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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 and SERIAL NUMBER of machine tool — you'll hnd/both on the metal plate

attached to machine — note illustration below.
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ORDER REPAIR PARTS FROM
CLAUSING SERVICE CENTER
811 EISENHOWER DRIVE SOUTH

GOSHEN, INDIANA 46526
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NOTE: Screws and nuts shown without part numbers should be purchased locally.
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We reserve the right to make chqnges‘ in design ond specifications without notice.
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INSTALLATION

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 pot use an air hose -- it could force dirt or grit
: g
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 lathé on skid -- simplifies moving to fina]
location.

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

4910
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CARRIAGE
LOCK SCREW

LEADSCREW CENTER OFIIWE[GH]'

\ PROTECTION
N
LATHE FOOT
LEVELING
\ SCREW
: (DT j —

LEVELING
SCREW PAD
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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 showa 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 2% 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,

of oil.

Floor must be clean and free
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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.

ANCHOR LOCK
BC?'-T WASHER

LEVELING
SCREW

LATHE
FOOT

-

L

LEVELING
" SCREW PAD

CABINET

Figure 2

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
DO NOT

mark the four leveling screw locations.

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 louches the

floor -- shim under pads, if necessary.

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

4.1

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 rwist 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 uatil lathe js
level.

NOTE: Avoid excessjve adjustment of leveling

screws by inserting shims between pads and floor.

3. Tighten the four anchoring bolts 7ot 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 5 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.

4810
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LUBRICATION CHART - - - 5900 SERIES CLAUSING LATHES

CODE

D - DAILY oil with SHELL TONNA 33 or equivalent.
WEEKLY
W1-0il with .SHELL TONNA 33 or equivalent.
u.:heck oil level in window. Remove pipe plug and
fill to mark with SHELL TELLUS 27 oil or equiva-

lent.

- With motor running and variable turned to low speed,
fill with SHELL TELLUS 27 oil or equivalent.
Check oil level in window. Remove filler plug and
fill to mark with SHELL TELLUS 33 or equivalent.
“ WSk Fill countershaft fitting and grease the two fingers
- with SHELL ALVANIA 2 grease or equivalent.
E 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.

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

OIL LEVEL
WINDOW

T

»
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Do not operate lathe until you are thoroughly familiar
with all controls and their functions. The machine
is shipped from factory with gears set for direct drive
and carriage locked to bed. Read the instructions
carefully. Then, first 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.
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HEADSTOCK

_.,_|

The totally enclosed headstock houses and supports
the spindle, spindle bearings and driving gears.

Gears, shafts, bearings and spindle bearings tra-

vel in a bath of oil.

i BACK GEAR CONTROLS

kY BACK GEAR DRIVE provides the slow spindle speeds
from 52 to 280 rpm required for heavy cuts and cor-

ﬂ rect surface speeds for large diameter work.
IMPORTANT: The back gear knob should not be
ij moved from one position to another unless motor
i-J is in **OFF”’ position. Spindle must come to a com-
plete stop before changing drives.
51
To engage the back gear drive:
1. Stop lathe spindle.
v ~
] N n
Hl ® ®
. OUT FOR
' BACKGEAR
| \!
L.
]
| b R
'; : IN F6R “l F-C— "'_m VRN /
VL . =
| TURN TO LEFT .l | L}URN TO RIGHT
b FOR BACKGEAR [} FOR DIRECT DRIVE
Figure 5
/ 2. Turn back gear knob (figure 5) to the left -- rotate

spindle by hand if gears do not mesh.

3. Disengage back gear pin from drive pulley by
pulling pin away from headstock.

5910

1.1

CONTROLS AND OPERATIONS

DIRECT DRIVE provides high spindle speeds from
360 to 2000 rpm.

To engage direct drive:
1. Stop spindle.
2. Turn back gear knob to the right.

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

SPINDLE SPEEDS

Speeds are changed hydraulically.  Control dial,
located on top of the headstock, actuates hydraulic
system. Speeds -- between 52 and 280 rpm in back
gear drive, and 360 to 2000 rpm in direct drive --
are obtained by turning the dial control.

Caution: DO NOT TURN CONTROL DIAL UNLESS
MOTOR IS RUNNING -- it makes dial reading in-
correct in terms of spindle rpm.

NOTE: Hydraulic system, however, is equipped with

a by-pass valve that prevents damage if control dial

is accidently turned while motor is not running.

Figure 6

If dial reading is incorrect:

1. Start the motor -- turn variable speed control

to 360 rpm (52 rpm if lathe is in back gear) --
refer to figure G.

2. Hold at this speed, exerting slight pressure for
30 seconds.

T
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HANDWHEEL
PIN

THREAD-FEED
SELECTOR LEVER

Figure 7

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 7.

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.

See figure 7 for the location of the controls des-
cribed below. Their positions for thread or feed
selected are shown on chart.

SLIDING GEAR HANDLE changes the ratio between
the spindle and lead screw. There are two positions --
IN and OUT. Do not shift while spindle is 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 lever up engages spindle
drive -- down disengages it and tightens the brake
shoe and stops the spindle. Clutch kickout can be
positioned to automatically disengage clutch -- refer
to figure 8.

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

‘}"’4”
———— ¢ { (® ; "
) g'% :

CARRIAGE &
HANDWHEEL

Figure 8

The function of the carriage is to rigidly support
the cutting tool, and to move it along or across the
bed -- refer to figure 8,

5910
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CARRIAGE LOCK SCREW locks carriage to bed for

facing or cut-off operations. Caution: Be sure to re-
lease lock before moving carriage.

CARRIAGE HANDWHEEL moves carriage along the
bed manually.

CROSS FEED SLIDE AND COMPOUND REST HAND-
WHEELS move the cross slide and compound rest in
and out.

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

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:
feed.

Cross feed is 14 of the rate of longitudinal

HALF-NUT LEVER

>NEUTRAL

POSITION

POWER FEED LEVER
Figure 9

HALF-NUT LEVER engages half-nuts with lead screw
for threading - - refer to figure 9.

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.

5910

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 thread (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 thread (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 4Y, 54,
64, 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 the 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 7.

B. Position SLIDING GEAR,

C. 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. Start motor,

S Sy
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6. Move variable speed control dial to spindle speed PROPER POSITION GF TOOL POST SLIDE

desired.

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

| SR

7. Engage carriage controls -- longitudinal power
feed lever for feeds, half-nuts for threading.

1:_3

&

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

LR

NOTE: When threading, be sure threading dial is
engaged with lead screw. Set clutch kickout to avoid
3 interfering with threading cut.

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

tl ing motor. !
) TOOL POST |
{} ‘Figure 12
--J RIGHT -- Tool post slide is flush with front end
of the upper swivel, therefore provides maximum tool
"'] support -- refer to figure 12.
L
&

Figure 10

The tool post holds the tool rigidly in position for
£ cutting operations -- refer to figure 10.

Figure 13 1

WRONG -- Unnecessary overhang of tooi post slide
will result in tool chatter, and could cause the tool
post slide to break -- refer to figure 13.

O

'l
R

el

Figure 11

Tool bit holders permit the use of small, inexpensive
and replaceable tool bits -- refer to figure 11.

e
Cisel il

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.

__,

Figure 14

WRONG -- Tool post slide is too far back -- tool

The cutti be placed :
pEjegee of dhe ol should g 2 overhang is excessive -- refer to figure 14.

lathe center line.
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TAILSTOCK

The tailstock supports long work, and holds tools
for drilling and reaming operations.

RAM LOCK LEVER

_—BED CLAMP
LEVER

DEAD CENTER

TAPER SET
OVER SCREW

Figure 15

Base is fitted to bed ways to accurately align tail-
stock and headstock spindles, refer to figure 15.
Tailstock slides aléng the ways, and may be anchored
in any position by moving the clamp 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.

" 5910
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2. Lock spindle by:
(A) Placing back gear knob in engaged position.
(B) Pushing handwheel 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 back gear knob in engaged position.
(B) Push handwheel 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. Cawion: 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.

iz
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. - » 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. - s

Always shut off power before leaving lathe.
fRecheck 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 lighdy.

Securely- lock tool in position before taking a cur
CLUTCH ADJUSTMENT

Adjusting clutch -- if the countershaft clutch slips

when spindle drive is engaged, adjust as f!'ollo‘ws:

1. Remove front cover.

2. Loosen the lock screw (B, fig. 16) 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.

12.1

CROSS SLIDE AND COMPOUND 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 17

3. Turn front adjusting screw (A, fig. 17) until tight,
then back off about one-half turn -- slide should
move with a slight drag.

4. Rerighten the rear adjusting screw.

TENSIONING TIMING BELT

1. Loosen slightly the four hex nuts holding the
countershaft bracket to pedestal.

2. Vith 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 %4 with light finger
pressure — too much tension causes ex-
cessive wear.

3. Measure to make sure that points (C & D, fig. 16)
on countershaft bracket are the same distance
from top of head pedestal.

4. Tighten the four hex nuts securely.

5. Recheck belt tension,
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REPLACING SHEAR PIN IN LEAD SCREW

Shear pin, located at gear box end of lead screw,
protects lead screw and gear box against overload.

To replace broken shear pin:

Figure 18

Remove two socket cap screws (A, fig. 18) from
lead screw bracket (B). Remove bracket from lead
screw (D) and clutch rod (C).

Engage half-nuts, turn carriage handwheel toward
tailstock, pulling lead screw from gear box shaft.
Disengage half-nuts and remove lead screw.

Figure 19

- Remove sheared pin (A, fig. 19) from gear box

shaft and lead screw.

. Slide lead screw over gear box shaft -- check

alignment of shear pin holes with punch -- turn-
ing lead screw 180° if necessary -- and install

new shear pin with retainer,

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" driving plate mounted on spindle.

