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MASTER PARTS MANUAL
for

CLAUSING 1400 SERIES 14-INCH LATHES

INTRODUCTION
This Master Parts Manual applies to all 1400 series, 14-inch lathes, including those in current 
production.

The manual is divided into sections by assemblies - Headstock, Countershaft, etc. - as 
indicated on the divider tabs.

Each page has a serial number box: Example -

CLOSED — 140200 To 140738. Assembly parts pertain 
to lathes within that serial block ONLY.

. Assembly parts inOPEN - 140200 To
current production.

HOW TO USE
To find the correct part number for your customer’s lathe:

1. Ask for model, serial number.

2. Ask in which assembly the part is located.

3. Turn to section of manual and page where serial number applies.

4. Double-check by referring to Parts Price List to determine if part is still available or has 
been replaced by an interchangeable part or assembly. If replaced, use replacement 
number when ordering.

KEEP THIS MANUAL UP-TO-DATE
pages will be sent. One page will close-out theWhen parts are replaced or modified, two (2) new 

open serial number page and should be inserted in its place. The other page will have an open 
serial number and is to be inserted as the last page of the section. If part is replaced, it will be

shown on the Parts Price List.

BETWEEN
CENTERS

MODEL
NUMBER

MOTORCOUNTER SHAFTDRIVE

CLUTCH & BRAKE30"VARIABLE

VARIABLE

VARIABLE

VARIABLE

1400
5 H.P.CLUTCH & BRAKE 

CLUTCH & BRAKE 
CLUTCH & BRAKE

30"1401
200 OR 230/460 V, 60 C*30"1402

**48"1403

* POWER FEED TURRET LATHE, SAME AS 30-INCH CENTER LATHE 
**POWER FEED TURRET LATHE, SAME AS 48-INCH CENTER LATHE



1I s
CABINET AND GUARD ASSEMBLY 

1400-1012
536 - 035 

NAME PLATE
838 - 003

TAILSTOCK TRAY

1/4-20* 1/2 
PROJ.VfELD SCREW 

(Type HW)

24 i 5/8
SCREW)

SCREEN

IMPORTANT
THE PARTS ILLUSTRATED ON
THIS PAGE ARE FOR LATHES
SERIAL NUMBERS FROM
140200TO 14Q484

*.V.



CABINET AND GUARD ASSEMBLY 
1400-1012

i
536 - 035

NAMEPLATE

1/4 PROOF 1/4

(2 REQ'D)
»10 -24 x 3/16

SOC. SET SCREW
(CUP POINT)

5/16 PLAIN
WASHER

)
(2 REQ'D)



BED ASSEMBLY 
1400-1011

3/* * 1.1/8 
DOWEL PIN 

(2 R.q'4.)
053-033
BLOCK 5/16 - 18 * M/6 

SOC. HD. CAP SCREW
(2R^'4.)556 - 1411/4 - 20 * 7/8 

HEX. HD. CAP SCREW1/4 - 20 HEX 
FULL NUT

MODEL NUMBER
3 PLATE

058 - 033 BED (30" CENTER LATHE) 
058 - 032 BED (48" CENTER LATHE) L___

*2* 3/16 P.K.
DRIVE SCREW

(2 Rto'd.)1/4 - 20 * 1 
HDLS. SET SCREW 932 - 013

BEVEL
WASHER

641 - 005
RETAINER

RETAINER

646 - 016 FEED ROD & SCREW
CARRIAGE RACK BRACKET
(30" C*ot*f Loth.)

646 - 015
CARRIAGE RACK
(43” Ctniir Lorh.)>

< 3/16 * 3/4 1400 - 172ROLL PIN
342 - 066 SPLASH GUARD (30" CENTER LATHE) 
342 - 065 SPLASH GUARD (48" CENTER LATHE) AUTOMATIC KICKOUT(2 R*qad.)«10 - 24 x 5/8

SOC.HD.CAP SCREW ASSEMBLY
( 7 R.q'd. on 30" C.nl»f Loth.) 
(10 R.q'd. on 48" C*nt.r Loth.)*3/16 x 3/8 coaslsts of:

ROLL PIN 1400 - 173 KNOB ASSY.
CLAMP PLATE 
KICKOUT BRACKET 

1/4 - 20 x 7/8 SOC. SET SCREW

556 - 259
041 -334*041 - 330

FEED ROD SUPPORTro *064 - 015 BRACKETBEARING

1400 - 173
*641 - 010

KNOB ASSEMBLYRETAINER
consist, of:
698 - 133 STUD
441 -081 KICKOUT KNOB 

ROLL PIN1/8 x 3/4

1/8 x 3/4 
ROLL PIN

ATTACH TO APRON 
SEE APRON ASSEMBLY PAGE 15

•5/16 - 18 x 1-3/8
SOC. HD. CAP SCREW

641 - 121
RETAINER

•PARTS SHOWN IN RED FOR 
48" C.nt.f Loth. ONLY.

*5/16 PLAIN
WASHER

KICKOUT KNOBCLUTCH CONTROL BAR
(30” C.nl.r Loth.)

IMPORTANT048 - 060
CLUTCH CONTROL BAR THE PARTS ILLUSTRATED ON(48" C.nl.r Loth.)

THIS PAGE ARE FOR LATHES

i SERIAL NUMBERS FROM
140200 JO 140925



1/4 - 20 * 1/2 
HEX. HD. CAP SCREW
/ (2 R*VJ-)

1/4 - 20 * S/8 
PAH HD. CAP SCREWFRONT AND REAR PANEL ASSEMBLY 

1400-1013
i 1/4 PLAIN 

- WASHER 
(2 R*w'd.)"1 1110 - 24 * 1/4 

SELF. TAPP.SCREW 
(Ttp* A) (2 Rttj’d.)

122-131
HEADSTOCK REAR 

COYER
130 - 049 

LUBRICATION 3/16 PLAIN 
WASHER!CHART

/7
1/4-20 /// 342 - 064HEX.NUT ,#10-24*3/8HEADSTOCK

PAN HD. CAP SCREWREAR GUARD
O 720 -014/ // SHIELD'//'

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

452 - 042(2 R«’d.)
ON-OFF SWITCH566 - 012

LEVERFRONT ENCLOSURE

556 - 233
REY. SWITCH

#10 -24* 1/2
PAN HD. CAP

SCREW
(2 Rtq'd.)

1/4 - 20* 5/16
SOC.SET SCREW

(Stlf. Lock)#10 - 24 * 1/2
(Cup Pt.)SELF. TAP SCREW

„ (Typ* A) (10 Rtq’d.)

1/8 x 1 ROLL
PIN

(3 Roq'd.)

452 - 038
SHIFT LEVER

(3 R.q'd.)

THREAD AND
FEED CHART

IMPORTANT110 - 24 * 1/2
PAN HD. CAP SCREW

THE PARTS ILLUSTRATED ON122 - 036' #8-32* 1/2JUNCTION BOX THIS PAGE ARE FOR LATHES; RD. HD. MACH. SCREWCOVER SERIAL NUMBERS FROM(2 R«w'd.)
140750140200 TO135-008

STRAIGHT 
CONNECTOR 

(2 R«q'd.)

Y



1/4 - 20 * 1/2 
HEX. HD. CAP SCREW

1/4 - 20 * 5/8 
PAH HD. CAP SCREWFRONT AND REAR PANEL ASSEMBLY1 (! Rx'J.) 1/4 PLAJN

#10 - 24 x 1/4
SELF. TAPP. SCREW

3/16 PLAtN(Typ* A) (2 R*V4.)
WASHER

1/4-20
HEX.NUT 110 - 24 * 3/8

PAN HD. CAP SCREW

1/4 - 20 x 5/8
RD. HD. MACH. SCREW 452 - 042

(2 R~'d.) ON-OFF SWITCH566 - 012
LEVERFRONT ENCLOSURE

556 - 238
REV. SWITCH

PLATE

#10 - 24 x 1/2
PAN HD. CAP

SCREW
(2 R«q'd.)

1/4 - 20 x 5/16
50C.SET SCREW

($•11. Lock)
(Cup Pi.)SELF. TAP SCREW

^(Typo AH10 R«q'd.)

1/8*1 ROLL
PIN

(3 R*qU.)

452 - 038
SHIFT LEVER

(3 Roq'd.)
THREAD AND
FEED CHART

NOTE: INCLUDES MACHINES WITH
SERIAL NUMBERS 140740, 140742. 
140743, 140744 & 140751 AND UP.

IMPORTANT#10 - 24 * 1/2
PAN HD. CAP SCREW THE PARTS ILLUSTRATED ON122 - 036

#8 - 32 » 1/2 THIS PAGE ARE FOR LATHESJUNCTION BOX
RD. HD. MACH. SCREW SERIAL NUMBERS FROMCOVER

(2 R#q'd.)
140925140751 TO

i

;;



HEADSTOCK CASTING 
1400-1014

1/4 - 20 * 1/2

346 - 056
GASKET HEADSTOCK

COVER1/4 - 20 » 1/2 
BUTTON HD 
CAP SCREW

*6 « 3/8 P.K.
564 - 009 DRIVE SCREW

TRAY TOP (2 Req'd.)
PAD

1/4 - 20 
HEX. NUT

3/8 - 16 . 3/8 
SOC.SET SCREW 

(Self. Lock) 
(Cup Pi.)

536 - 036
NAMEPLATE1/4 PLAIN

123 - 099 WASHER
COLLAR (2 Req‘4 )

1/4 i 1-1/2 
ROLL PIN 210

STEEL

Oil
HEADSTOCK

9-61
SPRING

708 - 013
HEADSTOCK 
CHIP SEAL

l/Z - 13 x 1-1/2
SOC. HD. CAP SCREW

(4 R.qVL)700 - 242
SHIFTER HUB

SHAFT

IMPORTANT
1/4 - 20 * 5/8 

HEX. HD. CAP SCREW 
(2 R-q'd.)

THE PARTS ILLUSTRATED ON
THIS PAGE ARE FOR LATHES

RETAINER SERIAL NUMBERS FROM
140200 TO 140484SPINDLE PULLEY

COVER

I •.V.



HEADSTOCK CASTING
1400-1014 1/4 - 20 x 1/2

TRAY TOP
PAD

GASKET

1/4-20 * 1/2 
BUTTON HEAD 

CAP SCREW 
(2 REQ'D)

BRACKET

L- at x 3/8 P.K.
DRIVE SCREW

(2 Req'd.)
1/4 PLAIN
WASHER

1/4 - 20
HEX NUT
(2 REQ'D.)

3/8 - 16 x 3/B
SOC SET SCREW

(Self. Lock)
(Cop Pi.) 536 - 036

NAMEPLATE

708 - 004
BED SEAL

4*

1/4 x 1-1/2 
ROLL PIN

HEADSTOCK

708 - 013 
HEADSTOCK 
CHIP SEAL

1/2- 13 x 1-1/4
HD. CAP SCREW

FRONT)
REAR)

700 - 242
SHIFTER HUB

SHAFT

IMPORTANT
THE PARTS ILLUSTRATED ON

1/4 - 20 ■ 5/8 THIS PAGE ARE FOR LATHES641 - 080HEX. HD. CAP SCREW
SERIAL NUMBERS FROMRETAINER(2 Req‘4.)

140925140485 TO
SPINDLE PULLEY

COVER

1



i CLUTCH & BRAKE LINKAGE
1400 - 100

BRAKE SHOE ROD ASSEMBLY
consists of:
1400 - 98 
645 - 084 
3/16 x 3/4

ASSEMBLY
1400-1010 BRAKE SHOE ASSEMBLY 

ROD3/16 * 3/4 ROLL PINROLL PIN

1400 - 99
BRAKE BRACKET ASSEMBLY

consists of- 
041 - 325 I 
1/4x2

BRACKETBRAKE SHOE 
ROLL PIN (2)

1400 - 97
CAM BRAKE ASSEMBLY

ts of:
100 BRAKE SHOE ROD ASSY. 
99 BRAKE BRACKET ASSY.

PLUNGER

1400 - 
1400 -
697 - 048 SPRING
568 - 013 INDEX
129 - 035 CAM
3/16 x 7/8 fcpU.
7/16 3/8 S0C.SET SCREW
1/4 - 20 x 1/4 SOC. SET SCREW

LO KROM
PIN

ATTACH TO 645 - 031 ROD 
SEE QUICK CHANGE GEAR 

•AGE 10
BOX

ASSEMBLY P

REP- DRIVE ASSEMBLY SEE
PAGE 8

IMPORTANT
THE PARTS ILLUSTRATED ON
THIS PAGE ARE FOR LATHES 
SERIAL NUMBERS FROM 
140200 TO 140925



3/8 - 16 * 3/8GEAR TRAIN ASSEMBLY SOC. SET SCREW
(CUP POINT, SELF LOCK)

1400-1008

ct>

3/8 - 16 k 3 
HEX CAP SCREW

452 - 039
SHIFT LEVE°

1400 - 52 
SHIFT LEVER 
ASSEMBLY

:
8



1
I 1 4 - 20 x 7/8

SOC. CAP SCREW-------r •808 WOODRUFFHEADSTOCK ASSEMBLY 065 - 002
239 - 003 ROLLER BEARING =10 - 24 . 3 3

122 - 136SLIDING —31400-1004 (Rcor) RD. HD. MACH. SCREW
641 - 093 REAR SPINDLE (2 Req'd.) =10 PLAIN641 - 127RETAINER BEARING COVER 55S— -----WASHERBEVELED

(2 Req'd.)RETAINER 341 - 275

I SPINDLE COMPOUND
GEAR

[54-T) - (Sr’oll)
(87-T) - (Lorgc)

OIL TROUGHr 1/4 - /NT.I 122 - 134SHAKEPROOF
1/4 - 20 x 2-1/2 

HEX. CAP SCREW, 
(4 Req’d.)

