

to figure 2.

With a hoist or lift, lower the lathe into position and
mark the four leveling screw locations. DO NOT
LOWER LEVELING SCREW PADS.

Lift machine out of the way, drill holes for anchor
nuts and install anchor nuts -- for lag screws drill
pilot holes.

Position and lower machine. Turn leveling screws
until no portion of the lathe cabinet touches the

floor - - shim under pads, if necessary.

Start anchor bolts or lag screws -- DO NOT tighten
until lathe is level -- see Leveling Instructions.

LEVELING
The lathe should be kept perfectly level at all times.

When carelessly mounted, the bed may become twist-
ed. Even a slight amount of twist will move centers
out of alignment and result in inaccurate work and
excessive wear. Make it a habit to regularly check
the level of the bed.

THIS IS IMPORTANT:

Use one precision level at least 6" long -- level
should show a distinct bubble movement when a

.003" shim is placed under one end.

Clean the bed ways thoroughly.

Figure 3

1. First level bed longitudinally, compensate for
variations of bubble readings by turning the leveling
screws on the cabinet base until bed is level -- refer
to figure 3 for level positions.

2. Next level both ends of the bed. The headstock
and the tailstock -- must be checked with the level
placed at right angles to the bed. Refer to figure 3.

Use a square to align the level. Do not turn level
end for end. )

Level reading at headstock and tailstock must be
identical. Compensate for variations of bubble read-
ings by turning the leveling screws until lathe is
level.

NOTE: Avoid excessive adjustment of leveling

screws by inserting shims between pads and floor.

3. Tighten the four anchoring bolts not more than
finger-tight, or until the lock washers start to com-
press -- lag screws should be tightened, then backed
off about one-quarter turn.

4. Recheck the level of the lathe - - unequal tighten-
ing of anchoring bolts may have pulled the bed out
of level. Recheck leveling in S days.

Check level of bed at frequent intervals. Chatter --
turning taper -- boring taper -- facing convex or
concave is the general result of an improperly leveled
lathe.

5930
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LUBRICATION CHART - - - 5900-series CLAUSING LATHES

CODE

D - DAILY oil with SHELL TONNA 33 or equivalent.
WEEKLY

W1 - Oil with SHELL TONNA 33 or equivalent.

W2 - Check oil level in window. Remove pipe plug and
fill to mark with SHELL TELLUS 27 oil or equiva-
lent.

W3 - Check oil level in window. Remove filler plug and fill
to mark with SHELL TELLUS 33 or equivalent.

W4 - Fill countershaft fitting and grease the two fingers
with SHELL ALVANIA 2 grease or equivalent.

M - MONTHLY clean with kerosene, then oil with SHELL

TONNA 33 or equivalent.

S - SEMI ANNUALLY lubricate quadrant gear teeth with

SHELL ALVANIA 2 or equivalent. Remove oil and

dirt before applying.

= A

*Remove plug.
**Remove plug and turn spindle until oiler shows.
***Remove cover.

OIL LEVEL
WINDOW

OIL LEVEL
WINDOW

5930 )
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CONTROLS AND OPERATION

Do not operate the lathe until you are thoroughly
familiar with all controls and th.~ ..uctions. Read
the instructions carefully.” Then, operate the lathe
in back gear -- get the ‘‘feel’”” of the controls --
set up different threads and feeds -- engage the
power feeds -- get acquainted with the lathe before
you start a job -- it will save time and produce

better work.

BACK GEAR CONTROLS

BACK GEAR DRIVE provides the slow spindle
speeds from 52 to 237 rpm required for heavy cuts
and correct surface speeds for large diameter work.

IMPORTANT: The back gear knob should not be
moved from one position to another unless motor is in
““OFF’ position. Spindle must come to a complete
stop before changing drives.

OUT FOR
BACKGEAR

BACKGEAR
RPIN

IN FOR |||
DIRECT DRIVE

TURN TO LEFT
FOR BACKGEAR FOR DIRECT DRIVE

Figure 5

To engage the back gear drive:
1. Stop lathe spindle.

2. Disengage back gear pin (figure 5) from drive
pulley by pulling pin away from headstock.

3. Move back gear knob to the left -- Rotate spindle
by hand if gears will not mesh.

DIRECT DRIVE provides high spindle speeds from
370 to 1700 rpm.

To engage direct drive:
1. Move back gear knob to the right.

2. Engage the back gear pin with drive pulley by
pushing pin towards headstock -- rotate wheel if
necessary.

5930
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CHANGING SPINDLE SPEEDS

1. Move motor switch contiol lever to stop position --
refer to figure 4.

2. Open motor compartment door on end of headstock
cabinet.

Figure 6

3. Raise belt tension lever (A, figure 6) to slacken
belt (B).

Figure 7

4. Shift belt to position for speed desired, as in-
dicated on Spindle Speed Chart -- figure 7.




EACKGEAR
HANDWHEEL
PIN

DIRECTION

sLIDING LEVER

GEAR
SHIFTER
HANDLE

ECTOR ——L<—

e

|

% -~ THREAD-FEED
SELECTOR HANDLE
- .
Figure 8

MOTOR CONTROL LEVER located on front of head-
stock controls rotation of lathe spindle. It has three
positions -- REVERSE, OFF, and FORWARD - - refer
to figure 8.

To reverse rotation of motor and spindle:

1. Move lever to ““OFF’’ position and allow spindle
to stop.

2. Move lever to FORWARD or REVERSE position.

Caution: Always allow spindle to stop before revers-
ing rotation.

LEAD SCREW DIRECTION LEVER, located on front
of headstock, has three positions. Center position is
neutral -- gear train is disengaged, lead screw does
not turn. Lower position moves carriage toward tail-
stock. Upper position moves carriage toward head-
stock.

Caution:  Always stop spindle before shifting lead

screw direction lever.

QUICK-CHANGE GEAR BOX

The quick-change gear mechanism determines the rate
of rotation of lead screw in relation to the rpm of
the spindle for threading, and for turning and fac-
ing operations.

J~— MOTOR SWITCH CONTROL

See figure 8 for the location of the controls des-
cribed below. Their positions for thread or feed
selected are shown on chart. :

SLIDING GEAR SHIFTER HANDLE changes the ratio
between the spindle and lead screw. There are two
positions -- IN and OUT. Do not shift while spindle
s turning.

THREAD AND FEED SELECTOR HANDLE. To shift,

.pull out on handle, drop lever, slide to position de-

sired, raise lever and push in the handle to engage
lock pin. If selector handle does not slide easily,
turn sliding gear handle while shifting.

SELECTOR KNOB has three positions -- A, B, and C.
Engaged position is vertical. If knob doesn’t shift
easily, place lead screw direction lever in neutral
(center position), and turn sliding gear handle until
knob can be engaged -- do not force.

CLUTCH AND BRAKE COUNTERSHAFT MODELS

Countershaft has friction clutch and brake for starting,
stopping and jogging of spindle without stopping the
motor. Moving clutch and brake handle up engages
spindle drive -- down disengages drive, engages brake,
and stops the spindle. Clutch Kickout can be posi-
tioned to automatically disengage clutch -- refer to
figure 9.

To set clutch kickout, determine stopping point then
clamp to clutch control bar so clutch will be completely

disengaged at stopping point.

CARRIAGE

TOOL POST SLIDE
HANDWHEEL

//’ ‘~~f
CARRIAGE HALF-NUT LEVER &7
HANDWHEEL POWER FEED LEVER CLUTCH AND

BRAKE HANDLE

Figure 9

The function of the carriage is to rigidly support
the curcting tool, and to move it along or across the

bed -- refer to figure 9.
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CARRIAGE SADDLE LOCK SCREW locks carriage to
bed for facing or cut-off operations. Caution: Be sure

to release lock before moving carriage.

CARRIAGE HANDWHEEL moves carriage along the
bed manually.

CROSS SLIDE AND TOOL POST SLIDE HAND-
WHEELS move the cross slide and tool post slide in

and out.

POWER FEED LEVER controls the opera-
tion of both power longitudinal feed and
power cross feed. Lever has three posi- L
tions: center is disengaged (neutral for hand C

feeding), to the left and down engages

power cross feeds, to the right and up

engages power longitudinal feeds.

Caution:

lever are interlocked. Half-nuts must be disengaged

The power feed lever and the half-nut

(half-nut lever in down position) before power feeds

can be engaged.

NOTE: Cross feed is !, of the rate of longitudinal
feed.

HALF-NUT LEVER

>NEUTRAL

POSITION
POWER FEED LEVER

Figure 10

HALF-NUT LEVER engages half-nuts with lead screw

for threading - - refer to figure 10.
To engage half-nuts:

1. Move power feed lever to center (disengaged or

neutral position).
2. Move half-nut lever to up position.

NOTE: Safety lock prevents engaging feeds and half-
nuts at same time -- do not force levers.

Important: ~ Never use half-nuts for power feeds.
Using half-nuts for threading only will maintain the

accuracy of the lead screw.

5930

THREADING DIAL

The threading dial performs the important function
of indicating the proper time to engage the half-nut
lever so that tool will enter the same groove of the

thread on each successive cut.

To maintain the accuracy of the worm gear, loosen
clamp screw and swing threading dial away from lead

screw when not threading.

When cutting even-numbered threads (such as 12, 14,
16, 32, etc., per inch), engage the half-nut lever
for the first cut when the stationary mark on the
outside of the threading dial is in line with any of
the marks on rotating portion of the dial. Any dial

marking may be used for successive cuts.

When cutting odd-numbered threads (such as 7, 9, 11,
23, 27, etc., per inch), engage the half-nut lever for
the first cut and all successive cuts when the station-
ary mark on the threading dial is in line with any of

the numbered marks on the dial.