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

3. Turn back gear knob to the right.

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

5. Give driving plate a sharp spin with your hand.

NOTE: If preload is correct -- drive plate should
rotate about one turn.

To adjust:

1. Remove spindle handwheel and upper belt guard.

< AT
P> A

= v o
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Figure 20

2. Loosen set screw (B) (fig. 20) in bearing adjusting
"uf (A) and tighten nut with spanner wrench until
spindle end play has been removed.

3. Gi.ve driving plate 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.




REPLACING YARIABLE SPEED BELT

With lathe running, turn varjable dial to highest

speed -- 2000 rpm in open belt or 280 rpm in
back gear. Then turn off moror.

ST
i TEAST |

— q FigL;;elZ"l

N

Remove spindle handwheel (B) (fig. 21), belt
guards and front cover.

3. Turn variable dial back to lowest speed and lock
dial in place with pin (A).

T
e ed

o]

Figure 22

4. Holding variable dial against low speed stop, pull
on outer sheave of lower variable motor pulley (F)
(fig. 22) until variable belt (E) is loose-

¢ ST H

10.
11.

12.

13,

14.

15.

16.

17

14.2

Figure 23

Thru front cover opening, remove 5/1G"-18 hex.

cap screw (F) (fig. 23) and spacer from clutch
linkage.

Remove four hex nuts (D) (fig. 22). Raise counter-
shaft (C) slightly and slip timing belt (B) off
spindle pulley (A). Lower countershaft and slip
variable belt (E) off variable motor pulley (F).

Place countershaft on bench.

Remove bearing caps (D) (fig. 23), snap rings and
countershaft spindle (E) from bracket (C).

Twist variable belt off countershaft pulley.
CAUTION: Variable pulley is spring loaded and
will snap closed when belt is removed.

Place new variable belt on countershaft pulley.

Install spindle in countershaft bracket and secure
in place with snap rings and bearing caps (D).

IMPORTANT: Make sure timing belt is in place
before installing bearing caps.

Standing on countershaft bracket, pull variable
belt into bottom of variable pulley sheaves (A& B).

Position the countershaft (C) (fig. 22) so variable
belt (E) can be slipped on motor pulley (F), then
raise countershaft so timing belt (B) can be
slipped on spindle pulley (A).

Place countershaft assembly on the four mounting
studs (D), then snug up the four hex nuts. Refer
to Tensioning Timing Belt steps 2-5.

Thru front cover opening, install 5/16"-18 hex
cap screw and spacer in clutch linkage.

Remove lock pin (A, fig. 21) from variable cam
housing.

Start lathe motor,
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18. Hold variable control against low speed stop for
30 seconds, then turn through entire range.

19. Check adjustment of variable drive belt -- refer
to ADJUSTING VARIABLE DRIVE BELT.

20. Replace belt guards and front cover.

ADJUSTING VARIABLE DRIVE BELT

With motor on, turn variable control dial to HIGHEST
SPEED -- use a tachometer to check spindle speed.

If tachometer doesn’t register approximately 2000 rpm:

Figure 24

1. Holding variable pulley (F fig. 24) so it will not
rotate, turn -lock nut (H)— clockwise if speed is
oo low, counter-clockwise if speed is to high.

If rachometer is not available: Belt should be flush
with out side of motor pulley at high speed and flush
with outside of countershaft pulley at low speed.

Motor base brackets are bolted and doweled f[or per-
manent alignment.

REPLACING TIMING BELT

1. With lathe running, turn variable dial to highest
speed - - 2000 rpm in open belt or 280 rpm in back
gear. Then turn off motor.

2. Remove spindle handwheel (B) (fig. 21), belt
guards and front cover.

3. Turn variable dial back to lowest speed and lock
dial in place with pin (A).

4. Pull on outer sheave of lower variable motor pulley
(F) (fig. 24) until variable belt (E) is loose.

5. Thru front cover opening, remove 5/16"-18 hex
cap screw (F) (fig. 23) and spacer from clutch
linkage.

6. Remove four hex nuts (D) (fig. 24). Raise counter-
shaft (C) slightly and slip timing belt (B) off
spindle pulley (A). Lower countershaft and slip
variable belt (E) off variable motor pulley (F).

7. Place countershaft on bench.

8. Remove bearing caps (D) (fig. 23), snap rings and
countershaft spindle (E) from bracket (C).

9. Remove timing belt from countershaft pulley (G).
10. Place new timing belt on countershaft pulley (G).

11. Install spindle in countershaft bracket and secure
in place with snap rings and bearing caps (D).
IMPORTANT: Make sure variable belt is in place
before installing bearing caps.

12. Position the countershaft (C) (fig. 24) so variable
belt (E) can be slipped on motor pulley (F),
then raise countershaft so timing belt (B) can be
slipped on spindle pulley (A).

13. Place countershaft assembly on the four mounting

studs (D), then snug up the four hex nuts. Refer
to Tensioning Timing Belt Steps 2-5.

14. Thru front cover opening, install 5/16"-18 hex

cap screw and spacer in clutch linkage.

15. Remove lock pin (A, fig. 21) from variable cam
housing.

16. Start lathe motor.
17. Hold variable control against low speed stop for
30 seconds, then tum through eatire range-

18. Replace belt guards and front cover.

15.2

e




REPLACING UPPER VARIABLE
CONTROL CYLINDER

1. Start lathe and turn speed control (A, Fig. 25) to top
speed. Stop lathe and remove hydraulic hose (E)
(use container to catch oil).

.7\‘

FIGURE 25

. Loosen the two set screws (C) and remove upper cyl-

inder (D) and rod assembly (G) from housing (F).

. Insert set screw end of new rod assembly (G) into

housing (F). Hold the rod firmly against cam roller
(H) and turn speed control (A) against low speed
stop.

STRAIGHT EDGE —___

FIGURE 26

. The end of rod (G) must be flush with face of hous-

ing (F) — use a straightedge to check as shown in
Figure 26.

- Remove rod (G, Fig. 25) from housing (F) and insert

rod into upper cylinder (D) making sure socket set
screw end is exposed.

. Hold speed control (A) firmly against low speed stop

while mounting upper cylinder (D) against housing
(F) - secure with set screws (C).

8. Fill cylinder with hydraulic oil. Start lathe and turn
speed control to low speed stop and hold. Oil will
drain from reservoir and bleed system. Add oil until
reservoir is full. Turn speed control to high speed
stop and return to low speed stop. Continue this
cycle adding oil as needed (check sight window)
until system is bled completely.

REPLACING LOWER VARIABLE
CONTROL CYLINDER

1. With lathe running, turn variable speed dial to high-
est range (280 or 2000). Then, turn motor off.

2. Measure distance from end of shaft (J, Fig. 24) to
locknut (H). NOTE: Record this dimension.

3. Disconnect fitting (K) and drain oil from unit.

4. While holding variable pulley (F) from rotating re-
move locknut (H).

5. Pull dual hydraulic cylinder (G) and outer half of
variable pulley (F) off the shaft (J).

6. Press dual hydraulic cylinder (G) with bearing (L)
from variable pulley (F).

7. Slide new dual hydraulic cylinder with bearing into
variable pulley hub (F), then slide the assembly
onto saft (J).

8. Srart locknut (H) on shaft (J).

9. Hold the variable pulley so it will not rotate and
then turn locknut (H) onto shaft (J) until distance

from the end of the shaft (J) to locknut (H) is the
same as step 2.

10. Start fitting (K) onto hydraulic cylinder (G). NOTE:
Do not tighten.

11. Fill oil reservoir.

12. Keep oil reservoir filled, hold variable dial against
low speed stop -until oil runs out around fitting (K) —
it takes a few minutes for oil to run down.

13. Tighten fitting (K).

14. Start lathe motor. Hold variable control against
low speed stop for 30 seconds — turn variable dial
to highest speed — then back to lowest speed a
few times. Control should stay at 52 rpm.

NOTE: Watch dial for a few seconds. If it doesn’t re-
main at 52 rpm, the hydraulic system must be bled to
remove trapped air.

To remove air from hydraulic system:
A. Run variable to highest speed.
B. Loosen bleeder screw (D, Fig. 25) a few turns

until oil srarts coming out around the screw.

C. Retighten bleeder screw.
D

IMPORTANT: Upper cylinder assembly must be solidly
against housing face.

7. Install hydraulic line (E).

NOTE:

16.2

- Turn variable dial to low speed, stop and re-

lease — pointer should remain at 52 rpm.

