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Oualtlj Control 
MEANS BETTER MONARCH 

LATHES FOR YOU 
Tl1 name ::\Ionareh has alway. tood for the fine t in 

m ·ta] turning equipment. 
,Ju ·t look at an,v .'erie f>O Engine or Toolmaker' Lathe. 

:\Ian,Y of its ~ uperior feature are in1mediatel~T evident. But 
qualit~· i not alway tangible. Often it is the total of the 
intangible that 1nark. the ~ifference between the ordinary 
and tbe out:tancling. 

So it i · with ::\Ionarch , 'erie. 60 lathes. You can see the 
out ·tanding feature of de ign which are pictured and de
scribed in the pages of thi booklet. -n'hat you cannot ee 
i. the te ting, checking and rechecking which is constantly 
taking place in eYery pha e of our manufacturing operation . 

The i1lu tration. on the. e two page indicate the cope of 
the. e numerou. quality control . · They are your guarantee 
of t hat e.i:fra performance which a . ure peak production at 
a profit to eYery ~lonarch u. er. 

For a good turn FASTER- turn to Monarch 



• • • THE HARDENED STEEL monarch 
STRUCTURE LATHE 

The mere act of building accuracy and produc
tivenes into a lathe is not sufficient in it elf. You, 
the user, judge the machine on the basi of it year 
in and year out performance in your plant. That 
is the test a to whether you have made a good 
investment. 

Year ago l\Ionarch et the pace in the lathe field 
by fir t introducing the hardened teel . tructure 
lathe. All part. ubject to ·wear are harden d in our 
own electric heat treating deparhnent where we 
have ab olute control of all factor, in,·olYed. The 
late t type of electri heat treating furna e are u ed. 
Decarburization prevented; di ·tortion hel<l to 
a mm1mun1. 

Induction Hardening Does 
it Better 

High frequency induction hardening, uL'o employ
ed, permits the addition of w · nr rc.· i, lance toe rlain 
part which it is not prncticnl to harden in any 
other mann r. 

For cxamplt'. th ~ 1n·occ: mnh~s possible the st'lt>e
ti,·e hardl' nin°· nf Sl'di(.)n: subJ' d to wenr, wlwn a r-, • 

low over-all hardness i · requin'll. .\ n inlt resti11~ 
extimplt' ol' this modl'rn llH'llwd, as prn lil'ed at 

lonnreh, is I he progn'ssiye imluel il'1l hnrdeHing of 
lh<' t·ross- t'{'<'d 1-,<:rew illn~lrntl'd to lhl ldt. 

'l'Ju, ullinrnle in pt.'l'l'ormnnt'<' i~ built int,\ cn'ry 
l\ l011:11·1..·li lnllw. ~I illl'ull,Y :ipplit'd hnnll'ning pro
<·1..-. ·st's keep il therl' l'or t•onti11ui11~· pl'Hh.. pnldudio11 
:d. n profi I. 



J 1 AND GROUND BED WAYS 
FOR YEARS OF TROUBLE-FREE SERVICE 

'I hf• fa< 4 t ha '.\I, llllf(.'" l:illtf 1 

. 
rf'fll!I IJ] 

.. l•:t<'tor. l'r,• 1i·· :ift,•r ?1':tt ol 1•\1•11• f'l\'11'•' J 

d1w in no mnll part 111 tl11•ir 11:urw lr:irclPm·,I 
nnd ~round I. ·d ,:i., . 

H, d ·:t ling. :tN' 111:Hl,• fr, 111 :1 lrn11g. 1h•11 "· 
• c•,11 r1 i t111d 11i1·kL·l :-illo.v ,.~, t ir1111. Tl11•n Llw 

, n., 111fu,, a11· 11:rnw li:1rdl'1wd lo:, uniforr11 
tfrptltofnt l,·n t I " h •11u:r 11s11f tlll'1·x,•l11 i\'1• 

l 01111r,•lt pr•II'<' . ' l'rslt'.J fnr li:irdnf•s • tlu·.v 
l111\\ a • 'elt•r11 ( ,,, 11· l'l':tili11g nf iO In 7 .! , 'hor,·. 

, \ I t,,r 11111111• ltard,·11i rig, I hr w:i.v 11rf;w1•s a rt' 

•r1111t1d I fl a lnlc•l':IJ1'''C' or .ooo.~," in I ht•ir over-ull 
1,•u ,,, OIi pn·,·i ion 11rf1H11' gri11dPr~. r, i:s ir11-
jl 1Itn11I In 111111· 111:11 l,11111 IH'd w:•~•.· fol' tlw <':tr

' i:1 rr :, nd tlw I :i i Isl, wk :ll'P su I rc·:ll <'< I. 

I• l:trrll' lutrclf•1w,J. ,·n:..I ir1111 :illo,Y wa,,·s ha''" 
nra11, ' d,·"irul,lc• ,·h:ir:wkri.ti ·s. ' l'lwn· is a 
grnd11:tl hlc•1uli11g nf llw .\ J;irtrn.sitic· .slr11dt1re. 
111111w h:1rd,·1wd la.Vi'r inlu L1H' Lough und,·rhody 
ol f Irr• firw P1•:irlil i<· iro11. Tlw \\',1r SI' ·lion' 
l1:1v1• uniq1w \\ t·:ir-rC".si:..l ing q11a lit ic.~ whilP at 
11, .. :11,w l i11w I lw.,· arr 1u•rm:rnentl~· a11 intcgrnl 
part nf llw lu•d 1•:t . ting. Extensiv' xperiment.s 
t•1111d1wll'd h.v tb ~'cars ago show,·d th ~Ion
a rc·h flu 11w ha rdP11 i ng m<'l hod to he far superior 
In tlw 11s1· of hanl1·1wd strips wltieh fr quently 
1110:, •n, tlwr ·l,~• c·a11 ·ing urn:v n wear and re
quiring <'\'l'Hl1w I rl'pl,wcrnrnt. 

lnn:ir,·h flanH' hardened heel way: haYe the 
lw rd 11<' ·~· of hn rdc·nr-d ·t cl. The gra phi tic car
bon normall~• found in P arlitic iron is retained. 
This p1 ovidrs a mnltitud" of micro. copic r -
srrvoirs for rdrntion of lubric·ant on th ground 
wa,v s11rt'a,•c>;..,, ,.\ s a C"onscq u nee the fihu a<l
lwr<' · longc-r and mor tcnac:iously than po. i
l•I<' 011 a hardP11 d . tePl ·urfa · . Th :\Ionarc-h 
rn ·tliod ol' c1ulomatic luhric.:ation suppli d fr01n 
llw und •r-.;id of the c•arriag , wh th r it i: 
l wing rnoYPCl b) power or manuall. · , guarantee. 
a 111<,n· than adequate film 1111der all operating 
('on, Ii lions. 

Flam · hard ·11ing ha.- been applie<l to over 
2:j,000 ~Imiarc·h lath ·s. Th<>ir users are profit
ing from a maintain w·e of original h d way 
Hr·c·ura<.'_v nol ordinarily a:soeiate<l with ma
c•hine luols ol' an~ kiucl. 

limn. f 11refo111•h1·rl illw,trafio11 o.f a,t l'(r/,ed " r·•• attd.flal u•ay 
IJ11] 1·ro., ·,·,·l 1 1111 11.ft,r .flamr hard,·ninq. Ill Jl o11ar,·I, sal,w 
,,Jfi,·, ' h,11,• 111'1110/ 81'1•/ io11.v 011,fll111Jl1• ,i'or !JON r r.1'<lfll i11af io11. 
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Aboi•e. Grinding the bore of a helical headstock gear within a tolerance limit of .000 " 

ASSURE SMOOTH NESS, LONGER LIFE AND BETTER WORK 

The deep rooted reputation of :\lonar h 
helical geared hrad tock le ign i, due, in n<. 
~ mall mea ure, to the preci. ion of the gear~. 

