


/e6earch . . ':}je6ig,n 
MEAN BETTER MONARCH 

LATHES FOR YOU 
For over 45 years, :Monarch has operated on 

one principle .. . a determination to design and 
build the finest lathes possible. This singular 
dedication has brought about many innovations 
and "firsts" in lathe production. 

These developments have made Monarch lathes 
the most versatile machine tools in the world, and 
a constant program of down-to-earth research 
and design continues to create machines and 
techniques that a re well in advance of modern 
precision and production requirements. 

The illustrations on this page show some of the 
many phases of a program that can provide you 
with .precisely the type of turning machine best 
suited to your needs. 

For a good turn FASTER - turn to Monarch 



Quall~ Control 
MEANS BETTER MONARCH 

LATHES FOR YOU 
The name Monarch has always stood for the 

finest in melal turning equ ipment. 
Just look at any Series 61 Engine or Tool­

maker's Lathe. Many of its superior features are 
immediately eYiclent. But quality is not always 
tangible. Often it is the total of the intangibles 
that marks the difference between the ordinary 
and the outstanding . . . intangibles such as 
the test ing, checking and rechecking that is con­
stantly taking place in every phase of our 
manufacturing operations. 

The illustrations on this page indicate the scope 
of these numerous quality controls. They a re 
your guarantee of that e:rtra performance which 
assures peak production at a profit to every 
l\Ionarch user. 

For a good turn FASTER- turn to Monarch 
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rf!onarch • • • THE HARDENED STRUCTURE LATHE 
The mere act of building accuracy and productivity 

into a lathe is not sufficient in itself . You, the user, 
judge the machine on the basis of its year in and year 
out performance in your plant. That is the test as to 
whether you have made a good investment. 

Years ago, :Monarch set the pace by first introducing 
the hardened structure lathe. As is clearly indicated 
in the illustration abo,·e, all parts subject. to ·wear are 

hardened. This is done in our highly specialized heat 
treating department. Here, all accepted heat treating 
methods are used, each process being selected and 
regulated to do the job for which it is best suited. 
Every process is skilfully applied and controlled to as­
sure the ultimate in performance from every l\1onarch 
lathe and to keep it there for continuing peak produc­
tion at a profit. 

Below. Induction hardcni11g the cross-
feed screw for a Series 61 lathe. 

Below. Flam e-hardening the teeth of one 
of the many vital gears of a Series 61. 

Below. Lathe spindles being lowered into 
a modern electric Ju mace. 
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' d AND GROUND BED WAYS 
FOR YEARS OF TROUBLE- FREE SERVICE 

l!":l '8 

!lilltl!II 
TRADE LA THE BED MARK 

i 
PAT ENTS IN U.S . PATENTS 

GR EAT BRITAIN 2:138.811 Z,157.-948 2.154 ,947 
4 5 6,128 

• '1THE R PATENTS PENDING • 

it h Monn rch lulhrs ro11 gel bed castings of s trong, dense, 
r-rrs istanl chromium-alloy cnst iron. Berl ways are flame­

hnrdC'nC'cl lo n dC'plh of 1 
8" plus, lo a Scleroscope reading of 

70 lo 7-l Shor<>. This is fo llowed hy grinding to .0005" (overall) . 
Thnl gives you n lnthe with bed ways as hard as hardened 

slccl but with :i\lartcnsitic structu re blended into the tough, 
fine Pcurlilie iron underbody with its retained graphitic carbon. 
This provides n multitude of microscopic reservoi rs that retain 
lubricant on the ground way surfaces. As a result the film ad­
hrrrs longer and more tenaciously than is possible on a harden­
e<l steel surfoce. ,vith l\1onarch flame-hardened bed ways there 
nrc no worries about uneven wC'ar of loosened steel strips, 
different corfncients of expansion, lost bed rigidity as the result 
o( cutting aud drilling for inserts . . . no worries about bed way 
nhrnsion. 

Pioneer and developer of this patented technique in lathe 
manufacturing, Monarch applies the process to all models and 
sizC's of its complete li ne of turning equipment. For these 
rC'asons, i\fonarch users are benefiting from a maintenance of 
original hcd accuracy not ordinarily associated with machine 
tools of any kind. 

llr/o,,., f'11rr/011chrd phntor1rnpl, nffrnrl11rc nf Mmrnrrh bed u·ay afterf[ame-hnrde11-
i11n. (1 ) fl'rar-rrsi.1li11g .wrfar·e. (?) Trnnsilio11 zn11e. (J) Base metal slrnclurc. 
,lf irrn-plrnlnr,rnphs .,//(/111 l,011• Mn11arf'h brd 1ray f/nm c-hardening produces a 
tH1/11rr,/ am/ rn11/i11110 11s 111rlall11rr,ir11l hn11d bf'l1rce11 /he hardened :mrfare anrl lit e 
,,n.f/rr rnr,• mrlal /Ital mal.-r,t ii rme co11/i1111n11.q rnmpo.~ilion. Th ese laugh. resilie11/ 
rhra111 i11111-ullny rr1Nl irn11 ca.~li11gs da111pe11 i·ibralion much more titan sleel and 

•.cul f(lr heller bearing qualities. 
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~ Your Proof of Protection For Longer Lathe Life 

Thi., ide,1/,:fl!ing plnle re]JreRm/., 011.wrm1ce lo etery M nnarch user 
1/1(1/ /hr bed ,rn!I·' nf his lallte u·ill remain ''factory J resit" eren of/er 
year., of serere srrvice. 

Above. The highly specialized Monarch bed way flame-hardening 
machine. 

;::.::: ::. .. ;-. - ·· 
~ ,_ ---. . ii . ,p 

..· '-'-.awww• w .4111ia.:P 

Above. Bed wa?JS are r,ro1111d to a tolerance of .0005 of an 1'nch overall. 
Below. Bed ways are as hard as hardened sleel-70 lo 7£ Shore. 



Above. Grinding the bore of a helical headslock gear within a tolerance limit of .0008''. 

/Jreci6ion rf/ade (fear6 
ASSURE SMOOTHNESS, LONGER LIFE AND BETTER WORK 
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The deep rooted reputation of lVIonarch 
helical geared headstock design is due, in no 
small measure, to the precision of the gears. 

Power flows through them smoothly, . 
quietly and without transmittal of gear 
tooth marks to the work. Such is the service 
which can be expected from every l\Ionarch 
Series 61 lathe. 

On the opposite page is visual evidence of 
the thoroughness with which l\{onarcb 
proves each step in accurate gear making. 
These include the helix lead angle clwck, 
the tooth contour check, the test for noise 
and bearing, checks for accuracy of bore 
diameter and pitch diameter and the tooth 
spacing check. • 

These are not isolated examples. Every . ·· 
gear which goes into a l\1lonarch lathe is 
subjected to such painstaking tests. 

f,eft. Grindfoy lu,lical hcadstoc~· gear teeth. 011 lhis oper­
ation /he tolerartce /im,it is .000!!" but on tlte arerage 
1tl'ldom exceeds .0001". 
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It has of ten been said that the hea<lstock 
spindle is the heart of any lathe. Recognizing 
the truth of this, Monarch Series 61 spin<lles 
are made to the most exacting tolerance limits. 

Following this, they must pass spindle­
spection. That's our way of referring to spindle 
inspection but the methods used are so modern, 
so thorough and so accurate that they deserve 
this special designation. 

The bore is checked by means of SheffielJ 
Precisionaire gauges, as illustrated above. 
Limit for bore size is .0005" and for accuracy 
of taper, .000". The center illustration to the 
right is the check for draw, the limit being 
.0003" to .0005". Below to the right is illus­
trated the test for bearing and gear bearing 
seat sizes. A separate indicator snaµ gauge is 
used for each diameter. Bearing sizes are held 
within a limit of .000~", all gear bearing seat 
diameters within a limit of .0005". 

There are still other checks. One determines 
whether the spindle nose is within the pre­
scribed limits for size and runout. Another 
severe check is for runout on a test bar inserted 
in the spindle and at a point 14" out from the 
spindle nose. Bearing and gear bearing seat 
runout is also checked. 

With the realization of what such tl1orough­
ness means it can be better understood why 
users always associate accuracy of performance 
with Monarch turning equipment. 



/Jearing,J • 
PLENTY OF THEM FOR THE SMOOTH, QUIET 

DELIVERY OF MORE POWER 

~,,, li-Jriclion • • 

The liberal use of anti-friction 
bearings has long identified one of 
the major design features of Mon­
arch turning equipment. 

Their advantages are so well 
known that an extended discussion 
here is unnecessary. Summed up it 
might be said that a 100 per cent 
anti-friction bearing lathe is as­
surance that it will deliver more 
power with greater smoothness and 
with a minimum of maintenance 
worries. 

The l\1onarcb Series 61 lathes are 
complete anti-friction bearing equip­
ped in the headstock, the end gear 
train, the gear box, the apron, the 
tailstock and the cross-feed screw. 
F or the ultimate in economical oper­
ation, every lathe you purchase 
must be so constructed. 

LONG LIFE FROM Broached _j(e'f/6 
The use of internal broached keys in 

Series 61 lathes is_ typical of the l\Ionarch 

approach to all engineering and manu­

facturing problems. Illustrated are a few 

typical examples. 

This method is used in preference to 

inserted keys wherever possible because 

experience has shown that this element 

of design makes a considerable contri­

bution to more trouble-free operation . 

In addition, these parts are made of 

the finest alloy steel, carefully hardened. 

9 
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Munatch ENGINE AND TOOLMAKER'S 

G_t1I1IMU8 :11 

Toolmaker's Lathes. Offered in 13", 16" a nd 20" s,-..-ings : each 
swing in a ,·a riety of lengths. · Pictured aboYe is a 20" size 
machine. See pages 45 a nd -16 for complete specifications cover­
ing either the toolmaker's -0r t he engine lathes. 