When cutting half-numbered threads (such as 4%, 5%,
6%, 11%, etc., per inch), engage the half-nut lever
at the same number on the threading dial for each cut.

The threading dial cannot be used for metric threads.
For these, the half-nut is closed on the lead screw,
and remains engaged until the thread is completed.
After each cut and tool withdrawal, the tool is brought

back to starting point by reversing the spindle.

SEQUENCE OF ENGAGING CONTROLS
FOR THREADS OR FEEDS

1. Disengage power feed and half-nut levers.

2. Set quick-change mechanism:

A. Move thread-feed selector handle to the number

position indicated on chart -- refer to figure 8.
B. Position SLIDING GEAR.
Position SELECTOR KNOB to A, B, or C --

engaged position is vertical.

3. Shift LEAD SCREW DIRECTION LEVER for di-

rection desired.

4. Select drive - - either direct or back gear - - accord-

ing to spindle speed required.

5. Set belt in proper step -- see spindle speed chart
figure 7, page 7.

6. Start motor.
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Engage carriage controls -- longitudinal power

feed lever for feeds, half-nut lever for threading.

8. With tool in position, make a ‘‘trial run’’ without
touching work to make sure the setup is right.

NOTE:
engaged with lead screw. Set clutch kickout to avoid

When threading, be sure threading dial is
interfering with threading cut.

FOR CLUTCH and BRAKE MODELS - -
is disengaged (handle in down position) before start-

be sure clutch

ing motor.

TOOL POST

Figure 11

The tool post holds the tool rigidly in position for
cutting operations -- refer to figure 11,

Figure 12

Tool bit holders permit the use of small, inexpensive
and replaceable tool bits -- refer to figure 12.

In order to avoid undesirable overhang, tool bits
should be clamped so the cutting end of the tool
bit is as close to the holder as the work will permit,
and, the tool holder should be as far back in the
tool post as possible.

The cutting edge of the tool should be placed on
lathe center line.

10

PROPER POSITION OF TOOL POST SLIDE

For maximum tool support, the front edge of the
tool post slide should be positioned flush with the
front end of the upper swivel.

Figure 13

RIGHT -- Tool post slide is flush with front end
of the upper swivel, therefore provides maximum tool
support -- refer to figure 13.

Figure 14

WRONG -- Unnecessary overhang of tool post slide
will result in tool chatter, and could cause the tool
post slide to break -- refer to figure 14,

Figure 15

WRONG -- Tool post slide is too far back -- tool
overhang is excessive -- refer to figure 15.

5930
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TAILSTOCK

The tailstock supports long work, and holds tools

for drilling and reaming operations.

RAM LOCK LEVER

TAILSTOCK
LOCK LEVER

DEAD CENTER

TAPER
SET OVER
SCREW

Figure 16

Base is fitted to bed ways to accurately align tail-
stock and headstock spindles, refer to figure 16.
Tailstock slides along the ways, and may be anchored

in any position by moving the tailstock lock lever.

Ram is actuated by handwheel -- graduations simplify
drilling and boring. Lever locks ram in position.
Before inserting center or tools in ram, clean both

tapers thoroughly with a clean, dry cloth.

Tailstock may be set over for taper turning by loosen-
ing the bed clamp and adjusting the screws on front

and rear of tailstock base.

MOUNTING CHUCKS AND FACE PLATES

Before mounting on lathe, carefully clean the follow-

ing:

1. Taper on spindle nose.

2. Threads in spindle nose collar.
3. Taper in chuck or face plate.
4. Threads on chuck or face plate.

Caution: Chips and dirt may score mating surface

causing an inaccurate fit.
To mount face plate or chuck:

1. Rotate spindle until key is up.

5930
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2. Lock spindle by:

(A) Placing backgear knob in engaged position.
(B) Pushing backgear pin in.

3. Lock chuck or face plate on spindle nose:
(A) Slide chuck or face plate on to spindle nose.

(B) Tighten collar by turning spanner wrench
counter-clockwise.

4. Unlock spindle.

NEVER TURN ON POWER WHEN SPINDLE IS
LOCKED.

TO REMOVE CHUCK OR FACE PLATE
1. Lock spindle.

(A) Place backgear knob in engaged position.
(B) Push backgear pin in.

2. Place heavy board across bed to protect ways

if chuck is dropped.

3. Loosen collar by turning spanner wrench clock-

wise.
4. Carefully remove chuck or face plate.
5. Unlock spindle.

NEVER TURN ON POWER WHEN SPINDLE IS
LOCKED.

CHUCK MAINTENANCE AND CARE
PROTECT -- when not in use, place chuck in a

covered box -- don’t leave it exposed to dirt or
chips -- the accuracy of any chuck can be destroyed
if dirt or chips collect in the scroll, threads, jaws,

or slots.

CLEAN and OIL FREQUENTLY -- Most wear is due
to dirt and lack of proper lubrication. Oil chuck jaws
and scroll at regular intervals with a light film of
clean No. 10 S.A.E. machine oil. Cawtion: Do not

apply too much oil -- it collects dust and chips.

IMPORTANT

KEEP YOUR LATHE CLEAN -- Oil and dirt form
an abrasive compound which will damage bearing
surfaces. Using way lubricant wipe the bed and all
machined surfaces with a clean rag at frequent inter-
vals. Use a brush to clean spindle, gear teeth, lead

screw threads, etc.




MAINTENANCE AND ADJUSTMENTS

PREVENTIVE MAINTENANCE

The lathe should be kept clean and properly lubri-
cated at all times.

Don’t use your lathe for a work bench. Don’t leave
tools on bed ways.

Always shut off power before leaving lathe.
Recheck level of the bed frequently.

Lock tailstock to bed ways before turning between
centers.

Before threading, clean chips and dirt from lead
screw, and oil lightly.

Securely lock tool in position before taking a cut.
CLUTCH ADJUSTMENT

Adjusting clutch -- if the countershaft clutch slips
when spindle drive is engaged, adjust as follows:

1. Remove front cover.

Figure 17

2. Loosen the lock screw (B, fig. 17) in the adjusting
ring (A).

3. Turn the adjusting ring in a clockwise direction
approximately 1/8 turn. DO NOT OVER-TIGHTEN-

just enough to prevent slipping.

NOTE: If adjusting ring is turned too tightly --
clutch will not engage when clutch lever is moved
up.

4. Retighten lock screw.

ADJUSTING CARRIAGE BEARING PLATES

Bearing plates on the carriage, which bear on the
underside of both the front and back bed ways, anchor
the carriage firmly to the bed in a vertical direction.
Bearing plates have shims of varying thickness for
adjustment of possible wear.

12

CROSS SLIDE AND TOOL POST SLIDE
GIB ADJUSTMENT

Gibs are properly adjusted, when tool post slide and
cross slide move with a slight drag.

To adjust the tapered gibs:
1. Shift power feed lever to neutral position.

2. Loosen the rear adjusting screw several turns.

Figure 18

3. Turn front adjusting screw (A, fig. 18) until tight,
then back off about one-half turn -- slide should
move with a slight drag.

Retighten the rear adjusting screw.

E5N

TENSIONING TIMING BELT

1. Loosen slightly the four hex nuts holding the
countershaft bracket to pedestal, refer to fig. 22
page 14.

2. With a soft hammer, tap on bottom or top of counter-
shaft bracket until belt is properly tensioned.

NOTE: Properly tensioned, timing belt should
depress approximately /3" with light finger
pressure — too much tension causes ex-

cessive wear.

3. Measure to make sure that points C & D, fig. 17
on countershaft bracket are the same distance

from top of head pedestal.
4. Tighten the four hex nuts securely.

S. Recheck belt tension.

5930
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REPLACING SHEAR PIN IN LEAD SCREW

Shear pin, located at gear box end of lead screw (A,
fig.20), protects lead screw and gear box against over-
load. To replace broken shear pin:

Figure 19

1. Remove two socket cap screws (A, fig. 19) from

lead screw bracket (B). Remove bracket from lead
screw (D) and clutch rod (C).

2. Engage half-nuts, turn carriage handwheel toward

tailstock, pulling lead screw from gear box shaft.
Disengage half-nuts and remove lead screw.

Figure 20

3. Remove sheared pin (A, fig. 20) from gear box

shaft and lead screw.

4. Slide lead screw over gear gox shaft — check align-

ment of shear pin holes with punch — turning lead
screw 180° if necessary — install shear pin and
secure with retainer. (use only shear pins supplied
by factory — see parts list page 17 for part number).

5. Replace lead screw bracket -- CAUTION: Do not
tighten the two socket cap screws.

6. Move carriage to tailstock end of bed, engage half-
nuts to align lead screw and clutch rod, then
tighten the two socket cap screws.

ADJUSTING SPINDLE BEARINGS

Spindle bearings have been preloaded at factory and
seldom require adjusting. Follow these instructions
should adjustment be necessary:

1. Make adjustment only when spindle is at operating
temperature - - run spindle at medium speed for
one hour with 6" chuck mounted on spindle,

2. Disengage backgear pin from drive pulley by pull-
ing pin away from headstock.

3. Turn backgear knob to the right.

4. Move lead screw direction knob to vertical
(NEUTRAL) position.

5. Give chuck a sharp spin with your hand.

NOTE: If preload is correct --chuck should rotate
about one turn,

To adjust:

1. Remove spindle handwheel and upper belt guard.

e ) g

R <
2

{

3

2. Loosen set screw (B) (fig. 21) in bearing adjusting

nut (A) and tighten nut with spanner wrench until
spindle end play has been removed.

3. Give chuck a sharp spin with your hand -- drive

plate should rotate about one turn. If it doesn’t,
adjust nut (A) and recheck.