Power flow through th 111 mootbly. 
qui tly and ·without tran ·1nittal f gear 
tooth mark~ to th ~·ork. Such i: th rne<" 
whi ·h can b expect d from Y r~· :\[onnrch 
~erie 60 lath . 

On th oppo itc pag(' is Yisua 1 t'Yid 'Ill' of 
the thorougbne , ~·ith "hil'h ~ f<.nun ·h 
proYc ea ·h ~ l p in ne ·urn l<. gear making. 
Thes includ<.' th heli .· lt'ad nngl1.. elwd,. 
l he tooth eoulour ch t'h. l lw k . t for noi-.:t: 
and lwnring. ·liecl'"" l'or m•t•ur:1ey of hon· 
diameter nnd pill-h din mt l<.'l' nnd th<:' ttll)lh 

sp:1cing die <'l· . 
The~l' n r1..' uol i-.t)l:t h-d t' n rnpl1..•:. Evt"f) 

gear ,, hil'h goes int\) :1 ~l orn1n·h lntlw 1: 

s11hjeded lo sttl'h pninsl:il· i1w: lt.•sts. 

I ,fl. C,'ri11di11y hdii-11I h,·wlsltw~· Ut'llf it'l'lh. 011 thi.~ opt r
aliuu //w t11la1111,•,· limit i., . . UOO !" but c,11 Ille ur,·ru1/1 
.~1·1d11111 ,·.n•1·1",/,~ .tl(Jtl 1 '' . 
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It has often been said that the head tock 
pindle i the heart of any lathe. Recognizing 

the truth of thi., l\lonarch Series 60 . pindle. 
are made to the most exacting tolerance limits. 

Following this, they 1nust pa s pindle
. pection. That' our way of referring to spindle 
in pection but the method. used are so n1odern, 
so thorough and o accurate that they de~erve 
thi .. pecial de ignation. 

The bore i checked by means of Sheffield 
Preci. ionaire gauge., a i1lustrated ahoYe. 
Limit for bore size i. .0005" and for accuracy 
of taper, .000". The center illu tration to the 
right is the eheck for draw, the limit hcing 
.0003" to .000,5". Below to the right i ilJn -
trated the test for hearing and gear hearing 
scat sizf>s. .\ separate indi<'ator snap gauge is 
used for ca<·h diameter. Bearing size. are held 
within a limit of .0002", all gear hearing seat 
<liamet er. within a limit of .0006". 

ThPr<> arf' still other c·lH'<'ks. 011P dPtC'rmines 
whether tlw spindl<· nose is within the pr<'
scri}wd limits for sii'<' and rt1no11l. .\nollwr 
sc>n•rp <'i1N•k is for rnnoul on a test har insC'rl<'d 
in the> spindle· and al a point 1 t" 0111 l'rom lh<' 
spi11dh· nose•. Bc•ari11g and grar hc·c1ri11g seal 
ru no11 I is ,tlso ,·hc•c·k,,d. 

\\'ith lllC' r,•alir.alio11 of wh:il s t1<·h tlioro11gli-
1H•ss t11C'c111s il c·:rn IH' lwt l<'r 1111dc•rslood \\ hy 
11sc•rs always a ,soc•ia lc· ,1<·c·11r,H·y of pel'l'orn11111<·t· 

willi ~Jon:ir,·11 lnr11i1,g c•q11ip11w1il. 



li- · lio,rt /Jearin9J • • • 

PLENTY OF THEM FOR THE SMOOTH, QUIET 
DELIVERY OF MORE POWER 

'I llf' liberal 11 nf anti-fridion 
l"'aring. lw lo11g- idP11lific,d r,nf-' of 
tl1P maj"r d,.>si:,!n r ·aturPs of ::\Inn
arc·h turning P<J11ipmf>nt. 

Thf'ir adnrntages ar<' .-o well 
known that an Pxtended rliscu. sion 
here is trnnc.-.:es,_·ary. .' um med up it 
miuht he ·aid that a 100 per eent 
anti-frir·tion bearing lathe i a ·
surance that it will deliver more 
power with greater ·1noothnes and 
with a minin1um of maintainence 
worrie . 

The ~lonarc·h Serie 60 lathe. are 
complete anti-friction bearingequip
pe<l in the head tock, the end gear 
train, the gear box, the apron, the 
tail tock and the cro -feed crew. 
For the ultimate in econon1ical oper
ation, every lathe you purcha e 
mu t be o con. tructed. 

LONG LIFE ~.FROM Broached _j(elj6 
The u. e of internal broached key in 

Serie 60 lathe i typical of the iionarch - . 
approach to all engineering and manu

facturing problen1. . Illu trated are a few 

typical examples. 

Thi. method i u ed in preference to 

in erted keys wherever po. ible becau e 

experienc ha . hown that thi. element 

of de. ign make a con ·iderable contri

bution to more trouble-free operation. 

In addition, the. e part. are made of 

the fin ·t a1loy . tee], carefully hardened. 
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ENGINE 

Engine Lathes. Avuilnl,l<' in l ~" . lG" , 18" and •.?O" swings; 
1·:wh swillµ; in a varil'ly ol' lcngLh s. At Llw top ol' lhc pn gr i-, illus 
tral<·d <HI<' ol' t 111· s horlPr I u" 1r1ac·l1in •s whil e <'Xlc•11di11g :1<·rnss ll1<~ 

IO l,oll<,m of ll1i s spr<'ad is a Hi" x •l W" s i'l.r. 

AND TOOLMAKER'S 



ATHES • • 
. 

,., _, j 60 

Toolmaker's Lathes. Offered in 14", 16", 18'' and 20" swing ; 
each swing in a variety of lengths. Pictured above is an 18" size 
machine. ee our individual lathe bulletin for complete pecifi-
cations covering either the toolmaker's or the engine lathes. 11 
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Jhe fleadJtock • • • 

HELICAL GEARED FOR SUPERIOR PERFORMANCE 

• Helical gear u ed throughout. 

• All gear hardened and ground. 

• pindle and long intermediate haft have center bear
ing support. 

• pindle and all haft are hardened, have ground 
thread. and integral milled and ground . pline . 

• Alloy , teel u ed for spindle, hafts and all other teel 
part. 

• pindle and all . haft~ rotate on anti-friction bearing ·. 

• pindle peed change. made by liding heavy-. ided 
jaw clutche . With gear in con tant me h, their ac
curacy i not impaired by thi method of peed change. 

• Combined pump and pla h lubrication with :filtered, 
metered oil to each bearing. 

• o pocket on inside to trap foreign matter when oil 
i. drained for lubrication change. 
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QUICK AND POSITIVE SPINDLE SPEED CHANGE 
• , 'pindfP .·p <·d c·haug s mad with half the 

effort normall~· required. 

• .. l>ow11" movPm 'nL of each leYer select the 
lowP)',it "Peed in its rangP, .. up" movement of 
t·u,·h 1,,, <>r <>l,· ·t. the higbe 't 'P ed in it. range, 

• .' t "'' ding " l t·a rri age. operu tor can d termin e 
I JI spinrll .-1, erl <J uickly by the lever po. i
t ions. Thi.· i. po ihJ only heeau e of the 
u.,c of mul tipl levers who. e po. ition have a 
logi<"a l relation hip to high and low peed . 