(:.it 1i¢1ii!Q, 



LATHES • • • c£tie> 6/ 

Engine Lathes. Available in 13", lG" and 20" swings; each 
swing in a variety of lengths. At the top of the page is illustrated 
a 16" machine while extending across the bottom of this spread 
is a 20" x 312" size. I I 
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FOR PLUS-SWING 

Many lathe users occasionally r~quire more swing 
than is provided by a standard machine yet find it im­
pra~tical to purchase a larger standard machine because 
of the increased investment in capacity not ordinarily 
required. 

:Monarch plus-swing la.thes · provide added swing 
economically. They are. completely satisfactory for 
turning an occasional large part, for shafts with a pre­
viously machined lai:ge di_ameter section, for light cuts 
on large diameters. . · 

13" Machine 

Swing Over Swing Over 
Bed Cross Slide 

No. 1 18½" 11½ " 
No. 2 20½" 13½" 

Monarch · plus-swing lathes are available fo a considerable range of 
capacities. The listings above and to the right show the swing over the 
bed and the swing over the cross slide. When referring to a plus-swing 
machine, it will be of assistance to designate it by the number al8o 
appearing in the listing. 

• • • ECONOMICALLY 

Monarch builds its standard machines with the 
exceptionally sturdy beds and more than ample pro­
portions to give plus-swing without sacrificing precision 
operation. Al1 plus-swing castings are machined in 
standard jigs and fixtures, this being further assurance 
of the same accurate performance for which standard 
Monarch lathes are famous. 

All sizes of Series 61 lathes, either engine or tool­
maker's, are available with plus-swing. See the listings 
below for specifications covering swing over the bed 
and swing over the cross slide. 

No. 1 
No. 2 

No. 3 

No. 1 
No. 2 
No. 3 

1611 Machine 

Swing Over 
Bed 

20" 
22" 

24" 

20" Machine 
Swing Over 

Bed 
24" 
26" 
28" 

Swing Over 
Cross Slide 

12½" 

14½" 

16½" 

Swing Over 
Cross Slide 

15¾" 
17¾" 
19" 

1• 



THE MONARCH "AIR-GAGE TRACER" 

.\ versatil<', cost-rc<lu<·ing product ion method for 
lurnin~ multiple diumeler shufls and turning, boring 
or fn c-in~ conlonrs. 

• \dapted to a wide varie ly of manufacturing opera­
t ions where il is no l uncommon for nn " Air-Gage 
Tracer" equipped :\lonarch la the to produce eight 
to fen t imes as m uch work ns on a ma n11 a lly operated 
nrnchine of modern design. 

• Jmpnrts n smooth. stcpless finish because of the con-
t inuous, single Looi cu t. 

• Provides a utomatic sizing. 

• Eliminates the necessity for repetitive measurements. 

Bas the sensitivity of a ir gaging combined with the 
case of contro l of hydraulic power. 

Generully reduces by ha lf t he amount of stock left 
for grinding . 

• Often elimina tes ha nd polishing or grinding because 
of the fine fini sh impar ted to the work. 

,._. 
D 

• Produces more accurate work tha n any other dupli­
ca ting device. ::\Iovement of slide to control point 
repeats itself wit hin a limit of .0001" . 

• Eliminates t he need for expensive forming t ools a nd 
the cost of mult iple tool setups. 

• Allows a complete setup change in ten t o fi fteen 
minu tes or less; t ool change in one minute or less. 

• Permits the machining of practically any combina­
t ion of diameters, t apers, bevels, forms, grooves, 
undercuts, shoulders, necks, radii and chamfers in a 
si ngle continuous cut. 

• R educes the chance of huma n error . t hereby p ractic­
ally eliminating spoiled work. 

• Often saves time and money a nd provides better 
fini sh and accuracy t han machining by m ultiple 
tool methods. 

• Completely described in separate booklet wh ich 
may be had upon request. 

13 
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THE MONARCH "MOTOR-TRACE" 

• An electric motor operated, electric tracer controlled 
duplicating attachment which makes a Monarch 
engine lathe an automatic cycle machine for produc­
ing parts economically in quantities of two or three 
pieces and up. 

• Tracing is either from micrometer heads, gage blocks 
or a template. 

• :Micrometer heads or gage blocks provide exception­
a lly short setup time on straight multiple diameter 
shaft work for which the "Motor-Trace" is particu­
larly recommended. 

• l\1ay also be used for step boring and step facing and 
when . tracing from a template, tapers, contours, 
radii or chamfers may be machined. 

·• l\Iakes it possible to convert a l_\,Jonarch engine lathe 

from manual operation to automatic operation in 
less than one-half minute. 

• Enables one operator to handle two machines on 
most work with less fatigue than one manually 
operated lathe. 

• Permits the preselection and automatic use of the 
correct feed for maximum cutting efficiency on each 
diameter, utilizing the electronic features of the 
control to maintain feeds substantially as set regard­
less of variation in amount of stock removal. 

• Provides complete electric control from the point 
most convenient to the operator. 

• l\1ay be applied on new 16" and 20" machines at 
factory or lathes may be arranged for addition of the 
" :\fotor-Trace" later on in user's plant. :. , 



KELLER CONTROLS 

• T ,,•p i<·nl 11sc>s nr<> for fo rm 111rni11g a 11d 
horing such work n s mo lds. p111H:hcs. 
dies. form rolls :111<1 spinn ing r·h1wb. 
US<•d cxlensiv<"l~• fo r q11a nlil ,v produc­
tion of man~· inlriC'ale ly shaped pnrl s . 

• Cons is ts of 11rng11<' I i<· C'lu leh driv <• a nd 
f<'ccl C'hlln i{<' hox :it ri id1 t lt :1 11d end of 
hcrl . lrncrr nwc·lrn n is111 a l rl'a r of h C'd 
n nrl p ush h 11 II 011 <'Oil I rol lcd from c leC'­
t ricitl <'Onlrol s land which nrn,Y he 
loc11tcd convenient lo opl' ralor. 

• Stvl us of lraeC' r nwclta nis rn has three 
p~sitio ns determined b_y V<' l'.V sli f,{h t 
pr<'ssurc cha nges a ga inst tr mpla le. 
One posit ion <·r<•a les feed townrd ; a n­
olhN. feed parallel t o and thC' thi rd , 
feed nw11y from cen ter line of nwehine. 

• As v:irialions in template contour 
c·ha ngc p ressure of stylus against 
kmpla le, magne tic clutches a re e ner­
gir.ed thereby actua ting cross a nd 
longitu<linal screws in t heir rotary 
mot ion. 

• ~lngnetic c lutches fro m one direction 
to the other energized or de-ener­
gized in 1/ 1Q5 of a second . m eaning 
lhat t heir response t o change in 
template conto ur sha pe is p ractically 
ins la 11ta neous. 

• R a nge a nd met a l remoYing capacity not limi ted by use of controls . 

• Co ntrols m ay be di sconnected in an instant , m aking m achine 
availa ble for regular lathe work under m a nua l control. 

• This feature m ay be app lied to 16" a nd 20" machines a t t he factory 
before shipment or. a t sm a ll addition al cost. new lathes are p re­
p a red to receive K elle r controls which may be attacht-d a t some 
futu re time by a :Mona rch servicema n . 

• Over I 200 :\Ionarch K eller-controlled la thes a re in use . 

15 
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Jhe fl-ead6foch • • • 

HELICAL GEARED FOR SUPERIOR PERFORMANCE 

• Helical gears used throughout. 

• All gears hardened and ground. 

• Spindle and long intermediate shaft have center bear­
ing support. 

• Spindle and all shafts are hardened, have ground 
threads and integral milled and ground splines. 

• Alloy steel used for spindle. shafts and all other steel 
parts. 

• Spindle and all shafts rotate on anti-friction bearings. 

• Spindle speed changes made by sliding heavy-sided 
jaw clutches. With gears in constant mesh, their ac­
curacy is not impaired by this method of speed change. 

• Combined pump and splash lubrication with filtered, 
metered oil to each bearing. 

• No pockets on inside to t rap foreign matter when oil 
is drained for lubrication change. 
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QUICK AND POSITIVE SPINDLE SPEED CHANGE 
• Spindle speed changes are positive and made 

with half the effort normally required. 

• "Down'' movement of each lever selects the 
lowest speed in its range, "up" movement of 
each lever selects the highest speed in its range. 

• Standing at carriage, operator can determine 
the spindle speed quickly by tl1e lever posi­
tions. This is possible only because of the use 
of multiple levers whose positions have a 
logical relationship to high and low speeds. 

• Speed change plate on front of head instantly 
shows operator the position of the levers for 
any of the sixteen speeds. 

• On 13" machines, speed range is from 19 to 
Boo R. P. M. with the regular 1800 R. P. l\i. 
n1otor. Other ranges are available- 21 to 000 
R. P. M. or 24 to 1000 R. P. l\i. with the 
1800 R.P.M. motor, 28 to 1200 R. P. l\tI. or 
36 to 1500 R. P. M. with a 3600 R. P. M. 
motor, 14 to 600 or 17 to 700 R. P. l\tI. with 
a moo R. P. 1\1. motor. 

• On 16" and 20" machines speed range is from 
17 to 700 R. P. 1\1". with the regular 1800 
R. P. M. motor. Other speed ranges are 
available-19 to 800 R. P. M. or 21 to 900 
R. P. M. or 24 to 1000 R. P. M. with the 
1800 R. P. M. motor, 12 to 487 R. P. iVI. or 
14 to ooo R. P. M. with a 1200 R. P. l\i. 
motor. Higher speeds available upon ap­plication. 