4. Tighten set screw (B) in adjusting nut.

5. Replace guard and handwheel.
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REPLACING TIMING BELT

1. With motor turned off, remove spindle handwheel,

N W N
e o o e

~N
.

8.
9.
10.

11.
12.
13,
14.

L 16.

upper belt guard and open motor door.

|

Figure 22

Remove clutch adjustment cover (E, fig. 22).
Raise belt tension lever (F).

Slip motor belt (H) off pulley (G).

Unscrew four socket cap screws holding front and
rear bearing caps (C) on countershaft bracket (D).

_ Remove bearing caps (C).

Raise front of countershaft spindle assembly (J)
out of countershaft bracket (D) just enough so
timing belt (B) can be slipped off pulley (K) and
countershaft spindle assembly (J).

Remove timing belt (B) from upper pulley (A).
Install new timing belt on upper pulley (A).
Repeat step 7 procedure and slip new belt on
countershaft spindle assembly (J) and pulley (K).

CAUTION: Make sure snap rings at rear of spindle

assembly (]) enter snap ring grooves in
countershaft bracket (D) before replacing
bearing caps (C).

Install bearing caps (C) and secure with socket
cap screws.

Position motor belt (H) in step pulleys (L) and
(G).

Lower belt tension lever (F).

Replace upper belt guard cover and spindle hand-
wheel,

. Install clutch adjustment cover (E).

Close motor door.

14

1.

9.

10.

REPLACING MOTOR BELT

With motor turned off, open motor door.

Figure 23
Remove clutch adjustment cover (E, fig. 23).
Raise belt tension lever (F).
Slip motor belt (H) off pulley (G).
Unscrew four socket cap screws holding front
and rear bearing caps (C) on countershaft bracket
(D).
Remove bearing caps (C).
Raise front of countershaft spindle assembly (J)
out of countershaft bracket (D) just enough so
timing belt (B) can be slipped off pulley (K) and
spindle assembly (J).
Repeat step 7 procedure and remove motor belt
(H).
Install new motor belt on countershaft spindle
assembly (J) and place belt in desired groove of
step pulley (L). _
Replace timing belt (B) on pulley (K).

CAUTION: Make sure snap rings at rear of counter-

11.
12.

13.
14.
15.

shaft spindle assembly (]) enter snap ring
grooves in countershaft bracket (D) before
replacing bearing caps (C).

Install bearing caps (C) and secure with screws.
Position motor belt (H) in desired groove of pulley
(G).

Lower belt tension lever (F).

Install clutch adjustment cover (E).

Close motor door.

TENSIONING MOTOR BELT

With motor turned off, open motor door.

2. With belt tension lever (F, fig.23) engaged (down),

adjust nuts (A) until proper tension is obtained.

NOTE: Properly tensioned belt should depress ap-

proximately 1/2" with light finger pressure--
too much tension will cause excessive wear
of bearings and shafts.

5930
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LATHE ATTACHMENTS

Lathe attachments fall into two general classes: (1) Those which increase speed and accuracy of general lathe

operations: (2) Those which equip the lathe to handle work such as milling, grinding, etc., which usually require

a single purpose machine.

NO. 7108 FOLLOWER REST

The follower rest provides support for long, slender

work mounted between centers.

Figure 1

The two adjustable jaws hold the work in rigid po-
sition, preventing it from springing away from tool --
refer to figure 1.

The jaws must be accurately positioned to form a
true bearing for the work, allowing it to turn freely
but without play. The following method is recom-
mended for most work: First, clean saddle dove-
tail ways. Mount work in lathe, remove the cross
feed screw chip guard, and clamp the follower rest
to the dovetail. Start the first cut and turn approx-
imately one inch. Adjust both jaws to the turned
diameter, making sure they do not bind or twist the
work piece -- cellophane paper is sometimes in-
serted between jaws and work to obtain proper clear-
ance. After both jaws have been properly adjusted,
tighten the adjusting screw lock nuts and the jaw

clamp screws.

During the cutting operation, apply plenty of lub-
ricant on the work at the point of bearing with the
jaws. After each cut the jaws must be adjusted to
the new diameter being turned.

5930
5910

NO. 7109 STEADY REST

The steady rest supports long work during turning,
boring or threading operations.

Figure 2

The base clamps to the lathe bed ways -- the adjust-
able jaws form a bearing for the work and hold it in
exact position -- refer to figure 2.

Work that is less than 3/4" diameter and machined
more than 5 or 6 inches away from headstock should

be supported by a steady rest.

Accurate positioning of the steady rest jaws to the
work is important. The jaws must form a true bear-
ing for the work, allowing it to turn freely but with-
out play. To install, clean the bed ways, mount
work in lathe, then clamp steady rest to lathe bed
close to headstock. Adjust bottom jaws first --
then bring top jaw into light contact with work --
cellophane paper is sometimes used between the jaws
and the work to obtain proper clearance. After all
three jaws have been properly adjusted, tighten
the adjusting screw lock nuts and the jaw clamp
screws. Slide the steady rest near the point where
the work is to be machined and clamp it to the bed.

During the cutting operation, apply plenty of lub-
ricant on the work at the point of bearing with the

jaws.

Scoring is usually caused by the top jaw being too
tightly clamped, or by lack of oil. Chatter is caused
by the top jaw being too loose.
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Figuriew 37

NO. 7114 TELESCOPIC TAPER ATTACHMENT

6. Set the taper bar to taper desired — graduations

The Clausing telescopic taper attachment is of sturdy

construction, precision machined and easy to operate. on left end of bar are marked in degrees (gradu-

Capacity is 4" maximum taper per foot and 10" maxi- ations indicate included angle) — the right end

mum travel at one setting. in inches per foot.

TO OPERATE: 7. To set the attachment for taper desired —

1. Mount work in the lathe — whenever possible the

A, fig.
cut should be from the small diameter toward the (4, fig: ) ‘en

A. Loosen the two lock screws

each end of taper bar.
large diameter.
B. Turn taper adjusting screw (B) to taper de-

2. Set point of tool bit on exact center line.
sired.

3. Lathe cross slide and taper slide should move )
freely, but with no up or down play. Adjust the C. Tighten the two taper bar lock screws (A).
tension with the gib screws in the cross slide D. Be sure clamp bracket (C) is locked to lathe

and support bracket. bed.

Position taper attachment so it is about in the
center of the work. Lock clamp bracket to lathe
bed.

Engage feed with tool approximately 1" away
from beginning of cut to be sure backlash is re-

moved before tool commences to cut.

5. Move the carriage by hand to make sure there is
If Caution: When taper attachment is not in use, loosen

sufficient travel to complete the taper cut.

there isn’t, adjust the compound rest, move e clamp (C) so it will slide freely along lathe bed with

the movement of the carriage and lock taper bar at

carriage or the taper attachment to a different
zero degrees.

position.
5930
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NO. 7118 MICRO CARRIAGE STOP

The carriage proper stopping

point of the carriage for accurate duplicate work.

stop indicates the

g N

Figure 4

The stop clamps to front bed way of lathe -- clean
ways before installing. Micrometer dial, graduated in
thousandths, permits exact settings, refer to figure 4.

Micro carriage stop does not automatically disengage
carriage feed -- carriage should always be fed man-
ually the last part of the cut.

If carriage runs into the stop under power feed, it

may break the stop or damage the lathe.

NO. 7529 THREAD CUTTING STOP

The thread cutting stop indicates the proper depth

at which to stop the cross feed. It is especially

valuable for threading and turning down a rough
diameter. The thread cutting stop is mounted on the
cross slide dovetail, either in front of or behind

the compound rest.

Figure 5

(B, fig. 5) and lock nut (A)

In mounting the cross slide

An adjustable screw

permit accurate setting.
stop on the cross slide dovetail, first remove the
guard. Then clean the dovetail ways and clamp the

stop in the approximate position required. Turn
the adjusting screw into exact position and lock with
the knurled nut. Place a small piece of paper or
cardboard over the cross feed screw to keep it free

from dirt and chips during the cutting operation.

5930
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During threading operations or whenever the tool
is feed in with the compound, the cross feed is
used only to back the tool out of the end of each
cut.  The thread cutting stop, combined with the
micrometer graduations of the cross feed control

handle on the lathe, assure an accurate ‘‘zero’’
reading before the compound rest feed is advanced

for the next cut.

Do not force cross slide against the stop.

NO. 7002 MILLING ATTACHMENT

Equips lathe for face milling, cutting keyways and

slots, milling dovetails, squaring shafts, making

dies and moulds, etc. Quickly and easily installed
by removing compound rest and clamping base of

milling attachment in its place.

The attachment can be swiveled to hold work at any

angle -- loosening the two lock screws releases

it for turning.

Figure 6

Position of vise is controlled by handwheel with

micrometer graduated collar, refer to figure 6,

Vise slide is graduated in degrees. Vise can be

quickly set at any angle.

A milling cutter holder or collet attachment is re-
commended for holding the milling cutter -- chucks
are not satisfactory for such use.

Cutting speeds for milling should be approximately
When
milling, take light cuts and use a slow even feed.

2/3 of the speeds used for general turning.

Never force the work into the cutter.




NO. 7651 TOOL POST GRINDER

tool post grinder is used for both external and
rnal finishing whenever precision and a polished
surface are required. Grinder mounts in tool post

slide of lathe compound rest.

=

Figure 7
For most operations, grinder spindle is on the exact

center line of lathe -- refer to figure 7.

When

line, set the compound rest at 0 and feed the car-

grinding a surface parallel to lathe center

riage back and forth by hand or by power feed. When
grinding at an angle, the compound rest is set at
the proper angle and the grinder is fed back and
forth with the compound rest feed.