FRONT SPINDLE
WASHER

BEARING COVER(4 Req’d )

STEEL BALLs
641 - 125 
RETAINER

r SPRING 937
271 - C09 WRENCHs ECCENTRIC
(3 Req'd.)93Z - 109

PULLEY
WASHER ----- 5 16 - 18 x 3 4

556 - 255SOC. CAP SCREW240 - 001
FACE PLATE(3 Req'd.)

BRAKE560 -"157 (DOG)
DRUM 697 - 060SPINDLE

DETENT SPRINGPULLEY
(3 Req'd.)

PULLEY BEARING BEARING
568X- 0121/4 - 20 x 1/2

HOUSING (2 Req'd.) 702 - 132SOC.CAP SCREW 122 - 135 REDUCERROLLER BEARING(3 Req’d.) COVER
SLEEVE(Front)

70Z - 1Z5

567 - 023 SPINDLE BEARING
SPINDLE”0” RING 693 - 129COVER

CAM LOCK
STUD

567 ^064 (3 Req'd.)
•’O" RING341 - 271 

GEAR 
(18-1)

\044 - 036 064 - 007
BEARING BEARING

547 - 010(2 Req’d.) 935 - 003
OILEROIL LEVEL 14 - 20 x 12

631 -010 SHAFT WINDOW SOC. HD CAP SCREW
FEED GEAR (3 Req'd.) ITER1/4 - 20 x 1-1/4QUILL

122- 138 SOC. CAP SCREW =6x1/4 P.K.
,(2 Req'd.)s COVER DRIVE SCREW296 - 003064 - 007 567 - 043

(Upper) (2 Req'd.)FITTINGBEARING "0" RING
=404 WOODRUFF

699 - 166 041
SPACER AFTER

1400 - 36
/ ROD 

" ASSEMBLYRETAINER
(2 Req’d.)

FEED GEAR
SHAFT

641 - 115
RETAINER

697 - 062
SPRING

341 - 272 1 4-20x1
=2 x 3/16 P.K. GEAR 567 - 052 SOC. CAP SCREW712-0071/4 - 20 x 2DRIVE SCREW 641 - 026 (2 Req’d.)"O”. RINGSHIFTER(2 Req'd.)

641 - 105
RETAINER

130 - 050
CHART

452 - 041
452 - 040

SPEED CONTROL

932 - C31
WASHER

M6 - 93
WASHER

SPRING HOUSING1400 - 34
PLATESPRING AND HOUSING123 - 059

ASSEMBLYCOLLAR
1/4 - 20 x 1/2 COLLAR

BUTTON HD. CAP IMPORTANT
SCREW

THE PARTS ILLUSTRATED(Self Lock)

ON THIS PAGE ARE FOR
LATHES SERIAL NUMBERS
FROM 140200 TO 140750

556 - 253
HUB- NOTE: NOT USED ON MACHINES WITH

PLATE
SERIAL NUMBERS 140740. 140742,VALVE cam and

140743, 140744, 140751 AND UP.hub assembly

1400



headstock assembly 1 -1 - 20 . 7 8
SOC. CAP SCREW_____239 - 003

1400-1004 SLIDING
= 10 - 24 » 3 8122 - 136

RD. HD. MACH. SCREW------------S’
(2 R.q'd.)

REAR SPINDLE641 - 093
641 - 127BEARING COVERRETAINER *10 PLAIN
BEVELED -WASHER
RETAINER 341 - 275 [2 Req'd.)

SPINDLE COMPOUND
GEAR

(54-T) - (Small)P (87-T) - (Large)

OIL TROUGH14 - INT.
SHAKEPROOF

14 - 20 * 2-1/2
WASHER 122 - 134hex cap screw.

FRONT SPINDLE(4 Req'd.)
(4 Req'd ) BEARING COVERP 641 - 125

RETAINER

271 - 009 WRENCH
932 - 109 ECCENTRIC
PULLEY (3 Req‘d.)
WASHERI — 5 16 - 18 * 3.4240 - 001

SOC. CAP SCREWBRAKE560 -"157 556 - 2551 4 - 20 * 3 4
(3 Req'd.)SOC. CAP SCREW DRUM FACE PLATESPINDLE

(2 Req’d.) (DOG)PULLEY 697 - C6Q
DETENT SPRING

(3 Req'd.)

568 - 012
DETENT PLUNGER

g
SHIEL

34) - 271
GEARs (18-T)

1 LATHE
CENTER1

567 - 043
“O" RING699 - 166

1430 - 33
SPACER UPPER CYLINDER

ASSEMBLY331 - 041708 - 0161 ADAPTER COSS11T5 OFi
131 - 315 CYLINDER 
295 - 003 FITTING641 - 124

1430 - 36RETAINER ?SS - 003 WINDOW, 
OIL LEVELROD700 - 236(2 Req’d.)

547 - 010 OiLER 
567 - 061 PACK1 
567 - 042

ASSEMBLYFEED GEAR NG1400 - 14
SHAFT "O" RINGSHAFT FEED GEAR

1
641 - 115 5?7 - 062 SPRING

- 009 PISTON 
"O" RING

ER

ASSEMBLY
RETAINER 563 

567 - 043 
031 - 041

CONSISTS Oft
- 036 BEARING (2 REQ'D)044

341 % ADAPT
- 271 GEAR 

567 - 028 "0"
-36 ROD ASS'
1 4 P.K. DRIVE 

REW (2 REQ'D)

Y.341 - 272RING •'6 * 1*2 « 316 P.KAR QUILL631 - 010 FEED GE> 
641 - 115 RETAINER 
641 - 124

GEAR
DRIVE SCREW 1 4 - 20 * 1

1 SOC. CAP 
w (2 REQ’D)

1 4
(2 Req'd.)\ 567 - 052712 - 007541 - 026 SOC. CAP SCREWRETAINER (2 REQ'D) SCRE90’ ELBOW I '4 - 20 * 3'8 "O" RINGRETAINER SHIFTER (2 Req'd.)166 SPACER

700 - 236 FEED GEAR SHAFT
699 - 422 - Oil SOC. SET SCREW

TAP - LOK 641 - 135(Cup Pi.)708 - 016 OIL SEAL
*404 WOODRUFF KEY (2 REQ'D)

130 - 050
INSERT RETAINER932 - 351CHART FITTING(2 Req’d.) COVER

(Lower)452 - 041
452 - 040SPEED CONTROL 18 - 1073GEAR SELECTOR 5' 16 - 18 * 1-1 2LEVER OIL LEVELSOC. CAP SCREW-

567 -040 WINDOW
"O" RING

-ASHER
M6 -93 

WASHER
CAM1400 - 15 RETAINER

GEAR SHIFT (2 Req'd.)
W BUSHINGS

SPRING HOUSING1433 - 34
PLATE1 4 - 20 * 1 2 

3UTTON HD. CAP 
SCREW 

(Self Lock)

7 16 * 1-1 2 SPRING AND HOUSING567 - 040 \ 123 - 059

DOWEL PIN ASSEMBLYCOLLAR”0” RING
COLLAR

IMPORTANTv932 - 103
WASHER 002 - 064

THE PARTS ILLUSTRATEDGEAR SHIFTER

L%\I ON THIS PAGE ARE FORARM

J130 - 051 LATHES SERIAL NUMBERSIK556 - 253 SPINDLE SPEED 641 - 026 FROM 140751 TO 140925HUB CHART RETAINER
PLATE

712 - NOTE: USED ON MACHINES WITH 
SERIAL NUMBERS 140740, 140742, 
140743, 140744, 140751 AND UP.

007
r4 x 3 16 P.K. 

DRIVE SCREW, TYPE" 
(3 Req’d-)

SHIFTER SHOEr4 * 3 16 P.K.
VALVE CAM ANDDRIVE SCREW

HUB ASSEMBLY(3 Req’d.)

7.1s4 * 3'16 > 
SCREW T 

(3 REQ’D)
DRIVE1400



drive assembly
1400-1009V

041 - 315 
C'SHAFT 
BRACKET 1/2 WASHER

(Extra Thick)I ADJUSTMENT697 - 059 932 - 091
(2 Req’d.) CLUTCH ARM CLUTCH

PART OF 1400 - 115 
C'SHAFT BRACKET 

ASSEMBLY

SPRING

c8 - 32 x 3/41/2 - 13 x 1-1/2
HEX. HD. CAP SCREWS2 556 - 242 SOC.HD. CAP SCREW3/8 PLAIN (2 Req'd.) CLUTCH0WASHER PLATE1400 - 1103/8 - 16 x 1 (Extra Thick) CLUTCH PLATEPULLEY ASSEMBLYSOC. HD.CAP SCREW

556 ! 244 (3 Req’d.)(Includes (2) 641 - 106R CLUTCH PLATE1/4 x 3/4 Retainers)
(4 Req’d.)

556 - 242
3/8 - 16 x 1 641 - 094 CUTCH

SOC. HD. CAP SCREW SPINDLE GEAR PLATE
(UNC - 3A) RETAINER

3/8 - 16 x 1-1/4 
SOC. HD. CAP SCREW

(4 Req’d.)

C'SHAFT SPINDLE

064 - Oil
641 - 129 BEARING

RETAINER 336 - 093

I RIGHT HOUSING

1400 - 42 3/8 x 1 YARI - SPEED641 - 106
C’SHAFT PULLEY DOWEL HOSERETAINERg AND PIN

SPINDLE AS5EMBLY

RETAINER

296 - 048
45* ELBOW FITTING

1400 - 115 1400 - 114! C’SHAFT BRACKET COUPLING
ASSEMBLY ASSEMBLY

!R

14 - 20 x 2
HEDLESS SET 

SCREW 
(Oral Pt.)

(Special)(2 Req’d.)

--
1 4 - 20 

HEX. NUT064 - 009
BEARING

641 - 130
I 4 - 20 x 3 4 
SOC. HD. CAPRETAINER

SCREW

CLUTCH 060 - 004RETAINER
COUPLINGSHIFTER1400 - 111 CYLINDER3/8 - 16 x 1 (2 Req’d.)COLLARCLUTCH SHIFTER

CYLIND ER RETAINER 
PLATE

3/8 x 1
DOWEL

PIN

MOTOR PULLEY
MOTOR PULLEY AND

SPINDLE ASSEMBLY

3 8 - 16 x 1-1/4 
SOC. HD. CAP SCREW

IMPORTANT
SCREW

THE PARTS ILLUSTRATED ON 
THIS PAGE ARE FOR LATHES 
SERIAL NUMBERS FROM 
140200 TO

)

140738

3 8 WASHER

(2 Req’d.)
698 - 121

MOTOR MOUNTING 
STUD (4 Req’d.)

(4 Req’d.) i• • • 81 400-8c



p drive assembly
1400-1009

041 - 315
C'SHAFT
BRACKET fifes 1/2 WASHER;, (Extio Thick)

C^J (2 Rcq'd.)
697 - 059 932 - 091

CLUTCH ARM CLUTCHPART OF 1400 - 115 SPRING
C’SHAFT BRACKET

ASSEMBLY

3/8 PLAIN
WASHER

3/8 - 16 x 1-1/4 (Extro Thick) 
SOC. HD.CAP SCREW \Vs

3/8-16,,
SOC HD CAP SCREW

| (UNC - 3A)
(4 Req'd.)

641 - 129

0 RETAINER

VARI - SPEED
HOSE

y
641 1106 BEARING (BOWED)

RETAINER

II
296 - 048

ELBOW FITTING

5 1400 - 115, C’SHAFT BRACKET
ASSEMBLY

CYLINDER

1/4 - 20 x 2
HEDlLESS SET 

SCREW130
NG cl Pt.)TTI

(Special)

1/4 - 20
064 - 009 HEX. NUT
BEARING

641 - 130 1 4 - 20 x 3 4 
SOC. HD. CAPRETAINER

123 -S 095 641 - 128 131 -013060 - 004CLUTCH RETAINER LOWERCOUPLINGSHIFTER1400 - 111 CYLINDER3/8 - 16 x 1 (2 Req'd.)COLLARCLUTCH SHIFTER HEX HD. CAP SCREWASSEMBLY

486 - 035 (5 HP)
486 - 036 (5 HP. 208 V)

MOTOR

IMPORTANT
SCREW

THE PARTS ILLUSTRATED ON
THIS PAGE ARE FOR LATHES
SERIAL NUMBERS FROM
140739 TO 140925

3/8 WASHER



702 - 124

TUMBLER GEAR ASSEMBLY 
1400-1001

MITER GEARi 700 - 223 
IDLER GEAR 

SHAFT

*404 WOODRUFF

1400 - 124 
-SPECIAL GEAR ASSY

W/BUSHING 
C19-T)

RETAINER19S.
DRIVE MITER GEAR

567 - 042
1400 - 125 

GEAR ASSY. 
W/BUSHING

"O" RING

*4 x 3/16 P.K. 
DRIVE SCREW 
' (3 R.q’d)

700 - 223 
DLER GEAR 

SHAFT

567 - 066 
"0” RING 3/*tTT'

DOWEL PIN
(2 REQ’D)

1400 - 127 700 - Z24GEAR SPECIAL GEAR ASSY. IDLER GEAR - 100W/BUSHING W/BUSHING :R GEAR(21 -T) HOUSING700 - 223
IDLER GEAR

SHAFT

&
1400 - 12321

GEAR ASSY

Nj W/BUSHING1400 - 129
GEAR ASSY

343 - 010 
•INDEX KNOB 

GAGE
700 - 223

IDLER GEAR
SHAFT

567 - 040 
"0”. RING

332 - 066 
IDLER GEAR

641 -059
932 - 106RETAINER 702

INDEX
- 126•WASHER HUB

KNOB
SLEEVE

CO

&
5 9 V" 

0\0
4

IDLER
SHAFT

GEAR ASSY.
W/BUSHING GEAR

341 - 258(22-T) (26-T)
GEAR
(28-T)

ROLL PIN

064 - 010 
BEARING

700 - 224
341 - 243 

GEAR 
<18T)

IDLER GEAR
341 - 251 

GEAR 
(22-T)

SHAFT

WASHER

GEAR WASHERGEAR INDEX KNOB
ASSEMBLY 932 - 104 

WASHERconilxt* •(: 
441 - 077. . .KNOB 932 - 086 

THRUST 
WASHER

W/BUSHI
(24-T)

932 - 104 
WASHER

932 - 086 
THRUST 
WASHER

343 - 010 GAGE
PX. DRIVE SCREW (3)#4x3/16 

3/8 x 7/8 ROLL PIN

700 - 224 
IDLER GEAR 

SHAFT

9irrio4
WASHER IMPORTANTWI104 

WASHER THE PARTS ILLUSTRATED ON
THIS PAGE ARE FOR LATHES 
SERIAL NUMBERS FROM 
140200 to

2 1400 - 122
►'-GEAR ASSY 

W/BUSHING 
(18-T)

WASHERSPACER
140925

x.