Below. .M alrinq .~pindle runout test during final inspection of machine. 
Test bar is cliecked 12" out from spindle nose and at three points 120° 

apart. Runout may never exceed .0006". 

17 



mlck Spindle 11/o:1e 
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FOR 

QUICK 
ACCURACY AND 

CHANGEABILIT. 

• Official "American Standard" spindle nose ap­
proved by the American Standards Association. 

• Large diameter ground locating surface insures 
accurate chuck, plate and fixture a lignment. 

• Faster removal and attaching of chucks, plates 
and fixtures than any other type. 

• Less overhang than with spindle nose of other 

designs. • 
• Chucks, p lates and fixtures fit directly o 

spindle nose without adapter plates. 

• Provides the most rigid means known of hold­
ing chucks, plates and fixtures to spindle. 

• Chucks, plates and fixtures cannot possibly 
come loose under the most severe operating 
conditions. 

• Spindle nose of same dimensions as used on 
many makes of turret lathes and other equip­
ment. making fo r standardization and inter­
changeability. 

• Chucks. plates and fi xtures readily interchange­
able from one :Monarch lathe to another. 

• Insures close duplication of mounting. so im­
portant when turning work wit hin t he limits 
frequently demanded. 

Belau-. Clwcl.·, dog plate and face plate for Camlock spindle. 



tn ~ rif/e 

SMOOTH AND POWERFUL 
HROUGH MULTIPLE 

.,,V" BELTS 

• ~Jain dri ve motor inside cabi n<>t leg and mount­
ed on hinged plate which moy bt- adjusted 
r<>adi ly lo change tension on driving bells. 

• Drive is through wire core, balanced, multiple 
"Y'' hells. 

• Drive clutch, mounted on its own support, 
opcrnles in conjunction with pulley shaft which 

(• · ru11s on ball bearings. 

• Driving cl utch and multiple disc brake fingertip 
controlled by dual levers; one at left hand end 
of bed, one a t apron. As control lever is pulled 
upward t hrough a short arc, it passes from 
clutch to neutral to brake position. 

• Melho<l of control permits instant stopping, 
gradual stopping with modified braking or 
dri fting to a stop without braking. 'With lever 
in brake position, spindle is automatically lock­
ed against rotation to facil itate operation of 
collet chucks. 

Right. Cwuup riew at left hand end of Series 61 machine with 
upper corer removed and lotcer door opened lo show them ultiple "v•· 
belt main drire. Al110 clearly illustrated is the main drive clutch. 

THE COMPLETELY ENCLOSED !:nd (}ear 'Jrain 

• End gearing completely enclosed to prevent 
entry of foreign matter. 

• Individual pressure. lubrication system supplies 
oil to all gears in end gear train as well as all 
operating parts such as-bearings and gears in 
the totally enclosed gear box. 

• Anti-friction bearings employed throughout. 

• Gears made of hardened alloy steel with tooth 
contours ground or shaved. 

• Gears on quadrant have fixed centers permit­
ting changes of gearing for chasing odd leads or 
for the substitution of lVIetric transposing gears, 
with only one quadrant adjustment necessary. 

• End gears held in place by Tru-Arc rings, elimi­
nating the conventional threaded studs. 

19 



THE TOTALLY ENCLOSED Cear Box 

20 

• Fully enclosed and automatically lubricated for continu­
ous and attention-free performance. 

• All gears made of hardened alloy steel with tooth contours 
ground or shaved. 

• Anti-friction bearings used throughout. 
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• Overall range of the 66 threads either 1 to 60 
or 2 to 120, the latter being furnished unless 
other range specified. See top illustration to 
the left for alJ threads in the 2 to 120 range. 

• On the 13" machines, with the regular 2 to 120 
thread range, the 66 feeds are from .0017" to 
.103". ·with the 1 to 60 thread range, the feeds 
are from .0034" to .206". On the 16" and ~o"A 
machines, with the regular 2 to 120 threa~ 
range, the 66 feeds are from .0014" to .084" . 
·with the 1 to 60 thread range, the feeds are 
from .0028" to .168". 

• :Metric transposing gears may be supplied for 
use in connection with the regular English gear 
box in which case pitch is in millimeters and 
feed in inches. Pitch range is .2 to 13 on all 
Series 61 machines. Feed range is .0016" to 
. 1055" on the 13" machines, .0013" to .0859" 
on the 16" and 20" machines. 

Left above. Thread andf ecd plate for 16" and ro" machit1es with 
the regular f to 120 t!tread range. Left. Thread and feed plate 

, for tlte 16" and BO" mar.hincs with the regular f lo l f O thr,ad 
range and with M ctric lranapon'1tg gears. 



THE SERIES 61 WITH metric Jeed6 and Jhread6 
T he Serie:- fl I is an i<lea l machine (or those 
whos<' work is based on t he l\letric system 
of rn<>Rsur<>m c11 t. On the opposite page 
r<"fer<"nce is mo<lc lo the availabil it;v of 
jJd ric trarn,posing gcnrs for use wilh the 
rcg11lur En~lish hox. 

• All these lathes may hr supplied on o rder 
wilh a Metric gear box which provides an 
exceedingly wide range of pilches in 
millimeters nnd feeds in millimeters. 

• T o further increase the range of useful-
ness, English transposing gea rs may be 

• 

had fo r use with the Metric gear box . 
~ In r-rnch a case threads are in inches and 

feeds in millimeters. 

• 011 nll Series 61 machines pi tch range in 
millimeters with the ·Metric gear box is 
. ':l lo 15. Feed range in millimeters on the 
13" machines is .044 to 3 .272; on the 16" 
and 20" machi11es, .035 t o 2.667. 

• English transposing gears used in con­
nection with the Metric gear box provide 
4 lo 112 threads per inch on all sizes. 
F eed range in millimeters on t he 13" 
machines is .049 to 1.385 a nd on t he 16" 
a nd 20" machines is .040 to 1.129. 

• :Module transposing gears may be used 
with the M etric gear box. Thread and 
feed ranges supplied upon application . 

• 

A boi·e. Front closeup view of Metric gear box. The thread and f eed plate applies 
to the 16" and 110" machines. 

Lef t. Vieu; of end gearing (cover removed) on the Series 61 equipped with a 
Metric gear box . 

Below. Thread and f eed plate apply.ing to 16" and 120" machines with M etric 
gear box and English transposing gears. 

7 = 
48 54 57 60 66 69 72 78 81 84 
4 4 '/2 4 ':.- 'il 5 S '/, 5 ,/4 6 6 '/z 6¾ 7 A E 11 29 !003 q5 0 903 .8 2 1 78 5 .752 .b94 .b69 .645 

A D 8 9 9 /, IO I I . 11 '/.: 12 13 13 Vi 14 
564 SOI 47 5 .4 51 4 10. 392 376 .347 .334 .322 

AC 16 18 19 20 22 23 24 26 27 28 
282 250 237 225 2~5 .I 9b .188 .173 .167· .161 

AD 32 3b 38 40 44 46 48 52 64 56 
.141 .125 .118 .112 .102 .098 .094 .086 .083 .080 

AC 64 72 76 80 88 92 q6 104 108 112 
.070 .OE>?. .05_Q .OSb .OSI 049 .04 7 .043 .041 .040 
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Jhe -4pron • • • 

C .Q N V E N I E N T, COMPACT AND EFFICIENT 

22 

• Fast. fingertip controls for longitudinal feed, cross­
feed, half nut and feed reverse . 

• Same natural downward motion of their respective 
control levers engages cross-feed, longitudinal feed 
and half nut: same upward motion disengages any 
one of them. Feed reverse knob controlled at front 
of apron. 

• Large chasing dial tells operator at a glance the exact 
instant at which to engage the half nut. 

• Cross-feed and longitudinal feed drive through worm 
and worm gear unit to large, efficient frictions . 

• On toolmaker's lathes, leadscrew reverse operated by 
lever at right hand side of apron. Stops on reverse 
rod provide close control in both directions of carriage 
travel, either ,,·hen threading or feeding. 

• All revolving shafts ball bearing mounted. 

• On engine lathes, leadscrew reverse operated by lever 
at front of headstock. 

• All gears made of hardened alloy steel with tooth 
contours either ground or shaved. 

• Pressure pump, within apron and automatically 
driven, supplies metered lubrication to all moving 
parts in apron, to carriage bearings on bed and to 
compound rest bottom slide bearings on carriage. 

• Lubrication system operates continuously whether 
carriage is traversed by power or hand and also dur­
ing power cross-feed. 

• As oil feed lines are kept full at all times, lubrication 
is supplied immediately to hearing surfaces even 

·· though lathe has been idle for some time. 



A bore. Rear t•iew of a Series 61 Toolmal,er s Lathe apron . Leadscreu• is v sed only when thread­
ing. Lo11git11di11al friction cannot be mgaged when leadscreic half nut is engaged or l' fre-versa. 

Jhe Jaillock • • • 
QUICK CLAMPING 
• Quick clamping type ta ilstock furnish­

ed as regular equipment on toolmaker's 
lathes and on 13" engine lathes only. 
All other features immediately follo'"·­
ing common to both toolmaker's and 

-· 
engine lathe tailstocks. 
Hardened and ground alloy steel 
spindle provided with tang slot to 
facilitate ejection of drill and reamer 
sockets. Scale on spindle graduated 
in sixteenths. 

• Spindle anchored rigidly and accurate­
ly by a large flange back key with 
laminated shim adjustment for re­
moval of rotating play. 

• Stop on spindle prevents use with a 
partial bearing of the tailstock screw 
and nut. 

• Tailstock screw takes thrust against 
ball thrust bearing. 

• Reservoir in base feeds oil to hardened 
bed ways. Efficient wipers prevent 
entry of foreign matter under the base 
as tailstock is moved along top of bed. 