IMPORTANT: Protect the lathe from grinding dust.
Grinding dust is a mixwre of abrasive dust and
fine particles of steel. This dust is extremely
abrasive -- when allowed to remain on the lathe bed
ways and cross slide it can cause rapid wear. Always
cover the bed ways and cross slide during grinding
operations. After grinding, thoroughly clean the
bed ways and carriage dovetails, and apply plenty

of clean oil.
Before grinding, dress the wheel.

The dressing tool mounts in a holder clamped to
lathe bed.

SIDE VIEW

TOP VIEW

DIAMOND DRESSER
GRINDING WHEEL

Figure 8

The diamond point should be at an angle and slightly
below center as shown in figure 8. Run the wheel
back and forth, taking light cuts until the diamond
cuts evenly and has removed the glazed surface
from the wheel. For a fine, accurate finish, the
grinding wheel must be dressed before each opera-
tion.

The grinder has two spindle speeds, low speed for
external grinding and high speed for internal grind-

ing.

WARNING: Never run the large grinding wheel at
the higher speed -- this speed is [or internal grind-
ing wheels only.

When grinding, work must rotate in a direction op-
posite that of the grinding wheel.

INTERNAL GRINDING

EXTERNAL GRINDING

Figure 9

The rotation of the lathe spindle shown in figure 9
must be clockwise (reverse) for external grinding,
and counterclockwise (forward) for internal grind-

ing.

External Grinding -- the work should be turned as
close to the final finish size as possible before
the grinding operation is begun -- grinding is a finish-

ing operation.

With work and grinder in proper position, take light
cuts across the entire length of work. The finish-
ing cut should be less than .001 inch.

Internal Grinding -- be sure to remove the external
wheel before mounting internal grinding wheel. When
grinding internally, take light cuts and feed in very
slowly because of overhang of grinding wheel and
arbor. After the last cut, allow the wheel to pass
back and forth across work several times without

advancing feed.
5930
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INSTRUCTIONS and PARTS

CLAUSING CORPORATION
KALAMAZOO, MICHIGAN 49007

WIRING INSTRUCTIONS

for
5900 CLAUSING LATHES
SERIAL NUMBERS FROM 530556
(STEP DRIVE, SINGLE PHASE)

SERIAL NUMBERS FROM 530557
(STEP DRIVE, THREE PHASE)

SERIAL NUMBERS FROM 511482
(VARI DRIVE, SINGLE PHASE)

SERIAL NUMBERS FROM 511474

(VARI DRIVE, THREE PHASE)

JANUARY, 1976

REVERSING SWITCH for SINGLE PHASE
(110 VOLT) MOTORS

REVERSING
DRUM SWITCH

#2

JUNCTION
BOX

aN
AN

POWER
INPUT

WHITE
YELLOW

POWER
(GROUND)

REVERSING SWITCH for SINGLE PHASE
(220 VOLT) MOTORS

MOTOR
SINGLE PHASE
(110 VOLT)

GREEN
(GROUND)

NOTE:
TO REVERSE DIRECTION OF
ROTATION, INTERCHANGE
RED AND BLACK MOTOR WIRES
IN JUNCTION BOX. Y

MOTOR
SINGLE PHASE
REVERSING (220 VOLT)
DRUM SWITCH
- 42
BLACK
, | YELLOW
§ e # RED
#6 \
12 WHITE
Loyl GREEN
(GROUND)
=
/ NOTE:
#5 GREEN TO REVERSE DIRECTION OF
ROTATION, INTERCHANGE
JHNETION power \ BLUE RED AND BLACK MOTOR
WIRES IN JUNCTION BOX.
INPUT
5900 WIRING POWER (GROUND)

i

1




REVERSING SWITCH for THREE PHASE
(| (220 VOLT) MOTORS
(. 2 ) f
_ O
’/L2
l L1 4 4 3-PHASE
REVERSING (220 VOLT)
DRUM SWITCH

, L4
} L3 5 & ) |
N
/{% e L1 8T T2
L5 . La ) /
T
L5 7
L2
T;_‘s GREEN
L3 (GROUND)
L6 T6
JUNCTION NOTE:
BOX POMER TO REVERSE DIRECTION OF

REVERSING
DRUM SWITCH
L3
. " L4
LS/L J\Lé
- L4
L1

JUNCTION
BOX

POWER (GROUND)

INPUT ROTATION, INTERCHANGE ANY

2 OF L1, L4, L5 AT THE JUNCTION
BOX.

REVERSING SWITCH for THREE PHASE

M (440 VOLT) MOTORS
(. 2 ) (
L1 L2
g ; S PHASE
(220 VOLT)

GREEN
(GROUND)

NOTE:
TO REVERSE DIRECTION OF
ROTATION, INTERCHANGE ANY
POWER  POWER
INPUT (GROUND) BOX.

2 5900 WIRING

2 OF L1, L4, L5, AT THE JUNCTION

{



JANUARY, 1976

For Lathes 5935 - 5936 - 5937 - 5938 With Serial No. 530612 To____ |

5930
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PARTS INDEX

Cabinet. . . oo 16
Bed . . o 17
Headstock Casting and Gear Train Guard . . ... .. ... ... ... ... . ...... 18.2
Headstock. . . . oot 19.3
Quick-Change Gear Box . .. .. ... .. 20
Electrical Assembly . . . . . .. 21.1
Motor Base Assembly . . . . . .. . 22
Comntershell : c ccsnssapse s s s nsarR s ans P sE MG 0B K SEEHIEHE 23
Countershaft with Clutch and Brake (CLOSED OUT) .. ................. 24
(For Use With 3930-3931.3932.3933 Lathes Only)

Gear TraiN © v v o o e e e e 25
Cross Slide. . . . .o e 26
Carriage « s c o s s s w5 @5 058 88 ¢ 58w E @B BT EES EES EETESFEN 2D 27
BOrom. ... . vcoiniams § 695 R U4 SRENIEFUIBMEN I m M e me ¥ @2 28 & 29
Tailstock « o oo e 30

INSTRUCTIONS FOR ORDERING REPAIR PARTS

It is important to furnish the following information in addition to QUANTITY re-
quired:

1. PART NUMBER
2. PART NAME
3. MODEL and SERIAL NUMBER of machine tool — you'll find both on the metal

plate attached to machine — note illustration below.

ORDER REPAIR PARTS FROM

CLAUSING SERVICE CENTER

811 EISENHOWER DRIVE SOUTH
GOSHEN, INDIANA 46526

[FLAMELJARDENED

BED WAYS —

‘' CLAUSING

DIV. ATLAS PRESS CO. SERIAL NUMBER MODEL NUMBER
KALAMAZOO, MICH. MADE IN U.S. A.

NOTE: Screws and nuts shown without part numbers should be purchased locally.

We reserve the right to make changes in design and specifications without notice.

15.4




490-001 T 1/4x20x1"
CABINET ASSEMBLY PAN MOULDING 1/4 WASHER -~ HEX.'CAP SCREW
@Req'd) o . (2Req'd) 571-007
PAN (24" CENTER LATHE)
571-008 C
—_ PAN (36" CENTER LATHE) <
e 4 k5
562-090
HINGE PIN
(2 Req'd.)
5/16-18 x 5/8 o
M Ry . 117 A, i 1/4 WASHER 1/4=20 &il/2
\ 041-279 © : P @ Re'd.) HEX. CAP SCREW
‘ i UPPER PED. % = ¥ _ v 122-116 (2 Reg'd.)
! G ( HINGE 1/45.P)WASHER ;s ! REAR COVER
’ 1/4-20 HEX.
T R (2 Req'd.) 9412002 s TAN MUY
5/16 WASHER “' I 0 (\:;suaa) = e B . @@
(4 Req'd.) | 0 eq’d. i s =9
S6EHR : = T ——
= TAIL PEDESTAL —& ; - . e
5/16-18 x 5/8 5/16 WASHER > | i
HEX. CAP SCREW (4 Req'd.) | 576-007 - e
(4 Reg'd.) I L — HEAD PEDESTAL =
\ — BT =
0 5/16-18 x 3/8 1/4-5/8x3/4
— d1ka76 | RD. HD. MACH. FULL BRAZIER HD.
COVER HINGE | SCREW STAR PIN
2 Req'd.) \e (6 Req'd.)
041-280
LOWER PED. >

HINGE

706-027
UPPER SHELF

|

LISl
=

|
706-026 696150
R LOVER; SHELF __LEVELING SCREW
i e
0o =
g

122-080 \ —
COVER
(2 Reg'd.)

i
~. |

3/8-16 HEX

) FULL NUT 294008 i
‘”\' (8 Req'd.) 3/8 5. P. WASHER LEVEL FoOT i 3/8-16 x 1-1/4
o (8 Req'd.) (4 Req'd.) HEX. CAP SCREW

(8 Req'd.)