• . ' prr,I chang • p lat on front of head in. tantly 
"ihow · op<-'ratnr th po ition of th lever for 
any ,,f the sixte n . peed . 

THE QUICK CHANGE 

Box 
• .\uti-frid ion IJf•a rings u. Pd throughout. 

• .\II l(P.a r.- ma r/,, of ha rden d a lloy . te l wit h 
t,mth <·on l,JlJ,..., ground or .'ha v d . 

• Wit],. ra t1ge of fer<] and t hrrad d iange r,ro
vi,J,.t] iHduding the l'requ n tl,v re'(ue ted 27 
tltrPad. p r ir1<•J1 . 

• O'<·r-,.IJ ra nge ,,f llire>1ds t•i lh r I to 60 or 2 
lo I \!O, I he la ll<·r I, iu g furni. hed u nl s. order sp,·,·i fies other ra Jtg<>. 

• Vi tll(rrl i r, <·011 I roJ of mu Ji i pie disr lirah a -
5Ur<'s posi ti \'c~ s lvppi11g <·as ily a ud q uickJ,v a t all -,pN•ds. 

Below. Jla/cinq :,pi,u//e runouf lest duri"1l Jina! inspection of machine. 
Test bar is rheeked 12" out from spindle nose an,i at three points 120' 

apart. Runout may net•er exceed .0006". 

"IIJ:"CR'S SE' 'IIAL 

ACTUAL 5WIN: 

C STANC E IETWt 

=1.1'E BUILT 
cci;• ,,,srALLE 

T .. ; MGNARCH 
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FOR ACCURACY AND 

QUICK CHANGEABILITY 

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

• Large diameter ground locating surf ace insures 
accurate chuck, plate and fixture alignment. 

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

• Le s overhang than with spindle no e of other 
de ign . 

• Chuck , plates and fixture fit directly on pindle 
no e without adapter plate . 

• Provide the mo t rigid mean known of holding 
chucks, plate and fixture to pindle. 

• Chuck , plate and fixture cannot po ibly 
come loo e under the mo t evere operating 
condition . 

• pindle no e of ame dimen ion a u ed on 
many make of turret lathe and other equip
ment, making for . tandardization and inter
changeability. 

• Chuck , plate and fixture readily interchange
able from one ~Ionarch lathe to another. 

• In ure clo e duplication of mounting, o im
portant when turning work within the limit 
frequently demanded. 

Below. Chuck, dog plate and face plate for Camlock spindle. 



• 
1,11 

SMOOTH AND POWERFUL 
THROUGH MULTIPLE 
"V" BELTS 

• lluin d,i , n1 ,t, r iri idc> ·:d,i,wl '"'' :111d 11111111!1-

< ,l on Iii" ,,,ti 1,lal«• wlti,·h lll:t,\' I,· :,dj11.·t<·d 
rradil, • Ir , lt:wg,· 1 ,•11. ion 1111 dri •i11g lid I • 

• I >ri r is 11111111 ,t, wir ... , or. l1al11n,•11I. m11llipf .. 
" " l rl I. . 

• I riv.-• ,·lukli, m11111tl<'d tHt ii· own support. 
11pt·r11I(• · in 1°011j1111<·ti11n wilh p111l1•y ~haft whi<·h 
r11t1 011 lwll lll'urin~ . . 

• l rivi11g , ... lt1lr·l1 :111d multiplt• di!'i<' l1rakP fing rlip 
•nntroll«"d h~• dmil l·ve>rs; onr at left hancl nd 

111 lu·d. OIH at apr1111. \ "onlrol I V<·ri · pull d 
upward t hrongli II short arc·, it pass · from 
, l11kh t , w·ut ra I to hrakt po~it ion. 

• lt•ll111d of ·outn,I permi l. instant stopping, 
grndu:d slopping with modified braking or 
driftiug ton stop witltont hraking. " 'ith ]ever 
i11 lir:d· _. posit inn, spindl i automatically lock-
·d rt"ainsL rotation tu fa ilitat"' operation of 

c•nlld. r•li11eks. 

lligltt. loscup r·iew af left hum[ end of Series 60 machine with 
u ppr:r rarer remo1•ed and lo1rer door opened to show the multiple "J'" 
brlt main drfre. Al.vo rlcarly illustrated is the main drive clutch. 

THE COMPLETELY ENCLOSED Jrain 

• End gearing completely enclo ed to prevent 
entry of foreign matter. 

• Individual pre. ure lubrication y tern supplies 
oil to all gears in end gear train as well as all 
operating part su~h as bearings and gears in 
the gear box. 

• ,. nti-friction bearings employed throughout. 

• Gear made of hardened alloy teel with tooth 
con tour ground or ha ved. 

• Gear on quadrant have fixed center permit
ting change of gearing for cha ing odd lead or 
for the ubstitution of 1netric tran po ing gears, 
with only one quadrant adju tment nece ary. 

• End gear. held in place by Tru-Arc rings, elin1i
nating the conventional threaded . tud . 
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Jhe -4ron • • • 

CONVENIENT, COMPACT AND EFFICIENT 
• Fa t, :fingertip control for longitudinal feed, cro s

feed rever e and half nut. 
• • ame natural downward motion of their re pective 

control lever engages cro -feed, feed rever e and 
half nut; same upward motion di engages any one 
of them. 

• Large chasing dial tell operator at a glance the exact 
in tant at which to engage the half nut. 

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

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

• _-\.11 revolving hafts ball bearing mounted. 

• On engine lathes, lead crew reverse operated by lever 
at front of head tock. 

• All gear. made of hardened alloy steel with tooth 
contour either ground or shaved. 

• P re sure pump, within apron and automatically 
driven, upplie metered lubrication to all moving 
parts in apron, to carriage bearings on bed and to 
compound rest bottom lide bearing on carriage. 

• Lubrication . y tern operate continuou ly whether 
carriage i traver ed by power or hand and al o dur
ing power cro -feed. 

• A oil feed line are kept full at all t ime , lubrication 
is upplied immediately to bearing surface even 
though lathe ha been idle for ome time. 



.1 1lmrc. Rrar , icw of a Serie:; GO Toolmaker's Lathe apron. An interlock prevents sim1d
ta11ro11.~ ,·11yag1'111rnl of 1hr J1•ed rod and ltud.vcrnr, the latter being used onl,11 1dzen threading . 

QUICK CLAMPING 

• (-,Jui,+ ,·lamping typP lai]:Lock furni . h~<l 
as rrg11lar P<{ uipment on a11 toolmaker' 
latlw:. 

• llardr1wd :ind gro1md allo,\· t el ·pindle 
prnviclPd "i th ta11g slot lo facilitat 
<'jr-d ioJ1 of driJl and rramer . ocket. . 

• AcT urH tr s ·al on ·pindlr gradua t ed in 
sixt Pt-flt hs. 

• Spiud le anchorPd rigidly and a ·cttrately 
by a large· flange hark k y with Jaminat
<'d slti rn a<lj u. trnen t for remo\·al of 
rotating play. 

• • ' lop 011 spin<l]P prevrnl. u with a 
partial l>Paring of th tail 'toc-k er w 
and nut. 

• ' l'ails tock . <·rew take · tliru. t against 
hall t hr11st bearing. 

• Reservoir iu base feed oil to hard ncd 
l,,·d \\ttys. EfJicieut wipcr.· pr vent en
lr.v ol' f<JrPign niatlrr 11n<l r lh ba a 
laiblo,·k is rn<Jv <l along lop of th bed. 