• On all 16" and ~O" machines, plunger 
pin in right front carriage wing may be 
engaged in tailstock base to reposition 
tailstock on bed by means of apron 
handwheel. 

23 

ON TOOLMAKER'S LATHES 

Belou·. Closeup i•ieic of the sturdy 1lfo11arch Series 61 Toolmakers 
Lathe tailstock. Tai/stock bed 11.'ays are flam e hardened and ground, a 

f eature not ordinarily found on engine and toolmaker's lathes. 
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Jhe Carria(jl2 and Compound ReJt 
FURNISH RUGGED TOOL SUPPORT 

• Both cross-feed screw and 
compound screw hardened and 
ground. 

• Cross-feed screw thrust taken 
at rear of carriage. Screw is in 
tension instead of compression, 
assuring more accurate per­
formance. 

• Large diameter cross-feed and 
compound micrometer dials, 
graduated in thousandths to 
read in diameter; satin finish, 
chrome plated with dark lines 
and figures . 

• Swivel graduated 180° both 
sides of center. 

• Adjustable thread chasing stop 
permits tool repositioning for 
finishing of thread without dis­
turbing original setup. 

• Carriage way surfaces care­
fully hand scraped to flame 
hardened and ground bed ways. 

• Automatic force feed pump 
located in apron provides com­
plete lubrication under all 
operating conditions. 

• Carriage casting of unusually 
sturdy design gives more than 
ample tool support. 

L,ift. J'icw of 11ndoraide of carriage. 
M 1111110, iii wlticll umy surfaces a.r11 fobri­

cat11d ia cloarly aliow11. 



Jhe Bed 
nd Cabinet cfeg,6 

THE SOLID FOUNDATION 
OF A SUPERB MACHINE 

• lf t'llV,Y h<'d cnsling h:.i s lri ang11 la r bridge Ly pc 
girl h Lhro11gho11l <'nlir<' ce11l<'r scelion, giving 
it twice the ordi11 nr.v ri~idily . Se<' ill11stralio11 
below. 

• Bed ways fo r hot.Ii cn rriage a nd la ils to<:k flame 
hard<' 11cd by Ll1e exclusive :\lona rch 1woccss anti 

• 
• 

' prrcision ground. 

~ • ?\lotor nnd s tart ing equipmen t housed in fron t 
cabine t leg. R ea r cabincl leg provided with 
cnmpa rt men t for storage of tools a nd accessori es. 

• Leveling screws loca ted within cabine t legs. 

• Cahincl legs slotted l o receive o il pa n or chip 
pan. Ch ip pan may he moved out pa r t ia lly 
for cleaning or complelely removed without 
dismantling a ny par t of machine. 

• Oil pan made of heavy material with rolled 
edges, will slide t.o front or rear a nd extends to 
floor , thereby eliminat ing accumula tion of 
cl1ips a nd dust underneath machine. 

• Ample size of pa n makes cleaning out of chips 
a less frequent operation a nd provides generous 
coolant capacity. 

• Oil pan regular equi pment on toolmaker's lathes. 
Because of its convenience, chip pan should be 
used o n all engine la thes not req uiring o il pa n. 

• One or more center cabinet legs supplied beginning with 
the 78" center dista nce on 13" and 16" machines and 
with t he 7q," center dist ance on iO" machines. 

• Center cabinet legs of heavy box ty pe construction for 
rigid bed support. See illustra tion abo,·e. 

• Coolant pump , when supplied, mounted inside oil pan at 
headstock end. On lathes with center cabinet legs each 
individual pan drains through center legs to pan at head­
st ock end. Baffle p la tes in pa ns remo,·e sediment from 
coolant. 

9l5 
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Monarch accessories cut turning costs by savrng 

operator's time and increasing production. 

On the pages which follow many of the more common­
. ly used Series 61 accessories are illustrated and briefly 

described. It will pay to study their possibilit ies 
whether you are considering the purchase of new turn-

~cce:J.MJtle:J. 

ing equipment or considering means of increasing the 
output of the Monarch lathes now in your plant. 

Still other accessories are available for numerous 
special requirements. Ask any Monarch representative 
for further information relative to supplementary 
equipment "·hich you might have in mind. 

THE ANTI-FRICTION BEAR­
ING TAPER ATTACHMENT 

• Smooth, accurate tapers consistent­
ly turned or bored due to use of 
ball bearings with permanent, seal­
ed in lubrication. No bearing sur­
faces to clean after a period of 
non-operation. 

• Use of ball bearings practically 
eliminates lost motion, backlash 
and friction. 

• Bearings mounted on eccentric studs 
which provide adjustment, should 
it ever be required. 

• All bearing surfaces against which 
ball bearings take a bearing are 
flame hardened and precision ground. 

• Construction permits the taking of 
exceptionally heavy cuts even when 
boring or turning acute angles with­
out sacrifice of accuracy. 

• Attachment slides have scales 
graduated both in degrees and in 
inches taper per foot. Swivel has 
magnifying glass for more accurate 
setting. 

• Taper turning capacity on all sizes 
Series 61 engine and toolmaker's 
lathes is 411 maximum taper per foot, 
the maximum included angle being 
18°. Maximum length at one set­
ting is 14" on 13" machines, 18" on 
16" and 20" machines. 

• Taper attachment can be furnished 
with variator which is pictured and 
described on pages 27 and Q8 and 
with still other features for a wide 
variety of form turning and form 
boring operations. 

Loft . Phantom t•iew of Monarch Series 61 /aper 
atiacl1111e11t slwwin{J the genoro11s us11 of ball bear­
ings. Nole also the darker strips which i11dicaie 
the flame harde11ecl and ground bearing 1urfaces. 

26 
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TAPER ATTACHMENT VARIATOR 

• Versatility of anti-friction bearing taper attach­
ment extended by addition of taper attachment 
variator which consists of a single gear box with 
pick-off gears and a rack to control motion of taper 
attachment sl ide. 

• Variator increases degree of taper which can be 
turned or bored, increases length taper turning 
capacity at one setting to length capacity of ma­
chine and provides a pantographing means for con­
tour turning and boring from a master template. 

• Variator can be used on work having up to a maxi­
mum length of 30" or on any section of a longer 
work piece not exceeding this 30" top limit. 

• Can be applied to new Monarch lathes at the 
factory or to machines already in use. 

• Table below lists capacit ies of the regular type 
variator on all Series 61 lathes. In this connection­
it must be remembered that when the variator is 
engaged the taper attachment setting is changed 
and this change varies according to the gear ratio 
employed. \Vith a gear ratio of 1 to 1 the taper 
attachment setting provides the taper indicated. 
with the 2 to 1 gear ratio the setting provides three 
t imes the taper indicated and with the 3 to 1 gear 
ratio four times 1the indicated taper is provided . 

Abot'e. Taper attachment variator gear box (wi.th cover removed) 
mounted on rear of bed. This clearly shows how easy it is to change 

the gear ratio. 

CAPACITIES WITH REGU~AR TAPER ATTACHMENT VARIATOR 

TAPER TURNING CAPACITY 

Size 
Change Gear Maximum Maximum Taper Maximum 

Ratio Length Per Foot Included Angle 

1 to 1 6" 8" 37° 
13" Series 61 2 to 1 4" 12" 

_,,o 
.>v 

3 to 1 3" 16" 67° 

1 to 1 9" 8" 37° 
16" - 20" Series 61 2 to 1 6" 12" 53° 

3 to 1 4.5'' HI" 67° 

2-7 
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FORM TURNING ATTACHMENT 

• For reproducing various t ypes of contour work, t he 
spring-loaded ty pe form t urning attachment is 
particula rly valuable whenever ext reme accuracy in 
form turning is required. 

• Attachment makes use of a s ingle cam with the 
follower held against the cam surface by a spring­
loaded a rrangement. 

• Can be used in conjunction with a variator to give 
additional flexibility in handling long contours . . 

• ,vill reproduce contours where t he inside contour 
radius is equal to or more t han the roller follower, 
and where the actua l pressure angle does not exceed 
21 degrees. 

A bove. The long taper, or bed type taper attachment r:ariator. 
L eft. Long taper attachment variator gear box (with cover removed) 

shows accessibility for ensy gear changing. 

CAPACITIES WITH LONG TAPER 
VARIATOR (Bed Type) 

(Available on 16" and 20" Models only) 

• As the name implies, this un it is designed for turn­
ing tapers on longer work. 

• :Maximum ratio of change gears that can be used 
with long taper variator is 3 to 1. 

• :Maximum taper per foot (using 3 to l ratio change 
gears) is 3.4<l85" per foot on a 20.9978" length of 
taper . 

• 1\ilaximum length of taper that can be turned with 
above gears is 188.9994" with .3809" maximum 
taper per foot. 

• ·when ordering variator or change gears contact 
factory for full specifications to suit your individual 
requirements. 
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MULTIPLE INDEXING FACE PLATE 
• Used principally on toolmaker's lathes for the chas­

ing of multiple start threads . 
• Mounts on Camlock spindle nose. Front plate of 

attachment has the same Camlock nose, permitting 
plates and chucks to be interchanged. 

• Indexing plate provided with graduations for en­
gaging teeth of index gear for 2, 3, 4, 6 and 8 
multiple start threads. 

TURRETS 
• Style "O" (illustrated above) for intermittent 

use. Indexes accurately in twelve positions and 
fits directly to compound rest. 

• Style " OL' ' (illustrated below left) for continuous 
use. Fits directly to bolt circle of regular bottom 
slide. 

• Style " R " (illustrated below right) has six posi­
tions and mounts directly on bolt circle of 
regular bottom slide. 