DEDFr®-\

: —— 536-023
6a1-117 : NAKE PLATE K22 4900-90
RETAINER P \ \\ ” LEVELING SCREW PAD
. AND PLATE ASSEMBLY
441-041 / ‘ i (4 Req'd.)
KNOB . Siiioz \ . \ N 641-114 /
| gl RUBBER WASHER ” SPEED CHART R:;“',‘ff
@)° o 2 Reat) o (2 Req'd.) \ \ S @ eq'd.
Y =, 4 4 i ~|
. STUD ‘
N\ < IMPORTANT
Viat : #2x.3/16 PX. %XB{ THE PARTS ILLUSTRATED ON
ROLL PIN e DR('X: SCdR)E‘"\ DRIVE. SCREW THIS PAGE ARE FOR LATHES
S5 ¢ (2 Reqd.) SERIAL NUMBERS FROM
530200 TO




o
o
w
(o]
10-249
: IMPORTANT BUSHING
BED ASSEMBLY : FOR LATHES WITHOUT = 2
: CLUTCH AND BRAKE, ORDER ([ =&
058021 BED (24" Center Lathe) 4900 - 35 LEAD SCREW — |l e /1618 x 1" SOC.
058022 BED (36" Center Lathe) BRACKET ASSEMBLY "“ 590035 oI Al
W/BUSHING AND OILER LEAD SCREW @ req'd)
BRACKET W/BUSHING 3
& OILER 4
i
122-115 —
GUARD COVER l oty
5 556 - 141
MODEL (LATE
.\'\. "
—~ S,
- -
o~
; . ]
) ‘ ——— ’
s —
| i 5
il = 10 - 249 g
BUSHING
#2x3/16
7 1 P.K. DR. SCREW
2 I ‘ (Type U)
‘ (2 req'd.)
] Ba_o—"
1 REAR PEDESTAL FOOT
—— <
3 !
%, ‘ 346 - 039
FOOT GASKET
646 -007 RACK
' (24" Center Lathe)
: 646 -008 RACK
” i - (36" Center Lathe)
B /
o | } 294012
Y HEAD PEDESTAL FOOT
]

3/16 x 3/4

! / S /“ROLL PIN
698071 i ‘ (2 re'd)
1/4-20 x 3/8 STUD | : S -
RD. HD. MACH. SCREW 8 req’d) I ~
(2 req'd.) ' 5 ’
932092 i 3/8 LOCK WASHER 7 \\u_mz SCREW
WASHER —_ 3 / (8 req’d.) (24" Center Lathe) (6 req'd.)
(8 req’d) i & (36" Center Lathe) (8 req'd.)
7 4 6 - 097
/‘% ; - LEAD SCREW (24" Center Lathe)
6 i N - 696098
3/8-16 HEX. ' . .. o
FULL NUT / \ LEAD SCREW (36" Center Lathe)

bt s IMPORTANT
RETAMER *| THE PARTS ILLUSTRATED ON
THIS PAGE ARE FOR LATHES
.38l 1 3 SERIAL NUMBERS FROM
562-101
B SHEAR PN 530200 TO




ASSEMBLY
i
18-82
557050
1 GEAR COVER 2"‘-“_‘:
PLUG 122087 @paid)
GEAR COVER
=
ACORN NUT
(3 req’d)

Z'8l1

18 -82 ‘*‘~J¢

PLUG "‘~*~-tLLU\L

IMPORTANT

THE PARTS ILLUSTRATED ON
THIS PAGE ARE FOR LATHES
SERIAL NUMBERS FROM
530612 TO

0€6S

1/4-20x13/4
SOC. CAP SCREW

T—1/4-20x11/4
SOC. CAP SCREW

(6req’d.)
698-126 ‘
GEAR COVER STUD
(2req’d)
122-128
TRAY TOP

HEADSTOCK COVER

346 - 036
HEAD GASKET

[}

383 - 009

ﬂiwsrocx
‘ 708 - 004
BI‘?“%
m
556 -134
SWITCH PLATE
L ﬁ ) . .
J'I-L_LL‘LL —~. ~-—
U '"}\\ ==
c-m . J
OIL DRAIN_PLUG = == §

~ i~ 2% 3/16 PK.
*3/ DRIVE SCREW

(TYPE U)

1811073 (2 req'd.)

OIL LEVEL
i WINDOW
U= L

#10-24x 1/4

!
! 536018 RD. HD. MACH. SCREW
| NAMEPLATE =0
~— i #2x3/16 PK.
T~ DRIVE SCREW
698 - 080 A (TYPE U)
STUD —~——

—
/ —
3/8-16x11/2 i

SOC. CAP SCREW
(2 req’d)

556 - 139

S ep CLAMP PLATE

#2x3/16 P.K.
DRIVE SCREW
(TYPE U)
(4 req'd.)

3/8 WASHER—_ i,
(2 req'd.) \‘F ~— £ =33l

FRONT CLAMP
\126—006

REAR CLAMP

—130 - 025
THREAD CHART

3/8-16x13/4— |
HEX. CAP SCREW

556 - 149
(2 req’d)

LONGITIDUAL FEED
PLATE
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LURLIHTIVUAL FECU
PLATE

I?

|22vels 1O

388 - 021
BACK GEAR
HANDWHEEL

562075
BACK GEAR
DRIVER PIN

LER
SOC. CAP SCREW (6)
PLATE

1/4-20x 1-3/4
SOC. CAP SCREW
(6 Req'd.)
1/4-20 x 1/4
SOC. SET SCREW
(Cup Pr.)
Q-323

1/4-20 x 3/8
SOC. SET SCREW
(Cup P1)

556 - 162
PLATE

Va-20x14""
SOC. SET SCREW
697 -041
(Cup P1.)
S SPRING =
—
.\.\
5900-43 -
SPINDLE PULLEY
AND DRIVER ASSEMBLY
Consists of: %
590096 PULLEY ASSEMBLY
044033 BEARING
590094 HUB ASSEMBLY
DBA-35 I

641 - 080
RETAINER

|
HEADSTOCK ASSEMBLY

|
5900-111 !

-70
bAck o0 A SPINDLE ASSEMBLY -
Consists of:
HUB ASSEMBLY 845010 BEARING, ROLLER | OIL DEFLECTOR
—_ 122 - 082 COVER, FRONT BEARING e o
Consistsnt: 1202 COVER,| 6322 3/16 K. Ho.
562-075 PIN C-342 SPINDLE FACE PLATE NUT (2 Req'd.
697 -041 SPRING C-3d7A RETAINER RING 837003
382043 HUB C-348 SPINDLE NOSE KEY | OIL TROUGH
9210 BALL 10-32 x3/850C. CAP SCREW

3/32x1/4 ROLL PIN
1/74-20x 3/8  SOC. SET SCREW

>

W/BUSHING

/.
0-9
SPINDLE PULLEY 641-005
ASSEMBLY —_ RETAINER
OILER /
590094 "‘@s
641086 GEAR HUB |
RETAINER  ASSEMBLY (40T) 1

00
WASHER
932-060
WASHER 5/16-18 x 1/4

702086

404 WOODRUFF KEY SLEEVE | A\

#606 WOODRUFF KEY

22x3/16 PK
341-109 1/4-20 x 3/16 S 2

™ 2
| DRIVE SCREW
FEED GEAR SOC. SET SCREW (Type U)
(36T) (Cop PL) {
/ PR
C. SET SCREW
s 940003

BACK GEAR
" oI wick
051-042

341 - 180 (2 Req'd.)
BACK GEAR BALL CHAIN
(721) BELT
341-119
SPINDLE GEAR
: / 671
049 - 054 2
BUSHING
.’ \
.. 567-048 TSI
~ 0" RING ~——
o

-
1/4-20x 1/4 -
SOC. SET SCREW

(Cup P1.)

~—~a
-
045-004
ROLLER BEARING

. Q-323
— COLLAR
-

COLLAR SOC. SET SCREW
537 L0
T // (KNURL PT., R
5 2 Reg'd) s 122083
381036 COVER
TUMBLER HANDLE e~ .
3/32x 3/4 " ceu : ]
ROLL PIN 1/4-20 x 1/4 /Q b 1/4-20 x3/16
10-1231 - 3 SOC. SET SCREW . . R SOC. SET SCREW
PLUNGER -/ (Cup P1.) >& 5 (Cup P1.) (2 Req'd.) "’*f-
- .
101244 3 .--@ *
1/4-20 HEX.——— 641--080
SLEEVE X @ RETAINER
- - al (2 Req'd.)
- £10-24x 1/4
441 -057 SOC. SET SCREW 1/4-20 5 3/4
KNOB ) (Cup P1) HDLESS SET SCREW . \ 341117
/ 404 (Foll Dog P1.) " 123071 GEAR
= 6971047  WOODRUFF \e — COLLAR (22m)
SPRING KEY 700-118 )
- 5“"‘7 _—— 002045 1/4-20x 1/4 /
ARK . SET SCREW
= £2x 3/16P/.KA / SOC(CSE pvc) ) e, 700 =152
=" . DRIVE SCREW up s e i IDLER SHAFT
= — \(Type u)
— . - 178220 < 1/4 et
— SOC. SET SCREW
. Cup P1.
'/ q (Cup '5)/)6,(3/4 ?/ /.
s on 10-1225 ROLL PIN—
ACKING  COLLAR =
1/4-20 x 1/4 - 7 041 404 WOODRUFF
9161 SOC. SET SCREW. . PACKING KEY
o= SPRING ™ 210 (Cup P1) o <
10~ 1225 .
\ BALL : X COLLAR
= 129 - 025 |
#2x3/16 P.K. Ak
DRIVE SCREW  1/4320x 3/8 388-013 |
(2Req’d)  SOC. SET SCREW  HANDWHEEL < i 378 SHAKEBRGOE /....—
10432 4 i
(Copifi SOC. SET SCREW  \ PACKING WASHER 4900 47
(Cup P1) (2 Req'd.) — IELER GEAR’ ASSEMBLY
382-026 3/8-16 HEX. (With Bushing) (30T) 442-028
HUB 7002125 £10-32 HEX. JAM NUT (2 Req'd) KEY
SHAFT JAK NUT (2 Req'd.)
../ 698069
- < REV. GEAR STUD
) (2 Req'd.)
. ¥ 7012035
-~ 5900-122 <PINDLE
REV. SWITCH ASSEMBLY
Consists of:
382-026 HUB
1742202 3/8 441 2056 KNOB
SOC. SET SCREW 567 - 041 0" RING (4)
(Cup P1) 698 -070 STUD 3 X
700-125 SHAFT -~ #3 RUFF KEY
1/4-20x3/8 SOC. SET SCREW 677042 ASSEMBLY © 2 Req'd.)
PACKING / T
441056 ) 641 -080
KNOB— é?rﬁgm RETAINER
700
TUMBLE
5930 19.3

C-343
SPANNER WRENCH

4900 40
RACK ASSEMBLY
(With Bushing)
641-084
RETAINER
¢ c- C-355
SPaceR SPACER

-
-

-
-
-
-
-

1/4-20 x3/16

_,”/soc SET SCREW
T e é (Cup P1.)