• hugi1w lalhr lailslod · have al1 for -
going foah1rc·s ·xc-e>pl quick ('lamping 
awl larig slot in spindle. 
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• • • 
ON TOOLMAKER'S LATHES 

Belou:. f'loseup t>iew of the sturdy },fonarclz , cries 60 Toolmaker's 
Lathe tailstocl-,. Tailstock bed ways are flame hardened and ground, a 

feature not ordinarily found on engine and toolmaker's lathes. 



Jhe 
FURNISH RUGGED 

.. 

TOOL SUPPORT 

• Both cro -feed screw and com
pound crew hardened and 
ground . 

• Cro -feed screw thru t taken 
at rear of carriage. crew 1 1n 
tension in tead of compre 10n, 
assuring more accurate per
formance. 

• Large diameter cro -feed and 
compound micrometer dial , 
graduated in thou andth to 
read in diameter; atin fini h, 
chrome plated with dark line 
and figure . 

• Swivel graduated 1 0° either 
ide of center. 

• Adju table thread cha ing top 
permit tool repo itioning for 
finishing of thread without di -
turbing original etup. 

• Carriage way urface carefully 
hand craped to flame hardened 
and ground bed way . 

• Automatic force feed pump 
located in apron provide com
plete lubrication under a 11 oper
ating conditions. 

• arriage ca ting of unu ually 
. turdy de. ign giYe, more than 
ample tool upport. 

T.t1fl. l ittw of undt·rsid,· of rnrriugt'. 
lila111ttr in whiclt 1ray ,•mrfm·e.~ !lff lubri

<'Uied ia rfrarly slU>1M. 



THE 
OF 

~ 11 I 
b ·n t ~ '11,j 

SOLID FOUNDATION 
A SUPERB MACH I NE 

• l1,·11v. • li.-•d ,·n tin~ llll lri:ing11l:1r hricl!.!'1' l,YJJf' 
rirth llirn11gli1111I .-•11tirr• c•rnl,·r . 1·,·lio11, givin~ 
il t, it•f' Iii,· ol'dinar,y rigidity. , ,,,. illn lr:ition 

l ch w. 

• H,·,1 ,:iy:s for 1,nlh ,·11rri:1g · mid lnilstn,·k Aarn' 
hnrd<'twd l,y tlw1•.·,•l11 iv1• ~l onar·h pro· ssand 

pn·, i inn gr111111d. 

• '\}ofor :111d • hrting f'l(t1ipnw11L hons ·d in front 
,•nl,it11'I lq,t. Hrar c·ahirwl )pg provided with 
enmp11rlrn •nl for :tnrag-c• of tools and ar•ces. ori s. 

• 1~ vrling : <'l'PW nnd hold down bolt · located 
within c·nhi,wt leg . . 

• ( ' 11l,i1wl le•~ slotted Lor<<' iv 
po n whi,·h may h' r mo, Prt <gti 
111a11tlin 1~ :lily part of nuwhine. 

oil pan or chip 
klv without di -. 

• Oil p:m made of h a\·: mat rial with rolled 
c.·dgc·s. will slid to front or r ar and extend to 
floor, llwr ·hy eliminating accumulation of chips 
:111d dn l u11dc·rneath machin. 

• \ rnple size of pan makes deaning out of chip a 
le. s frP-quent op ration and provide generou 
coolant capo it.y. 

• C il pan rP-gular quipm nt on toolmaker's lathes. 
ll "<'au e of ils convenience, chip pan hould be 
use<l on all engine lath not requiring oil pan. 

• One or 1nore center cabinet legs upplied beginning with 
the 78" center distance machines in the 14" and 16" size 
and with the 72" center distance machine in the 18" and 
'JQ" . 'l.. , 1ze . 

• enter cabinet leg. of heayy box type con truction for rigid 
bed support. ee illustration above. 

• Coolant pump, when upplied, mounted inside oil pan at 
head tock end. On lathes with center cabinet legs each 
individual pan drains through center legs to pan at head
tock end. Baffle plates in pans remove sediment from 

coolant. 
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Serie:J 6 0 _A.cce:J:Jorie:J 
1\lonarch acce ories cut turning co ts by avmg 

operator' time and increasing production. 
On the pages which follow many of the more com

monly used Series 60 acces orie are illustrated and 
briefly described. It will pay to tudy their pos ibilities 
whether you are considering the purcha e of new turn-

ing equipment or con idering means of increasing the 
output of the Monarch lathes now in your own plant. 

tilJ other accessories are available for numerous 
pecial requirements. Ask any Monarch representative 

for further information relative to supplementary 
equipment which you might have in mind. 

THE ANTI-FRICTION BEAR
ING TAPER ATTACHMENT 

• mooth, accurate taper con. i. tently 
turned or bored due to u e of ball 
bearing with permanent, ealed in 
lubrication. To bearing urface to 
clean after a period of non-operation. 

• U e of ball bearing practically elimi
nate lo t motion. hackla. h and 
friction. 

• Bearing mounted on eccentric tud 
which provide adju tment, . hould it 
ever be required. 

• All bearing urface again t which 
ball bearing take a bearing are flame 
hardened and preci ion ground. 

• Con truction permit the taking of 
exceptionally hea ,·y cut even when 
boring or turning acute angle , with
out acrifice of accuracy. 

• ~ ttachment lide have cale ac
curately graduated both in degree 
and inche taper per foot .. --. wivel ha 
magnifying gla . for more accurate 
etting. 

• Taper turning capacity on all ize. 
erie 60 Engine and Toolmaker· 

Lathe i. 4" n1aximum taper per foot 
and1l " n1axi1num length at one et
ting. l\laximum included angle, 1 °. 

• Yer atilit\· extended b,· addition of 
taper att~ch1nent variator which con
i t of a imple g arbox with pick ff 

gear and a rack to control motion of 
taper attaclnnent lid . 

• Yariator increa e J gree of taper 
which can be turned or bored, in
crea length taper turning capacity 
at one . tting to length <.'Hpn ,ity of 
machine and provide~ a pnntogrnr h
ing mean f r ontour turning aud 
boring from a master template. 

• " ' ith vnrialor, ste p lap<.r up h (i7° 
included angl or Hi" tnper p ~r fl)Ot 
may be turned or bored. 8 'e .\ ·
ce. ~ory Hnllt'tin 1 

t), 707 for dt'tniled 
inl'orn~n tion ns to lt•nglh ~ which nm: 
he .~o hnndl<'d. 

• Tup r nttadmwnl l'Ul\ he t'urni ·hed 
\\ it h st ill ot lwr fea l Hl'l'S for :, wide 
ya rid)' of t'orm 1 un1ing and form 
boring t)])t'rnlit,n ·. 

I ,:ft. Plw11fu111 1 irn• ,!f J/ 011arch ..:'fl'frs tiO let pa 
11/hwl1111t'1tf .~huwi11y the• g1·111•r1111, • 11st' if b11/I bn,r
illfl,''· , \ 't1fr 11/~11 the ,ltirkt•r .~trip.· 1rltil'!1 iiulintte 
lltti .flumt' Jmrdl'111•d 1111d gro1111d bt1uri11t1 • ,,r.tiw,•s. 