DIMENSIONS OF TURRETS 

STYLE "o·· STYLE "OL'' STYLE ''R' · 

Maximum Maximum Maximum 
Size of Lathe Size Square Tool Size Size Square Tool Size Across Flats Diameter Hole 

13" Series 61 51111 ~r'x 3/." , :j, 5½" l¼" X l " 7" l ¼" 
16" Series 61 51,.::11 / 2 11/s" xl" 

,..,, 
I l ¾" X l¼" g11 1½11 

20" Series Gl 5½" 11/s" X 1" I 7" 1¾" x I¼" 9" J 3/." , 4 29 
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THE APRON ••• WITH FOUR-WAY POWER RAPID TRAVERSE 

• Power rapid traverse to carriage and cross slide. 
Rapid tool positioning, quick tool retraction, fast 
carriage return. Tool adjust time is cut as much 
as 50% depending on ty pe of work. 

• Fast , fingertip controls. Power rapid traverse is con­
trolled through longitudinal and cross-feed friction 
levers. l\foving longitudinal friction lever to right 
traverses carriage right, moving lever left traverses 
left, downward push engages feed . Traverse in or 
out and cross-feed are secured in similar manner by 
movement of cross-feed friction lever. 

• Safety clutch, for a ll traverse movements, disen­
gages automatically in case of accidental jamming. 

• Built-in positive type direct length reading dial. 
Dial graduated in .005" readings. Carriage move­
ment I" for each rotation. Quick release button 
at front of handwbeel bub for fast adjustment. 

• Large chasing dial t ells operator at a glance the 
exact instant at which to engage the half nut. 

• Cross-feed and longitudinal feed drive through worm 
and worm ·gear unit to large, efficient frictions. 

• On toolmaker's lathes, leadscrew reverse operated 
hy lever at right hand side of apron . Stops on 



• 
Above. A close11 p riew of a11 a11/omafic lrai-eling rod carrier. This is an e:xclusit'e feature of 

JJ on arch Series 61 longer bed machines. 

reverse rod provide close control in both directions 

of carriage travel, either when threading or feeding. 

On engine lathes, leadscrew reverse operated by 

lever at front of headstock. 

• AIJ revolving shafts ball bearing mounted. 

• All gears made of hardene<l alloy steel with tooth 

contours either ground or shaved. 

• All 13" and 16"Series 61 lathes, 78" between centers 

and longer, and 20" Series 61 lathes 72" and longer 

are equipped with automatic traveling rod carriers. 

Below. The self-contained pou:er drive unit for Series 61 
four-way power rapid traverse. 

These are automatically picked up and dropped off 

by the apron. There is ne\·er any need to posit.ion 
them by hand. 

• Filtered and metered automatic force feed lubrica­
t ion to all apron parts, carriage bearing, and to com­
pound rest bottom slide bearing on carriage. Oil 
pump functions continuously, providing ample 
lubrication under all operating conditions. As oil 
feed lines are kept full at all times, lubrication is 
supplied immediately to bearing surfaces even though 
lathe has bee-n idle for some time. 

Belou·. A closeup t•iew of the direct length read1·ng dial whic/t. is 
included on all Series 61 machines as standard equipment. 31 
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THE UNIVERSAL RELIEVING ATTACHMENT 
(Furnished only on Toolmaker's Lathes) 

• A highly efficient attachment for external, internal 
and end relieving operations. 

• :May be attached on any machine at factory or after 
machine has been in use in the field. 

• Dri,·e housing, contammg change gear mechani~m. 
attached to end of headstock where it can remain 

permanently . :May be readily disconnected when 
not required. 

• Relieving tool slide mounts on regular cross slide of 
machine. Can be swiveled for angular or end relieving. 

• Universal joints provide smooth, positive drive to 
cam at all slide positions. 

Far le.ft. Relir1•i11g at­
tacltmc11/ arra11ged lo pro­
duce ritlter eJ:tcmal or i11-
tcrnal reliefs. 

Le.ft. Relie11ing a/lat'lt­
ment arranged to produce 
end reliefs. Cha nge OL'er 
from 01111 to the other is (I 

quid· and simple pro­
cedure. 
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RELIEVING ATTACHMENT CAPACITIES 

- ---
Number of Flutes with Single Throw Cams 

I 
·- -

I Mnxirnum Dinmelcr Work for External Relief 
I 

Relief Provided by Standard Cams I 
I 

• Cam in oscillating tool slide has large, graduated 
timer lo facilitate accurately setting the correct rela­
tion between the cam and the work. 

• Regular cams create a mathematically uniform relief 
but special cams can be furnished for various other 
relief forms. 

• Double throw cams may be had for work with a larger 
number of flutes than produced by single throw cams. 

13" Series 61 I 16" - 20" Series 61 

2, 3. 4, .:5, 6, 7, 8, 

I 
2, 3, 4. 5. 6, 7, 8, 

10, 12, 14, 16 10, 12. 14. 16 

6 I 8 

I -h" 1 11 
3 

11 ..1...." ½" _;L Ii ¼" · / 8 , TI I 16 • 8 , 16 , 4 

• " ' ith special gears in the end gear t rain, spiral re­
lieving can be accomplished. 

• When ordering special gears for spiral relieving give 
the lead, number of flutes and state whether right 
hand or left hand. For spiral tap relieving it is neces­
sary that the number of threads per inch be given in 
addition to the foregoing. 

SPINDLE SPEED REDUCER FOR RELIEVING ATTACHMENT 

• Required in connection with relieving attach­
ment for relieving multi-fluted work pieces. 

• Six to one reduction unit bolted directly to a 
flange type main drive motor. 

• Design permits changing of belts readily with­
out disassembly of any portion of the unit . 

• Engaging lever inside door at side of cabinet 
leg. When regular range of spindle speeds is 
used, driving sheave is directly connected to 
motor sbaf t . 

R. P. M. motor normally supplied, that is, 17 to 
700 R .P. M. 

• On all Series 61 machines a two speed constant 
torque motor can be furnished for special applica­
tions when a lower speed for relieving larger num­
bers of flutes is needed. 

:e . Speed range provided on 13" machines with 
the necessary 1800 R . P . M. motor is 3.5 to 
145 R . P. 1\11. The regular speed range of the 
machine (with speed reducer disconnected) 
varies slightly from the range secured with the 
1800 R. P . M. motor normally used. Speeds 
secured are 21, 28, 36, 48, 57, 75, 96, 126, 164, 
205, 258, 339, 409, 540, 685 and 900 R. P. l\l. 

:. 
• Speed range provided on 16" and 20" machines 

with the necessary 1800 R. P . 1\1. motor is 3 to 
116 R. P. M. Regular speed range of the ma­
chine (with speed reducer disconnected) is the 
same as the range secured with the 1800 

Right. Cover remot>ed at left hand end of cabinet leg 
to show mounting of spindle speed reducer, gener­
ally req1,ired in connection u·ith relieving attachment. 

33 



ROLLER JAW STEADY RESTS 
(Anti-Friction Bearing) 

• Recommended for all operations requiring the higher 
work speeds. Capacities are as follo,Ys: 

Size of Lathe :Minimum Maximum 

13" ½" 4½" 
16" ½" 5" 
20" ½" 6 11 

• AboYe steady rest avai lable in oversize type for 16" 
and 20" machines. For both, minimum capacity is 
G" , maximum capacity 1~"-

STANDARD STEADY RESTS 

• Exceptionally sturdy design for maximum work 
support. 

• All jaws ~ave renewable tips. 

• Capacities are as follows : 
Size of Lathe Minimum 

13" ½" 
16" ½" 
20" ½" 

OVERSIZE STEADY RESTS 

Maximum 
4½" 
5" 
6" 

• Design similar to standard steady rests with capacitie. 
as follows: 

Size of Lathe 
13" 
16" 
16" 
20" 

l\finimum 
4½" 
5" 
6" 
G" 

l\1aximum 
8" 
8" 

12" 
12" 

FLAT JAW TYPE FOLLOW RESTS 

• Ja·ws have renewable tips. 

• Available in the following capacities: 

Size of Lathe l\Iinimum 
13" ½" 
16" Lf ' 

Maximum 
3½" 2 

3H" 



TUBULAR JAW TYPE FOLLOW RESTS 

• A rugged accessory which ~ives solid support under 
severe operating conditions. 

• J aws have renewable tips. 

• Available in the following capacity: 
0izc of Lathe M inimu m Maxi mum 

'lO" 1" 6" 

• Oversize lulrnla r jaw type follow rest s a lso avai l­
nble. They are simi lar in design to st andard fo l­
low res ls and have capacit ies as follows : 
Size of Lathe .:\li nimu m ~Iaximu m 

-
16" 
20" 

3" 
3'' 

MULTIPLE AUTOMATIC 

LENGTH FEED STOPS 
(For Standard Machines Only} 

• Saves time on the small lot production of 
many multiple diameter shafts. 

• Consists of a rail extending along front of 
machine immediately below apron, a set 
of six stop dogs and a stop plunger con­
trolled from the front of the apron. 

Stops may be moved quickly to any de­
sired position along rail and clamped 
rigidly in place. 

• When disengaged, control lever £unctions 
in same manner as regular longitudinal 
feed lever. 

9" 
~) " 

ROLLER JAW TYPE FOLLOW RESTS 
(Ball Bearing} 

• R ecommended for the higher speeds required when 
turning with carbide t ools. 

• Supplied in the following capacities : 

Size of Lathe Minimum 
13" 
16" 
'20" 

½" 
½" 
l " 

Maximum 
3½" 
3¾" 2 
4" 



MULTIPLE AUTOMATIC 
LENGTH FEED STOPS 

(For Four Way Power Rapid 
Traverse Machines OnlyJ 

• Saves time on the small lot production of 
many multiple diameter shafts. 