If dial moves, repeat steps A, B, and C.
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NOVEMBER, 1975

PARTS INDEX , | ;705
For Lathes From Serial No. 510106 To 511641

bR S i br s s 10 n s (R SRETERCE R 18.1
ST G SRR TR L o D L 19
Headstock Casting and Gear Train Guard. « . o oo oo oottt 20.1
Headstock. . . 6 Sl R 3 s S R . S Poee R e e e A MBS Sl e SR S 21.2
Quick-Change Gear Box « « « «« v+ v v vttt e e e e e e 22.3
(RO BRI GNEL 1% s o et i R b e 5 R e B R HE Y M TR b e g 23
L N S P AN I S LA e 24
fFhisqR oge s Bl ok e et o it o el o Te s 508 b B dehe s n e Eelen s s shenl 25.6
Countershaft with Clutch and Brake . . ... ... ... . it 26.5
T R A Ve W e e S O S A ek St o 27
Variable Speed Control . . . . . . . . e 28.1
Variable Speed Motor Pulley . . . . . . . o o i i e e e 29.3
CrosSiSlide 5a s ing s v 5 od 5 SRt 507 BB E B E E F 8 5T A s mes iy n s h e ns ks 30
COFFO0E wan e i b s 108 6.0 5 15 955 a s 8 0l BEL SHRET 55 858 Fs 5003856 e 31
PO 15 650 e s 5 6% 5 & 8 3% §iH B B A G BRSPS B R B B E R EE E e s s e s 32.3 & 33.4
0 ] R SR Tk T T A N SR L 34.1

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 aond SERIAL NUMBER of machme tool — you'll find both on the metal plate

attached to machine — note illustration below.
1, C/r # 7 /% ORDER REPAIR PARTS FROM
7 CLAUSING SERVICE CENTER
811 EISENHOWER DRIVE SOUTH
GOSHEN, INDIANA 46526

FIA MELIARDENED

_—r I WAYS —

‘CLAUSING IS sy

DIV. ATLAS PRESS CO. SERIAL NUMBER ,MODEL NUMBER
KALAMAZOO. MICH MADE IN U. 5. 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.
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Ptk R G Sl S SR B Sl M- R B

174 PLAIN WASHER

450 -001 (2 req'd.) 571-007
PAN MOLDING 1/4=-20x11/4 PAN 36" (Conter Lathe)

HEX. CAP SCREW 571 -008
CABINET ASSEMBLY (2 reqd)) PAN 24" (Center Lothe)

122-113 =
COVER
®)
‘ 0
1/4 PLAIN WASHER &
N\ (2req'd) .@I “'-TJ-I—I-LL.LLLMJ
@\ 174-20 HEX.
1/4-20 x 3/8 JAK HUT
_@,u@/m. HD, MACH. /4 S.P.WASHER 941 -002 576008 @ req'd) 122-116
- SCREW (2req'd) WASHER (RUBBER) TAIL PEDESTAL 1/4-20x1/2 REAR COVER
(2 req'd.) (3 req'd) HEX. CAP SCREW
& (2 req'd.) 1/4 WASHER
| (2 req'd.)
122-117 576 - 007
COVER HEAD PEDESTAL
1/4-5/8 x 3/4
FULL BRAZIER HD.
[So——r" STAR PIN ™\
~ (6 req’d.) ﬁ

3/8-16
ACORN NUT
{2+

eq'd.) B
4=

(4 reg'd.)

941 - 002
RUBBER WASHER
(4 req'd.)

5/16-18 x 3/8
RD. HD. MACH.
SCREW

(8 req'd.)

122-080
COVER
(2 req’d.)

556229
CLUTCH ADJUSTMENT
PLATE

706 -027
SHELF

706 -026
LOWER SHELF

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

696150 |
7 LEVELING SCREW™_
(4 1eq'd.)
J\\\ i
\\"\LLL i Ty
i Teprk
L l S~
@@\ 294 -008—— \%\
—— / LEVEL FOOT
@ (4 1eq'd.)
3/8-16 HEX.
[L FULL NUT 3/8-16x11/4
(8 req'd.) 3/8 5. P. WASHER HEX. CAP SCREW
536 - 023—_ A (B req’d.) (8 req’d.)
NAME PLATE ——— 4900 —90
LEVELING SCREW
641 = 114 ——Bn PAD & PLATE
S RETAINER ! ASSEMBLY
[] (4 req’d.) 1 (4 reg'd.)
[E IMPORTANT

#6x3/8
P.K. DR. SCREW
(2 req'd.)

502467




L1734

10-249
BUSHING

RTANT

o APaEMBLY FOR &PTSES WITHOUT e
AKE, ORDI

058-021 BED (24" Canter Lathe) CLUTCH AND BR .

4905-35 LEAD SCREW
058022 BED (34" Center Lathe) BRACKET ASSEMBLY

W/BUSHING AND OILER

i 5/16-18
ER ~18x 1" soc.
_r,:gn&gE' oL \ CAP ;CREI
LE
BRACKET W/BUSHING
& OILER

10-249
BUSHING
/-/ 12x3/16
" P.K.DR. SCREW
< (Type U)
(2 req'd))

i_on—"_

REAR PEDESTAL FOOT

345 - 039
FOOT GASKET

646 - 007 RACK
(24" Center Lathe)
646 -008 RACK
(35°* Center Lathe)

24-012

HEAD PEDESTAL FOOT
3/16 x 3/4
i ROLL PIN
1/4-20 x 3/8 s,{,g" | (2 req'd.)
RD. HD. MACH. SCREW (8 req'd)
(2 req'd.) l
~, \
932092 ! 3/8 LOCK WASHER O—— | 32 ScReW
WASHER ———__ J / (8 req’d.) g (24" Center Lathe) (6 req'd.)

(36" Center Lothe) (8 req'd.)

(8 req'd.)
696097
i LEAD SCREW (24" Center Lathe)
3/8-16 HEX. | ~ 696 -098
FULL NUT

LEAD SCREW (36 Center Lathe)

(8 rea'd) I sa1 -0 . IMPORTANT
/[ RETAINER / h

THE PARTS ILLUSTRATED ON
THIS PAGE ARE FOR LATHES

3/8=-16x1"
HEX. CAP SCREW SH?AZ;QIU;IN SERIAL NUMBERS FROM
(8 req'd.)

|502100 TO




= ~ ey — - ety Pk st
‘ b S AR ek St SR LE o i L] e { % | o D o
564.005 ;
1/4-20x 1 3/4
® SOC. CAP SCREW
< (31eq'd.)
HEADSTOCK CASTING AND GEAR TRAIN GUARD — [
ASSEMBLY = 7] Yomnaia
N ' SOC. CAP SCREW
557050 18-82 > | (4 req'd.)
GEAR COVER PLUG 698126 o
PLUG 1220 0e (2 req'd.) GEAR COVER STUD
GEAR COVER / @ req'd) 556188 \ 12212
SPEED INST. PLATE A
3/8-16 Goid TRAY TOP
ACORN NUT =7 ”I HEADSTOCK COVER
@ req'd) I 125 3/% P.K.
DRIVE SCREW
I 1 (2 req'd.)
f i 346 -036 |
| [ ; HEAD GASKET ?
e ¢ s
LAl 130 2041
4= YARIABLE CHART
383 - 009
HEADSTOCK
708 - 004
, BED SEAL
| W%
!
| / 556 -134
,; N / ‘ SWITCH PLATE
(| ° \\
H ~ 1 o
N I JJ_L I T e
s | Ll Shns s
- l \ C- 4
I OIL DRAIN_PLUG Tl
| ™ -
‘ ¥2x3/16 P.K.
i ~ e DRIVE SCREW
il Y - (TYPE U)
181073 (2 req'd.)
@ OIL LEVEL
i e WINDOW
/'/
> i\l //
e, i
) d ST | 710-24 x 14
1 - A RD. HD. HACH. SCREW
\ NAMEPLATE >0
£2x3/16 P K. —
o DRIVE SCREW . .
k. i (TYPE U)
STUD \,\7 (2 req'd) T
3B-16x11/2 - \555 - 139
SOC. CAP SCREW s, CLAKP PLATE
18-82 J (2 req’d.)
PLUG £2¢3/16 P.K.
-\__J‘N DRIVE SCREW
~L | (TYPE U)
“-LL‘ (4 req’d)
3/8 PLAin WASHER —
IMPORTANT Blosd) 0 R c-11 130025
THE PARTS ILLUSTRATED ON FRONT-LLAAT THREAD CHART
THIS PAGE ARE FOR LATHES
L 3816 x 1 34— <
SERIAL NUMBERS FROM H y oo '
A EX. CAP SCREW RESRUS AR —556 149
-5 502100 TO 511641 (2 req'd.) LONGITIDUAL FEED
F107706




e
L ! A ] 1 } ! —— ——

C-389 | 1/4-20 x 1 3/4

4-00 4
@ OIL PLUG — ==L, 1 $OC. CAP SCREW
@ = - == - (3 req'd.)
HEADSTOCK CASTING AND GEAR TRAIN GUARD ——— B~ —— = '

T T1/4A-20x11/4
ASSEMBLY : /] SOC. CAP SCREW
) 18-82 > l (4req'd)
—050 -
S v PLUG 698126 L
PLUG B (2 req'd) GEAR COVER STUD =
GEAR COVER (2wl 556188 - \ 122,121
SPEED INST. PLATE TRAY TOP
B8 i HEADSTOCK COVER
ACORH
Iy ,,‘-‘N;" i 12x3/16 P. K.
: DRIVE SCREW
1 (2 req’d))
346 - 036 |
d HEAD GASKET 7
T 7
G < ||u 1302041
T VARIABLE CHART
5K 215
/ HEADSTOCK
708004
("w BED, SEAL
556134
SWITCH PLATE
ik .
. e.
ULl e
U Lo TR
C-3 R L
\ OIL DRAIN, PLUG ~
. -
" £2x3/16 PK.
\ @"(DRIVE SCREW
(TYPE U)
= 1wl (2 req'd.)
OIL LEVEL

#10-24 x 174
RD. HD. MACH. SCREW

NAMEPLATE

DRIVE SCREW
(TYPE U)
(2 req'd.)