641 -DM 
RETAINER 
(2 R*qM.)

QUICK CHANGE GEAR BOX ASSEMBLY 
1400-1002 (Includes Page 11)

1400 - 142 
REVERSE IDLER 
GEAR W/BUSHING

932 - 105 
WASHER 700 - 222 

IDLER GEAR. 
SHAFT

1400 - 131 
GEAR BOX 

. HOUSING AND 
BRACKET ASSY.

ASSY

1400 - 145 
DRIVE SHAFT 
SLEEVE ASSY

CONELOCK
3/1

DOW
8x3/4NUT r EL PIN

(2 R«q'd.)

L
567 - 042 , 
"O'' RING

341 - 231 
GEARIP7-

708 - 012
BEARING

OQ - 10
THRUST WASHER

*404 WOODRUFF RETAINER
KEY 18 - 1073

(2 REQ'D) DIL LEVEL
WINDOW

H 1400 - 146

/ 18 - ID7DSPLINE DOG DOG GEAR 1/4 PIPEGEAR W/BUSHING PLUGASSY.
Q*1400 - 144

DOG GEAR BRACKET
W/BUSHING ASSY

O 002 - 061•641 - 079 LEFT SHIFTERRETAINER

SCREW (4R.q'J.)

SPR NG

(4 R.q'd.)RETAINER *404 WOODRUFFBEARING
KEY

(3 R»q'd.)PLATE

\
C5

700 - 227
DRIVE SHAFT

DRIVE SHAFT 
GEAR

699 - 162 
SPACERRETAINER

[fig
/064 - 010

BEARING
699 - 162SHAFT
SPACER

341 1 236 
DRIVE SHAFT 

GEAR
1400-140

LEFT SHIFTER ARM ASSEMBLY
346 - 053 
GASKET

CONSISTS OF:
064 - 010 
BEARING

002 - 061 ARM. SHIFTER LEFT 
556 - 248 PLATE, INDEX LEFT 

INER IMPORTANT
*641 - 079 RETA

X HOUSINGGEAR FT, GEAR SHIFTER 
E. SHIFTER LEFT

700 - 278 SNA THE PARTS ILLUSTRATED ON
THIS PAGE ARE FOR LATHES 
SERIAL NUMBERS FROM 
140200 TO

COVER •712 - 006 SH0
1/8 x 7/8 ROLL PIN

•MAY BE PURCHASED SEPARATELY 140750

''v



641 - 080 
RETAINER 
(2 Roq'd.)

QUICK CHANGE GEAR BOX ASSEMBLY 1400 - 142 
REVERSE IDLER 
GEAR W, BUSHING

932 - 105 700 - 222 
IDLER GEAR

1400 - 131WASHER
1400-1002 (Includes Page 11) GEAR BOX

SHAFT

1400 - 145
DRIVE SHAFT
SLEEVE ASSY

DOWEL PINDRIVE MITER GEAR
{2 Rcq'd )

RING

RETA HER
18 - 1073

OIL LEVEL
WINDOW

18 - 1070
14 PIPE

SOC SET SCREWSOC HD CAP
SCREW (4 Rcq'd.) (Cup Pi.)

(4 Req'd.) (2 Rcq'd.)RETAINER =404 WOODRUFFBEAR NO
KEY

(3 Rcq'd )

Cup Pi

641 - 005
RETAINER

1 4 - 20 » 5
SCREW

699 - 162
FLT. HD MACH. SPACER

1400-140 DRIVE SHAFT
LEFT SHIFTER ARM ASSEMBLY GEAR

346 - 053 CONSISTS OF.
GASKET 002 - 061 ARM. SHIFTER LEFT 

556 - 248 PLATE, INDEX LEFT 
- 079 RETAINER IMPORTANT122 4 137 •641

700GEAR BOX HOUSING - 278 SHAFT, GEAR SHIFTER 
•712 - 006 SHOE, SHIFTER LEFT 

1/8 * 7/8 ROLL PIN

THE PARTS ILLUSTRATED ON
THIS PAGE ARE FOR LATHES 
SERIAL NUMBERS FROM 
140751 TO 140925

COVER

•MAY BE PURCHASED SEPARATELY



QUICK CHANGE GEAR BOX ASSEMBLY
ATTACH TO LEAD SCREW

[C». Pi.)

MOO—Ml
RIGHT SHIFTER ARM ASSEMBLY

CONSISTS OF:
IMPORTANT002 - 042 ARB, SHIFTER RIGHT 

5S4 - 249 PLATE, INDEX RIGHT 
079 RETAINER

' THE PARTS ILLUSTRATED ONI! ‘641 - .
700 - 228 SHAFT, GEAR SHIFTER 

SHOE, SHIFTER RIGHT
THIS PAGE ARE FOR LATHES
SERIAL NUMBERS FROM 

140925
•712-005

1/8 « 1/2 ROLL PIH 140200 TO1/8.7/8 ROLL PIH

•MAY BE PURCHASED SEPARATELY

;\ I
:

: ;
-V



COMPOUND AND CROSS SLIDE ASSEMBLY 
1400-1006 1400-76

CROSS SLIDE ASSEMBLY
comlits of:
1400 - 77 
704 - 049 
698 - 122 
055 - 019 
3/8 - 16

932 - 078 
WASHERI 7/16- 14 k 1-1/2 

SQ. HD. SET SCREW TOOL POST SLIDE ASST. 
CROSS SLIDE
CROSS SLIDE SWIVEL STUD 
COMPOUND SWIVEL BOLT (3) 
HEX. FULL NUT (3)OSS - 021 

COLLAR- 
BOLT f

1400-77
TOOL POST SLIDE ASSEMBLY053-027

TOOL---------
BLOCK consists of: 

1400 - 82 
1400 - 81 
1400 - 80 
DB4 - 35 
933 - 021 
932 - 111 
932 - 110 
704 - 043 
704 - 047 
696 - 161 
641 - 123 
S56 - 240 
537 - 106 
537 - 105 
345 - 041 
233 - 020 
044 - 028

TOOL SLIDE SCREW ASSY. 
TOOL SLIDE HUB ASSY. 
HANDWHEEL ASSY.
OILER
FIBER WASHER 
WAVE WASHER 
WASHER
TOOL POST SLIDE 
COMPOUND SLIDE 
GIB SCREW 
RETAINER 
PLATE (4)

1400-80
HANDWHEEL ASSEMBLY

consisls of:
388 - 025 
381 -062 
5/16 - 18* 1.3/4

704 - 048 
TOOL POST 

SLIDE
053 - 026

TEE
BLOCK1/4 - 20 x 3/4 

SOC. CAP SCREW 
(2 Req'd.)

TOOL SLIDE HANDWHEEL 
HANDLE (2)
SOC. SET SCREW (2)

NUT
1400 - 81 

TOOL SLIDE
GIB ADJUSTMENT NUT
GIB932 - 110 

WASHER HUB TOOL FEED DIAL 
THRUST BEARING (2) 
WOODRUFF KEY 
ESNA NUT

ASSEMBLY
4404
1/2 - 20jo
5/16 - 18 x 3/8 SOC.932 - 111 

WAVE 
WASHER

5CREW (2)1/4-20*3/4 SOC.<
3/8 - 16 HEX.-021

3ER
696 - 161933 537 - 106

FULLFIB GIB TOOL POST
WASHER SCREW SLIDE NUT

ho
537 - 105
GIB NUT>404 WOODRUFF ‘COMPOUND SLIDEi KEY

641 123
D44 - 028RETAINER
THRUST

233 1 020 
TOOL FEED

3EARING 5/16 - 18 x 3/8
SOC. SET SCREW1/2-20

ESNA
DIAL (Cup P».)

1400 1 80 
HANDWHEEL 

ASSEMBLY

NUT

TOOL SLIDE SCREW
ASSEMBLYPLATE

CROSS SLIDE SWIVEL

GIB

THIS PAGE DOES NOT APPLY TO 
POWER FEED TURRET LATHES.

345 - 040 
CROSS SLIDEIMPORTANT

GIBTHE PARTS ILLUSTRATED ON
THIS PAGE ARE FOR LATHES 
SERIAL NUMBERS FROM 
140200 TO

\
055 - 019

COMPOUND140925 SWIVEL BOLT
537 - 105 
GIB NUT

(3 Req'd.)

SCREW

CROSS SLIDE

8 NUT



i CARRIAGE SADDLE ASSEMBLY 
1400-1005

!.

IMPORTAKT:
PARTS IN RED ONLY FOR LATHES 
WITH TAPER ATTACHMENTS.

j

;
IFEMALE SPLINE

SCREW
(4 Rm d.)

696 - 167 
MALE SPLINE 

SCREW

1400-78
CROSS SLIDE HANDWHEEL ASSEMBLY

FELT WIPER
coniiit* of:

I368 - 024 
361 - 061 
3/8 - 16 « 3-1/4 

16 » 1/2

HANDWHEEL
HANDLE
SOC. CAP SCREW 
SOC. SET SCREWV8 - FELT WIPER

(2 R.q'd.)

932- 110
SOC. HD CAP SCREWWASHER

GO
932 - 111

WAVE
719 - 007 

CARRIAGE
washer ;

CROSS SLIDE

PLATE 699 - 169 
SPACER-(4 Rtq’d.)

1400 - 79
CROSS FEED HUB |ASSEMBLY

041 - 318 
LEFT FRONT 

GIB BRACKET(Fit

HANDLE ;
is®8*

933 - 022
FIBER ,WASHER

'3/8 - 
SOC HD CAP

16 « 3. 1/4
SCR CW IMPORTANT

CROSS SLIDE THE PARTS ILLUSTRATED ONHANDWHEEL
THIS PAGE ARE FOR LATHES
SERIAL NUMBERS FROM
140200 TO 140925



APRON ASSEMBLY 
1400-1003 (Includes Page 15)

641 - 080 
RETAINER

939 - on 
BRONZE 
WASHERN

932 - 101 
LOCK 

WASHER

345 - 038 
SPLIT NUT043 - 009 

BEARING
057 - 009

STEEL BALL------ ©
(6 RtqM.)

1400-67
COMPOUND GEAR SLIP CLUTCH

341 - 260 
GEAR

ASSEMBLYr404 WOODRUFF 700 - 231
ceniifli of;SHAFT
1400 - 68 GEAR ASSY1400-72

APRONCOVER AND PLUNGER 
ASSEMBLY

932 - 101 LOCK WASHER
939 - 013 

WASHER
S56 - 252 CLUTCH PLATE (2)
537 - 065 LOCK NUT
341 - 263 GEAR

consists of:
702 - 127 
122 - 133 
049 - 050

057 - 009 STEEL BALL (6}RETAINER
PLUNGER SLEEVE 
APRON COVER 
BUSHING (2) HANDWHEEL

SHAFT
049 - 050 
BUSHING

005 - Oil
APRON

Q - 380
THRUST WASHER

Si x 5/16 P.K.
641 - 084 DRIVE SCREW

RETAINER641 - 084 
RETAINER

233 - 018
Q - 380 
THRUST 

WASHER

556 - 250 
FEED PLATE

THREAD 700 - 230 ;!SHAFT

WASHtKSOC. SET SC
C - 391 

OIL FILLER 
PLUG

702 - 128 
FEED CONTROL 

SLEEVE

(Dog. Pi.) (S*ll Lock)
(3 Req’d.)

1400 4 63
GEAR W/BUSHING 

ASSEMBLY
562 - 105 1400 4 166/ SAFETY THREAD

1400 - 62
GEAR W/BUSHING 

ASSEMBLY 
(60-T)

DIAL
HOUSING122^133

APRON
COVER

ASSEMBLY
Q4* 341 - 259

GEAR 5/16 - 18 2-1/4 
SOC. HD. CAP(32-T)562 SET SCREWRETAINER ASSEMBLY SCREW697 - 063 PIN 1/4-20 x 1/4(Full Dog Pi.)562 - 104 (33-T)SPRING SOC. SET SCREWLOCK-OUT

939 -i 013 (C«? Pi'
BRONZE
WASHER DRAIN

ROLL PIN PLUG SOC SET SCREW 
(Dog. Pt.) 