• Consists of a rail extending along front 
of machine immediately below apron, a 
set of six stop dogs and a load and fire 
plunger mechanism which is used in con­
junction with the longitudinal feed lever. 

• Stops may be moved quickly to any de­
sired position and clamped rigidly in place. 

• When disengaged, control lever functions 
as regular longitudinal feed lever. 

DIAL INDICATOR TYPE 
CARRIAGE STOP 

• Recommended when a facing or shoulder 
cut must be held within an exceedingly 
close limit. 

• Precision dial indicator graduated in 
thousandths and encased for protection. 
I ndicator stem has up to l" travel. 

• Stop bracket may be clamped at any de­
sired position along front bed "V". 

MICROMETER CARRIAGE 
STOP 

• A quick means for accurately performing a 
facing or shoulder cut on a work piece. 

• Micrometer screw made of induction hard­
ened alloy steel with precision ground 
threads. Indications are in thousandths. 

• Stop bracket may be positioned and 
clamped at any point on front bed "V' ' . 

!W 



MULTIPLE POSITIVE 
CARRIAGE STOP 

• Speeds pro<luclion wh <.>n performing 
,,./ m11lliple shoulder operations. 
1

" Indcxini eylindcr hnving four or more 
adjustnble stop screws a ttnched lo left 
hanrl wing of carringe. Detent plunger 
positive!~• slops each screw a t proper 
posi t ion for cngngi11g stop pin . 

• :\ l i<-rnmdN sc-rew made of induction 
l111 rd<' 11ed alloy sle<'I wilh pr ecisio n 
l,!ro1111d I lire11cls . 

• ~lop hraek<' l niny he pos iti o n e <l and 
clumped a l a ny poi11 t on front bed '' \' " . 

• 
AUTOMATIC CROSS- FEED 

STOP 
(Not Illustrated) 

• Somet imes used to advantage when fac­
ing on a production run. 

• After being engaged and set, operates 
automatically without further attention . 

• Accurately disengages cross feed with tool 
slide traveling either in or out, at any 
predetermined diameter. 

MULTIPLE POSITIVE 
CROSS-FEED STOPS 

• Recommended for production operations on multiple diameter 
work. 

• P rovides four diameter stops which may be indexed convenient­
ly by knob at front of carriage. 

• Frequently used in connection wit h a rea r adjustable tool block 
in which case four addit ional diameter stops are also provided . 
to control its forward feed. (As illustrated below) . 

• Adjustable stop dog (or dogs) mounted in "T" slot at side of 
bottom slide. 

37 
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JAW CHUCKS 

• Three jaw, universal, steel body chucks 
with two piece reversible jaws available 
as follows: 

13" machines-6", 8", 10" . 
16" machines-6", 8", 10", 12". 
20" machines-8", 10", 12", 15" . 

• Four jaw, independent, steel body chucks, 
with reversible jaws available as follows : 
13" machines-6", 8", 10", 12" . 
16" machines-8", 10", 12" . 
20" machines-10", 12", 15", 18". 

CUSHMAN SPINDLE NOSE 
TYPE COLLET CHUCK 

• For collet chuck operations requmng a 
wide range of collet capacities. 

• Any piece of stock that will pass through 
lathe spindle can be held in collet because 
chuck offers no obstruction. 

• Chuck is attached to intermediate plate 
with cam studs for mounting on Camlock 
spindle nose. Same wrench used to attach 
chuck and operate collets. 

• Available in the following three sizes: 
Chuck Reference Collet 
Size No. Capacity 

5" 

5¾ " 
8¼" 

115 
215 
31.5 

½" to 1½" 
1/g" to 1¾" 
1" to 3 ¼" 

SJOGREN SPINDLE NOSE 
TYPE COLLET CHUCK 

• A wrenchless chuck which fits directly on 
the Camlock spindle nose. 

• Provides faster operation than any other 
type of collet chuck. Clockwise movement 
of handwheel securely tightens collet 
while counter-clockwise movement re­
leases it. 

• Takes a range of collets having ½" to 
11/g" capacity. 
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JACOBS SPINDLE NOSE CHUCK AND RUBBER-FLEX COLLETS 

• Jacobs spindle nose lathe collet chuck using J acobs 
Rubber-Flex collets is a handwheel type which 
mounts d irectly on Camlock spindle nose. 

• Each collet handles a wide range of work diameters . 
Standard set includes eleven collets taking all diam­
eters from -h" through 1¾". No need to stock a 
huge number of collets in decimal or millimeter sizes. 

Following are the model numbers of the collets in 
the standard set and the capacity of each: 

No. J-910 . .. . . . / 6 - 1 s" No. J-913 . . . ... ¾- ½" 
No. J-911 ... . .. ½- ¼" No. J-914 . . .. .. ½-¾" 
No. J-912 . .. . . . ¼-¾" No. J-915 . ..... 1/s-¾" 

AIR EXPANDING COLLET 

• Available on special ordf>r, in the particular size and 
length required, for holding work pieces which lend 
themselves to handling in this manner. 

• A heavy duty out-board support is used on appli­
cations with considerable overhang, as illustrated 
at right. 

• Air expanding arbors also available on special order 
as required. 

No. J -Dl6 ... . ~i- ½'' No. J-919 . .. . 11/g-l ¼" 
No. J-917 ... . ½-1" No. J-920 . .. . 1¼- 1¾" 
No. J-918 . . .. 1 - 1 ½" 

• Set of eleven standard collets packed in durable, 
compact, moisture proof, plastic boxes. Individual 
collets furnished in moisture proof containers. 

• Tremendous gripping power and close accuracy of 
each collet maintained throughout its entire range. 
All collet jaws made from hardened nickel molybde­
num alloy steel for greater resistance to wear. 

• Impact tightening clamps work firmly with little 
effort and permits secure closing on a free spindle. 
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LEVER OPERATED COLLET ATTACHMENT 

• Recommended to save time when a collet attach­
ment is used in manufacturing operations. Installed 
only on new machines at factory. 

• Accommodates up to ½" round bar stock on 13" 
machines and up to 11/s" round bar stock on 16" 
and ~O" machines. 

• May be used for draw-in or pusher type collets. 

Conversion from one type of collet to the other is 
simple as only the drawbar and the spindle nose 
adapter need be changed. 

• Operating lever , extending up over top of headstock 
positioned conveniently to the operator. Relation 
between attachment and collet itself adjusted 
readily from exterior of machine. 

THE CHIP PAN 

• C_abinet legs slotted to receive chip pan which is 
made of heavy material with roJled edges. It wiJI 
slide to front or rear and eliminates accumulation of 
chips underneath machine. 

• Chip pan not required on Toolmaker's Lathes. 
Although not regular equipment on Engine Lathes. 
it should. because of its convenience, be used on all 
such machines not supplied with an oil pan. 



MICRO-GAUGING DIAL 

• l is<>d lo r~wilitale m11ltipl<' diumdcr turning or 
. borin~. 

• 
~lou11led on c·ross-r<'<'d sC'rew. Consis ts or la rge 
di1u11c-le r cross-feed diul wilh graduations read ing i11 
lhottsnn<l lhs or diarncler Hnd 1J11 inner dial grndualed 
in inchrs. 

• Dinis geared to rnch olher and both ma~' quickly 
be sd to zrro. 

• Outer dial hns l wo sets of num bers; one for turning, 
the o the r for boring. J>ire<' l <lia111e ler therefore lllH) 

he read wilhoul ca lculation. 

• Includes regular n<ljuslable lhrea<l chasing stop. 
The grn<lunted dia l immediately back of the hand­
wlieel permits tool reposilioning for finishin g of 

,. thread without di.,lurhing origina l setup. 

DIRECT LENGTH READING DIAL 
(For Standard Mach ines On lyJ 

• :For mulliple di a mete r turning or boring. Espec ia lly 
valuable whe n boring blind holes. 

• Through gearing in dia l mechanism housing, one 
fool o f lcnglh carriage travel results in one complete 
revolution of inner dia l. One inch of carriage travel 
equiva lent to one revolution of outer dial which is 
gra dua led in .005" readings. 

• Bolh dia ls can be rese t q uickly to zero so that suc­
cessive le ngth measurements can be ma de quickly 
and read directly on the dials . 

OVAL CHUCK 

'For straight contour work having elipses of varying 
· major a nd minor axis which may be turned or bored, 

each change in the setting of the chuck producing a 
different shape. 

• So equipped. a standard lathe may be used for such 
work as oval shaped molds, dies and punches or 
spinning chucks for oval silverware and hollow ware. 

• A very rigid mounting for this chuck is provided by 
the Camlock spindle nose. Also bolted with a 
bracket to the headstock cover plate for still greater 
rigidity . 

Face of oval chuck provided with a 6" type D-1 
Camlock mounting so that chucks and fixtures will 
interchange between the headstock proper and the 
oval chuck . 

• On 16" machines the maximum difference between 
major and minor axis is ~¼". On 20" machines as 
well as 16" with plus-swing No. 1, maximum differ­
ence between major and minor axis is 4". 
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IN-BUILT BALL BEARING 
T AILSTOCK CENTER 

• A " must" on production operations employing 
the higher speeds. 

• Saves time by eliminating the need for oiling 
the tail stock center. 

CONNECTED COMPOUND AND 
PLAIN BLOCK REAR REST 

• Genernlly used fo r t urn ing operations perform­
ed by tool on front rest anJ necking, facing or 
forming operations by tool on rear rest. 

• Both compound rest and rear tool block mount­
ed on same bottom slide. Rear tool block ad­
justaule in or out from center. 

AIR OPERATED 
TAILSTOCK 

• A valuable production aid for quick­
ly advancing and retracting the 
tailstock center on machines such as 
those equipped with the "Air-Gage 
Tracer". 