-

-

#606 WOODRUFF
KEY

-~
”’
-

-
-
-

FACE

C-373

341 -110

- /

-
- Sso /
- Sso
e \\'/
7404 WOODRUFF KEY
Req'd.)
700 - 132
V4-20x12
BACK GEAR SHAFT = SOC. SET SCREW
(Cup P1.)

AN

PLATE

(2 Req'd.)

C-342
FACE PLATE

557 -030
PLUG

. 641-118
——RETAINER
#10-32x3/8 oIL
SOC. CAP SCREW SLINGER
C-348

KEY

7686
REDUCER SLEEVE

7659
#3 W.T. CENTER

IMPORTANT

THE PARTS ILLUSTRATED ON
THIS PAGE ARE FOR LATHES
SERIAL NUMBERS FROM

530612 TO




-

0€E6S

0¢

- -

- EEE s -

341087
CON(E %EAR i
CONE GEAR
QUICK/CHANGE @7 g
GEAR BOX - CONE GEAR
ASSEMBLY i (n
341'- 086 341093
| CONE GEAR CONE GEAR
(187T) 341-088
CONE GEAR 641-005
] (22m) RETAINER
341 Zo90
T~ CONE GEAR
T~ 2n 312092 .
e CONE GEAR
\ (21m) :
- CONE GEAR
\ (247)
1/2-20 HEX. i i
JAM NUT 044-039 .
BEARING
. / 699 -091
) g SPACER DB4-35
#404 WOODRUFF =7 -
490026 @ -

UMBLER SHA

OILER
'/(z Req'd.) L
.c” N
12

-

DOG GEAR SPLINE

341 - 200
DOG GEAR

~ ASSEMBLY 5/8-18 HEX 044-022 =
i = . - : :
@ = JAW NUT BEARING \ A DZ'.fL-: ;N /,/
< eq'd.
/ : /"' 704027
049091 % DOG CLUTCH
1/4-20x 1/4 —
S ENSeTasCoEy BUSHING =" o o / SLIDE
(Cup. P1.) o 1/8 % 5/8 - —
< RETAINER ROLL-FIN 341-095 /
) SHIFT GEAR DB4-35
1/4-20x 1/4 DL-a2] ¥ am OILER 699 -094 it
SOC. SET SCREW LOCK WASHER SPACER RETAINER
(Cup P1.) 700 -216 -~
#2x3/16 P.K. o~ / “igem 700-115
DRIVE SCREW @_ DOG CLUTCH SHAFT
(2 Req'd.) |
oV 044039
i BEARING =
9’-\% (7
...... e
o= ‘ DOG CLUTCH SHAFT @
\ 049 2052 )
5/16-18x43/8 T~ BUSHING
388011 S0C. CAP SCREW \\ :aZEZA_R?ch
HANDWHEEL (2 Req'd.) ~~ 442-021 COVER
T~ 063
130 -021 #2x3/16 P.K. # /xev
130022 CHART DRIVE SCREW . e sing : L
GEAR BOX / g——@Rea'd) < |
CHART ; ) ’/ S
1/4-20 x 3/4 Dy - 562 - 068 700_"“7
SOC. CAP SCREW PIN CONE GEAR SHAFT o~
(2 Req'd.) 0 (167 @
i / =< % 044 £022 /
o - ~ £ BEARING 5/8-18 HEX.
N ¢ “42-019 JAM NUT
556 -137 TUMBLER S ) 122072
I : BEARING
INDEX PLATE . KE\Y 110-24x 174—lg COVER
— 1/8 x 3/4 e St Caew
4900-25 ] GROOVE PIN >\ " J
TUMBLER KNOB ] (2Req'd.) 17851 o
ASSEMBLY i ROLL PIN %
Consists of: 441 -057 P IMPORTANT
@w-07  KNoB KNOB Q% S THE PARTS ILLUSTRATED ON
(;37_]2;: :zmccm o , ‘3/32 » THIS PAGE ARE FOR LATHES
- 697 Loa7 x
10-1244  SLEEVE INDEX SPRING ROLL PIN SERIAL NUMBERS FROM
3/32x3/4  ROLL PIN - 530200 TO_530F7 r?
10-1244 3N =
SLEEVE

10-12

Arde] 0 $93¢




ELECTRICAL ASSEMBLY

£10-24x 172
1/4-20x1/2 RO. HD&"’:C:')SCREW 041-197
SOC. CAP SCREW 9 BRACKET P
(2 req'd.) |/ \
#10 PLAIN WASHER
: g (2 req'd.) 4:— \\\\ \
~Q ~—~ . \\\
O ~
/ "
557 - 006 1/4 WASHER ,\ \\
PLUG @ (2 req'd.) / \ \
\ /
@_nosp WASHER / \:// //
135-010— (2 req'd.) [ - , s
ELBOW CONNECTOR \ N //\\ ~ | —
\ ) [ |
\ \ |
140 - 033 \ﬁ\\ . \ )
Bt _ — |
(19 1/2"* Long) , =\
N e |
710-041 | | S
SWITCH e
| L@
4
#10-24 HEX. l K /
JAM NUT
#8-32x1/2 N \
RD. HD. MACH. SCREW (2 req'd.) =
(2 req'd.) / l //
I .
135-008 S
STR. CONNECM .
N
~—

1/4-20 x 5/8
RD. HD. MACH. SCREW

135-012
CONNECTOR ELBOW
(2 req'd.) 90°

122 - 251
JUNCTION 50X COVER
056 - 038 1/4-20 HEX/
JUNCTION BOX FULL NUT
(2 req'd.)
én 140083
2862 HOTOR NDUIT, FLEXIBLE

(1 HP)

2829
1 HP LATHE MOTOR ASSEMBLY
Consist Of:
135-012 CONNECTOR, ELBOW 90°, 3/4 (2)
135-018 CONNECTOR, SCREW-ON (9) (NOT ILLUSTRATED)
140-083 CONDUIT, FLEXIBLE
346015 GASKET, SEALTITE 3/4 (NOT ILLUSTRATED)
942-127 WIRE, BLACK (14 AWG)
19" (9) (NOT ILLUSTRATED)
2862 MOTOR, 1 H.P.

IMPORTANT
THE PARTS ILLUSTRATED ON
THIS PAGE ARE FOR LATHES
SERIAL NUMBERS FROM
530487 TO

5930 21.1




(A4

[
o
w
o

MOTOR BASE ASSEMBLY

1/4-20 x 5/8
SOC. SET SCREW
(Cup Pt.)

MOTOR KEY

s MOTOR LIFT
E
HEX. CAP SCREW e 1/4-20 x 1/4 LEVER BRACKET
/ (2 Req'd.) P~ SOC. SET SCREW /6
560104 \ T~ (Cup Pr.) WASHER
MOTOR PULLEY ~ 3/8-16 x 1 696 - 147
(7/8 Bore) T~ HEX. CAP SCREW MOTOR LIFT.
5/16 WASHER e~ SCREW
/ (2 Req'd) \,\
! _
@ —
i 941-003
WASHER
— Req'd.)

v

696074
1/2-13 HEX. MOTOR BASE
FULL NUT SCREW
(2 Req'd.) (2 Req'd.)

3/16 x 3/16 x 1-3/8 LG.

5/16-18 x 1-3/4
HEX. CAP SCREW =
(3 Phase Only) N
(4 Req'd.)

5/16-18 x 1
HEX. CAP SCREW
(Single Phase Only)

(4 Req'd.)

HANDLE

5/16 WASHER

@/ (4 Req'd.)

MOTOR HINGE
BRACKET

L)

1/2-13 HEX.
FULL NUT

MOTOR BASE

1
|
|

— |
|
|

441 -049
KNOB

123-084

562089
MOTOR LIFT
HANDLE PIN

050 - 074

696 -074

TOR BASE
SCREW

9-328 WASHER

(4 Req'd.) R 2

5/16-18 HEX.— |
FULL NUT
(4 Req'd.)

3/8-16 HEX. —
FULL NUT
(2 Req'd.)

1/4-20 x 1/4
SOC, SET SCREW
(Cup Pt.)

(3 Phase Only)

002-054
ARM
3/16 x 1
ROLL PIN 3/16 x 1-1/4

[l 1

696-074
MOTOR BASE
SCREW

IMPORTANT
THE PARTS ILLUSTRATED ON
THIS PAGE ARE FOR LATHES
SERIAL NUMBERS FROM
530200 TO

I



COUNTERSHAFT ASSEMBLY

OE6S

051-034
1/4-20 x 1/4 " WOTOR BELT

SOC. SET SCREW

560-085 e
5935-10 STEP F_'iULLEY ﬁ/

C'SHAFT ASSEMBLY
Consists of:
051-034  MOTOR BELT
051-051  TIMING BELT
641-051  RETAINER (2) 4900 106
- 4900-80  C'SHAFT BRK'T ASSEM. C'SHAFT PULLEY
4900-79  C'SHAFT SPINDLE ASSEM. ASSEMBLY

641 -051
RETAINER
641-051 (

RETAINER 044-017
BEARING
1

701-051
C'SHAFT SPINDLE

442-049
C'SHAFT PULLEY KEY

051-051  —
TIMING BELT

641-011

641-011 RETAINER

641-011 RETAINER
RETAINER
4900-80

3/16 x 1"
ROLL PIN
(2 req'd.)
_ )
-
(2 req'd.)
641011 C'SHAFT BRACKET 63%0098
RETAINER ASSEMBLY /@’

= (2 req'd.)
— \
4900-79 3/8' LOCK
WASHER

C'SHAFT. SPINDLE ASSEMBLY B e (req'd.)
Consisfs of: (4 req'd.)
044-017 BEARING (2)
442-049 KEY
560-085 STEP PULLEY
641-011 RETAINER (4)

699-143 SPACER IMPORTANT
701-051 SPINDLE

|
{
4900-106  C'SHAFT PULLEY ASSEM. THE PARTS ILLUSTRATED ON l
1/4-20 x 1/4 SOC. SET SCREW THIS PAGE ARE FOR LATHES !