(S.lf Lock)

641 - 053 
RETAINERt$ - 32 x 3/16 

SOC. SET SCREW
700 - 234

SHAFT
567 - 041(Dog Pi.) Q

18 - 1045 049 - 120'•O” RING(Self Lock)PIN BUSHING
1400s'- 60 

SCROLL & PIN 
ASSEMBLY

1400 - 61
trlO -'24 x 3/4 NUB 8. PIN 452 - 038 

SHIFT LEVER
1/8x1 

ROLL PINSOC. SET SCREW ASSEMBLY
(Dog Pi.) (HYLOCK) "-452 - 038 

SHIFT LEVER
INDEX SCREW

ASSEMBLY

1400-65
FEED DIRECTION SHAFT 

ASSEMBLY

IDLER GEAR
3/8 - 16 x 3/8 W/BUSHING

SOC. SET SCREW assembly
1/4 - 20 x 3/16 

SOC. SET SCREW 
(Cup Pr.)

(Fli. Pi.)
contitu of: 
18 - 1045 
18 - 1033 
700 - 234 
567 - 041 
441 - 078 
1/8 x 1-1/2
V8-32 x 3/16

!PIN
KEYIMPORTANT 700 - 232•■O" RING SHAFT 
"O" RING 
KWOB 
ROLL PIN 

SOC. SET SCREW 
(Dog Pi.) <S»H Lock)

SHAFTTHE PARTS ILLUSTRATED ON
THIS PAGE ARE FOR LATHES 
SERIAL NUMBERS FROM 
140200 TO

641 - 053 
RETAINER

140925 BRONZE WASHER

3/8 - 16 x 3-1/4 
SOC. HD. CAP SCREW

HEX. NUT
(Conolock)i HANDWHEEL

i



057 - 009
q----- STEEL BALL

(6 R*tTd.)

537 - 065 
LOCK HUT

1400-66
PINION SHAFT GEAR SLIP CLUTCH 

ASSEMBLY
I

641 -005 coafltts of:
RETAINER 932 - 101 LOCK WASHER

556 - 252 CLUTCH PLATE (4)
537 - 065 LOCK NUT
382 - 070 HUB
341 - 267 GEAR
057 - 009 STEEL BALL (6)

1/4 - 20 * 1/2 B01 - 18
SOC. HD. CAP SCREW BEARINGWASHER 1404 WOODRUFF(8 R«'d.)

702 - 1Z7 
PLUNGER 
SLEEVE

18 - 1073
OIL LEVEL

“0" RING049 - 121

1400-64
FEED DIRECTION SLEEVE 

ASSEMBLY
COAtlltl of’
Q - 384 
703 - 129 SLEEVE 
699 - 165 SPACER (2) 
641 - 084 RETAINER 
341 - 265 GEAR (2) 
043 - 038 BEARING

3/8 * 5/8
GEARDOWEL PIN

(2 Roq'd.) GASKET 1/4 - 2D * 5/8
SOC. HD. CAP SCREWCJ1

NOTE: Fo» Food Rod Support Broclcot on 48"
Cont.r Loth** Only. S*. BED ASSEMBLY Pag* 2 ■

*404 WOOORUFF
932 - 107 KEY
THRUST

341 - 265 
FES) DIRECTION 

GEAR 
(20-T)

699 - 165WASHER
SPACER

702 - 129
SLEEVE

RETAIttR :049 i 121 346 - 054 SPACER
BUSHING GASKET

567 - 063 
"O" RING BEARING

5/16 - 18 * 3/4 0
OSOC. HD. CAP SCREW 5/1 * 18 HEX 

LOCK NUT(2 R*<i*d.)
381 - 059 041 - 323
HANDLE ROD BRACKET

1/4 1
O

IMPORTANT20* 1/2
FLT. HD. MACH. SCREW THE PARTS ILLUSTRATED ON 

THIS PAGE ARE FOR LATHES 
SERIAL NUMBERS FROM 
140200 TO 140925

:(4 Rtq'd.)
(Und.r Cut Hd.)

COVER PLATE
RETAINER

041 - 259 
CLUTCH 
BRACKET



TAILSTOCK ASSEMBLY 381 - 057
HANDLE1400-1007

1400 - 87
TAILSTOCK ECCENTRIC

ASSEMBLY
consists of:

HOLE (TAILSTOCK CLAMP)381 - 060 HAN 
381 - 059 HANDLE
Z71 - 008 ECCENTRIC 
3/16*1 ROLL PIN

1400 - 93 
TAILSTOCK BASE 

ASSEMBLY y 16 - 18 * 5/8 
S0C. SET SCREW— 

(Don Pi.)consists of:
TAILSTOCK831 - 007 

050 - 077
3/8 - 16 * 2-3/4 SOC. CAP SCREW (2)

BASE

09

3/8 - 24 « 2-3/4 
SOC.CAP SCREW 

(2 R.q'd.)

3/8 - 16 * 3-1/4 
(UNC - 3A)

1400 - 89
iHANDWHEEL ASSEMBLY

consists of: 
388 - 023 HAN0WHEEL
331 - 061 HANDLE
3/8 - 16 * 3/8 SOC. SET SCREW 
3/8-16*3-1/4 SOC. CAP SCREW

388
381

THIS PAGE DOES NOT APPLY TO
POWER FEED TURRET LATHES.

IMPORTANT
THE PARTS ILLUSTRATED ONNOTE'

(2 REQ'D.)
THIS PAGE ARE FOR LATHESORDER 1400-93 TAILSTOCK AND
SERIAL NUMBERS FROMBASE FITTED 140750140200 TO

s



TAILSTOCK ASSEMBLY 
1400-88

1400-87
TAILSTOCK ECCENTRIC 

ASSEMBLY
1400-95

ECCENTRIC HANDLE 
ASSEMBLY

381 - 057 
HANDLE 381 - 059 

HANDLE
CONSISTS OF:

381 • 060 HANDLE, TAILSTOCK CLAMP 
381 - 059 HANDLE 
271 - 008 ECCENTRIC,
3/16* 1 ROLL PIN

CONSISTS OF:
381 - 058 HANDLE, RAM LOCK 
381 -057 HANDLE 
271 - 007 ECCENTR 
1/8 *5/8 ROLL Pit

TAILSTOCK CLAMP
381 - 058 
HANDLE, 

RAM LOCK
RAM LOCK1IC,

381 • 060
HANDLE. TAILSTOCK271 - 007 

ECCENTRl 
RAM LOC

DB4 - 35 
OILER. BALL 1C, 1/8 * 5/8 

ROLL PIN

7350
271 - 008CENTER, LATHE

ECCENTRIC, 
CLATAILSTOCK MP

35
OILER, BALL

110-32*7/8
SOC. HD. CAP

SCREW 
(3 REQ'D) 1400 - 89

1400-93 HANDWHEEL ASSEMBLY
TAILSTOCK BASE

CONSISTS OF:ASSEMBLY 388 - 023 HANDWHEEL
DLE, HANDWHEEL

CONSISTS OF: 5/16 - 18 * 5/8831 - 007 TAILSTOCK SOC. SET SCREW050 - 077 BASE 
3/8 - 16 * 2-3/4 (DOG PT.)SOC. HD CAP (SELF LOCK)SCREW (2)

1/2-20 CONE
LOCK NUT I

P KEY. RAM |3/8 - 24 * 2-3/4
SOC. CAP SCREW

(2 REQ’D)

!
3/8 - 16 * 3-1/4

SOC. CAP SCREW

::
1/2 PLAIN
WASHER ANDWHEELHANDLE,

I

#8 • 32 * 5/8
THIS PAGE DOES NOT APPLY TOTAPPINGSELF, 1 

SCREW 
(4 REQ’D)

1400 - 91 POWER FEED TURRET LATHES.TAILSTOCK126 - 068 LOCK STUD126 - 068 IMP,
TOCK

CLA IAL NUMBERSSERI
1407

MACHINES WITHNOTE: INCLUDES ,
140740, 140742, 140743 AND 140744. 
USE FOR MACHINE 140751 AND UP.

ASS’YCLAMP, TAILSTAILSTTAILSTOCK

<&>
IMPORTANTNOTE:1/2-20 CONE

ORDER 1400-93 TAILSTOCK THE PARTS ILLUSTRATEDON 
THIS PAGE ARE FOR N/C LATHES 

NUMBERS FROM

LOCK HUT
AMO BASE FITTED.

g LSTOCK
SERIALD>

1409251407 51 TO



1/2-13. 
HEX NUT

9-683 . 
WASHER

3/8-24 x 1 696-172
SCREW, COLLARSOC. SET SCREW 7308 DOUBLE TOOL(CUP PT.,) 6 Req'd)

CROSS SLIDE3/8 - 24 x 1
SOC. SET SCREW. 053-031

(CUP PT.. 5 Req’d) BLOCK, FRONT PARTS LIST
TOOL

1/2 -13
HEX JAM NUT 

(4 Req'd)050-072
BASE, TOOL fPOST

053-026
BLOCK "T”

053-032 
BLOCK, REAR 

TOOL

1/2-137308 -10 
“T” BOLT 

SCREW ASSY.

HEX JAM NUT
(4 Req’d)

050-079
BASE, FRONT 
TOOL BLOCK

442-034 
KEY, TOOL 
POST BASE

055-015 
BOLT “T”

£10 - 24 x 1/2
FLAT HD. MACH.05

SCREW
£10-24 x 1/2 (2 Req’d)

FLAT HD. MACH. :055-015SCREW
BOLT "T”(2 Req’d) (4 Req'd)1/4-20 x 1-1/4

SOCHD. CAP
SCREW

PLATE, SERIAL

704-051 
SLIDE. CROSS

696- 161
SCREW, GIB ;ADJUSTING

537-105
NUT. GIB

*8-32x3/16
SOC. SET SCREW

(CUP PT)
557-028

PLUG, MICRO
FEED DIAL

IMPORTANT

THE PARTS ILLUSTRATED ON 
THIS PAGE ARE FOR DOUBLE 
TOOL CROSS SLIDE ATTACH
MENTS SERIAL No. 730800

GIB, CROSS 
SLIDE

CUP. MICRO 
FEED DIAL 

(1 SET OF 4)g



7311 POWER FEED BED TURRETS127 - 025 
CAP, TURRET- 

HEAD
3/4 - 16 HEX 

JAM NUT (ESNA) INCLUDES PAGE 16.Cii

i 5/8 - 18 HEX#606 WOODRUFF FULL NUT 
(6 REQ’D)KEY <=>932-046 

WASHER ' 0I 932 - 078
-I,____ -—- WASHER

(6 REQ’D)
557 - 011 

POST, TURRET \ oCl 2 - 21 
GEAR (15-T) 937 - 020

1/8 SOC. SCREW WRENCH - 
937 - 026

5/16 SOC. SCREW WRENCH -----

696 - 096 
STUD, TOOL 
SHANK LOCK 

(6 REQ’D)
1/8 x 1 — 

ROLL PIN

720 - 013 
SHIELD. FRONT

537 - 008 
~ DRIVE 
-HAFT

NUT,
SII 939 - 011

WA5HER, THRUST
i 422 - 008 

INSERT, TURRET 
(5 REQ’D)

i i 641 - 097I RETAINER,310 - 24 x 3/8 ^ 
FLT. HD. MACH. 

SCREW 
(2 REQ’D)

FEED STOP 1/4 - 20 x 1/4
RET SOC. SET SCREW 

(6 REQ’D)720 - 009
(1 REQ'D)SHIELD, CHIP 557 - 054 

PLUG, SETOILER (3 REQ'D)
049 - 082 
BUSHING,

SCREW
(6 REQ’D )

TURRET LOCK 
PIN (6 REQ’D)

1/4 - 20 x 1/4 
SOC. SETSCREW 

(CUP PT„ 2 REQ’D)704 - 043O
SLIDE, TURRET

O

\ 049 - SCREW , FEED 
STOP (6 REQ’D)BUSHING

5/16 x 3/4 TURRET SLIDE
ROLL PIN 
(2 REQ'D) 3604 WOODRUFF

«^KEY556 - 100 9’- 124SCREW 
(2 REQ’D)PLATE, TURRET

IASSDRIVE

1/8 x 1
03 ROLL, PIN
bo

----  556 - 186
PLATE, TURRET 

SLID
12 RE(TD)

641 - 084
RETAINER(4 REQ'D)

LEVER PIVOT

345 - 035562 - 036 GIB, TAPER 
J2 REQ'D)PIN, INDEX

CAM
CAM, INDEX

697 - 023
SPRING

INDEX CAM

SCREW, TAPER
GIB (2 REQ'D)

! 562 - 093; PIN. STOP SCREW

696 - 023
SCREW, LOCK

IMPORTANT

THE PARTS ILLUSTRATED ON 381 - 016
THIS PAGE ARE FOR TURRETS HANDLE

SERIAL NUMBERS FROMs 730200 TO 140925i



1/8 >1
ROLL PIN

LEV FT

700 - 245
SHAFT, KICK OUT

PLATE, COVER

1/4-20* 1/2 
FLATHEAD SCREW

(4 REQ'D)
1/4-20 * 2-3/8 

SOC. CAP SCREW CASKET. COVER(4 REQ’D)

— 699 - 155 
SPACER, TUMIBLER

BRACKET

1/4 - 20 * S/8 
SOC. HD. CAP

CREW

BUSHING ASSY

IMPORTANT
RETAINER, RING THE PARTS ILLUSTRATED ON

THIS PAGE ARE FOR TURRETS
SERIAL NUMBERS FROM

140925730200 TO
EW



INSTRUCTIONS and PARTS NO.7300
TELESCOPIC TAPER 

ATTACHMENTmCLAUSINGi
for

CLAUSING CORPORATION 
KALAMAZOO, MICHIGAN 49001 1400 SERIES CLAUSING 14" LATHES

JAN. 1971 FILE NO. 7300

INSTALLATION
5. Remove nut halves and adjusting wedge from 

cross slide and thread them on female spline as 
shown in figure 2.1. Use grease solvent to 

ing from unpainted surfaces.
2. Using handwheel (B, figure 1) move cross slide 

to rear of lathe until the adjusting nuts on 
underside of cross slide have turned complete
ly off cross slide screw.

remove rust-proof coat-

77

(Figure 2)

Reinstall nuts (with assembled spline screw) 
on cross slide. Reach under the saddle and 
hold the adjusting wedge up toward the saddle 
while tightening capscrews; tighten screws 
snugly. Start set screw (A, figure 2) but do not 
tighten.(Figure 1)

3. Remove nut (A), pull handwheel (B) off cross 
slide screw and remove woodruff key.

4. Remove two screws from cross feed hub (C) 
and remove cross slide screw from saddle.

7. Move cross slide until end is aligned with 
edge of saddle as shown in figure 3.

17300

■aHMMmm



11. Install bed clamp (C) on lathe bed and on shaft 
as shown in figure 5.

NOTE: Spline screw should extend approximately 
4-1/2 inches out from cross slide - turn 
screw in or out of cross slide accordingly.