\ #2x ¥/16 P K.
11}

= .
Ll oyl v
| e
\‘L“LMU_L l ,

: 556 - 139
Teg CLANP PLATE
182 ‘UJ‘LU.U_U €2x3/16 P.K.
PLUG ] DRIVE SCREW
(TYPE U)
(4 1eq'd)
3/8 PLAIN W ASHER =S
] o & C-1331 130 - 025
IMRQRTANT il i e FRONT CLANP THREAD CHART
THE PARTS ILLUSTRATED ON
THIS PAGE ARE FOR LATHES AT e \I25—006
‘SERIAL NUMBERS FROM HEX. CAP SCREW REAR CLJup
‘;-':‘ {,51 1642 TO 511698 (2 req'd.) LDNGITPIEI:;IE FEED

B ey e WU R TR S e s M W e T T



3 = =3 I\
g (B bl 7 [ b il - SR oL ¢ e ) ] & - < = = =
564005
— — C-2389 1 TRAY TOP PAD ————1/4-20x 13/4
=== (3 req’d.)
HEADSTOCK CASTING AND GEAR TRAIN GUARD ; , -8
i s 4 I -
5 A= / TT—14-20x11/4
ASSEMBLY : ’I SOC. CAP SCREW
557 -050 18 -82 [-=] l (4 req'd.)
GEAR COVER PLUG 698125 L
PLUG 122087 (2req'd) GEAR COVER STUD
= (2req'd)) ssE_ 188 \
GEAR COVER e SPEED INST. PLATE TRAY Top
Aé’:;';” | » ] HEADSTOCK COVER
(3 req'd.) / | #2x3/16 P. K,
— i DRIVE SCREW
g | ' (2 reg'd)
: | 345 - 036
( l HEAD GASKET f
| | .
]
@ I 130 Z041

AT VARIABLE CHART

383 -009
/HEADSTOCK

708 - 004

BED,SEAL
\ ® WI%
556 -134
SWITCH PLATE
hil
[N} =l
o
< c-m1 /
w \ OIL DRAIN_PLUG e
~—~.. —~ #213/16 P.X
\ ~eay”™ DRIVE SCREW
(TYPE U)
18 -1073 (2req'd)
OIL LEVEL ¢
o T
1l
e —1
\‘,‘. I 210-24x 144
P a RD. HD. HACH. SCREW
’- NAMEPLATE >0
923716 F K. e
i DRIVE SCREW )
! (TYPE U)
| ~—— (2 req'd.) \
| — o
i | i S
SOC. CAP SCREW . — 5
(2req'd)
1882 L L e300 PX
PLUG L LLLL DRIVE SCREW
(TYPE U)
{4 req'd.)
IMPORTANT MO LA POEHER e i e 130 -025
(2 req’d.: R - S
i FRONT CLAKP THREAD CHART
THE PARTS ILLUSTRATED ON e
THIS PAGE ARE FOR LATHES T T e a2
SERIAL NUMBERS FROM HEX. CAP SCREW REAR CLJ AP _————556 - 149
3 511699 TO Cren'dd % LUNGITPIEI:;IE FEED
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382-043 14-N0x 8
388 - 021 HuB SOC. SET SCREW
BACK GEAR (Cup P1.) 5900-70
HANDWHEEL BACK GEAR ENGAGE
HUB ASSEMBLY
Consista of:

562-075 52075 PIN
BACK GEAR 697 - 041 SPRING
DRIVER PIN a 182.- 043 HUB

N 9-210 BALL

332« 14 ROLL PN
174-20s 3.8 SOC. $ET SCREW

SOC. SET SCREW
(Cup Pr) SPRING

(2 Re'd) 590096
o e SPINDLE PULLEY
I i ASSEMBLY 0B4-35
/ OILER

< 5900 - 94
641 -088 GEAR HUB
RETAINER  ASSEMBLY (40T)

5900-43
SPINDLE PULLEY
AND DRIVER ASSEMBLY

~——t
Consists of %

W/BUSKHING

900 - 96 PULLEY ASSEMBLY
044013 BEARIN
00 -94 HUB ASSEMBLY
DB4-35 OILER
1/4-20x 1374 SOC. CAP SCREW(S)
536 - 162 PLATE 1/4-20: 1374
S0C. CAP SCREW
(6 Req'd} :
1/4-20 2 /4 4l - 044 =033
SOC. SET SCREW lclg,o.? o BEARING
{Cup P1.) (18T)
641 - 030
i 8 RETAINER  932-060 Sib=i8 i
~ 18« 1
mu“\ ¥ RASER $OC. SET SCREW
2 g (KNURL PT.)
(2 Req'd.)
381-036
TUMBLER HANDLE
3322 V4
ROLL PIN.
10-1231
PLUNGER e——
10-124¢ -
SLEEYE \ 1.4-20 HEX

~an ; JAR NUT
w1 - 057 T ,D'cw'u' " 14-204:34
% > ; = 4=
KNOB —= (éf:pﬁ" HDLESS SET SCREW
\ 697 lm.r pang \‘o i I
R PRNe  WOODRUFF — 2 ]
% o
724316 P.K fof N
DRIVE SCREW

(Trpe U}

1/4=20 5 1id SPRING

SOC. SET SCREwW_ °

\ (Cup Pr.)
5/16 x 3/4

9 -61 $0C. SET SCREW.
SPRING o 210- (Cup Pu} |

BALL

124316 PX é\

5900-1M1
SPINDLE ASSEMBLY

Consists of:
045 =010
122 - 082
701 - 035
ca2
C-3474

c-348
s10-323 8

=] WOODRUFF KEY
=9 WOODRUFF XEY

641 - 005
RETAINER

239 ./mu
WASHER

§17 ~ 066
BEARING TAKE.UP
RUT

B o o
— -
1/4-20 x1/4 Q-323 174220 x3/16 il
L P a ] COLLAR 50C. SET SCREX 1!
/ (Cup P1) />\\ E o) (2 Req'd.) (Cup Pr) (2Reg'd) |

# /‘/ i i
/'/‘ h - =" :Il :l
4 __o® e | foa b
,./_;’g’ 567 041 10 - 1225 ROLL PN—"" \\ g
i PACKING COLLAR i / y \ }

DRIVE SCREW  1/4>20s 3/ 388 -01) -
(2Req’d.)  5OC. SET SCRE¥ HANDWHEEL
(Cup P1) 0532: 38 %7°-041
S0C. SET SCREW  \ PACKING
(Cup P1)
700 =125 £10- 32 HEX
JAR NUT

5900-122
REV. SWITCH ASSEMBLY
Consisis of:
“isoss  Xwos
142038 5
Lo o
”Cicif‘?.f)c“f" zgl-gﬂll s?u.u:imG 9
700125

SHAFT
14-20:38 30C. SET SCREW

658070
sTUD

10 21.3

PSS

\m on

e -
WO«

v

705700( ASSEMBLY

BEARING. ROLLER
COVER, FRONT BEARING ! |
SPINDLE 7£32 x 3/16 RD. HD,

|

SPINDLE FACE PLATE NUT /# WACH, SCREW ]
RETAINER RING ' i (2 Req'd)
SPINDLE NOSE KEY : 837 - 003 i
w
50C. CAP SCRE 702t OIL TROUGH
SLEEVE .
£2:1 16 PK

232-008
OIL DEFECLTOR

Cc-3a
SPANNER WRENCH

341.- 109 174 . 20x 316 DRIVE SCREW |
FEED GEAR S0C SE1 SCREY - (Type U) ]
(367) Cupr) 3
/ s07" 5et SCREW | |
- (Cep P1) 940 - 003

341 -120
BACK GEAR
727)

BT BACK GEAR s
/ OIL WICK 4900 - 40
051-042 (2 Req'd.) RACK ASSEMBLY
BALL CHAIN (With Bushing)
BELT

641 - 034

. RETAINER
5 e - 388
: c-1s8
. = / stn‘:hE' )GEAR | SPACER SPACER
M-
049 - 084 1\ i BACK GEAR
BUSHING \ t /,A I‘t“:;l:lE‘! am L
— !
b, R T
[ %
. —
S 4 -
® | %
N :
- : \
1/4-20 5 14 o Liagl -
S0C. SET_SCREW SRER 2 - 'm 316 —
up P = 120 x ¥
Ll ROLLER BEARNG =8 0C. SIT SCREW P T iy
/ (Cip P1.) /,—/ e~
g
- i 3
ol Q-1 i /,——’ '
e e —COLLAR i~ 2404 WOODRUFF KEY \
- S el {2 Reg'd.)
=

261172
TAPERED PIN

G

COLLAR (221)

002 - 045 1/6-20 174
ARM SOC. SET SCREW

i

PSRN
b\
S

(Cup P1.)

B | -
- N ! — '
R Y Ly 1 2 |
[ —
== _ - cHaa

RETAINING RING

T,

04 WOODRUFF 1 3
567,041 O e #6086 WOODRUFF — —
o H - TY \v/ sa1- 18
\ 10- 1225 : i ! LR RETAINER
129 -025 COLLAR p \ 110-32x 38 oiL
Cax SOC. CAP SCREW SLINGER
i

3/8 SHAKEPROOF / 4900

a9
IDLER GEAR ASSEMBLY

WASHER 7686

(2 Req'd.) (With Bushing) (30T) 442 -028 REDUCER SLEEVE
8= 16 HEX. (2Req'd) KEY
JAM NUT
(2 Req'd.)

. 498 - 0¢9
- REV. GEAR STUD

SPINDLE

TUMBLER
BRACKET
wilog  ASSEMBLY

PACKING

(2 Req'd.)