SERIAL NUMBERS FROM l
530200 TO

X4

044-017
BEARING

-
0%
|

6991143
SPACER

|
—




3 7166
",  CLUTCH KICKOUT X
»~ ASSEMBLY iia 5/16-18 x 1:3/8  3/16 x 1.1/4 381059
Conilats of: SPACER SOC. CAP SCREW  GROOVE PIN KN’OB 14

041-290 KICKOUT BRACKET

JNTER® . % 556-212 CLAMP PLATE - < ®
COUNTERSHAFT W /CLUTCH T (g Senn U | S - S
AND BRAKE CLUTCH CONTROE ..o sesLoer . 04
i BAR (24) CENTER LATHE o ROD : ok .
din (“.’U?E-o% 5930-—13 CLUTCH C'SHAFT
e 3 NTER. LATHE 556212 5/16-18 x 1 SPINDLE ASSEMBLY %
A e g | KICKOUT BRACKET CONTROL HANDLE  HEX. CAP e s 8 CensiciieE y
e o aiog BRACKEY SCREW  &§—— s0C. SET' SCREW ol =
e R 2 > "(Con P 004—017 * -BEARING (4)
021 - 269 e o 296105 —FITTING
~ HEAD BAR i ; T 382-052° HUB
1/4 x 5/8 BRACKET : 697 -048 ' 382-053 HUB
12109 011270
ROLL PIN 4 SPRING 442-004  KEY
Vot (2 Req'd.) RETAINER APRO:KRE?D “z-uis  KEY
SOC. CAP. SCREW BRA 568 - 007 A2 EY
: Bhg V4 WASHER £ PLUNGER ’ﬁjﬁ L S
S = 1/4-20 x 3/4 " 641-011  RETAINER (4)
; o 041 - 290
$9C. CAP SCREW—___ Q)7 CLAMP PLATE 1/4-20x1/2 £99- 13" SPACER
S 701-050  SPINDLE
SOC. CAP SCREW 4900-106 C'SHAFT PULLEY ASSEMBLY

5900-110 . CLUTCH & BRAKE ASSEMBLY

o \ .2 3
Rk ‘M 699140 02053 l/l;g ‘scm > #10 PLAIN WASHER
ARM SPA = —soc. REW . (2 req'd.)
; \ CER 9“" LEVER (Oval Point) L / req e sﬁ e
5 - . (0 996 = =
¢ ARM i x . <> \%_gw  BRAKE DRUM RETAINER
" > 3 B : ~ ; ST, HUB
P 556088 — Va-20 x VA - - ~ ‘ CAM : i
SHIFT LINK. PIN — SOC. SET SCREW | > \] ‘
. ARM (Cup Pr) i 5/16-18 HEX. | i <
v 5900 143 B B T — M NT—SD | / |
o 5900143 T LINK ASSEMBLY i 1021225 Tl i nan —— = i |
LINK ASSEMBLY T~ — COLLAR 590049, £ SOC, SET SCREW—8 ‘l |
X i@ C'SHAFT ‘BRAGKE HCop P1) N 1
B T 5/16-18 x 1 ASSEMBLY - 1]
W > SOC. CAP SCREW 5 s =051 o |
- N R RETAINER 044017 I
3 SN BEARING
e RETAINER At I
162 . !
AN e s 641-160 o il
I SCREW 699080~ “V[l-| | RETAINER, to 698098 ! i
v SPACER #8 - 32 x 5/8 __/ SHIFT COLLAR < C'SHAFT STUD : I
SOC. HD. CAP > (2 Reg'd.) i
SCREW
556-243 641-161
PLATE, 537-103  RETAINER, ‘
cLUTGH wT CONE ‘
(2 REQ'D) ‘
|

—% /

T e 698 L0
S C'SHAFT STUD T
(2 Req'd.) /

'S ¢‘||~ ‘\L. \ .

: : 4., NS \(5")\@».\\“ > ; <
g FRE" (GNNNWBI e 2T~ -
:.\‘\\\\\\\ﬁ | D e S i R S
NS SI g T P
W =

\ SR
7l 74
W/ ./

556-199 =5 3/8 S. P. WASHER / |
@ e -— (4 Req'd) . 442004 { 1
CLUTCH s KEY |
~ 452-062 “(3REQ'D) |

R 5900 2110 442045 296105 |

, CLUTCH & BRAKE cn.u-rcq KEY zea} FITTING H

Y |

@REQD)  044-0U ASSEMBLY
BEARI|

...932-0m LEVE :
DN WASHER = 697 - 059
\_\\/ @RED) G
: g N :

701-050
C'SHAFT SPINDLE

BEARING

e e 82-03 | P
— 560151 - ct.uTc:u:mvea y
SHAFT PULLEY | ) g

IMPORTANT

THE PARTS ILLUSTRATED ON

THIS PAGE ARE FORILATHES |

SERIAL NUMBERS.. FROM
530200 TO 530352%

0865

051 —051: - r
- TIMING BEL ;
‘ S : NOTE: THIS PAGE APPLIES
3 _— = — T0-5930, 5931, 5932 &
. E B B

L NE )

%




QUADRANT ASSEMBLY

0 '
« ' NO.4900-29 #E 08
Pk L . &
& : :
; Y 632002
| QUADRANT
3/16x 1"
5 4900-15 .
GEAR BUSHING A‘.EOLL- PIN
L ASSEMBLY S 3/8 WASHER
EXTRA THICK
L o
| —_— ) DB4-35
: = 1/2-20 HEX. OILER
- =N JAM NUT
: oo i
e : W \ 828 - 052
: 3/8 WASHER OIL TUBE 1/2-20 HEX.
. EXTRA THICK : / JAM NUT
T~ -
\. >
\, -
- Xy \\./.
057 - 001 3
BALL T~ /§
.° 1/4-20x1/4 -
] SOC. SET SCREW
(Cup P1.)

697-010 — !
SPRING 1

;\ 7/16=14 x 1 3/4

HEX. HD. CAP SCREW

#404 WOODRUFF
KEY

AP 3T 20 « 174
.+750C. SET SCREW
057 - 001 ‘ (Cup P1.)

SLIDING GEAR HANDLE

\ ASSEMBLY
DB4 35 W/BEARING
OILER . &

341098 e
SLIDING GEAR
GEAR NUT 8 /,@
yﬁ L . —
4900-14 L°5/8-18
SLIDING. GEAR ASSEMBLY HEX. JAM 'NUT

Consists of: ~
341-098  GEAR
490013 GEAR ASSEMBLY
DB4-35 OILER
Q-523 NUT
#404 WOODRUFF KEY

SERIAL NUMBERS FROM
530200 TO :




COMPOUND AND CROSS SLIDE ASSEMBLY

C-375

702-100

P B B B B OB OB B OE OB O OB B R O B R B mE

TOOL POST WASHER

5900-31
c-390 TOOL POST ASSEMBLY
e
TOOL POST BOLT CONSISTS OF:

C-375 WASHER
‘C-376 $Q. WASHER
c-377 TOOL POST
c-318 WEDGE
C-390 BOLT

O
: c-376
‘@/oums WASHER

== — TooL POST
937 2012 < 704-033
WRENCH cis TOOL POST SLIDE
TOOL POST WEDGE -
\\
696 - 144 W30-16 TRse L S=
TOOL SLIDE | =~ . -t
e DIAL SCREW oLFR /W
Q554 #213 WOODRUFF 696 — 146 696 — 089
BRASS PLUG 3820 KEY TOOL POST SCREW GIB ADJ. SCREW
j DIAL Hus (2req'd.)
H 556 197
#8-32x 1/4 F PLATE 5/16 - 18 HEX. FULL
SOC. SET SCREW : FINISHED NUT "
1/2"" across flats 345 - 02
) i & : "17/64 HIGH GiB
; ! COMPOUND I i @ rvgd)
o SLIDE NUT | ) /
THRUST |
049-086  BEARING
BUSHING ! 1/4-20 x 1/2
P __—S0C. FLAT HD. SCREW
= (2 req'd.)