12. Remove cross feed hub, bearings, thrust plates 
and gear from cross slide screw removed 
from lathe in step 5. Assemble the parts on 
taper attachment male spline screw as shown in 
figure 6.

S':':

HUB !KEY
GEAR

fx 1
*

WN#(Figure 3)

8. Align hole in taper attachment housing (A) with 
slide hub. (B). Lift the housing up (two man op
eration) and attach to saddle with screws (C).

BEARING WITH PLATES

(Figure 6)
9. Make sure attachment is parallel with bed ways 

-mount a dial indicator as shown in figure 4 
and move carriage back and forth. Readings 
should be identical at both ends of the slide. 
If not, adjust support bracket (A) untiI readings 
are identical; tighten screws (B) securely.

13. Slide assembled spline screw into carriage and 
turn until splines mesh with female screw. 
Push screw all the way in and secure with two 
socket head capscrews.

14. Install handwheel and nut. Tighten the nut 
slowly until handwheel backlash is at a min
imum. DO NOT overtighten the nut.

15. Slightly loosen capscrew (D, figure 5); slowly 
tighten set screw (E) while turning cross slide 
handwheel back and forth until cross slide screw 
backlash is eliminated.

FINDING TAPER PER FOOT

Taper per foot is the difference between the dia
meters of two ends of a tapered piece of work, ex
pressed in inches per foot of length. Taper per foot 
is determined as follows:

Assume a piece of stock has a diameter of 3-1/4” 
at one end, 2-1/2” at the other, and is 8” long.

Taper per foot (in inches) = 12 (3-1/4 - 2-1/2)

(Figure 4)

10. Thread bed clamp shaft (B, figure 5)-into trunion

8

Taper per foot (in inches) = 12 x . 750 = 1.125
8

Set the taper slide on the 1-1/8 graduation mark to 
right of left of zer, depending upon which way the 
taper is cut.

2 7300
(Figure 5)



OPERATIONBORING TAPER
CHUCK JAW 1. Mount work in the lathe; whenever possible the 

cut should be made as shown in figure 7 for bor
ing taper and figure 8 for turning taper.

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

3. Lathe cross slide and taper slide should move 
freely, but with no up or down play. Adjust the 
tension with the gib screws in the cross slide 
and support bracket.

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

5. Move the carriage by hand to make sure there is 
sufficient travel to complete the taper cut. If 
there isn’t, adjust the compound rest, move the 
carriage or the taper attachment to a different 
position.

6. Set the taper si ide to taperdesired — graduations 
on left end are marked in degrees (graduations 
indicate included angle)-the right end in inches 
per foot.

7. To set the attachment for taper desired;

A. Loosen the two lock screws (A, figure 9) on 
each end of taper si ide.

B. Turn taper adjusting screw (B) to taper de
sired.

C. Tighten the two taper slide lock screws (A).
D. Be sure clamp bracket (C) is locked to lathe 

bed.

8. Engage feed with tool approximately 1” away 
from beginning of cut to be sure backlash is re
moved before tool commences to cut.

CAUTION: WHEN TAPER ATTACHMENT IS NOT 
IN USE, LOOSEN CLAMP (C) SO IT 
WILL SLIDE FREELY ALONG LATHE 
BED WITH THE MOVEMENT OF THE 
CARRIAGE.

WORK PIECEe4M.

.---------- RETURN TOOL TO DIAL
1 READING AND ENGAGE FEED

BORING 1BAR r-,
U FEED FEED BORING BAR

$
RETURN TOOL BEYOND END OF WORK 

AND ADVANCE TO DIAL READING AND 
ENGAGE FEED

(Figure 7)

TURNING TAPER
CHUCK JAW

CENTERWORK PIECE

FEED FEED

TOOL BIT
ADVANCE TOOL BEYOND END 

OF WORK AND RETURN TO DIAL 
READING AND ENGAGE FEED

ADVANCE TOOL TO DIAL 
READING AND ENGAGE FEED

(Figure 8)

r
■

(Figure 9)

37300



7300 TAPER ATTACHMENT 
PARTS LIST

ORDERING INFORMATION
IMPORTANT — The following Information must be 
furnished on all repoir port order*.

1. Quantity Required
2. Port Number and Port Name
3. Model No. and Serial No. of Taper Attachment

1/4-20 *3/4 
SOC. SET SCREW 

(Cup Pt.) (Self. Lock)386-103
HOUSING

TA-125 
SQ. HD. SCREW 

(2 Roq'd.)
557 - 054 
- PLUG--1

JAbore plate located on 556 - 260 plate.
We reserve the right to make changes in design and 
specifications without notice.

CD
696-167 

MALE SPLINE 
SCREW

■345 - 043
IGIBr #10-24 * 1/2 

HDLESS. SET SCREW 
-<ia&_(Dog Pt.) (Self. Lock) 

(3 Req'd.)
DB4-35

1/16 * 3/8OILER
GROOVE 123-101

044 - 028 T-5LOT CLAMP
THRUST NUT
BEARING (2 Req’d.)
(2 Req'd.) CENTER SLIDE

ESNA NUT

FEMALE SPLINE

-Pfc 7300-13 ADJUSTING7/16-14 * 1-1/4
TAPER SLIDE NUTSOC. HD. CAP SCREWHUB (2 Req’d.)ASSEMBLY

(Includes DB4-35 Oilor)
I

696 - 066 
LOCK SCREW

041-328
SUPPORT
BRACKET

CENTER SLIDE
TRUNNION

BED CLAMP126 - 072 
UPPER CLAMP SHAFT (2 Req’d.)

3/8-16 * 6-1/2
SOC. HD. CAP SCREW

(2 Req’d.)

126 - 052 
LOWER' 
CLAMP

1/2 PLAIN 
WASHER 

(2 Req’d.)1/2-20 
ESNA NUT

IMPORTANT
3/8 - 16 * 1

THE PARTS ILLUSTRATED ON 
THIS PAGE ARE FOR TAPER 
ATTACHMENTS SERIAL NO.

730000

MOOEL & SERIAL NO. 
PLATE

HD. CAP SCREW 
(2 Req’d.)1/4-20 * 3/4 

SOC. SETSCREW 
(FULL DOG-SELF LOCK)

556-260
PLATE

i



INSTRUCTIONS NO. 7301 

STEADY REST
d PARTSa n

CLAUSING for
1400 SERIES CLAUSING 

14” LATHES
CLAUSING CORPORATION 

KALAMAZOO, MICHIGAN 49001

JAN. 1971 FILE NO. 7301 -1

MOUNTING INSTRUCTIONS

Work less than 3/4” diameter, and machined more than 5 or 6 inches away from headstock, should be sup
ported by the steady rest.

The base clamps to the bed ways - the adjustable jaws form a bearing for, and hold the work in exact posi
tion. Two sets are furnished - one has replaceable brass jaws; the other, anti - friction roller jaws to mini- 
imize scoring of machined materials.

Accurate positioning of the jaws to the work is important. The jaws must form a true bearing for the work, 
allowing it to turn freely, but without play. The following method is recommended. - Clean the bed ways, 
With the work trued in the lathe, clamp the steady rest to lathe bed, close to headstock. Adjust bottom two 
jaws to just touch the work. Then, with a strip of paper between the work and the jaw, turn the top jaw 
down until there is a slight drag on the paper as it is removed. After all three jaws have been properly ad
justed, slide the steady rest near the point where the work is to be machined and clamp it to the bed. For 
jobs requiring maximum accuracy, check trueness of work with a dial indicator before adjusting the

jaws.

Apply plenty of lubricant on the work at the point of bearing with the jaws,during the cutting operation. 
Hinged top permits inserting and removing work without disturbing jaw setting.

the result of the top jaw being clamped too tightly, or lack of oil - chatter, by the topScoring is usually 
ram being too loose.

1
7301

■■a



a 7301 STEADY REST 
PARTS LIST

2
702 - 133 

RAJ* SLEEVE 
(3 Req'd.)

7301-11
KNOB ASSEMBLY3/32 x 1/4 

ROLL PIN 
(6 Req'd.)

consists of:
647 - 009 

SLIDE RAM
698 - 131 
441 - 080 
3/16 x 7/8

RAM STUD 
RAM KNOB 
ROLL PIN

7301-12
SLIDE RAM ASSEMBLY 

(BRASS TIP)

(3 Req’d.)
562 - 113
RAM TIP
(3 Req'd.)

consists of:
7301-10

ROLLER RAM ASSEMBLY
consists of:
702 - 133 
647 - 008 
562 - 112 
064 - 012 
* 8-32x3/16 
3/32 x 1/4

702 - 133 
647 - 009 
562 - 113 
3/32 x 1/4

RAM SLEEVE 
SLIDE RAM 
SLIDE RAM TIP 
ROLL PIN (2)

RAM SLEEVE 
ROLLER RAM 
ROLLER RAM PIN 
BALL BEARING 
SOC. SET SCREW 
ROLL PIN (2)

3/16 x 7/8
ROLL PIN
(3 Req'd.)

441 1 080698 - 131
RAM KNOBRAM STUD
(3 Req'd.)(3 Req'd.)

384 - 012
HINGE

055 - 027
COLLAR BOLT

932 - 0123/8 x 1-1/2KO WASHERDOWEL PIN

537 - 109

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

(Full Dog Pt.) (Self. Lock) 
^ (6 Req'd.)

064 - 012
BEARING
(3 Req'd.)

698 - 131
RAM STUD
(3 Req’d.) 3/16 - 7/8 

ROLL PIN 
(3 Req'd.)

698 - 132 
STUD - 1/2 PLAIN

WASHER

441 - 080 
RAM KNOB 
(3 Req'd.)

702- 133
RAM SLEEVE

(3 Req'd.)



NO. 7308 

DOUBLE TOOL 

CROSS SLIDE

INSTRUCTIONS and PARTS

CLAUSING
for

CLAUSING CORPORATION 
KALAMAZOO, MICHIGAN 49001

1400 SERIES CLAUSING 
14” LATHES

DECEMBER, 1970 FILE NO. 7308-1

I

SL

F igure 2F igure 1

10. Clean and oil saddle and cross slide dovetails.1. Remove nut (A, figure 1).

11. Position new gib on saddle dovetail, slide the cross 
si ide onto saddle.

2. Remove handwheel (B) with assembled feed dial and 
woodruff key from cross slide screw.

12. Install gib adjusting screw—be sure flange on screw 
is in slot in the gib. Install gib nut (F, figure 2). Do 
not tighten gib screw or nut.

3. Using snap ring pliers remove ring which retains 
feed dial on handwheel; remove dial andcross 

washers.

13. Move cross slide until holes for screws (D and E) are 
aligned with the holes in cross slide nuts (on cross 
slide screw).

4. Install new micro feed dial on handwheel, 
with brass plug and #8 set screw furnished.

secure

5. Reinstall woodruff key in cross slide screw and 
handwheel (A, figure 2).

6. Install nut (B) and tighten slowly while turning hand- 
wheel (A) back and forth until backlash in handwheel

minimum. DO NOT overtighten the nut.

14. Install two 1/4 x 1-1/4 socket cap screws (D and E). 
Reach under the saddle and hold the adjusting wedge 
up toward the saddle while tightening cap screws; 
tighten screws snugly.

is at a
15. Slightly loosen cap screw (D) and start the 1/4 x 

3/4 set screw (C) - tighten slowly while turning 
handwheel (A) back and forth until backlash is at a 
minimum.

and back gib screw (E) out of cross7. Loosen gib nut
slide thus freeing the gib (figure 1).

cross slide to rear ofhandwheel (B) move
slide nut and adjusting wedge are

8. Using
lathe until the 
clear of the saddle _ do not turn nuts oH the cross

si ide screw.

16. Adjust gib by turning adjustment screw until a slight 
drag is felt as the slide is moved; tighten the gib 
nut.

head screws (C) and set screw (D); 
si ide off rear of saddle.

socket9. Remove
si ide the cross PRINTED IN U.S.A.1

7308



A 7308 DOUBLE TOOL CROSS SLIDE 
PARTS LIST 3/8 - 24 x 1 

SOC.SET SCREW 
(Cup P».)
(6 Req'd.)

REAR TOOL

7308 - 10 
‘T* BOLT SCREW 

ASSEMBLY696 - 172 
COLLAR - 
SCREW

442 -034 
TOOL POST 

BASE KEY

1/2 * 13 
HEX.JAM7308-10 

T BOLT SCREW 
ASSEMBLY

NUT
3/8 - 24 * 1 

SOC. SET SCREW 
(Cup Pr.)
(5 Req'd.)