641 - 080

RETAINER IMPORTANT

THE PARTS ILLUSTRATED ON
THIS PAGE ARE FOR LATHES
SERIAL NUMBERS FROM
511642 TO 511698

7005104
TUKBLER MAFT




[

§

-
—

-~

,,,
s

prmaprorny
Bnmed

=

poeear
s

C

==

HEADSTOCK ASSEMBLY

382-003 L4238 )
-021 HUB 0C. SET ¥ -
n?x GEAR (Cop P1) 590070 5900-1M %
HANDWHEEL BACK GEAR ENGAGE SPINDLE ASSEMBLY
HUB ASSEMBLY Consints of
\ Consians ol: 045010 BEARING, ROLLER & ?Ez;:g:mn
s54 - 162 122- 082 COVER, FRONT BEARING
542-075 562-075 PN 701 - 035 SPINDLE
BACK GEAR 697 -041 SPRING can SPINDLE FACE PLATE NUT * ®#6-3213/16 RD. HD. i
DRIVER PIN 182043 HUB % MACH. SCREW
C347A  RETAINER RING ¢
=5 REr C:8  SPINDLE NOSE KEY 2Req'd)
33214 ROLL PN 10-32 £3 850C. CAP SCREW : 87003 i c-1a
14-20:38 S0C. SET SCRE¥ 2EVRS0C CAR oo e v, oiL TRO i SPANNER WRENCH
39 WOODRUFF KEY SLEEVE
€213 16 P.X.
341 - 109 1V4nx 304 v DRIVE SCREW
FEED GEAR SOC. 3T sCrew (Type U)
BT {Cep Pr)
1/4-20 £ 3/8
SOC. SET SCREW 940003
(Cop P1) BACK GEAR
- _~" "ol wicx 90040
4] =180 ¢ B GSI-CD}:IW (2 Req'd.} RACK ASSEMBLY
$OC. SET SCREW BACK GEAR ALL CHA (Wit Bushng)
{Con Pr) SPRING L wIp vl 641 -084
(2 Rev'd.) £909 - 96 RETAINER -
SPINDLE PULLEY Ba w0 SHinis 2 -
ASSEMBLY AIN] - _388 =
DB4 - 35 SPINDLE GEAR SPA
s / OILER / Y / 7 \ SPACER CER
/ 049 - 054 BACK CEAR
< 5900 -94 ‘*f\} BUSHING T 641 - 084 um
\ 641 - 086 GEAR HUB . L
RETAIKER  ASSEMBLY (40T) o
5900-43 ’ W/BUSHING ; <Z
SPINDLE PULLEY . oe SO
AND DRIVER ASSEMBLY el
Consinr of: % . o A=
00 -96 PULLEY ASSENBLY 1420 174 T
044-013 BEARING §57 —054 SOC. SET SCREW - L
5900 - 94 HUB ASSEMBLY NYLON PLUG (Cup P1) nouﬂs‘; -:El" _ 1/4-20 x 3/16 i e T
DB4-15 OILER £IRING SOC. SET SCREX — -~
142« 174 SOC. CAP SCREY (8) - / (Cop Pr) o :
55 - 162 PLATE 1/A-204 1304 R . ;
S0C. CAP, SCREW P .
6 ‘d. .
et - #404 WOODRUFF KEY
1/4-205 VA (2 Reg'd.)
SOC. SET SCREW 700- 132
(Cop Pr) & o
Vi-201112
\ _— BACK GEAR SHAFT om0 o 567
RETAINER  932-040
go3n E i WASHER 5/16-18 1 1/4 (2 Rey'd)

COLLAR
_\\_\; /suc SET SCREW 5 %o
(KNURL PT,) BEARING TAKE.UP
(2 Reg'd.) NUT
31036 =
TUBLER HANDLE -
332+ 4 il

700125 210'- 32 HEX,
SHAFT JAM RUT

[
— -
=i 10- 1231 o 30 s schen T | a\ ;x;; TSET Snce 4 T
G LSO i - 367 2 0¢) ; ]
PLUNGER /(€ P1) ‘;\_ PACKING (Cup Pr) (ZReq'd) |
101244 L] /@/ . /

el ! 1.4-20 HEX. S 841080 T ¥ 7 041

> ~ay JAM NUT RETAINER o J q PACKING

T (2 Req'd) pacKiNG

1087 T SOC. SET SCREW 14-204:3:4 ’ i -
— (Cus P1) _ HDLESS SET SCREW 31 - 117 W a
= | g4 (Full Dag P1.) 123071 GEAR
697-047  yOODRUFF o — COLLAR (227)
SPRING 700 - 118 =
EEY SHAF T = :
\ /0,—’ 04s 174205 114
== 125 3/16"PK. R SOC. SET SCREW
- o DRIVE SCREW (Cup P1.) S 3 .
z S (Type U) il ¢ ;
L. TN SPRING 3 4 !
: 4 SCREW -
(Cop Pr.) i e i . =
e \ 5/16 .J/a/é - \ “\.|_ [ - H
T s v ROLL PIN \ ~e ' T .
COLLAR e :
3 /“ ,:,é‘ -sEzTJ :ca;:‘ =l 47041 e 1404 YOODRUFF e
- . 3 PACKIN KEY 1606 WOODRUFF
SPRING o210 (Cup Pr) = (,/ oop \
BALL \ 101225 = 5 .
129 - 025 COLLAR - RETAINER
£253/16 PXK. Ak — £10-32: 178 Oty
DRIVE SCREW  1/4>20« 3/8 128 - 013 et S | S0C, CAP SCREX SLINGER
(2Req’d.)  SOC. SET SCREW HANDWHEEL 7l oa B 3. o 3 g
(Cup Pr) so'cms'e"fz Ao\ PACKING 3/8 SHAKEPROOF $00% ¢
E s WASHER e IDLER CEAR. Assemy
(2 Reg'd.) 1216 HEX ith Buskigg) () 12-0m R
,JAm NUT 2 KET REDUCER SLEEVE

1 (2Peq'd)

SPINDLE

\% . ! e
[ ¥3 WOODRUFF kgy FACE PLATE
~ /

REV. SWITCH ASSEMBLY
Cennsans of;
R
1= K - KNOB
SOC. SEI? 'sén.sr 47 - 041 0" RING (8
(Cup Pr) sTUD

= > r
(I ” \@ S ] /‘@ REv. CEAR STUD
o \%/ (2 Red)

SHAFT
14-20: 3.8 SOC. SET SCREW 7 0ay  ASSEMBLY (2 Req'd.) ;

PACKING

441 - 080 ¥
RETAINER f

700111
TUKBLER SHAFT

IMPORTANT

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

511699 10

21.4
10




TS REREREEREEN

—— e L | S e o i T B B, e ——,

S [Ap————

QUICK/CHANGE
GEAR BOX
ASSEMBLY

1
otes

Mex1.172
DOWEL PIN
2 Re'd) =

=

© 064-010
JAK NUT BEARING

1/4-20x 174
SOC. SET SCREW
(Cop. P1)

174-20 x3/8 |

SOC. SET SCREW |

(Cup P1.)

12x 116 PX.

DRIVE SCREY.
Reg'd)

O

8 Q 3 700109
&= ‘ DOG CLUTCH SHAFT

£'2t

490088  QURT
INDEX PLATE
ASSEMBLY

Conslsts of:

130 -021 CHART

g.‘r
556137 INDEX PLATE 064 -010 @
LER] P.K. DRIVE 5CR. (2 BEARING 5/8-18 HEX \
' 55 -1% JAM NUT 1Z2-012
INDEX PLATE BEARING
’_< COVER
490025 2Re'd) e s (fe bl
TUMBLER KNOB ROLL PIN 041 -253
ASSEMBLY w0z a® TUKBLER IMPORTANT
Consists of: Kos . . BRACKET THE PARTS ILLUSTRATED ON
w0 xos e ' . w2- 018 THIS PAGE ARE FOR LATHES
@T-00  SPRING a7-00 325 34 Aer SERIAL NUMBERS FROM
W=-1231 PLUNGER INDEX SPRING ROLL PIN
10-124  SLEEVE 507731 TO
VRV ROLL PIN 10-1244 10-121n

SLEEVE PLUNGER




€T

B % ] | ! Leleza - o
QUADRANT ASSEMBLY
NO. 4900-29
432002
QUADRANT
0§00-15 Wex 1"
GEAR BUSHING ROLL PIN
ASSENBLY 3/8 WASHER
EXTRA THICK
— e
VI-16x134 g e —D DB4-15
HEX, CAP SCREW ; 1/2-20 HEX, OILER
\ Y JAM NUT /
c—
00 -
QUADRANT STUD“ASSEHBLY —~. W 828 -052
W/OILER S 3/8 WASHER ot OIL TUBE /2-20 HEX.
e EXTRA THICK 5 JAN NUT
\.\ ) -
—
; \\../ . /@/
057 - m] _l ./.
/é s
BAG. \'. VA-2x1/4 /"
: SOC. SET SCREW M |
697 -010 /a S — E | T - x4
: SPRING : 2 (= HEX. HD. CAP SCREW
\_ :I () N S
#404 WOOD
KECUFF\U _— z F |
- s
L
<”'/ T J
\'\ ‘1
J4-20 x .
S0, SET SCREN e
3 057 - 001 (Cup P1) SR
) BALL S
o ‘\
490013
@ \ SLIDING GEAR HANDLE _>
- ASSEMBLY —
DB¢-35 V/BEARING e
OILER
U1 098
Q=523 SLIDING GEAR
GEAR NUT :
/'/
4900-14 5/8-18
SLIDING GEAR ASSEMBLY HEX. JAR NUT
Consists of: IMPORTANT
3.':{:"1’5 gi:: ASSEMBLY THE PARTS ILLUSTRATED ON
Dui‘n OILER THIS PAGE ARE FOR LATHES
Q3 v SERIAL NUMBERS FROM
1404 WOODRUFF KEY 502100 TO\




|

w3 A

4 |
= |

=2

S9N REE LR EEEEEEER

‘ELECTRICAL ASSEMBLY

E10-24x1,2
VAL RD. HD. MACH. SCREW T
sor_(tz:‘:: : :gneu @ ’;" d) BRACKET \</
#10 PLAIN WASHER \
(2 req'd.) T =
— v T — T _—
. \
e T 5
557 - 006 174 PLAIN WASHER 0 '\ \\
PLUG D) = = ol 2 B ! 8 e
0 S.P. WASHER / \{/ i /
P S
P S (2 reqds) [ T | <2y
ELBO CONNECTOR R e, =
A s SRS |
\ %J \ |
S \Y'\ £ \ )
. CONDUIT e . \ / I
(121/2" Loag) | \'\ |
- \\'\
| e
\ &
o HEX. I \
il | -
(2 roq'd.) ! gty
\ ot
TG

’.\.\
135 - 012 90
V4-20 x &/8 ELBOW USED
RD. HD. MACH, SCREW WITH 2828 MOTOR
(2 req'ds)

12 =251
JUNCTION BOX COVER

5ged
o \\@

FULL NUT
(2req’d.)