704034
COMPOUND SLID\

#10-24 x 5/8
TAKE-UP SLEEVE
v SOC. CAP SCREW _—
(2 req'd.) /'
3/8- 2 233-013 /,ﬂ"
CONELOK MICRO FEED DIAL
NuY 18 x 38
b % x
5/16-18% 3/8 @y ROLL PIN
SOC. SET SCREW 7 S 1]
5900-30 o aam
HANDWHEEL ASSEMBLY COMPOUND ASSEMBLY (FLAT POINT) SCREW COVER
Consists of:
704-034 SLIDE
704033 SLIDE 704-032 ——|
702-100 SLEEVE CROSS SLIDE
696 - 089 SCREW (2)
696 - 146 SCREW
4900 - 52 HANDWHEEL ASSEMBLY
382-029 HUB
345-023 Gl
233-013 DIAL
049 - 086 BUSHING
W30-16 OILER ;
Q-554 PLUG
69 - 144 DIAL SCREW us—2— . IMPORTANT
DL -471 N CROSS SLIDE
213 WOODRUFFUIEY GIB ) THE PARTS ILLUSTRATED ON
3/8-24 CONELOK NUT 696 /089 055 - 055 cnos?osgu_rfé - THIS PAGE ARE FOR LATHES
5/16-18 x 3/8 SOC. SET SCREW GIB ADJ. SCREW SWIVEL BoLT TecEuBLSY SERIAL NUMBERS FROM
@ #8-32x 1/4  SOC. SET SCREW (2 reqd) 2 req'd.) 530200 TO
N8 #10-24 x 5/8 SOC. CAP SCREW (2)
S 044-037 BEARING (2)
556 - 197 PLATE (3)
556 -198 PLATE



0E6S

Lz

=

CARRIAGE SADDLE ASSEMBLY

720-003
CROSS SLIDE SHIELD

DL - 433
#8-32x5/8 WIPER CLIP DL 434
5900-106 SELF TAPPING SCREW (2 req'd.) (;IPE:)
CROSS SLIDE SCREW ASSEMBLY 2req'd) - g
Consists of: %
5900 - 34 CROSS SLIDE SCREW BRK'T ASSEMBLY TR CAR::;E?:_W\ #8-32 x3/16
5900 - 88 CROSS SLIDE SCREW AND GEAR ASSEMBLY -
5900 - 53 HANDWHEEL ASSEMBLY i3 SR @\ BOLT SELTATACEINCESCREW
702-098 SLEEV! = =
96145 scnswE SELF TAPPING SCREW iy R DB4-35
-1 iy @ req'd) L e \ - OlLE'R #10 PLAIN WASHER
537-089 NUT " ( req'd) ~—_  (reqd) \ \ _
233-013 DIAL it — 1/4x11/8 @"
044 - 036 BEARING ~ DOWEL PIN =
044028 BEARING — : (2 reqd.) ol
W30-16 OILER 128 007—__/ | e
(! = .
ZZ_"SM :‘L’ggRJF i WIPER CLIP |\L
1/2-20 ESNA NUT (Zreqid) 030 00e :
8-32x3/16  SOCKET SET SCREW (FLT.PT.) WIPER
5900 - 88 (2req’d.)
W30-16 CROSS SLIDE
SCREW & GEAR ASSEMBLY
OILER 708 - 006

soC.

#213 WOODRUFF SEAL

\
!

m-osi—

SHIM 1
.003
(os req'd.)

\
711071

711 -050 ——

|
SHIM |
002 |
"d)
7114-10 fam:eed |
590034 SCREW ASSEMBLY
hr e piaRe (TAPER ATT.) 126 -045
ASSEMBLY 7141 CARRIAGE CLAMP | \
CROSS SLIDE SCREW ASSEMBLY (TAPER ATT.) N 711052 ‘
5/16\-18 x 5/8 T~ ey
18 - .002
IMPORTANT s
CAP SCREW T~ 7114-10& 7114 -1 (s req'd.)
(2req’d) 696 145 T FOR TAPER ATTACH-
#8-32 x 3/16 CROSS SLIDE>~-§ MENT ONLY |1
-32x DIAL SCREW ~— 392-002 i 1
SOC. SET SCREW ~— HOLD . DOm | . i ;
(Flat Pt.) i — (2 req'd) i 556 2131 |
i  044-036 L ! HOLD DOWN PLATE
BEARING i (2 reqd.)
i
537 - 089 ; }\
% 5/16-18 x 7/8"
@%\ PLATE - RETAINER 5/16-18x 11/4 SOC. CAP SCREW
= 2013 il W SOC. CAP SCREW (4 req'd.) |
wl g MICRO FEED DIAL 044028 / (Zreqd.)
I » BEARIN 3/16x11/4 .
(&) THRUST BEARING 2 -
/ 702-098 (2 req'd.) ’ %,
. TAKE.UP SLEEVE
ESNA NUT IMPORTANT i
G THE PARTS ILLUSTRATED. ON
5900 - 53 THIS PAGE ARE FOR LATHES

CROSS SLIDE HAND WHEEL

ASSEMBLY

SERIAL NUMBERS FROM
530200 TO




0€6S

1/4-20 x 1/4

1/4-20 x 172
SOC. SET SCREW FLAT HD. MACH. SCREW
(Cup P1.) 556132 (4 Req'd.)
APRON ASSEMBLY | Q-5 COVER, PLATE
t GASKET
INCLUDES PAGE 29 SLiE
: DOG GEAR ASSEMBLY
e ] W/BUSHING ,
556190 d
; LOCK ARM e
- PLATE il © 590075 Q-383
#8-32 x 1/2 RD.HD% DOG GEAR ASSEMBLY  THRUST WASHER
MACH. SCRE >= > W/BUSHING
(2Req'd) — OB &
0121 8 x 1/2/1/5 x l/z/ Q-382
SHAFT ROLL PIN  GROOVE PIN o Q-3a0 WASHER
(Type 1) LOCK ARM 1/4-20 x 3/8 BRASS (As Req'd.)
SOC. SET SCREW o || WASHER o
(Cup P1.)
702 <112 / - THRugr_ Bflisusa )
HOLD DOWN \
SLEEVE 702113
SLEEVE
#10 - 24 x 3/8 RETAINER 5/16-18 x 3/4
HDLESS SET SCREW Q=380 641084 SOC. CAP SCREW
(Dog Point) BRASS RETAINER (2 Req'd.)
#10 INT. - WASHER WASHER
SHAKEPROOF IS PINION GEAR (As Req'd.) M
#10-24 x 172 WASHER ; ] _—_ ASSEMBLY W/BUSHING /©\5/16 LOCK WASHER
SOC.(3C;:’ :(;REV : \ B — L2 (8 Req'd.) 5900 — 137
= i . T — 8 x 172 -
i /] ) Q-3% = ROLL PIN (Pt
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- T DL -426
0 Lo 2
| H |l i =) E
il I i I| | 702-111 .\Ej
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@ | Pl ‘ o= =i
\ il
Q-37 TNH-g ) | \ 2
PLI | =T |
/ 174220 x 1/4 ’ S === i \ ° =i SCROE?OA_S;éMBLY
’/ SOC. SET SCREW b ~L= { ; " e
(Cup P1) 5/16)18 x 5/16 ‘ i 5 o
690039 SOC. SET SCREW i I// 1/4-20 x 1/4
/ 386 - 065 HUB ASSEMBLY (Cup Pr) | SOC. SET SCREW
613 HOUSING ] (i
FEED PLATE [ 932097 M6-94
C-3645 441-049 I = " 1/4-20 x 5/8
INDEX SCREW | THRUST WASHER  <oC. CAP SCREW
3314048 i WASHER  / SELF LOCKING
HANDLE 567 049 .
PACKING
Q" RING 567 049
R - ACKING
/ > “0" RING
_.— pL-4n1 049 2103
,@\Locx WASHER BUSHING
382-026 R (THRUST) 93¢Lon
HuB ® WORM
A S . A IMPORTANT
~ B, €1 S it THE PARTS ILLUSTRATED ON
698 -070 op Tt (RETAINING) THIS PAGE ARE FOR LATHES
STUD SERIAL NUMBERS FROM
530200 TO_
441049
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RACK

0E6S -

6l

1:2.x 20
CONELOK
NUT

4900-22
PINION GEAR ASSEMBLY

Consists of:
057 -009
341-099
382-025
537 -065
556 -133
932-061

BALL (6)
GEAR
GEAR

NUT
PLATE (2)
WASHER

537 -065
LOCK NUT

C-389
PLUG

1/4-20 x 1/4
SOC. SET sCRew/m'\-

(Cup P1.)

—

4900 - 21
HANDWHEEL
ASSEMBLY

o

[
OIL DRAIN PLUG ]
l

698113 5900 - 140
698113
STUD GEAR
e W/BUSHING $TuD
W/BUSHING ] Q-33 /
641-080 . THRUST .
RETAINER '\\g 1/4-20 x 1/4 341114
@ J SOC. SET SCREW RACK PINION GEAR
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/ WASHER 932 -087 ]
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441 - 049

TAILSTOCK ASSEMBLY NO. 5900-57 RHER
* PARTS NOT PART OF THIS ASSEMBLY

702-171 STUD
SLEEVE,
*i7659 RAM LOCK
#3 M. T. CENTER

702-170
SLEEVE, o
T~ / 647 - 001 RANLOCK 700-127 ©@\5 16-18 HEX.
\ TAILSTOCK RAM RAM LOCK STUD > 2 \ FULL NUT
Y % 174 PL AIN WASHER |
- s) 3161172

= ﬁ/ ROLL PIN
-
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(See Note) J
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«
«©  NOTE o ey IMPORTANT
AM
© ORDER 5900-16 TAILSTOCK THE PARTS ILLUSTRATED ON
AND BASE FITTED S — s THIS PAGE ARE FOR LATHES
: WASHER = SERIAL NUMBERS FROM
1/2—20‘® e >
CONE LOK. NUT i ST 530200 TO- =ameEsET

| == o B B B B WP B BE W BT BN O BE WS B R mE B



	20161203123457490
	20161203123505864
	20161203123511800
	20161203123521380
	20161203123533211
	20161203123538588
	20161203123553254
	20161203123600507
	20161203123701062
	20161203123706556
	20161203123716886
	20161203123723648
	20161203123733903
	20161203123739822
	20161203123751170
	20161203123756661
	20161203123813817
	20161203123821710
	20161203123836308
	20161203123842429
	20161203123852141
	20161203123859728
	20161203123909783
	20161203123914970
	20161203123926357
	20161203123931299
	20161203123942902
	20161203123947889
	20161203124006346
	20161203124016423
	20161203124024985
	20161203124031780
	20161203124045462
	20161203124051228
	20161203124101174
	20161203124106077
	20161203124115438
	20161203124120576
	20161203124130628
	20161203124220249