(4 Req'd.)

/consist* of:
696 - 171 
537 - 078

T BOLT SCREW 
V BOLT NUT & o

-t
*10 - 24 x 1/2 

FLAT HD.MACH.SCREW 
(2 Req'd.)

——"1 HEX. JAM128-010 ^
MICRO FEED fg?

DIAL CLIP

i NUT053 - 031 
FRONT TOOL (4 Req’d.) O

BLOCK(Includes 1 of 4)

050 072233 - 022*8 - 32 x 3/16
TOOL POSTMICRO FEEDSOC.SET SCREW

—
(Cup Pt.) BASE053 - 029DIAL

■T1 BLOCK
557 - 028

MICRO FEED DIAL
050 - 079PLUG

055 - 015
T’ BOLT
(4 Req’d.)

ro

1/4 - 20 * 1-1/4 
SOC.HD.CAP SCREW 

(2 Req'd.)

556 - 231
MODEL & SERIAL NO.

PLATE

CROSS SLIDE
GIB DB4 - 35 »2 x 3/16 P.K

OILER DRIVE SCREW
(4 Req'd.) (2 Req'd.)

696 - 161IMPORTANT
GIB ADJUSTING

THE PARTS ILLUSTRATED ON
THISPAGE ARE FORDOUBLE 
TOOL CROSS SLIDE ATTACH
MENTS SERIAL NO. 730800

537 - 105 SCREW
GIB NUT



NO. 7309 & 7310 

BED TURRETS
INSTRUCTIONS and PARTS

]CLAUSING for

CLAUSING CORPORATION 
KALAMAZOO, MICHIGAN 49001

1400 SERIES CLAUSING LATHES

TO'
LO

OL SHANK 
ICK STUDS

TURRET
HEAD FILE NO. 73091971

STOP
SCREWS

OILER

TURRET
BASE

TURRET

CONTROL
LEVERSOCKETCLAMP

CAP SCREWS

TAPER GIB MODEL & SERIAL
ADJUSTING NUMBER

NOTE: SCREW PLATE

CONTROLBed turret must be fitted to lathe before boring tool 
shank holes - see FITTING THE TURRET.

WHEEL

PREPARING THE LATHE

Loosen bed clamp nut and slide tailstock off end of 
lathe bed.

1.
6. Remove turret and check base for good bearing. Blue

ing will indicate high spots if any on turret bearing 
pads.

Move carriage toward tailstock end of lathe to provide 
sufficient space for turret.

Wipe the bed ways clean of oil, chips and dirt — re
move
IMPORTANT:
lathe bed must be level before installing the turret 
and boring the tool shank holes. Use a sensitive 
machinist level and take readings parallel and, at 
right angles to the lathe bed at the headstock and 
tailstock ends — refer to 6900 Series INSTRUCTION 
AND PARTS MANUAL.

2.

3. -3 3**1any marks with a fine emery cloth or hone.
To assure accurate performance, the

* mu
3 LMtinitJTT

, mump
BlllllllfTTTTT

a |
FITTING THE TURRET

F igure 1

turret and bag from shipping box. Bag con-Remove
tains 4 control levers, 6 tool shank studs, speed 

socket set screw wrench, 6 nylon plugs, 2

1.

wrenc h, 
clamping plates. 7. Scrape high spots just enough to remove blueing - 

then place turret back on lathe and check again as in 
steps 5 and 6. Repeat this procedure until bearing 
pads bear 3’A" as shown in figure 1.

8. Wipe bed ways and turret clean. Position turret on 
lathe and install turret bed clamps. Alternate tighten
ing clamp screws from corner to corner, keeping clamp 
pressure as equal front and back as possible. Tighten 
clamp screws just enough to keep turret in place 
under operating conditions.

clean bench with bottom of base up.Place turret on2.
solvent to clean rust proof coating fromUse a grease

all machined surfaces - wipe dry with clean cloth.
3.

i film of blueing to lathe bed ways where 
is to be positioned.

Apply a thin 
turret :
To avoid damage, have someone assist in lowering 
turret into position on lathe bed. Slide turret back 
and forth over L 
applying pressure 
rear

4.

5.

blued section and check for rock by 
on opposite corners front and

of turret base.

1
7309



CHECKING ALIGNMENT

1. Remove six stop screws at rear of turret slide.
2. Install one control lever and advance turret approxi

mately 2” or until click is heard, this allows index 
pin to "pop in" locking turret head.

CAUTION: Check to be sure turret head is locked in 
position. If turret head can't be moved, it is properly 
locked.

A

i I©

m * ¥40 e
ZLp.

i^J TA ~>W f*T ~IW

0(0) 0 Figure 3
1

5. Move the turret forward on the lathe bed until the 
distance between the boring bar cutter (A fig. 3) and 
the front of the turret base is about 2Vi". In this 
location, overhang is at a minimum, and turret can 
be indexed. Lock turret to lathe bed by tightening 
clamp plates. (See 8, page 1).

6. Be sure turret head is indexed and locked in position 
before each boring operation. To check, take hold of 
head — if it can’t be moved, it is properly locked. 
Repeat this procedure each time the head is turned 
to the next station.

1 I
F igure 2

3. Mount indicator (A, Fig. 2) on front of turret head.

4. Set indicator so it bears on flat of lathe bed way.

5. With zero indicator reading, 
traverse turret slide towards 
lathe headstock. Indicator should 
read .000" to -.001" as shown 
in drawing at right.

IMPORTANT: If readings do not 
fall within .000" to -.001" remove L'so 
turret and scrape front or rear pads. P 
If a plus reading is obtained, it will 
be necessary to scrape the rear 
bearing pads. If a minus reading exceeding -.001" is 
obtained, it will be necessary to scrape the front bearing 
pads.
NOTE: If scraping is necessary to get alignment, be sure 
to re-check bearing pads as in steps 5 and 6 page 1.

6. Check lateral alignment following steps 1 through 5 
above, except, set indicator to 
bear on side of lathe bed "V" 
as shown in drawing at right.

7. To correct lateral alignment, 
remove turret and scrape oppos
ing sides of turret "V" front 
and rear in direction desired.

Figure 4

7. Place a wooden block (B, fig. 4) in front of carriage 
(C) to drive the turret slide (A).

8. Set the lathe quick change gear box for .0022" feed.

9. Bore the tool shank holes with power feed taking at 
least four cuts to bore holes to 1 diameter 
moving .020" on each of the first three cuts, and 
about .002" to .003" on the fourth or finishing cut.

10. Take roughing cut on first hole and all succeeding 
holes until all six holes are rough bored. (Starting 
hole may be indicated with a chalk mark.) Then, take 
the second roughing cut boring all six holes. Re
peat on the third roughing cut, boring out all the 
holes. Then, finish bore all six holes tol^" diameter.

11. Remove chips after each boring operation.

To obtain correct hole size, check with telescoping 
gauge.

After all six holes have been finished to size — 
clean away all chips, remove clamp screws and lift 
turret from lathe.

BORING TOOL SHANK HOLES
re-The tool shank holes must be concentric and bored to 

exact size for accurate performance. The holes have been 
rough bored to l-g" diameter and must be finished bored 
to l-j" diameter. The turret head will handle tools with 
Ij” diameter shanks. Study the following procedure before 
starting boring operation.

1. Remove turret from lathe bed and traverse carriage to 
taiIstock end of lathe.

2. Wipe turret and lathe bed ways clean. Mount turret 
back on bed ahead of carriage.

3. Make sure tool shank lock studs are NOT in the turret 
head.

4. Mount a boring bar at least ] diameter in a 4-jaw 
chuck. The bar should extend 3” maximum beyond the 
chuck jaws (the length of the holes in the turret head).

12.

13.

2 7309



14. Clean lathe bed and
Wipe bed at tailstock end 
tighten clamp plates. (See 8, page 1).

Install the 6 tool shank lock studs, 6 stop screws, 6 
nylon plugs and set

move carriage up to the headstock.
and install bed turret -

(d) Without disturbing the dial, move the carriage un
til the indicator button touches the end of the test 
bar in the turret — turret slide must be as far tack 
as possible.

(e) Now adjust the gib screws so the turret test bar is 
in alignment with chuck test bar.

15.

screws and 3 control levers.

The turret head bearings seldom require adjustment, 
however, they may be adjusted if excessive play is 
not iceab le.

7.

OPERATION AND MAINTENANCE

Six adjustable stop screws (A, Fig. 5) - one for each 
of the turret stations, are located at rear of turret 
s I ide.

1.
(a) Move the slide forward and retract to a point where 

the lock pin is disengaged from the head, head 
will spin freely in a clockwise direction.

(b) Remove head cap and use a socket wrench to 
tighten the 3/4 esna nut. The head should spin 
freely but with a slight amount of bearing drag. 
Replace cap.

CAUTION: Over-tightening will cause bearing damage and 
difficult turret operation.

■MPORTANT

KEEP YOUR BED TURRET CLEAN - oil and dirt form 
an abrasive compound which will damage bearing surfaces. 
Wipe machined surfaces with clean oily rag at frequent 
intervals.

LUBRICATION

CODE - D Daily lubricate with TEXACO WAY Lubricant 
“D” or equivalent.
®Position head as shown on plate.

Figure 5

2. To adjust, loosen lock screws (B) in ring and turn 
screws to position desired — use speed wrench, see 
figure 5. Tighten lock screws in ring.

3. Make sure turret is indexed and locked before each 
machining operation.

4. Turret slide should move freely in the turret base, but 
with no up or down play. Adjustment may be made by 
removing shim plates.

5. Should lateral play develop, correct by turning taper 
gib adjusting screws on each end of turret base.

(a) To check turret alignment refer to figure 6.
(b) Mount a 1-1/2” diameter by 7-1/2” long ground 

test bar in the turret head, and another exactly the
diameter In lathe spindle or 4-jaw chuck.

(c) Clamp a dial indicator to carriage and dial Indi
cate the side of the test bar In the chuck while 
turning the spindle by hand - reading should be 
within .001”.

ORDERING REPAIR PARTSsame

The following must be furnished when ordering parts in 
addition to quantity required.

gaag1 PART NUMBER
2 PART NAME
3 MODEL & SERIAL 

NUMBER - on 
Plate attached to 
side of turret 
base — see illustration above.

> &HEADSTOCK
TURRET

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

Figure 6
PRINTED IN U.S.A.3
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7309 & 7310 BED TURRET 
PARTS LIST

<©“DbT3S ^387-008
HEAD-------

W/BUSHING 049-082 C
I BUSHING 

161

OILER 5/8-18 HEX

© FULL NUT422--009
ERT

932-078
INS

1 3/16 * 3/4
GROOVE127-025

*2 x 3/16 P.K. 1/4-20 * 1/4TURRET CAP PIN 123-053DRIVE SCREW SOC. SET SCREWSTOP SCREWDB4-3S (2 Req’d.) 939-011P PT) 641-097 1/4-20x1/4

16
SNA NUT

932-046
"WASHER 7128-11

WRENCH
559-011 ASSEMBLY

■TURRET
POST

[10 Req’d.)
*10-24 x 3/8 

FLT. HD. MACH.
556-186720-009SCREW 

(2 Req'd 1/8CHIP SHIELD ROLL PIN
711-063 SHIM 

(.002) (4 Req'd.)

711-064 SHIM
( 003) (4 Req'd.)

562-083
INDEX PIN 697-030 5/16-24

*2 x 3/16 P.K.SPRING HEX. NUT
DRIVE SCREW 

(2 Req'd.) 556-231562-049 345-035MODEL & SERIAL NO.
PLATE

51*10-24 x 3/16 5/16 EXT. S.P.%SOC. SET SCREW WASHER(Cup Pt.) '452-020129-011
LEVER *606 WOODRUFFCAM

697-023
SPRING

1/4-20 x 3/8
SOC. SET SCREW

(Cup Pt.)

557-0 53
BUTTON PLUG

THE PARTS ILLUSTRATED ON
THIS PAGE ARE FOR TURRETS
SERIAL NUMBER 730900

(4 Req'd.)

jig



INSTRUCTIONS and PARTS 7312 &, 7313 

TRACER ATTACHMENT 

MAGNETIC ELECTRICSCLAUSING :
- '-y.yy-:-for

CLAUSING CORPORATION 
KALAMAZOO, MICHIGAN 1400 & 1500 SERIES CLAUSING LATHES49001

JULY, 1972 FILE NO. 7312-13

alO-24 * 5/8 
RD. HD. MACH. 942-060

WIRE, =14 BLACK 
, (56" LONG)
/ (3 REQ’D)

710-067 
SWITCH, 

PUSH BUTTON

SCR EW, 
(3 REQ’D)

537-052 
NUT, ELECTRI942-061 942-062 

= 14?E,
56"

WIRE, #14 BUCK RED
LONG) 041-441

(2 REQ’D) BRACKET, SWITCH

MO PLAIN 
WASHER 

(3 REQ’D)GASKET, 
SEALTITE 1/2"

=10-24 HEX. 
FULL NUT 
(3 REQ'D)

(2 REQ’D)

932-
WASHER,

(4 REQ'D) 140-051
-it. 1/2
(36” LONG)

CONDU SEALTITE

=10 PUIN 
WASHER 

(3 REQ’D)

=10 * 3/8 
RD. HD. SELF 

TAPPING SCREW 
(TYPE T 3 REQ’D)SEALTITE

BLACK 135-010
CONNECTOR.BLACK

537-052
NUT

ASSEMBLY INSTRUCTIONS

1 DISCONNECT POWER SUPPLY FROM 
UTHEL

2 DRILL (1) 1.250 DIA. HOLE TO DI
MENSIONS SHOWN.

3. DRILL (3) .156 DIA. HOLES INTO 
PANEL USING DIMENSION AND THE

TEMPUTE. ASSEMBLE 
PANEL WITH (3) 

SCREWS AND (3) WASHERS.