-JUNCTION BOX

2892 MOTOR I‘D on CDNDUIT
(1% H.P., 1 PHASE) 2828 MOTOR
ONLY
2828 MOTOR"
(2 H.P.)
3 PHASE)
R 35010

USED 'ITH 2892
HOTOR ONLY

THIS PAGE DOES NOT APPLY TO
LATHES WITH 2 SPEED MOTOR
OR POWER FEED TURRET.

IMPORTANT

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

50210010 _________—

10
1




S sty ST genn rd L AR = grea
S | e o e e 8 o OO @B BE g3 e :
5900-136.
C'SHAFT VARI. PULLEY
-8 T ASSEMBLY
. | e o,
COUNTERSHAFT ASSEMBLY W/O CLUTCH SN SPRING RETAWER
| mh Sonaes
£ AFT
5$905-15 ? PULLEY ASSEMBLY
COUNTERSHAFT SPINDLE PUCIH.  PULLEY A0 KRy AV
ASSEMBLY W/0O CLUTCH ORDER
Consinta of: C'SHAFT VAR PULLEY SPRING CI
& ; P
%_:.;.: Seang ASSEMBLY RETAINER RETANER
“z- DRIVE KEY
s1-o1 RETAINER ' (2)
T SPACER
6914 SPACER
701 -052 SPINDLE
5500 - 4 C'SHAFT PULLEY ASSY.
5900-1% C'SHAFT VARI. PULLEY ASSY, 051-036
: /vm. BELT
500 -4
C'SHAFT PULLEY
ASSEMBLY PULLEY SPRING Q
/’ 441051
— o) RETAINER
i SEARING
442-053 o
A DRIVER KEY
TIMING BELT bt
n SPINDLE \
o 6412011
RETAINER
1051,
DRIVER HUB R‘E‘TAI'NER
316 1"
ROLL PIN
(2 req'd.)
BEARING /
oA
—"
SPACER 4900 130 s 048 - 052
s4a1lon C'SHAFT BRACKET o el (2ot
RETAINER 5905-"6 : (w req'd.)
C'SHAFT ASSEMBLY —
W/0 CLUTCH
2 i+
o e 3%‘116":1? it THE PARIIA:Plﬁfs‘;:IZTED ON
- 2 req'd,
ST BT ans. THIS PAGE ARE FOR LATHES
SERIAL NUMBERS FROM
i 505856 TO 510106




THIS IS A BLANK PAGE
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7 1 i fimpey e — !
| ! = l e SRR A Nt [ERL A & ey

e = = = = & =

oL et Ca b g} P 5 e s Solhs) A i Ve e 2 A AL | P
7166
696.101 CLUTCH KICKOUT 69 =141 S16-18x138 Yia11e 38':"_00;9
SQUARE HD. SCREW ASSEMBLY SPACER 50C. CAP SCREW  GROOVE PIN |
COUNTERSHAFT W/CLUTCH Cenilateials pam— -
AND i gse 001290 KICKOUT BRACKET @ =1y ﬁi
BRAKE LN Citc ROk $%212 CLAKP PLATE =
5900-1005 BAR (24") CENTER LATHE 1011 SCREW = susLos
048-0% % = 5900-47 CLUTCH C'SHAFT
CLUTCH CONTROL
BAR {3%7) CENTER LATHE qrexc3s-2u - 181" / S:’INDLE ASSEMBLY
T OUT BRACKET COHTROL HANDLE  HEX. CAP /7, 16-20x38 Consists of:
HEAD BAR = BRACKET SCREW s0C. SET SCREV ou-017 BEARING (4
1exs/s i l ’ = {Cup RH) 2-052 HUB
: -053 HUB
ROLL PN 9/// \ 002-048 = 697048 ﬂ;_m XEY
e (2rog’d) st Lo setdzg SHIFTER ARM g ey A KT
2 RETAINER APRON ROD \ 442046
$0C. CAP SCREW 1A WAHER & BRACKET 548 - 007 1-011 RETAINER (4)
/ PLUNGER 9142 SPACER
Li=p \‘ —— L LI e
————— LATE = 7
SOC. CAP SCREW 114-20x 12 :;&';_ﬁa CLUTCH & BRAKE ASSY.
- SOC., CAP SCREW 5900136 i‘!s!;AFT YARI. PULLEY
s Ll : g 1420 78 Va-n: 3k WASHER
ARM SPACER 002083 S . S0C. CAP SCREW 210 PLAIN
5/16-18 x 7/8 CLUTCH LEVER TovaL PQINTE)' "\-\__ ! (2 raq'ds)
/ SOC. CAP SCREW - ARK <> 129 -030
. v — ya-nmeva 1 can u2-082
0200 SPACER Q /’""’“ $0C. SET SCREW ; / BRAKE DRUM
SHIFT LINK N b (Cop P1) / e
ARK 5, | | $ 16— 18 HEX: ot I
5900100 JAR HUT
swan—" LINK ASSEMBLY - 10 =123 1fe-20x12 - e N x 1
LINK ASSEMBLY COLLAR Yy soc. 1 SC)REH -] ROLL PIN
< (Cup P (2 veq'd.)
@\. Beso Ak C'SHAET BRACKET -y,
$0C. CAP SCREW AsseusLY
048 - 052
BAR CLANP
. 69808 (2req'd)
5M6-18x1 =
SOC. CAP SCREW S CSHAFT STUD o
N SPACER .§.32.5/8 SHIFT COLLAR (2 req’d)
(-] $OC. HD. CAP S f —_—
o sse-23  SCREW o salla
PLATE, =103 RETAINER,
CLUTCH NUT CONE
554-202 (2 REQ'D) l ; |
| ! . —————— o
157-001 2 =2 ? == 37816 HEX
B CARRIER, CLUTCH = FULL NUT
RETAINER, BLATC \ , /
< 153-001  BEARING, e = 678 - 098
H : 556202 CONEJSMIET.COLLAR ¥ s T C'SHAFT STUD
, s l e (REFERENCE) / i ) ,@ Qreg'd) :
7 CLUTCH 5900 -151 COLLAR Te Y == e s
: - R Seholy RETTNE ZERK. FITTING
% = 556199 SHOE ASSEMBL AINER / - 841 -0
y PLATE (INCLUDES, BEARING 044 - 080) \ 8. LOCK MASHER RETAINER
Xe LUTCH g {4 REQ'D)
et 5202 (3REQ'D) “2: Eg’“ \
LEVE \ \
WASHER REQ'D! . 42-045 m
i — (2REQ'D) s Do cLuTen Key é

~

BEARING
5§900-40
697 - 059 \
SPRING, C'SHAFT PULLEY 701 -050 Y m\-oﬂ
@REQD)  ASSEMBLY 182053 C'SHAFT SPINDLE ¥ RETAINER
so00 Y110 CLUTCH DRIVE (2 req'd)
CLUTCH & BRAKE X 641-116 HUB it oulorr q'd.
ASSEMBLY A BEARING
SPRING, RETAINER RETAINER
899142 69 38
s41-011 SPACER PULLEY, SPRING o
RETAINER /
300 - 002
PULLEY FaH I
a2l0s IMPORTANT
PULLEY KEY
THE PARTS ILLUSTRATED ON
! \ R THIS PAGE ARE FOR LATHES
osalor A ORDER VARIASEETSPEED SERIAL NUMBERS FROM
. 5900 ~ 136
BEARING TIMING BELT C'SHAFT VARI. PULLEY 505856 TO
ASSEMBLY

[4
otes




1

b e il

bz LS

T -

o W RS

et

P

' /' '

i b
‘ H MOTOR BASE ASSEMBLY
i no-24x3/8
} SOC. CAP
| 74008
: STRAP
002-050
HOSE QRI i 55 -194
: 123 - 00 | V4-20x 3/8
COLLAR ! SOC. SET SCREW
(Cwp Pt
@
3/8 LOCK WASHER [
(4 req’d.) \)
~N
A % br
e
3:8-16 HEX
FULL NUT
(4 req'd.)
A5
SBE

041 -273
MOTOR BRACKET
(LEFT)

3/8 WASHER:

(EXTRA THICK)

(4 req'd.)

e e b s %

V8-16 HEX

é/m HUT

(4req'd.)

—

3/8 WASHER
(EXTRA THICX)
(4 req'd)

-/.
e

3/8 -'11 x3/4
HEX CAP SCREW
(€ req’d,)

oty

= ‘

[ SS -

041 - 274
MOTOR BRACKET
(RIGHT)

AR BN
I
” , 698 - 098
I COUNTER SHAFT
| STUD
{:, ” (Zreg'd)
I [ L
l’ L
o
TR
! "'/' I
1
i 4 Sl
1! Il Vs
” ’, I R07. PIN
1 I~
o
|
1
|

l f:
Tl
il
| 1l
I [l
| [
048 -051 I (!
CLANP ”
(2req'd) I
ol
| :l
| |
I l:
N6 x 1" I’r‘ll|
ROLL PIN }‘I :||
i
)
| l'{‘
|
|
Tl
[ [
Nl \I[l
il
e ||l |l
TEas |{w||]
R (el
i
\\ '
—
\\\‘J_IL”
IMPORTANT