• Har<lened and ground spindle houses 
anti-friction center which is sup­
ported by preloaded, precision ball 
bearings. 

• Air pressure may be regulated to 
vary pressure of center against work 
as required. 

• After positioning, spindle is air 
clamped by final motion of control 
valve lever. 

• Spindle movement is 3¾" on 13" 
machines, 6" on 16" and 20" ma­
chines. 

TOOL CABINET 

• Especially designed to provide proper storage space for vari­
ous accessory units normally used with a toolmaker's lathe. 

• Space provided for orderly storage of collets. 

• Generous shelf storage space for such accessories as chucks, 
steady rests, follow rests and face plate. 

• Top of cabinet serves as convenient place for operator's 
personal tool box. 



THE MONARCH SUB-HEADSTOCK 

• A popular accessory which provides a mea ns for chas­
ing both extremely coarse leads and multiple threads. 

• Bolted to bed directly in fron t of headstock and driven 
by headstock spindle. 

• Reduction gearing provides a 6 t o 1 spindle speed 
reduction without reducing speed of carriage travel. 
This increases distance traveled by carriage per re­
volut ion to six times normal rate sbown on gear box 
index pla te. 

• Spindle is precision roller bearing mounted, attaches 

BALL TURNING REST 

Designed to simplify spherical machi ning operations 
1

on 16" and 20" lathes. Application is a simple, 
quick procedure. 

• Regular boltom slide may be posit ioned on center fo r 
ball turning (illustrated to righ t), for spherical boring 
and out of alignment with the spindle center for 
spherical radius turning. 

• Size of work controlled accurately by micrometer dial 
which adjusts bottom slide in or out. Circular motion 
of tool slide imparted either by hand or through power 
cross feed . 

• Maximum ball diam eter tha t can be turned is 5¾" 
on 16" machines, 6" on 20" machines. On plus­
swing 16" lathe No. I , maximum ball diameter is 7% " . 

Spherical bores up to 4" diameter may be handled on 
16" machines, up to 6" diameter on 20" machines. 
On some classes of work, concave spherical surfaces 
with radii up to rn" can be handled. 

to headstock spindle Camlock nose and has a similar 
nose so that chucks, face plates and fixtures can be 
interchanged. 

• Multiple thread indexing plate, on front of unit, pro­
vided with graduations for engaging teeth of index 
gear for 2, 3, 4, 5 and 6 multiple start threads. 

• Unit can be mounted readily in customer's plant on 
lathes already in use. 

• Any lead up to maximum of 3" may be chased on 
machines with regular 2 to 120 thread range. :Maxi­
mum is 6" on machine with 1 to 60 thread range. 
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JOINT INDUSTRY CONFERENCES 
STANDARDS 

• Electrical equipment in accordance with J.I.C. 
standards supplied on special order. When so 
furnished , motors are of the totally enclosed, fan 
cooled, ball bearing type. 

• Standard Monarch J .I.C. controls include non­
reversing or reversing A.C. combination magnetic 
starter, line voltage type, with or without coolant 
pump control, with non-fusible or fusible or air cir­
cuit breaker disconnect switch, thermal overload 
relays, dual voltage primary and fused secondary 
protection, transformer for 110 volt control circuit 
and 100 watt machine light. These units are placed 
in NEl\IA type XII enclosure. Oil-tight push button 
station, separately mounted. also included. 

• For complete specifications on any J.I.C. standard 
lathe or for specialized adaptations, contact The 
Monarch :Machine Tool Co., Sidney, Ohio. 

DOUBLE POWER ANGULAR FEED COMPOUND RESTS 

• For simultaneously machining both angles of bevel 
gears and many other classes of angular work. 

• Either compound rest can be positioned independent­
ly of the other and either rest can be used as a regular 
compound rest without power angular feed. 

• Power angular feed can be applied to both rests in 
or out simultaneously or to either one independent­
ly of the other. 

• For perfect duplication of work a stop mechanism is 
provided to disengage automatically the feed of both 
slides at any predetermined point. 
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SPECIFICATIONS-ENGINE LATHES 

GENERAL. Swing ovC'r hcd ......... .... . . . ........ . 
Swinp; over <'ross slid<' ........ ... ...... . ............ . 
Tak<'~ hC'twc<'n centers, tnilslock flush, base l<'nglh ...... . 
~np-l h hrt W<'<'n <•f'nlrrs .. .. .. . ................. .. .. . 

13' 

15½" 
O¾" 

30" 
30", ,54", 78", 
102" a nd IQ6" 

l)islan<'<', spi ndlr f'entC' r to Aoor .. ... .. ........... . . ... , 43" 
Floor spnc·<', base lenp;th . . . . . . . . . . . . . . . . . . . . . . . . . . . . . 41 " " ' x 98" L 

HEADSTOCK. Hole Lhrough spindle ... . ......... .. . 
Ccnlcrs ;\Tors<> tnprr ... ..... .... . ................... . 
Spindle h<'flfings. tapC'red roller .. . .. . . ............... . 
Arnerim11 standard Cam lock spindle nose ............ . . 
~tandard spindle' speed range (furni shed unless otherwise 

specified on order) , 1800 R.P.:\1£. motor ... . ... . . .. . 

Other available speed ranges, 3600 R.P.l\I. motor . . . . .. . 

Other available speed ranges, 1800 R.P.:\I. motor .... .. . 

l ...Ji.." 
16 

No. 3 
Precision 
611- D-l 

19, 25, 32, -:1-2 , 
51, 67, 86, 
112, 137, 182, 
230, 301, 36~, 
480, 608 and 
800 R.P.:\L 
28 to moo and 
36 to 1500 
21 to 900 and 
~.J. to 1000 

Other avai lable speed ranges, 1200 R.P.:\L motor . . . . . .. j U to 600 and 
17 to 700 

16' 

18½" 
10½" 
30" 
30", 54", 78", 
I 02", 126", 
150" and 174" 
43" 
44" \V x 98" L 

1 _!LIi 
16 

No. 4 
Precision 
6"-D-1 

17, 23, 28, 37, 
45. 59, 74, 98, 
121. 158. 200, 
264. 319, 420, 
532 and 700 
R .P.lVL 

19 to 800. 21 
to 900 and 2-:1-
to 1000 
1 ~ to 487 and 
14 to 600 

20" 

22½" 
13¾" 
48" 
48" , 72", !)6" , 
120" , 144", 168", 
192" and 216" 
45" 
44 " W x l 22" L 

l _!L.11 
16 

No. 4 
Precision 
6"-D -1 

17, 23, 28, 37, 
45. 59, 7-:1-, 98. 
121, 158, 200, 
264, 319, 420, 
532 and 700 
R.P.:\I. 

19 to 800, 21 to 
900 and 2-:1- to 
1000 
12 to 487 and 
14 to 600 

GEAR BOX. Leadscrew diameter and threads per inch . l ¼"-4 thd. l ½"-4 thd. l ½"-4 thd. 
Range of th reads per inch, quick change. . . . . . . . . . . . . . . ~ to 120 2 to mo 2 to 120 
Range of feeds per revolution, quick change. . . . . . . . . . . . .0017"-.103" .0014"- .084" .001-1,"-.08.J." 
Thread and feed changes, regular quick change. . . . . . . . . 66 66 66 
Actual th reads cut with quick change gear box. . . . . . . . . ~- 2¼, 21/s, 2½, 2¾, 2½, 3, 3¼, 31/s, 3½ , 3¾ , .J. , -:l-1/2, 

4¾ , 5, 5½ , 5¾ , 6, 6½ . 6¾, 7, 7½ , 8, 9. 9½, 10, 11, 
11½, 12, 13, 13½, 14, 15, 16, 18, 19, 20, 22, 23, 24, 
26, 27, 28, 30, 32, 36, 38, 40, 44, 46, 48. 52, 54, 56, 60, 
6-:1- , 72, 76, 80, 88, 92, 96, 104, 108, 112 and 120 

Range of feeds per revolution when optional thread range 
of 1 to 60 is furnished ...... ... . .... . . ... .. . .... . I .0034" -.~06" 

T AILSTOCK. Spindle diameter .... ..... . .......... . 
Spindle travel and set-over . . ... .. . . .... ... .. ..... _. .. . 

CARRIAGE AND COMPOUND. Carriage length ... . 
Carriage bridge width .... ... . . .. . ....... ... . .. .... . . 
Compound rest top slide travel ... ... .. .. .... . .. . .. . . 
Size of lathe tool .. . .... . . .. . .......... .. .......... . 

q½" - 8 
5"-½" 

20¾ '' 
6¼" 
3¼" 

½" X l ½ " 

BED. Width of bed .. ... . . . ... .. . .. .. . . . . . . . ... . . . -113¾" 
Depth of bed . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . 11 ½" 

MOTOR DATA. :Motor size recommended .. . .. .. . ... , 5-7½ H .P. 
Largest motor frame size that can be used. . . . . . . . . . . . . NE.1\IA 284 

SHIPPING DATA. Net weight, with average acces­
sory equipment, including all electrical equipment-
base length . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . 4850 lbs. 

D omestic shipping weight, as above. . . . . . . . . . . . . . . . . . . 5250 lbs. 
Export shipping weight, as above. . . . . . . . . . . . . . . . . . . . . 5750 lbs. 
C ubic content, boxed for export, as above . . . . . . . . . . . . . . 141 cu. ft . 
Net weight, each additional two feet . . . . . . . . . . . . . . . . . . * 395 lbs. 

.0028"- .168" 

3½" 
5"- 1" 

25" 
8" 
4" 

1/g" X 11/g" 

171/g" 
12¼" 

7½-15 H .P. 
NE1\IA 326 

7550 lbs. 
8050 lbs. 
8550 lbs. 
212 cu. ft. 
** 430 lbs. 