BRACKET AS A 
CKET ONTOBRA

CONDUIT, 1/2 SEALTITE--------
(60" LONG)-^_-Oo

4 DRILL (1) .875 DIA. HOLE TO DI
MENSIONS SHOWN.

REVERS
MAGNE
STARTER

SING
TIC »°0

& 5 ASSEMBLE CONDUIT (36" LG.) THRU 
BRACKET AND 1.250 DIA. HOLE; AS
SEMBLE CONDUIT INTO CONNECTOR 
AND ASSEMBLE CONNECTOR INTO .875 
DIA. HOLE.

MOTORTRANSFORMER

6 ASSEMBLE SWITCH ONTO BRACKET WITH 
(3) SCREWS-INTO (3) WASHERS AND (3) 
NUTS.

ASSEMBLE CONDUIT (60" LG.) THRU 
BRACKET AND INTO CONNECTOR; 
ASSEMBLE 
JUNCTION

7

CONNECTOR INTO MOTOR
BOX.

537-052
8 REFER TO WIR| 

CONNECTING A
ING DIAGRAM FOR 

WIRES.mo o5-
MOTOR

O'-YELLO* JUNCTION BOX

o-1BLUB
MOT OR

rioN
BROW
RLaCKJUNCT WHITE

BOX STAR 440 VOLTS
reo

X5-5—BBQWH
YELLOW xoWHITE

BLUE
BLACK o«
mESH 220 VOLTS

WIRING
DIAGRAM

7312-7313



INSTRUCTIONS 7312 & 7313 

TRACER ATTACHMENT 

STANDARD ELECTRICS

and PARTS

CLAUSING i1;
mforCLAUSING CORPORATION 

KALAMAZOO, MICHIGAN 49001 1400 & 1500 SERIES CLAUSING LATHES

JULY, 1972 FILE NO. 7312-13
710-097 

SWITCH, MAN 
STARTING (41 

710-107
SWITCH, MANUAL

UAL
80V)*10-24 x 5 '8 

RD. HD. MACH. 
(3 REQ'D) 041-419 

BRACKET, SW|TCHriNG
40

*10 PLAIN WASHER537 - 052
NUT, ELECTRICAL

LOCK
(3 REQ'D)346-008 

GASKET, 
5EALTITE 1/2” 

(2 REQ’D)

(2 REQ'D) 10-24 HEX. 
:ULL NUT 
(3 REQ’D)

MANUAL
STARTING
SWITCH

1401-051n sCONDUI EALTITE
LONG)

LJ L)

kL? ?
*10 PLAIN WASHER 

(3 REQ’D)

(4 REQ’D) *10 * 3/8 
RD. HD. SELF 

TAPPING SCREW 
(TYPE ’Z’ 3 REQ’D)

Tl T2 TJo o 4,
135-010

CONNECTOR.
1/2 * 90‘ SEALTITE 

(4 REQ'D)

A BLACK
B HACK

537-052 346-003 
gasket. 

SEALTITE 1/2’’

BLACK
JUNCTION BOXBLACK

BLACK

LIa L2o'
ASSEMBLY INSTRUCTIONS

1 DISCONNECT POWER SUPPLY
lathe.

2 DRILL (1) 1250 DIA. HOLE TO DI
MENSIONS SHOWN.

3 DRILL (3) .156 DIA. HOLES INTO 
PANEL USING DIMENSION AND THE 
BRACKET AS A TEMPLATE. ASSEMBLE 
BRACKET ONTO PANEL WITH (3) 
SCREWS AND (3) WASHERS.

4 ASSEMBLE CONDUIT (36” LG.) THRU 
BRACKET AND 1.250 DIA. HOLE; 
ASSEMBLE CONDUIT INTO CONNECTOR 
AND ASSEMBLE CONNECTOR ONTO 
JUNCTION BOX.

140-052O-lJUNCTION
CONDUIT, 1/2 SEALTITEBOX FROM(60” LONG)

5 ASSEMBLE SWITCH ONTO BRACKET 
WITH G) ^SCREWS-INTO (3) WASHERSRED <y-

YELLOW o1
6 ASSEMB

BRACK!
ASSf

3LE CONDUIT (60"
ET AND INTO CONNECTOR; 

CONNECTOR INTO MOTOR

LUE o* LG.) THRUMOTOR
JUNCTION

RQWW
LACK EMBLE 

JUNCTION BOX.
WHITEBOX
TAR 440 VOLTS
ED

7X>^ REFER TO WIRING DIAGRAM FOR 
CONNECTING ALL WIRES.

WHITE

o
MESH 220 VOLTS

W|
DIAGRAM

RING

7312-7313



NO. 7314 

TOOL POST 

GRINDER

INSTRUCTIONS and PARTS

CLAUSING 3Wmm
for

CLAUSING CORPORATION 
KALAMAZOO, MICHIGAN 49001

1400 SERIES CLAUSING LATHE

JANUARY 1973 FILE NO. 7314-2

illSIDE VIEW TOP VIEW

f mu $MOUNTING INSTRUCTIONS

Grinder mounts in tool post slide of compound 
clean both the grinder base and the slot before mounting. 
Loosen cap screw (A, figure 1) and mount grinder on 
slide. Fasten securely in place.

pimrest
DIAMOND DRESSER

GRINDING WHEEL
Figure 2

LUBRICATION
Bearings in grinder and motor are grease packed at time 
of assembly and need no further attention. IMPORTANT: 
Grinding dust Is a mixture of abrasive and fine particles 
of metal and can cause rapid wear. Always cover bed 
ways and cross slide during dressing or grinding opera
tions. After grinding, thoroughly clean bed ways and 
carriage dovetails, then apply plenty of clean oil.

WORK.GRINDING WHEEL

m
p)h3 GRINDING' 

y WHEEL"Figure 1
EXTERNAL GRINDING INTERNAL GRINDING

CONTROLS
(Refer to figure l)

1. Screw (B) locks grinder in any vertical direction.
2. Knob (D) regulates height of grinder. Always loosen 
screw (B) before raising or lowering grinder.
3. Adjusting screws (C) regulate belt tension.

Figure 3
OPERATING INSTRUCTIONS

For most operations, grinder spindle should be on exact 
centerline of lathe. The work must rotate in a direction 
opposite that of grinding wheel (figure 3). Rotation of 
lathe spindle must be clockwise (reverse) for external 
grinding, and counterclockwise (forward) for internal 
grind ing.

When grinding a surface parallel to lathe center line, 
set compound rest at 0 and feed carriage back and forth 
by hand or by power feed. When grinding at an angle, 
compound rest is set at the proper angle and grinder is 
fed back and forth with the compound rest feed.

External Grinding - work should be turned as close to 
the final finish size as possible before grinding opera
tion is begun - grinding is a finishing operation. With 
work and grinder in proper position, take light cuts 
across entire length of work. Use fine feed. Finishing 
cut should be less than .001 inch.

SPEEDS

Two speeds are available - 4900 and 9100 rpm. The 
slower speed is obtained by placing belt on the smaller 
step of motor pulley and the larger step of spindle 
pulley. WARNING: Never run large grinding wheels at 
the higher speed. This is for internal grinding wheels 
only.

DRESSING WHEELS

The dressing tool mounts in a holder clamped to iathe 
bed. The diamond point should be at an angle and 
slightly below center as shown in figure 2. Run wheel 

and forth, taking light cuts until diamond cuts Internal Grinding - be sure to remove external wheel 
before mounting internal grinding wheel. Take light 
cuts and feed in very slowly because of overhang of

back
evenly and has removed glazed surface from wheel. For 

finish, the grinding wheel must bea fine, accurate 
dressed before each operation. NOTE: Wheel should be 
dressed in position at which it will be used and at same

grinding wheel and arbor. After last cut, allow wheel 
to pass back and forth across work several times with
out advancing feed.rate of feed.

7314
1 Printed in U.S.A.
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7314 TOOL POST GRINDER PARTS LIST 7009-11 TOOL HOLDER POST ASS’Y. 
Consists of:

9 - 483 DIAMOND TOOL HOLDER POST 
9 - 497 DIAMOND TOOL HOLDER

It8-32 x V."
HDL’SS SET SCR 

(cp pt)

V16" -18x1'
SQ HD MACH BOLT 

(4 req'd)

V/-20 x 4" 
HEX CAP SCR

^9 .
ALLEN SET SCR T 

(cp pt)

V050-032 
MOTOR BASE

1/Vi." WASHER
(8 req'd)

049 - 031 
BUSHING 
(4 REQ'D)

*/,"-16 x 6" 
HEX CAP 

SCREW 
(for 7314)

\ WASHER
2716 MOTOR 

. (‘/« lip, V," shaft)
'l/ 9-645 / }■ 

DIAMOND TOOL L
I

^A..”-18
4»-SQ NUT 

(4 req'd)

\
0 050 - 078 

' BASE#8-32 HEX 
JAM NUTS 

(2 req'd)
10-480

PULLEY
10-467- 
SCREW 

(2 req'd)
V4"-20 x V.">/" x 1” 

GROOVE PIN 
10-468 (2 req'd)
KNOB

(2 req’d)

HDL’SS SET SCR
10-484
GUARD

(dg pt)
10-471-
BELT 126- 071 

CLAMP/
Cl 2-465

NUT10-462
KNOB V." X V." 

GROOVE PIN
fo)\ 9-493

SCREWf/
V."-20 x V." 

ALLEN 
SET SCR 

(cp pt)

10-487
QUILL

V." x V."
10-461
SCREW

GROOVE PIN
/‘4"-20 x V." 

HDL’SS SET SCR 
,(cp pt)

h
V." -20 X Vi" 51-98

BD1-48
CORD

!° WASHER
10-472

PIN<===^D10-451
BODY

937 - 020 
V," WRENCH

V1S" - 18 x 2V 477-V, ^ 
Vi" WHEEL

BD3-45 V." HEX CAP-SLEEVE
V^F7," x 24 
HEX JAM NUT 

10-459 / 
PULLEY 

#8-32 x V."
FILL HD MACH SCR 

(4 req’d)

10-465 ^ 
.002" SHIM

(as req’d)

/WASHER SCREW
#8-32 x V ‘4"-20 x V."

FILL HD MACH SCR
ALLEN SET SCR 

(cp pt)
#8-32 x V."

FLAT HD MACH SCR 
(3 req’d)

BD3-4410-496 \ (-■ -q’rl)
LOCKCOLLAR

10-457
WASHER

10-464
BEARING

10-473
GRINDER POST10-466

.005" SHIM
053 - 029 
BLOCK

(as req’d) 10-456
SPACER

V-207009-12
SPINDLE ASSEMBLY

JAM
10-475 (famished) 
WHEEL (for steel) 

ORDER 10-476
(not furni shed) 

WHEEL (for cast iron)

ODERING INFORMATION
IMPORTANT-The following information 
must be furnished on all repair part orders.
1. Quantity Required.
2. PART NUMBER and NAME of PART.
3. MODEL NUMBER of Tool Post Grinder. 

Parts shown without part number are
standard parts and should be purchased 
locajly. We reserve the right to make 
changes in design and specifications with
out notice.

10-486-
PAI

#10-24 xV."
RD HD MACH SCR

(2 req’d)

7009-10
WHEEL GUARD 

end PLATE ASSEMBLY

Con si sts of:
10 - 469 WHEEL GUARD PLATE 
10 - 485 WHEEL GUARD

INTERNAL GRINDING Y/HEELS
#10 WASHER 

(2 req’d)Not Furnished...
Specify size when ordering

-J
CO



INSTRUCTIONS and PARTS No. 7319
TOOL POST ASSEMBLY

CLAUSING for

CLAUSING CORPORATION 
KALAMAZOO, MICHIGAN 49001

1400 & 1500 CLAUSING LATHES

FILE 7319JULY, 1972

C-390 
BOLT, 

TOOL POST t i \ >

$ t
^ J 
\ J 
* >
'v J

&

/m\
r\

559-012 
POST, TOOL

C-378 
ROCKER, 

TOOL POST

C-375 
WASHER 

TOOL POST

537-108 
NUT, TOOL 

POST

7319



NO. 7320 

HANDWHEEL 

COLLET CHUCK

INSTRUCTIONS and PARTS

CLAUSING•■M;.

ii''MSm „ for

CLAUSING CORPORATION 
KALAMAZOO, MICHIGAN 49001

1400 & 1500 SERIES CLAUSING 14” LATHES

FILE NO. 7320JULY, 1972

Carefully clean lathe spindle taper (A) and both tapers of Collet Closer sleeve. Insert 
Closer sleeve into spindle taper. Wipe collet clean, install in closer sleeve so key way 
in collet engages key in Closer sleeve.

Carefully slide drawbar and handwheel through left end of spindle. Turn handwheel clock

wise a few turns to engage collet threads. Insert stock in collet, tighten handwheel to 
clamp collet onto stock to desired tension.

7320-10
SLEEVE COLLET 

CLOSER ASSEMBLY
consists of:
702 - 131 SLEEVE COLLET CLOSER 
442 - 074 KEY, COLLET

Then seat Collet Sleeve (A) in spindle taper. 
Wipe Collet (B) clean, insert in Collet sleeve 
so Collet key way engages key in Collet 
sleeve.
Turn Collet tube clockwise a few turns to 
engage Collet.