MICRO-GAUGING DIAL 

r d l< f:1rilitnt nrnlliplt· rli:inwh•r f 11r11-

rn or Ii, rtn!?. 
l ntrnff•n t n c·rn -f1•1•rl . r•ri~,,. ( '011si I • ,,f 

Jnr_rr- Ii:, mdt'r c ro · -lr·t d rli:d \\ ii li gr:11!11:i
lilJH rf•adi111! i11 l'1011 :111dtlis 11f di:1111ct •r 
:rnd 1111 inr11•1 di:il gradu:d, rl i11 itlC'IH's. 
I inl. g,·nn•d t, ,>n<>h otl1<'r and lmlh 111ny 
qui I I.,· l.r• . 1•1 In i1•r11 • 

• nt~1· rlinl ltn I\\O . n(. uf n11ml)('r; OtH' 

f, r I 11r11in,, t lw nl Jwr lor liori11g. J>ire,;L 
di:mwl •r I llf'rt•fnr, nwy lH• r,•acl wi l hou I 
1 •n l,·u I :i I io11. 

DIRECT LENGTH READING 
DIAL 

• l1~or mnllip}P dianH'lcr turning or hor-
ing. E p ·iaJl,,· valuable when boring 
hliud holes. 

• Through g<>aring in dial me ·hani m hous
ing, on foot of I ngth carriage travel re
sult: in on· comp]et revolution of inner 
dial. hw ineh of <>arriage travel equivalent 
to onP. revolution of outer dial which 1s 
gra<ltw l cl in .005" rending. . • 

• Both dials can b reset quickly to zero o 
that successiy length n1ea. urements can 
h mad qui<·kly an<l r ad directly on 
the dial . 

LEAD VARIATING 
ATTACHMENT 

• r quisitc for fini h C'ha ing . uper-
acc·urate threads. 

• l'rior to finishing cut, lea<l error are 
r cor<l d on spiral track of drum. Auto
malir follo-v f'r shows corr ction neces. ary 
as tool advances from one n<l of work to 
the oth r. 

• Lurg graclua t d handwh 1 with pointer 
rnak s quic.:k corre<'tion a imple matter 
whil an inclicalor dia] supported at the 
n,d of tl1 m chanism provid s a visual 
·hN·k of th · correction mad . 

21 



"AIR-GAGE TRACER" • 

• A versatile, cost-reducing production method for turn
ing multiple diameter . hafts and turning, boring or 
facing contours. 

• Imparts a smooth, stepless finish because of the con
tinuous single tool cut. 

• Provides automatic sizing. 

• Generally reduces by half amount of stock left for 
grinding. 

• Frequently eliminates hand polishing or grinding be
cause of fine finish imparted to work. 

• Produces more accurate work than any other dupli
cating device. 

• Eliminate need for expen ive fonning tool and the 
co t of multiple tool setups. 

• lVIakes po sible complete etup change in I than ten 
minute ; tool change in le s than one minute. 

• Permits turning of diameter , taper , bevel , form • 
groove , undercut , houlder , ne k , radii and 
chamfer in a ingle continuou cut, if nece ary. 

• Reduces chance for human error ther by practically 
eliminating spoiled work. 

• Often ave time and money and give b tter ac
curacy than machining by n1ultiple tool meth ds. 

• Completely de cribed in eparat bulletin which 
may be had upon reque t. 

AUTOMATIC SIZING 
• Reconnnendc<l primarily for turning the larg r t p 

shafts. lvlay also be used for step boring, tcp facing and 
con1 our turning or anycombinationof these op rations. 

• With rear VPrtical turret, necking and ·ha1nf ring 

operation nrny b p donned during ~am tup. 

• [al it possibl t onYert a Seri 60 lounreh la.the 
front 1nanunl op ration to automntie l p .ration in 
about ou minule, 



AUTOMATIC SIZING 
(Continu d) 

• Su tinu r:,n 11 I n 1111, II a I, o nr 

thr,'c li<'i:111 • lnt:tl 1•1 "J' r1e\r'r 

r< p, j c rn, rt' t I in n fi t P<:' n , 11 i n 11 fr . . 

oft n 11 lit II, :, ft\'«' rnin11I,·. 

• Euultl rm, t1p1•ratnr In l1:1T1dl1• lwo nr 

ltrflr,• nta1•hi11, 1111 flln L \\orl \\itlt Ir: 

:t1ig,w 111:,n 0111• m:1111wll)' 11pr·ral1•d 

hi1 h, . 
• In, • I,• appli1·d on n •w 11i:t(•liirH'~ :~t 

foet• ry or lnlh,':-i 111:i~' b,· ord •n1 d ;1r

r1111g• ti l111 :1dditin11 nf a11l11nwlic . izi11g 

lalr•1· 1111 i11 ll. r•r'. plant. 

• A:-;k .'•n11r ln1wr 11 s:ilc~ r pr :s,•nlaliv(• 

fol' f II rfl II r i II fnrnw f i1111. 

KELLER CONTROLS 
• 'I ypi~n I 11~ •s :tr<' for form t ur11ing and 

I ,ori u~ . 11c·h work a. molcls, punch s, 
di1· , forr11 roll~ und . pinning chucks. 
l J:rd 1·.•lpnsiv<'I~• for quantit~ procluc
tim1 nf tn:rny intri ·aid~· slwp <l parts. 

• <'1111 i~ls ot' tra · r unit mount <lat rear 
of urnd,inr-, magncti · dutch 111 chani 111 

u ll :wh ·cl to right hancl nd of b d and 
<·011 I rol ca hin t whi ·h nrny he loca t <l at 

' 
t111.' poin l in fr nt of th machine where 
i l i. most ·onv ·ni ·nt to the operator. 

• 'lrnpe of thin nieta] ten1plate accurately in1parted to work piece 
hy mean of tracer which electrically control both carriage and tool 
slide feed through the medium of n1agnetic clutche . 

• Range and metal re1n0Ying capacity not limited by use of controls. 

• Control· n1ay be di connected in an instant. making machine a-vail
able for regular lathe work under manual control. 

• Thi · feature may be applied to all new eries 60 lathe at the factory 
before hipment or, at sn1all additional cost, new lathe are prepared 
to receiYe Keller control which may be attached at ome future 
time by our servicen1an. 

• Almost 900 :\lonarch I(eller-controlled lathes are in u e. 
23 
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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. 

• :\lay be attached on any machine at fact ory or after 
machine ha .. been in use in the field. 

• Drive hou ing, containing change gear mechani m, 
attached to end of headstock where it can rernam 

permanently . ~Tay be readily di connected when 
not required. 

• R elieving tool lide mount on regular cro lide of 
machine. an be wi veled for angular or end relieving. 

• Univer al Joint provide mooth, po itive drive t o 
cam at all lide po ition . 

fr.ft. l frre fht· re
l i, l'i1111 ,1llm·l1111,·11t i: 
1-1t'I up for nftirtu1I 

,111tl i11fa1111/ rrlil'f. 

Chauyiny v1•1•r lt1 tilt: 
cud rrli,:f sl'fup i· u 
quick t111d sim pfr 1>rv
c,·d11r,·. 



RELIEVING ATTACHMENT CAPACITIES 

umlwr of 1 lul< 
lhrm 

11 <' t P11 <'<' th l 1111 e J;nd 
H('li \ t 

,, illi I >011lil .. 

I ',, 

t • • ,. ,), ti, i. 
, 10, I , 1 ~. 111 

8 

I :J 

!II) 

J' ' 
I 

'-' • I I 

4, I>, 8, 10, ll, 
I ~. In. 20, ~ ~. 

! ' :h! 

• ( HIi t in 11. l'i lla t ing hml . lid -- ha, Jargf', graduated 
I i11wr Io l'n,·i liln lt• 1wc·t1rakly setting th• c·orrP.et rt~la
l i1111 lwtwr1•n t1w c·:1111 :md the wnrl~. 

• J ""111:ir ,·am~ <·rPal a malh matically uniform relief 
h11 I :-;p, ,·ia I <':t 111 c·an lw furnish d for nuiou oth r 
r,• lirf forms. 