THE PARTS ILLUSTRATED ON
THIS PAGE ARE FOR LATHES
SERIAL NUMBERS FROM
502100 TO




s |

= —

-'“”A‘

- - 1 SE S | 4
o = : — ; on Ol S D U T VS R e o
o g R (BN B 8 @ T3 O EB
i VARIABLE SPEED CONTROL
inm CAP SCREW
174 PLAIN WASHER
5900-147 —— *5920.15 #parts for lathes with 2-SPEED Metors only.
‘s:.sso c_HAnr HUB ASSEMBLY 13 YOODRUFF o HUB PLATE PPy SPEED CHART HUB ASSEMBLY
slsts of: KEY 1) IG KNOB Cansists of:
M- Hua @Regd) 1-041 (2Reg'd) 32030 HUB
:340-:/5126 P.K. :s)pfvag %‘“ ® 382-031 130-053 SPEED CHART
x . Ri EW = 16 P.K. RIVE EW (3
CONTROL. 14x3N6 P D SCREW (3)
HUB | — (0 W
b *130-0s3
- Al
SPEED CHART g L 4
14x3/16 P.K. 935-003
DRIVE SCREW OIL LEVEL
)/(J Req'd.) WINDOY
S 641-107 . =5
= RETAINER 14 x3/16 P.K,
SPEED CHART HuB Dmlvs SCREW * 547 -010
932 - 081 (3 Req'd.) 3822030 i6x1/4 P.K. OILER
WASHER SPEED CHART HUB DRIVE SCREW (Style G)
932051 (TYPE U)
WAVE TYPE (2 Req'd)
MASHEK 55111
SPRING HOUSING | 1
50077 PLATE 67 - 043
SPRING HOUSING 0" RING ]
ASSEMBLY
1/4-20x1
SOC. CAP SCREW . p—
1/4-20x 1 SPRING
0C. CAP SCREW
= (4Req’d)
— — i
— -~ R e~ TE
- - 5/16-18 x 5/16
N (£ T SOC. SET SCREW |
(Cup P1.) i
(2 Reg'd) 1400 - 37
ROD ASSEMBLY - -
FITTING
“0" RING  PACKING
o r 131-015
- | L 563-016 CYLINDER
557 - 054 = PISTON
L J ADAPTER
61 -, N
ROLL PIN 1/4-20 x 3/4 '/'-?0;‘ 1400 - 38
SOCKET SET SCREW ~ SOC. CAP SCREW UPPER CYLINDER ASSEMBLY
316 x5/8 BellLeck) Coasiata of:
ROLL PIN 1400 - 37 ROD ASSEMBLY
=) -~ 5900-72 935-003 OIL LEVEL WINDOW
] — — 697082 SPRING
‘//-/ SOtLAR S @ VALVE CAM 567003 PACKING 0" RING
I/ 5/16-18 x 5/16 & BRACKET ASSEMBLY 567042 PACKING "'0" RING
90071 N SOC. SET SCREW Consiats of: 567 =061 PACKING “v*
- x (Cup P1) = PISTON
VALVE CAK ROLL PIN : (2 Reg'd) 5900 -87 CAN ROLLER ASSY. 563 - 016
e q'd.] 20071 CAN ASSEXBLY 547-.010 OILER (TYPE G)
700-130 SHAFT 2% =008 FITTING
123059 123-0% COLLAR 131 -015 CYLINDER
COLLAR ot 001-078 ADAPTER
u:"ggﬂ‘;“m‘_ 8-18 52:';; §8x1/4 P.K. DRIVE SCREW (2) IMPORTANT
SHAFT Néx M6x1 ROLL. PIN (2 VARREL | . S0C eAPICHEN (5 THE PARTS ILLUSTRATED ON
3N6x 578 ROLL PIN (2)

; ROLL PIN

5/16-18 x 5/16 SOC. SET SCREW (&)

THIS PAGE ARE FOR LATHES
SERIAL NUMBERS FROM
508890 TO




r= ,'}
s | ST
. . L5 — — e — — ———— e ST o e ey e

g oA b2 ey Lk

Cob b e e e B e i e e g

VARIABLE SPEED MOTOR PULLEY

< 5900-132
5 ASSEMBLY CYLINDER AND SHAFT ASSEMBLY
f:
CM;:.:.. 131 SHAFT AND COLLAR ASSEMBLY
699154 SPACER
567059 PAS%!:‘*G @
_ Pl
sﬁg_g BEARING HOLDER
386093 HOUSING
296048 45 ELBOW
122-125 COYVER
044041 BALL BEARING (2 SEALS)
044 -017 BALL BEARING (2 SHIELDS))
3/8-24 CONE LOCK NUT
*DOES NOT INCLUDE:
932-090 WASHER
641115 RETAINER
390-029 VARI. SPEED HOSE
ORDER
5900 - 125
MOTOR VARI. PULLEY ASSEMBLY
*390 - 029
VARI. SPEED
HOSE
N
O
< 567 - 059
St PACKING 5900131
(2 Req'd.) SHAFT AND COLLAR
563 - 008 N
PISTON ASSEMBLY
{2 Rexd) 296-048
45" ELBOW
*932- 090
WASHER
122-125
COYER \
*641-115
RETAINER
699 - 154
SPACER
SOC. SET SCREW
(Cup P1.)
(2Req'd)
044 - 041
BALL BEARING
— (2 Seals)
3824 BEARING HOLDER THIS PAGE DOES NOT APPLY TO
CONE LOCK
NUT

LATHES WITH 2 SPEED MOTOR
5900-125 OR POWER FEED TURRET.

S i MOT: VARI. PULLEY ASSEMBLY
BALL BEARING Consists of- IMPORTANT
(2 Shiclds) S0-13%  STATIONARY NOTOR PULLEY THE PARTS ILLUSTRATED ON
560~
P SRR A b THIS PAGE ARE FOR LATHES
SERIAL NUMBERS FROM
505856 TO
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COMPOUND AND CROSS SLIDE ASSEMBLY

900 52 5900-30
HANDWHEEL ASSEMBLY COMPOUND ASSEMBLY
Conslsts of:
704 -034 SLIDE
704-033 SLIDE
702- 100 SLEEVE
696 - 089 SCREW (2)
696 =145 SCREW
4900 - 52 HANDWHEEL ASSEWBLY

382029 HuB
45023 GlB
23-013 DIAL

049 - 085 BUSHING
w30-16 OILER

Q-554 PLUG

696 144 DIAL SCREW
DL~ 471 NUT

#213 WOODRUFF KEY
3/8-24 CONELOK NUT

5/16-18 x 3/8 SOC. SET SCREW

£8-32x1/4  SOC. SET SCREW
#10-24 x 5/8 SOC. CAP SCREW (2)
044 -037 BEARING (2)
ne 556 - 197 PLATE (3)
- 556 - 198 PLATE

Sy | e =] s =] i
[Py i 5 ) ' i

gy = G L ek e D 1L Fe—

q‘. 1_

\ )

5900-31
TOOL POST ASSEMBLY
——=—TooL POST BOLT CONSISTS OF:
Lk e C-W5  WASHER
C-¥6  50. WASHER
c-w7  ToOL POST
C-  WEDGE
C-wo  BOLT

c-375
TOOL POST WASHER
c-376
@mas WASHER
S
o
TOOL POST WEDGE

-
= ST
97-012 = TOOL PO o
WRENCH %
L) TOOL POST SLIDE
696144 w30-16 e
TOOL, SLIDE OILER e i S
DIAL SCREW e
Q-554 e
! = 1213 WOODRUFF 696 =144 "
ERASSIRLU KEY TOOL POST SCREW GIB%J.G:%RE'
(21eq’d)
et 5/16-18 HEX. FULL
SOC. SET SCREW ¥ FINISHED NUT
1/2"* ocross flors 345-023
17/64 HIGH GiB
COMPOUND (2req'd.)
044_037 SLIDE NUT | /
THRUST ]
& BEARING i
= BUSHING
; 1/4-20x1/2
. 704034 P _——"S0C. FLAT HD. SCREW
702100 2 e COMPOUND SLIDE™~— (2 req'd.)
SLEEV =2 x
TAKEUP SLEEVE e e !
{2 req'd) Jint= -
2331013 -
/8-
CoubLoR WICRO FEED DIAL
NUT
5/16-18% 378
SOC. SET SCREW

5/16 - 18 x 3/8
50C. SET SCREW
(FLAT POINT)

SCREW COVER

704-03 —

CROSS SLIDE

THIS PAGE DOES NOT APPLY TO
POWER FEED TURRET LATHES.

=
5 |

us-02—" IMPORTANT
CROSS SLIDE
e / i THE PARTS LLUSTRATED ON
e - i THIS PAGE ARE FOR LA
CROSS SLIDE NUT
B it \tany SERIAL NUMBERS FROM
502100 TO
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CARRIAGE SADDLE ASSEMBLY

- DL-43

. R-2:48 WIPER CLIP -43
5900-106 WIPER
(2 req'd))

SELF TAPPING SCREW (2 req’d.
CROSS SLIDE SCREW ASSEMBLY (Zreq'd) ~a
Consists of: T

5900 - 34 CROSS SLIDE SCREW BRK'T ASSEMBLY \

5900 -88 CROSS SLIDE SCREW AND GEAR ASSEMBLY i
90053 HANDWHEEL ASSEMBLY
702-098 SLEEVE B-2x5 -~
69614 SCREW SELF TAPPING SCREW M-16x1 e
$S6-166 PLATE (2 @reg'd) SOC. CAP SCREW
537 - 089 NUT ~ (4 req'd))
-0 DIAL ~. Aiieho
044-035 BEARING %
044028 BEARING .
w0-16 OILER
1) WOOORUFF KEY tu-oor——'—@‘
L i WIPER CLIP L
-2 ESNA NUT (2req'd)
8-32x3/16  SOCKET 'SET SCREW (FLY. PT.) ’:p—ggl
550088 (2 req'd.)