.0028"-.168" 

31/s" 
6½"-1¼" 

25" 
9" 
5" 

¾" X 11/g" 

18½ " 
rn¼" 

10- ~0 H.P. 
NElVCA 3~6 

8160 lbs. 
8660 lbs. 
9160 lbs. 
2.58 cu. ft. 
*** 490 lbs. 

• Beginning at the 78" length, add a further 330 lbs. for the additional leg. ** Beginning at the 78" length, add a further 
850 lbs. for each additional leg. *** Beginning at the 79." length, add a further 850 lbs. for each additional leg. 
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SPECIFICATIONS-TOOLMAKER'S LATHES 13" 16" 20" 

GENERAL. Swing over bed .. .. ..... . . .... . .. . .. ... . 
Swing over cross slide . ............ . .... .. .... ...... . 
Takes between centers, tailstock flush, base length ... ... . 
Length bet ween centers . . . . . . . . . . . . . . . . . . . . . . . . . . . . . 

Distance, spindle center to floor ..... . .. ......... . .... . 
Floor space, base length .. . ... ... ... .... . . .......... . 

15½" 18½" 22½" 
9¾ " 10½" 13¾" 

30" 30" 48" 
30", 54", 78", 30", 54". 78", 48", 72", 96 ", 
102" and 126" 102", 126", 120", 144", 168". 

150" and 174" 192".and 216" 
43" 43" 45" 
41 "W x 98"L 44"W x 98"L 44"W x_l5l2"L 

HEADSTOCK. Hole through spindle .... . .... .. . . ... . 
Centers Morse taper ................ .... . ...... ... .. . 
SpindlE> bearings, tapered roller ...... ... .. . . ...... .. . . 
American standard Cam lock spindle nose ... . ......... . 
Standard spindle speed range (furnished unless otherwise 

12-" l ..!L" I ..!L" 16 16 16 
No. 3 No. 4 No. 4 
Precision Precision P recision 
6"- D-1 6"-D-1 6"-D-1 

specified on order) . 1800 R.P.l\l. motor . .... . . . ... . 

Other available speed ranges, 3600 R.P.lVI. motor . ..... . 

19, 25, 32, 42, 17, 23, 28, 37, 17, 23, 28, 37, 
51, 67, 86, 45, 59, 74, 98, 45, 59, 74, 98, 
112, 137, 182, 121, 158, 200, 121, 158, 200, 
230, 301, 362, 264, 319, 420, 264, 319, 420, 
480, 608 and 532 and 700 532 and 700 
800 R .P.l\L R.P.1\1. R.P.1\11. 
28 to 1200 and 
36 to 1500 

Other available speed ranges, 1800 R.P.lVI. motor . ..... . 21 to 900 and 119 to 800, 21 19 to 800, 21 to 
24 to 1000 to 900 and 24 900 and 24 to 

to 1000 1000 
14 to 600 and 112 to 487 and 12 to 487 and 
17 to 700 14 to 600 14 to 600 

Other aYailable speed ranges, 1200 R.P.l\I. motor ...... . 

GEAR BOX. Leadscrew diameter and threads per inch . l ¼ " - 4 thd. l ½ "- 4 thd. l ½ "-4 thd. 
R ange of threads per inch, quick change. . . . . . . . . . . . . . . 2 to 120 2 to 120 2 to 120 
Range of feeds per revolution, quick change. . . . . . . . . . . . .0017"-.103" .0014"-.084" .0014"-.084" 
Thread and feed changes, regular quick change. . . . . . . . . 66 66 · 66 
Actual threads cut "·ith quick change gear box. . . . . . . . . 2, 2¼, 21/s, 2½, 2¾, 2½ , 3, 3¼, 31/s, 3½, 3¾ , 4, 472, 

4¾ , 5, 5½, 5¾, 6, 6½ , 6¾, 7, 7½ , 8, 9, 9½, 10, 11, 
11½ , 12, 13, 13½ , 14. 15. 16, 18. 19. 20, 2~. 23, 24, 
26, 27,28, 30, 32. 36, 38,40. 44,46, 48. 52, 54. 56, 60, 
64, 72, 76, 80, 88, 9~, 96, 104, 108, 112 and lQ0 

R ange of feeds per revolution when optional thread range 
of 1 to 60 is furnished . .. .. .. ... . . ..... . ......... I .0034"-.206" 

TAILSTOCK. Spindle diameter ..... . . . . . ..... . .... •I 2½" 
Spindle travel and set-over . . . . . . . . . . . . . . . . . . . . . . . . . . . 5"-½" 

STEADY REST. Steady rest opening, regular ... . ... . 
Capacity oversize steady rest .. . ..................... . 

CARRIAGE AND COMPOUND. Carriage length . .. . 
Caniage bridge width .. . . ... ..... : . . .... . .. : ...... . . 
Compound rest top slide travel .. · ....... .. .... .. . ... . 
Size of lathe tool . ..... ... ...... .... ...... . ..... . ... . 

4½' ' 

203 4 " · 
6,>-4 II 

31 / lf , 4 
l,f' X 1 ½" 

BED. ,i\lidth of bed .................... · ... .. . ..... ·I 13%" 
D epth of bed ........... ·. . . . . . . . . . . . . . . . . . . . . . . . . . . . 11 ½" 

MOTOR DATA. :Motor size recommended ... · . ...... -15- 7½ H.P. 
Largest motor frame size trat can be used·, . . . . . . . . . . . NE1\1A 284 

SHIPPING DATA. Net weight, with average acces- ,. 
sory eq uipmept, including all electrical equip1nent-
base length . ... . . ... . .. . . .. . . . . .. .. .... . ... : . . . 5145 lbs. 

Domestic shipping weight as above ... ...... .. . ...... , . 5545 lbs. 
Export shipping weight, 's above . . . . . . . . . . . . . . . . . . . . . 6045 lbs. 
C ubic content, boxed for. export, as above ... .. . : . . . . . . . 141 cu. ft. · ' 
Net weight, ea:h additional two feet . . .. . .. . . ... ,. . . . . . * 395 lbs. 

.00'-28" - .168" 

31/s" 
5"-l " 

5" 
6" to 1 Q" 

25" 
8" 
4" 

5/411 
X 11/g" 

171/s" 
l-2¼" ~I 
7½-15 H.P. 
NE1\1IA 326 

7960 lbs. ' 
8460 lbs. 
8960 lbs. 
Q]2 C'll. ft. 
,** 480 lbs. 

.00Q811
-. l 6811 

31/s" 
6½"-l .¼" 

6" 
611 to l '2" 

Q5" 
9" 
5" 

¾" X 1%" 

18½" 
IQ¼" 

10-20 H.P. 
NEl\1.-\. 3~6 

8710 lbs. 
9~10 lbs. 
9710 lbs. 
~58 cu. ft. 
*** 490 lbs. 

*' Beginning nt the 78" length, add a fur:Lher !J30 lbs. for lhe nddilionnl leg. ** Beginning nt t'he 78" ,length, .n<ld a r111-tb?r 
350 lbs. for each ndditionnl leg. *** ~eginning nt the 72" length, n<ld a Curlhcl' 950, lbs. for each nddilionnl leg. 
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REGULAR SE RI ES 

• R11gi11e Lathes. On all sizes, regula r equipment in­
cludes dog plate, cornpounrl. rest , centers, thread 
chasing dial. chasing stop, headst ock operated lead­
screw rrvcrse and wrenches. 

• Toolmal,·er' s Lathes. On all sizes, regular equipment 
includes face plate, dog pla te. steady rest , compound 
rest, centers, thread chasing dial , chasing stop, apron 
conlrolled lea.dscrcw reverse. oi l pan and wrenches. 

• The quick clamping type tailstock is furni shed as 
regular equipment on all 13" Engine and Tool­
maker's Lathes hut in the case of 16" a nd 20" ma­
chines, this type of ta ilstock is supplied on T ool­
maker's models only. 

61 EQUIPMENT 
• A large amount of optiona l accessory equipment is 

a ,·a ilable for use on :Monarch Series 61 Lathes. The 
more commonly used items a re illustrated and fully 
described in this booklet. As others a re aYailable, 
be sure to contact you r :Mona rch representatiYe in 
t he eyent a ll your requi rements may appear not t o 
be satisfied by t he equipment shown. 

• ,Yhen considering opt ional eq ui pment , be su re not 
to overlook the product ion increasing possibili t ies 
of t he four-way po,ver rapid t raverse, pictured a nd 
descri bed fully on pages 30 and 31. 

• Be su re to investigate t he application of :l\lonarch 
tracer controls to your turn ing problems. 
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TURNING MACHINES 

1 0" EE Toolmaker's Lathes 

1 0" EE Precision Manufacturing Lathes 

Series EE, Model 1000 Precision Lathes 

Series 61 Engine and Toolmaker's Lathes 
in a complete range of sizes 

Series 62 Preselector Dyna-Shift Lathes 
in a complete range of sizes 

Models M, N and NN Heavy Duty Lathes 
in a complete range of sizes 

Series 80 Heavy Duty Dyna-Shift Lathes 
in a complete range of sizes 

Series 90 Heavy Duty Dyna-Shift Lathes 
in a complete range of sizes 

The Mona-Matics 
for high production metal turning 

11 28-1 (SM) 5 . 57 

The Speedi-Matic 
a fast, precision hand screw machine 

The Hydra-Slide 
for high production chucking operations 

Monarch-Keller Turning Machines 

The Monarch "Motor-Trace" 

The Monarch "Air-Gage Tracer" 

The Monarch Roll Turning Lathes 

Monarch 60" Right Angle Lathes 

The Shapemaster Engraver 

Special Turning Machines 
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