• f>oul,lt" I lirow ,·n n1s m,1y lw had for work with a larger 
m1111 lwr of flu tes than produc d hy . ingle throw cam . 

Hl'' 

. :i ,. -; t; , i. 
H. ltl, I , I ~. 113 

8 

!Ill 

J b' "'·, 

f., • l 1 

L Ii. 8, 10, l'l , 
ll. Hi, ·.!O. "21. 

•!H, !J'-2 

18'' 

. :. J. :;, {:, i .. 
8, I U, I , I J, I fi 

8 

l .. . ' 

I) 

I l / 
J s, ✓ 8, 
-h, l ! 

4-. U, S. IO, 1•2. 
l -1-, 1 (i. 20, 24, 

-lR. J-2 

11" 

~ •. ), 4, ·'· o. 7. 
. Ill. 1~, H , iG 

8 

!10 

·h, %, 
/6. l -1 

4. 6. 8. 10, 12, 
U, lG, 20. 2-1-, 

2 . 32 

• \Yith ·pecial gears in the end gear train, piral re
lieving can he accon1plished. 

• " 'hen ordering special gears for piral relieving give 
the lead, number of flutes and state whether right 
hand or left hand. For . piral tap relieving it is nece -
ary that the number of thread per inch be given in 

addition to the foregoing. 

SPINDLE SPEED REDUCER FOR RELIEVING ATTACHMENT 

• H(•q11ir ·d in conn ·tion wilh reli ving attach-
11w11L for rcli ving multi-flul d cutter. 

• , 'ix lo one r <luction un it mou n ted on motor 
pla l along with main dri ve n1otor. 

• H,·1110,·at,lt~ outboard shea,· support fa ·i]itat 
1,PI l ·l,ang~. 

• I · nil r ngaging ] , l'r ea .'ily acccs ·ible m rely by 
opPriing front cahinet J g door . \Yh n normal 
r:-i ng · of spindlP sp <>cl: is u. d , driving heave i. 
di rP<·tl,v c·o1rne"t ed to motor shaf t. 

• S pc• d range provided on machines quipp d 
willt rPgula r 1800 R . P. ~I. n10to r i. 3 t o 116 
H.. 1'. 1',f, 

Ria/ti. ( 'o1'tr remm•rd a l left hand end o.f cubinl'I lrg 
Ir, shou• uwuntinr1 of .Ypi ruilr R pred ri:ducer, gcnPr-
0/111 rrqu fr,,,J in r.om1,,ctir,n u•itlt fl'fi,,1>inr1 uflar /w1 r 11f . 
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ROLLER JAW STEADY RESTS 
(Anti-Friction Bearing} 

• Recommended for all operations requiring the higher 
work speed . . 

• Capacities are as follows: 

ize of Lathe 

14" 
16" 18" 20" ' ' 
16". 18", 20" 

Minimum 
L" ' 2 
L" ' 2 
6" 

Maximum 

5" 
6" 

l~" 

STANDARD STEADY RESTS 

• Exceptionally turdy de ign for maximum work 
support. 

• All jaws have renewable tips. 

• Capacitie are a. follows: 

• ize of Lathe Minimum 

14", 16" ½" 
18", 20" ½" 

OVERSIZE STEADY RESTS 

Maximum 
5" 
6" 

• De ign imilar to tandard teady re t ·with capacities 
as follows: 

ize of Lathe 

14", 16" 
16", 18", 20" 

Minimum 

5" 
6" 

~laximum 

8" 
12" 

FLAT JAW TYPE FOLLOW RESTS 

• Jaw have renewable tip . 

• Available in the following capacity. 

Size of Lathe l\Iinimum 

14", 16" 

l\laximum 
l ·11 3 2 



TUBULAR JAW TYPE FOLLOW RESTS 

• .\ rugged ace ~ ory whi ·h giYe . olid upport under 
' eY r operating condition . 
,Jaw hay ren wabl tip . 

• ~\xailable in the following capacity. 

.'ize of Lathe 

18", QO" 

::\lininunn 

l" 

~laximum 

6" 

OVERSIZE TUBULAR JAW 
TYPE FOLLOW RESTS 

• D ign . imilar to tandard follow re t ,Yith ca
pacity a follow . 

, 'ize of Lathe 

16", 18", 20" 

::\linimum 

3" 

HIGH DUTY DOUBLE 
SCREW TOOL POST 

:\laximum 

6" 

• , 'houl<l alway b u. ed when cxceptional1y heayy 
cuts have to be taken. 

• T ool blo,·k is an alloy . teel ca. t ing and is provided 
"ith :\Tete-It unlJn .. akalJI :crew ... 

• . ' uppli d as reg-u]ar NJuipnw nt on all . 'erie · GO 
1tHwlii11c•. C<Juippecl w ith the ''.\ir-Gagc:- Traf'e r". 

ROLLER JAW TYPE FOLLOW RESTS 
(Ball Bearing} 

• Recommended for the higher peed required when 
turning with carbide tool . 

• upp]ied in the following capacitie . 

Size of Lathe 

1-J/', 16" 
18", 20" 

l\ilini1num 

½" 
l" 

l\.laxin1um 

31,,2" 
4" 

27 
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IN-BUILT BALL BEARING 
TAILSTOCK CENTER 

• A "mu t" on production operations employing 
the h igher speeds. 

• Save time by eliminating the need for oiling 
the tailstock center. 

PIPE CENTER 
• Required for pipe or any part having large bore. 

• Anti-friction type with I" to 6" capacity. 

CAPSTAN TYPE 

TAILSTOCK 

• valuable pro,luction aid when 

nature of operation requires a large 

amount of pindle travel during 

changing of work piece . 

• Particularly valuable in ca e work 

piece mu t be in erted ome di tance 
into a chuck. 

• Large cap t an handwheel i at front 

within ea y reach of operator. 

TOOL CABINET 

• E pecially de igned to provide proper torage pace for vari
ou acce orv unit normally u ed " ·ith a toolmaker' lathe. . . 

• pace provided for orderly to rage of coll et . 

• Generou helf torage pace for uch acce orie a. chuck , 
teady re t , follow re t and face plate. 

• Top of cabinet erve. a convenient place for operator' 
per onal tool box. 



MULTIPLE INDEXING FACE PLATE 

• (
1

. ,·d p1·i1wipal1~, on loolnwk r's lathf's for the chas
in!.! ol' m11ltiplP slnrl thrcn<ls. 

• :\lottnls m1 (\unloek . pindl · no. e. Front plate of 
:ill:wh,,wnt has tlw snmr Cnmlock no. e, permitting 
plaks :111d c·liuf'l...s to be interchanged. 

• J nd<·xinµ- pla l proYided with graduation for en
gavi ng- lr.rth nl' index g<'ar for 2, 3, -1, 6 and 8 
111111lip)P start thrPnds. 

STYLE "L" TURRET 

• For c·ontinuou" 11:e. Fits directly to holt circle of 
regular bottom i--lide. 

• :-;q11ar<' . izc> ol' turret, fP f '. :\laxin1um tool . ize, 
5/s"x 13 ,, ,; , 8 . 

STYLE "O" TURRET 

• For intermittent u. e. Fit directly to con1pound 
re tin ame 1nanner as regular tool po. t. 

• In<lexe accurately in twelYe po ition .. 
• Square size of turret, 5 1 -z". :\laximun1 tool ize, 

l!,,8" x l". 

STYLE "R" TURRET 

• Ha ix position for boring, tapping and drilling 
operation . 