702 - no 
SLEEVE, COLLET 1/4 - 20 i 3/S

SOC. SET SCREW
(DOG PT.)SLEEVE, COLLET 

CLOSER

442 - 074 
KEY, COLLET

048 - 062 
BAR,COLLET 

DRAW

044 - 049
BEARING, THRUST

HANDWHEEL, COLLET



NO. 7321 

LEVER TYPE 

COLLET CHUCK

INSTRUCTIONS and PARTS

CLAUSING
for

CLAUSING CORPORATION 
KALAMAZOO, MICHIGAN 49001 1400 & 1500 SERIES CLAUSING LATHES

JULY 1972 FILE NO. 7321-1

COLLET SLEEVE HOUSING

ADJUSTING NUT COLLET LEVER

MOUNTING
BRACKET

MOUNTING BAR TUBE COLLAR

INSTALLATION INSTRUCTIONS

1. Remove gear train end guard from lathe.

figure 2

FIGURE 1 4. To balance the adjusting nut.

a. Mount a magnetic base dial indicator as shown 
in figure 2.2. Install adjusting nut assembly (A, figure 1) on 

If necessary tap lightly with a softspindle.
hammer until nut bottoms on spindle. b. Loosen the three screws (A) just enough to 

allow the nut part of assembly (B) to move 
when lightly tapped with a soft hammer.

screw holes and install3. Insert brass plugs in set 
socket set screws (B).

1 PRINTED IN U.S.A.
7321



c. Turn spindle slowly, by hand and lightly tap 
nut (B) on high points with soft hammer until 
total indicator reading is within 0.005".

d. Then tighten screws (A) securely and re-check 
indicator reading. If reading has changed re
peat the last three steps.

FIGURE 6

8. Then seat Collet sleeve (A) in spindle taper. 
Wipe Collet (B) clean, insert in Collet sleeve 
so Collet key way engages key in Collet sleeve. 
Turn Collet tube clockwise a few turns to en
gage Collet.

FIGURE 3

Attach bar (A) and 
bracket (B, fig. 3) to 
headstock with two 
3/8-16x7/8 screws (C).
Cut out indented area 
(A, figure 4) in gear 
train guard and instalI 
guard with collet mount- 
ing bar extending 
through the hole.

5.

6.

/

FIGURE 4
FIGURE 7

Next see figure 7 - connect mounting arm (A) 
to collet lever (B) with shoulder screw (C) and 
5/16-18 nut.
Insert stock in collet.
Raise key (D) as shown. Move lever (B) away 
from headstock to end of stroke. Turn collar 
(E) clockwise until collet has sufficient holding 
power and releases when lever is moved.
Depress key (D) into nearest groove in adjust
ing nut.
Use General Purpose Grease to lubricate actuati 
ing parts.

9.

10.
11.

12.

13.

CHANGING COLLETS

Remove collet, by releasing key (D) and turning 
collar (E) counterclockwise until collet is 
disengaged.

Select collet for size of stock available, clean 
collet and insert.

Follow steps 8 through 12 to install new collet.
7321

1.

FIGURE 5

7. Slide collet tube (A, figure 5) into spindle, lift 
key (B) and locate housing (C) over adjusting 
nut (D). Depress key into nearest groove in 
adjusting nut.

2.

3.
2



NO. 7321 LEVER COLLET ATTACHMENT 
PARTS LIST

041 - 327 
MOUNTING 
BRACKET 1/4 - 20 x 3/16 

SOC. SET SCREW
3/8 - 16 x 7/8

SOC. CAP SCREW
(2 Req'd.)

HINGE PIN

048 - 063
MOUNTING3/8 x 2 

SOC. HD. 
SHOULDER 

SCREW

BAR KEY SPRING

556 - 109

j j
FINGER PLATE

COLLET ADJUSTING
NUT ASSEMBLY

641 - 062
RETAINER5/16-18

HEX. NUT
PLATE HOUSING

3/16 x 3/4
I DOWEL PIN

5/16 - 18 x 1 - 1/8 129 - 017SET SCREW KEY CAM(Dog Pi.)

1/4 x 1
P10 - 24 x 3/8 DOWEL PIN

FLT. HD. SOC. CAP (3 Req'd.)301 - 002SCREW FINGER
(3 Req’d.)

HEX. NUT
1/4 - 20 x 3/16 

SOC. SET SCREW- 
(Fit. Pt.)

7709 - 10
BEARING

ASSEMBLY
9 - 124 
PLUG 452 - 037

COLLET
LEVER

CAM COLLAR

(Dog Pt.)F8 - 32 x 3/16
SOC. SET SCREW

123 - 038
TUBE COLLAR

5/16 - 18
HEX. NUT

702 - 143
COLLET
SLEEVE

i

828 - 073
COLLET

TUBE

INSTRUCTIONS FOR ORDERING REPAIR PARTS

IT IS IMPORTANT TO FURNISH THE FOLLOWING INFORMATION
IN ADDITION TO QUANTITY REQUIRED:

1. PART NUMBER
2. PART NAME
3. MODEL NUMBER OF ATTACHMENT.

SCREWS AND NUTS SHOWN WITHOUT PART NUMBERS 
SHOULD BE PURCHASED LOCALLY.
WE RESERVE THE RIGHT TO MAKE CHANGES IN DE
SIGN AND SPECIFICATIONS WITHOUT NOTICE-

NOTE:

37321



INSTRUCTIONS and PARTS NO. 7326 and 7344 

COOLANT SYSTEMCLAUSING
for

CLAUSING CORPORATION 
KALAMAZOO, MICHIGAN 49001

1400 SERIES CLAUSING LATHES
1
2

INSTALLATION
OCTOBER, 1970 FILE NO. 7326-1

F igure 1

Install O-ring (F, Fig. 1) on cross feed hub (G)- 
(stretch O-ring and slip over cross slide handwheel).

1.

2. Remove top four capscrews from apron cover (J).

3. Install coolant guard assembly (K) with four 1/4-20x 
5/8 button head capscrews (L).

Figure 3

Install wire strainer (E, Fig. 3) on pump cover.4. Install nozzle mount assembly (A) in tapped hole in 
saddle wing.

11.

12. Place cover with assembled parts on coolant tank.
5. Screw fittings (C and D) into mount. Screw valve (D) 

on fitting (C) and flexible nozzle (E) into valve (D). 13. Install plastic tubing (C) on fitting (A) and fitting 
(D) — secure with clamps (B).

6. Install pump (F. Fig. 
2) on cover bracket 
(E) with two #8-32 x 

and
shakeproof washers.

14. Install 1/2 inch pipe nipple (F) in chip pan drain.

15. Fill tank with coolant; tank capacity is 10 gallons. 
Positi on st rainer(E)under ret urn nipple (F)incnip pan.

1/2 screws

16. Plug pump electrical cord into 110 volt service 
outlet.

7. Pull electrical cord 
(B) through hole in 
cover (C).

NOTE: If lathe is equipped with special J.I.C. electrics 
No. 7324, plug pump into outlet in bottom of electri
cal box on lathe.

8. Install grommets (A).

9. Screw coupling (G) 
on pump. CAUTION: PUMP IS DESIGNED TO OPERATE ONLY 

ON 115 VOLT AC, 60 CYCLE SINGLE PHASE 
POWER.Figure 210. Install fitting (D).

17326



NO. 7326 and 7344 
COOLANT SYSTEM 

PARTS LIST
539-001

NOZZLE

911-022
CONTROL"

VALVE 296-107
FITTING

296-112
FITTING'

7326-10
NOZZLE MOUNT-

ASSEMBLY

\ 834-023
TUBING

(Lath. 6 ft.)

"O" RING

126-063
CLAMP

(2 Req'd.)
I
i

296-131-296-167 FITTING
NIPPLE

-722-002
SCREEN

490-004
MOULDING

344-008
"1 GROMMET

342-073
COOLANT •1/4-20 * 5/8122-144#8-32 * 3/8

RD. HD. MACH. SCREW- 
(2 Req’d.)

BUTTON HD. CAP SCREWCOOLANT TANK (4 Req’d.)COVER

^490-005
MOULDING

#8 SHAKE PROOF- 
WASHER 
(2 Req’d.)

296-109
COUPLING

902-006
PUMP

835-004
COOLANT TANK

2



REVERSING MAGNETIC 
STARTER

7329 (230V/460V) - 7330 (460V) 
7340 (200V)

INSTRUCTIONS and PARTS

CLAUSINGmm
3 - PHASE

WIRING DIAGRAM AND 
PARTS LISTCLAUSING CORPORATION 

KALAMAZOO, MICHIGAN 49001 for
1400 & 1500 CLAUSING LATHES 

OCT. I5, 1972
710 - 087 

SWITCH, PUSH 
BUTTON "STOP”

710 - 084 
SWITCH, PUSH 

BUTTON "REVERSE"

710 - 083 
SWITCH, PUSH 

BUTTON "FORWARD”
FILE 7329-30-40

PUSH BUTTON SWITCHES

NOTE: WIRING DIAGRAM INDICATES CONNECTIONS 
BETWEEN PUSH BUTTON SWITCHES, 
MAGNETIC STARTER, TRANSFORMER 
AND MOTOR. MAGNET STARTER
PRE-WIRED AT FACTORY, SEE INSIDE COVER 
FOR STARTER WIRING DIAGRAM.

PLUG, SWITCH

836 - 012 
836 - 002

TRANSFORMER
(208V)
(230V/460V)

056 - 017
BOX, PUSH-BUTTON

CONNECT 
LINE LE 
TO THESE 

WIRES

ADS

3
u

ELECTRICAL BOX 
230 V ELECTRICAL BOX 

460 Y

715 - 054 (230V) 
715 - 055 (460V) 

MAGNETIC STARTER
200 V SHOWN 
230V & 460V TIED 
OFF IN ELECTRICAL

ELECTRICAL

BOX BOX

MOTOR

HEATER COIL CHART
COIL COILMOTOR

VOLTAGE CYCLEMODEL AMPS. SIZE

N34/N2715/7.560220/4401300 5 HP

17.3 N36601300 5 HP 200

N38/N3121/10.5601400 Th HP 220/440

N39241400 Th HP 60200



130-048-14 

THREADING CHART
INSTRUCTIONS and PARTS

CLAUSING■■Q--

'Ac, ■■HMP forwm w&
1400 & 1500 SERIES CLAUSING LATHESCLAUSING CORPORATION 

KALAMAZOO, MICHIGAN 49001 JULY 1972 FILE 130-048-14

INCHES PER REVOLUTION THREADS PER INCH
I 2 3 4 5 6 7 8 9 2 3 6 7 3 9I 4 5

.0374 .0299AC .0260 0230 02 I 3 AC4.5 5 S 5 5 75 6 6.5 6.754 7.0332 0272 .0249 .0221

.0187 .0149 0130AD .0115 .0106 AD8 9 10 11 I 1.5 12 13 13.5 14.0166 .0136 .0124 .01 10

.0093 0074 .0065 0057AE .0053 AE20 24 2616 18 22 23 27 28.0083 0068 .0062 .0055

.0046 .0037 .0032 0028 .0026BC BC32 36 48 5240 44 46 54 56.0041 .0034 .0031 .0027

.0023 .0018 .0016 0014 00134 BDBD 11272 80 88 96 104 1089264.0020 .0017 0015 .00136
00117 00093 00072 00067.00081 BEBE 192 203 216 224128 144 160 176 184

.00104 .00085 00078 00069

CROSS FEED 1/2 LONGITUDINAL FEED

CROSS FEED 1/2 OF LONGITUDINALLEGEND
A. SLIDING GEAR LEVER selects hi range or low 

range of threads or feeds on quick change gear 
box. Has 2 positions A or B. Do not shift while 
spindle is turning.

B. Changes ratio between spindle and lead screw. 
There are 3 positions C, D, and E. Do not shift 
while spindle is turning. 1 c

o
C. SELECTOR DIAL has nine positions, pull out 

to release - select number indicated on chart - 
push in to lock.

!

B c.
D. LEAD SCREW DIRECTION CONTROL this 

control is for right hand or left hand threading - 
show direction of carriage movement.

c

carrows
Central position is neutral, lead screw does not 
turn. Leave control in neutral when not threading. V

D
CAUTION: DO NOT SHIFT CONTROLS WHILE 

SPINDLE IS TURNING.

For complete operating instructions, refer to manual 
furnished with lathe.



342-123
FIBERGLASS END 

GUARD INSTALLATION

INSTRUCTIONS and PARTS

CLAUSING
FOR

1400 SERIES CLAUSING LATHES 
BELOW SERIAL NO. 140485

CLAUSING CORPORATION 
KALAMAZOO, MICHIGAN 49001

JULY, 1971 FILE NO. 342-123

% - 20 X 'h
BUTTON HD. CAP 

SCREW 
(2 Req'd.)

564-009 
TRAY TOP

122-139
HEADSTOCK

COVER

041-407
BRACKET

0 ASSEMBLE BRACKET ONTO HEAD- 
STOCK COVER AND TRAY TOP PAD 
AS SHOWN.

% PLAIN
WASHER

0Q DRILL (2) .281 DIA. HOLES ONE
IN LEFT PANEL AND ONE IN RIGHT 
PANEL AND ASSEMBLE ONE BRACK
ET ON EACH SIDE AS SHOWN.

HEX NUT 
(2 Req’d.)

Vt-20 
HEX NUT 
(2 Req'd.)

596-010
HEADSTOCK

PEDESTAL

% PLAIN 
WASHER 

(2 Req'd.)

041-408 RT. HD. 
041-409 LT. HD. 

BRACKET.GUARD 
MOUNT

'/a - 20 x V,
PAN HD. CAP SCREW 

(2 Req'd.)