CROSS SLIDE
SCREW & GEAR ASSEMBLY

w3i0-16
OILER

\

CROSS SLIDE
SCREW BRACKET

= e ASSEMBLY
/‘@ g = \~
\

-1

FOR LATHES BELOW

5/16-18x 578 = 500400 ORDER PARTS
SOC. CAP SCREW £ UI-115 GEAR
(2 req'd) #5-1s - §96-113 SCREW
8-32 x 316 e =5
SOC. SET SCREW ~
(Flat P1.) l
3 ou-ox
BEARING
537 - 089
PLATE  RETAINER
(2req'd)  NUT

23
MICRO FEED DIAL 044028

THRUST BEARING

702-098
TAKE-UP SLEEVE

5900 -53
CROSS SLIDE HAND WHEEL
ASSEMBLY

M4-10
SCREW ASSEMBLY
A (TAPER ATT.)

CROSS SLIDE SCREW ASSEMBLY (TAPER ATT.)

-
v e

e meid

Ry |

=5

720-003
CROSS SLIDE SHIELD

on 18-32:3/8
cmm;gs_ LOCK SELF TAPPING SCREW
Do?:.é::s i #10 PLAIN WASHER
- ~—— (4 req'd.) ] 2
1/4x11/8 > o
DOWEL PIN

126 - 045
CARRIAGE CLAMP

392-002 I 1 i )
HOLD DOWN
&k I 5562131 I
HOLD DOWN PLATE
(2 req'd.)

\5/16-13 x11/4
SOC. CAP SCREW

5/16-18 x 7/8"
SOC. CAP SCREW -

4 req’d.
/ @ req'd) isre)
316 11/4
ROLL PIN
{2 req'd.)
IMPORTANT

THE PARTS ILLUSTRATED ON
THIS PAGE ARE FOR LATHES
SERIAL NUMBERS FROM
502100 1O




[ e 8 WD T0 BE 02 0@ OO to e o BED o on ol i
1/4-20 x /4 Vi-2 x 12
SOC. SET SCREW FLAT HD. MACH. SCREW
(Cop P1. 556132 (4 Reg'd.)
APRON ASSEMBLY e COVER PLATE
: | GASKET
: INCLUDES PAGE 33 © welic
| Lot DOG GEAR ASSEMBLY
} e W/BUSHING
! 556190 i
¢ LOCX TAE“ ___N
- £ -3
: ~32 x |, . HD? <& ° 590075 Q
S gl ey Ty i o i ety TUST FASER
@ n.q-d.)—'/-' o W/BUSHING
i VEx 12 Ve x vz/ / Q
SHAFT ROLL PIN  GROOYE PIN 002 L0ss Q-3 =
(Type N LOCK ARM 1/4-20 x 3/8 oy g
SOC. SET SCREW
£10 - 24 x 3/4 (Cup P1) \J
702-112 FLT. HD. © Q382 3
HOLD DOWN MACH, o [[THRSST, WASHER Al
SLEEVE  SCREW ? &
EEVT
o
| =
10 =24 x 3/B =
HDLESS SET SCREW , RETAINER 5/16-18 x 34
{Dag Point) A= 41004 SOC. CAP SCREW
110 INT. : (DRASS  RETAINER / (2 Req'd)
e OOF 500114 WASHER
e PINIGN GEAR (A Req'd) =i
MWLz ASSEMBLY W/BUSHING
SOC. CAP SCREW TN 5/16 LOCK WASHER
(3 Re'd.) \\ e ) (2 Reg'd.) 900 — 137
L]
e v ar SPL(IFL:;UT
Q-39 ROLL PIN
E SHIn
(F%) i ®
| DL -426 \
N w 0 SPLIT HUT
w GiB

Ve=-20 x /4

\

[}

/
& SOC. SET SCREW \
(Cup P1.) $/1618 x 5/16
I 557 - 054 SOC. SET SCREW
/ PLUG 045 (Cwp P1.)
556~ 150
HOUSING
FEED PLATE classs
INDEX SCREW

32-02%
HuB

—

i

—
--@Lwcx WASHER

A TS
~ 1/4-20 x 3/8

ﬂ.\
i Z
Q"l

s
o)

L

~ — 5500-11
~ = it e SCROLL ASSEMBLY -
= g RS N 174-20 x 1/4
b SOC. SET SCREW
(Cup P1)
1/4-20 x 5/8
SOC. CAP SCREW
547 - 049
PACKING
0" RING
DL 421
IMPORTANT
SOC. SET SCREW
{Cup P1) BUSHING THE PARTS ILLUSTRATED ON

(RETAINING)

THIS PAGE ARE FOR LATHES

SERIAL NUMBERS FROM
507572 10




- |l EEEa- =
; o a . ==y t = it ¢ - . 3 - 5 ‘ -. L pane S . e

y R - - ' - frecamm | " '7 .
SO j T s o /i B R -4 P Tl B B R L
% bEag e P el - o S (W e P T e R P :
-8
s 698-113 5900 - 140 698113
4900-22 5900140 s W/BUSHING # s
RACK PINION GEAR ASSEMBLY ¢ GESAH,TM Lhe=]
Conslists of: 541080 /BL\ & G
i ctar RETAINER VA-20 x 1/4 MI-114
382025 GEAR \ $SOC. SET SCREW RACK PINION GEAR
537 - 065 NUT (Cup P1) W/DB4 - 35
556133 PLATE (2 \ OILER
932041 WASHER 932-087
3 / WASHER
] sarboso WASHER
WASHER RETAINER
2404 WOODRUFF
057 009 o KEY
STEEL BALL ﬂu:aheﬁm
(6 Req'd.) GEAR
l \ 1
' -—
| r’
! I
| | ;
| I HANDWHEEL SHAFT
} | GEAR
932070
%{J'G’ | Il WASHER
|
| r
-~ | | 1/4-20 x 3/8 : coupouﬁo'slgn SLIP
i I BOC. SBY SCREY I CLUTCH ASSENBLY
l ! = 5/8 SHAKEPROOF
L ! 1/4-20 x 1/4 [ LOCK WASHER
) ! SOC. SET SCREW 1
g T : (Cup Pt} |
V42 x1/4 — \
W SOC. SET SCREW i : l ¢, "sgr'sg:ziw i
: @ {Cop P1) -3 [ /(Cp P1) [
: = COLLAR | vp Pt l
! i I l ? R [
{ | | T WA-2 2 V8 |
DBA-35 i | il Q/sor_ SET SCREW |
OILER O il {  (Full Dog Pr) I
i
; J
| -
- = DL -630-5 -
4900 -21 \ f = s —_—_THREADING DIAL hinhlan,
HANDWHEEL- A iy COMPOUND GEAR SLIP
CLUTCH ASSEMBLY
Consists of:
/‘ 9210 STEEL BALL (6)
341226 GEAR
i 537.065 NUT
5%.236 PLATE
I 932-101 WASHER
5900-145 SLIP CLUTCH
______ S GEAR ASSY.
il ~.d DL-625S
THREAD DIAL ASSEMBLY
: Consists of: oSy
: S8 x 7/8 DL-6308 SHAFT :
V4-20 x V4 SOC. CAP SCREW oz e
: $0C. SET SCREW | VeR0x% SOC. SET SCREW
b \ (Cup P1) I
| V2 2 \ . @
! CONELOK ik 1/4=20x (/4 Ng-1073 IMPORTANT
NUT COLLAR SOC. SET_SCREW OIL LEVEL oL —628
(Cup P1) WINDOW GE—AR/ 1 THE PARTS ILLUSTRATED ON
| THIS PAGE ARE FOR LATHES
C=391 I SERIAL NUMBERS FROM
OIL DRAIN PLUG I 507572 1O

-

| 1
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TAILSTOCK ASSEMBLY NO.5900-54 d EHUD
1 698 -070
TS

702-!7EI

- : - SLEEVE, ]
7659
#3 M. T. CENTER N : 71uz~'7° e RAM LOCK >
SLEEVE, . @-’
_RAK, LOck iz A T 51618 hex,
647 ~001 -

TAILSTOCK RAM RAM LOCK STUD o

W30-16

OLER Ty

\ FULL NUT

1/4 PLAIN WASHER

Ol 3IN6x 1172
,,,,,, W == ROLL PIN
441-054
442025 1/4-20 x 1/4 SOC. KNOB -
KEY SET SCREW (CUP PT.) 4900 =21
HANDWHEEL ASSEMBLY
2404 WOODRUFF
,/@— / KEY
831-004 A
TAILSTOCK
(See Note)k
590010 1/2-20 CONE
DL - 433 TAILSTOCK ~ ~ LOCK NUT
WIPER CLIP T~ _SCREW ASSEMBLY /
DL -434 - :
A - "~ -
9832 x 5/8 \'*@m__ WIPER 1/4-2 x3/8 /./ 046 =032 / @\ L
RD. HD. scRE* ot l SOC. SET SCREW " BEARING
(SELF TAPPING) =3 oA 046033 '0 (CopPr) _—
- &~ ~~ A% BEARING -
Oy 3 557 - 054 E
o (G- ==l BRASS PLUG .
— ( ~
#ﬂ i
/ \ T o 38105
N~ ' KNOB
128 - 007 ey
WIPER CLIP |
938 - 004
WIPER
M‘/.
TAILSTOCK BASE Wi
R (See Note) ¥ #404 XOODRUFF  CAK SHAFT HANDLE
5/16-18x 2 174 698 - 077
SOC, SET SCREW CLAMP STUD
(OVAL PT.)
(2 req'd.) 3 699 -097
76 S : ACER
. @/rum WASHER i \ CM‘/SP
: =0 ap 18-83
700-190 ~ PLUG
P CAN SHAFT L !
- / "
SPRING 932-048 5/16-18% 3/8 \O
WASHER SOC. SET SCREW
(Cup. P1.)
>
NOTE * - IMPORTANT
|l
ORDER 5900-16 TAILSTOCK THE PARTS ILLUSTRATED ON
AND BASE FITTED @_m 048 THIS PAGE ARE FOR LATHES
2 3 ﬁ'ﬁ? WASHER ! SERIAL NUMBERS FROM
~ 3 2
CONE LOK NUT 502100 TO
1