• ~Iount. directly to bolt circle of regular botton1 
lide. 

• On 1--1" and 16" n1achine , 8" aero. flat and 11,2" 

1naxin1un1 dian1eter hole. On 1 '' and 20" 1na
chine , 9" aero flat. and l¾" n1aximum diam
eter hole . 
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MULTIPLE AUTOMATIC 
LENGTH FEED STOPS 

• 'aves time on the small lot production of 
many multiple diameter shaft . 

• Con i t of a rail extending along front of 
machine immediately below apron, a set 
of ix top dogs and a top plunger con
trolled from the front of the apron. 

• top may be moved quickly to any de
sired po ition along rai] and clamped 
rigidly in place. 

• \Yhen di engaged, control lever function 
m ame manner a regular longitudinal 
feed lever. 

DIAL INDICATOR TYPE 
CARRIAGE STOP 

• Recommended when a facing or boulder 
cut mu t be held within an exceedingl,r 
clo e limit. 

• Preci ion dial indicator graduated in 
thou andth and enca ed for protection. 
Indi ator tern ha up to l" travel. 

• , to1 bracket may be clamped at any de
, ired po ition along front bed ''Y". 

MICROMETER CARRIAGE 
STOP 

• .. .\.quick mcm1 for Hl'cnrald~ perl'ormin~ a 
t'neing or • honldcr l'UL on n work piel'e. 

• :\ lil'rnm<.'ltr ~cn'w mn1fr nl' indudilm hard
('ned a llo,Y :ll'd with pn'l'i'-ilm ~l'llttllll 

lhrcnd~. lndicalilHl, are in lh\.lll:-;nrnlth . . 

• ~lop hrnckct may lw Jl')"itilHH.'d nnd 
<'IHlll JH'd nl an,v point on l'rnnl lwd "Y". 

... 



MULTIPLE POSITIVE 

CARRIAGE STOP 

• , I , rd J rnil11, t i,l11 , hf'll l"'rt11r111iJ1•' 1111111 i-
1 k· slio11lrlPr op,•r:,ti.,11 . 

Ind« in, r•. lind,•r li:,ving four or 111on• 

ndj11 tul I,· f np ,·r,·,, :ii I a,·lwd t I) 1, ft 
hand , i11g 11f ,·:,rrin•'f'. I l'f, ttl l'l1111g1•r 

I''' iti ·h lop. t :wl1 rn•,, al pro1u•r po. i
ti, 11 f1 r •'111-{:tgi ug . l11p pin. 

• \rlj11 t:d,lt• I 11p pi11 rn11111tlc·d i11 1•11d of 
1111IPIH'd po iti1111i11~ li:11·, ,,arri,·d b,v lir~11·kct 
\\ Iii h ,•!:imps ;ii :111~• p11i11L :do11g- l'ro11l. 
IH'd '' f". 

AUTOMATIC CROSS FEED 
STOP 

(Not Illustrate d) 

• Sonwli1J1e · 11.._Pcl lo ndvantagc when fa·
i11g un a prnclu ·lion run. 

• Art ·r lir.i11g ngag d and s t, operate 
aulomatic·all~· with mt further attention. 

• .\,·euratrly Jis ngag s cros. fe d with tool 
slid travdin~ eith r in or out. at any 
pr d t rmined diamet r. 

MULTIPLE POSITIVE 
CROSS-FEED STOPS 

• Hecomn1ended for production operation on multiple diameter 
work. 

• ProYide four diameter top which 1nay be indexed convenient
]y by knob at front of carriage. 

• Frequently used in connection with a rear adju table tool block 
in which case four additional diameter stop are al o provided 
to control it forward feed . (As illustrated below). 

• Adju table stop dog (or dogs) mounted in "T" Jot at ide of 
top block. 
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JAW CHUCKS 

• Three jaw, univer al, stee] body chucks 
with two piece rever ible Jaw available 
a fo1low. : 

14" and 16" machine. - 6", 8", 10", 12" 
18" and 20" machine - 8", 10", 12", 15" 

• Four jaw, independent, . teel hody chuck , 
with rever ible jaw available a. follow : 
14" and 16" machine - 8", 10", 12" 
18" and 20" machine - 10", 12", 15", 18" 

CUSHMAN SPINDLE NOSE 
TYPE COLLET CHUCK 

• For collet chuck operation requiring a 
vvide range of collet capacitie . 

• Any piece of . tock that will pa through 
lathe pindle can be held in collet becau e 
chuck offer no ob truction. 

• Chuck i attached to intermediate plate 
with cam tud for mounting on amlock 
pindle no e. ame wrench u ed to attach 

chuck and operate collet . 

• Available in the following three ize : 
Chuck Reference Collet 

1ze o. apacity 

5" 115 3,,- " to 11 " / 

53-l 
814 

" ~15 1 // to 
II 315 l '' to 

SJOGREN SPINDLE NOSE 
TYPE COLLET CHUCK 

13-1 II 

13./' 

• .\ wrenchle ' huek whi -h fits dir tl~· on 
the nmlock 'pindl nose. 

• Provide · fa ter operaLion thnn nny otht'r 
typt' of <:ollcL chuek. Clo ·kwi~' ' 1110y m "nt 
of hnndwh d M' ·urcly ti~hlt'ns nlllct 
whi l connl r-t·hwk, ·ise tnOYl'lll nt r -
)(':lSt' ' it. 

. 1 , } '.~ ,, • Taken rangr of colld.;; hnnng , to · s 
capnci ly. 



COOLANT SYSTEM 
• I 11divid11ally motor driv('n C'oolant pump mounted 

in:,;iclr oil pan at headstoc·k encl of ma<'hine. ~lotor 
c·o11lrol :wilc·h conyeniently located at front of left 
hand c·al,inr.t leg. 

• 011 all lathe: with c·cnter cahinet leg , ea ·h in-

di-vidual pan drain. through center leg to pan at 
head tock end. 

• Baffle plate in pan remoYe edi1nent from coolant. 

• Large ize of pan provide. unu ually generou cool
ant capacity. 

DOUBLE POWER ANGULAR FEED COMPOUND RESTS (Not illu trated). For imultaneou ly machining 
hoth a11gles of b v l gear and other c1a e. of angle work. Either compound re t can be po. itioned independently 
of tlu• other. ('an he appli d to feed both compound re. ts in or out imultaneou ly or feed either one independ
c•11lly of Llw otlwr. Either <'ompound re t can he used a a regular compound re t without power angular feed. 

PLAIN REST (1 .,.ot illu. lrat d) . r . ed lo adYantag on heavy duty work not requiring the univer al feature of the 
rc·gular ,·omponncl rest. 

BALL TURNING REST ( .. ot illu traled). For turning or boring pherical urface . either conca-ve or convex. 
('irc·11h1r ~1otion of loo). licle can he imparted either by hand or through power cro feed of apron. 

CONNECTED COMPOUND 
AND PLAIN BLOCK 

REAR REST 
• ( ;P11c·rnll,v 11s('(l for I ur11ing opera l ion. 

pc•rforuwd l,,v lool in front l'f>Sl and nePk
i11g, l'uc·ing c,r fo rmi 11g op ralion. h,,· tool 
i11 r,·ar re>st. 

• B1,tl1 c•o 111pc,und rPst and rl'ar lool b lock 
1no1rnlc-d 0 11 "lurnc• l,o ll o 111 slide-. R ear tool 
l,lcJ<'I• a cljusla hlc· in or 011l from ·ente r. 



THE MONARCH SUB-HEADSTOCK 

• A popular acces ory ·which provides a 1nean for cha -
ing both extremely coar e leads and multiple thread . 

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

• Reduction gearing provides a 6 to I spindle peed 
reduction without reducing speed of carriage travel. 
This increases distance traveled by carriage per re
volution to six times normal rate shown on gear box 
index plate. 

• pindle is precision roller bearing mounted, attache 

to head tock pindle Camlock no e and ha a imilar 
no e o that chuck , face plate and fixture can be 
interchanged. 

• l\Iultiple thread indexing plate, on front of unit, pro
vided with graduation for engaging teeth of index 
gear for 2, 3, 4, 5 and 6 multiple tart thread . 

• Unit can be mounted readily in cu to1ner · plant on 
lathe already in u. e. 

• Any lead up to maximum of 3" may be cha ed on 
n1achine with regular 2 to 120 thread range. l\laxi
n1um i 6" on machine with I to 60 thread range. 

', t • ) • fl 

CONSTANT SURFACE 
CUTTING SPEED 

• Particularly recommended for facing op r
tion . U ing thi f ature on a facing cut 
over the entir range, tin1e . a Ying i -1'.?c-(~ 
anclfini. handaccuracyareva. tl~·improYed. 
Unit al o provide con tant .. urface cutting 
speed during turning or boring when the 
tool i heing et for Yariou di:nneters. 

• Pnwide OIL tant snrfol' cutting -peed 
oYcr a range of diamcll'r" fron1 ~1 -2" to 10'' . 

• ~\. ..(. to 1 D.C. mnin driYf' nwlor is ust>d 
a long with a m1)tor g '1wrn tor set fl r 
('011\'Crsion of A.C. to n .< '• Rhe,):-t:1t to 
regnla ll' . Jll'l'd ot' driYing nrntt.ll' i~ nwunt
cd on back of ·arriag<.' nrnl is manually 
eon trolled bY di:11 at front ,)r l'Ul'rin~e. . ' 

• ,Yilh l'tmslant snrfn ·e t·ttlting "PCt'd 
l't-nlure not in llSt', unit providt's inlinitt·]y 
va riahk speed :-. f1·om l IH' tl)p nt' t ht pt'ed 
rangl' to oiw-l'ourlh of the -...ll)\Yest ·pet:>d. 



rf/onarch f!epreJenlaliveJ 
FOR MONARCH 

f"III .\c;o, ll, [, INlllS 
Th<' Monarch l\lachine f ool Co. 

LF:.\'ELA. ' D, OJI Ill 
Till' ~lnnarch l\[achim: Tool Co. 

A TL.\. ' T.\, GEORGIA 
J. R. \\'almvl'n 

BIRl\I lNGHAl\l, .\L.\8.,\MA 
Tool Engineering ~ervicl' 

Bf1STO:'\, ~IASSAC'HP!:>ETTS 
\\'i1rnlesworth Machinery Co. 
Cambridge, l\la ·s. 

Bt'FF.\LO, '.'\EW YORK 
G. \\'. Brunton and . on 
Kenmore, New York 

I. 'CJ'.'J).IATI. O HIO 
<Jaklcy Machine a les Compan}· 

DALLA., TEXA':, 
~Iachiner} Sales & upply Company 

DAYTON, omo 
(. H. Gosiger l\Iachinery Compan~· 

DE;-.;\'ER. COLORADO 
F. J . Leonard Company 

Dl'RHAM, NORTH CAROLINA 
George A. M a rshall l\lachinery 

MOi 'TREAL. Qt:EBEC 
Williams & Wilson, Ltd. 

CWEBEC. Ql'EBEC 
Williams & Wilson, Lld 

ARGENTINA 
Torres & Cilali 

. \l..iSTRALIA 
Associated Machine T ools , Australia 

AUSTRIA 
Ing. Wilhr lm D oll 
Amertool Engineering crvice 

BELGIL'M 
. A. Isbecque T odd 

BRAZIL 
Panambra, .. A. 

CHILE 
A. l\Iontero y Cia, S. A. 

CH!r--;A 
Anderson, 1\leyer & Co., Ltd. 

CZECIIOSLOVAKJA 
Amertool Engineering ervice 

DENMARK 
Leo Madsen 

1112 (7M J 5 - 48 

SERVICE • WHEREVER YOU ARE 

BRANCH OFFICES 
DETROIT, MIClllGAK 

Tht• Monarch l\fachine T ool Co. 

J'.'\DJ.\NAPOLI , INDIANA 
1 hr l\Ionarch Machine Tool Co. 

DOMESTIC DEALERS 
GREE:-.. BA\", WI CON lN 

Bay \"erle Machinery Company 

HARTFORD, CONNECTICUT 
Lyman A. mith Machinery Co. , Inc. 

HOU TON, TEXA 
teel & l\fachine T ool ales Co. 

K.-\N AS CITY, Ml SOURI 
English Brothers l\lachinery Co. 

LO ANGELE , C.-\LIFORNlA 
::\[oore Machinery Co. 

l\IKMPHI , TENNESSEE 
J. E. Dilworth Company 

:;\IJ'.\J:'\EAPOLI , MINNE OTA 
The J ohn C. Eide Company· 

NEW ORLEANS, LOUISIANA 
Dixie l\lill Supply Company, Inc. 

OMAHA, NEBRA KA 
Cardina l upply & Mfg. Company 

PHILADELPHIA, PENNSYLVANIA 
wind Machinery Company 

CANADIAN DEALERS 
TOROf\'TO, ONTARIO 

Williams & Wil on, Ltd. 

\'ICTORIA, BRITISH COLUMBIA 
G. M . Tudor & Company 

EXPORT DEALERS 
ENGLAND 

Rockwell Machine Tool Co., Ltd. 
Alfred H erbert, Ltd . 
(Kelle r controlled lathes only) 

FINLAND 
OY Machinery AB 

FRAN C E 
Aux Forges de Vulcain 

GREECE 
T echnica . Malcotsis. S. A. 

HAWAil 
Grace Brothers, Ltd. 

HUNGARY 
Dugar & Roheim 

ITALY 
Ing. cot ti & Garrone 

NET! IERLAND 
N. V. Landre & Glindcrman 

NETHERLANDS INDJE 
Koopman & Co. 

NEW YORK. NEW YORK 
The l\Iona rch Machine Tool Co. 

PITT BURGH, PENNSYLVANIA 
The M onarch Machine Tool Co. 

PORTLAND, OREGON 
Hallidie Machinery Company 

ROCHESTER, NEW YORK 
\V. W. Wentz 

ST. LOUIS, MISSOURI 
Colcord-Wright Machinery & Supply Co. 

SALT LAKE CITY, UTAH 
The Galigher Company 

SAN FRANCISCO, CALIFORNIA 
l\Ioore Machinery Company 

SEATTLE, WASHINGTON 
Hallidie Machinery Co., Inc. 

SHREVEPORT, LOUISIANA 
DLxie Mill Supply Co. of Shreveport 

SYRACUSE, NEW YORK 
The H. A. Smith Machinery Co. 

TULSA, OKLAHOMA 
Machine Tool & Supply Co. 

WASHINGTON, D. C. 
Shirley, Olcott & Nichols 

WINDSOR, ONTARIO 
Williams & Wilson, Ltd. 

WINNIPEG, MANITOBA 
T. S. Taylor Machinery Co. 

NEW ZEALAND 
Jas. J. Niven & Company, Ltd. 

NORWAY 
A /S G . Hartmann 

PANAMA & CANAL ZONE 
Panama Electric & Machinery Corp. 

PORTUGAL 
Globo-Sociedade de Equipam<'ntos 

SOUTH AFRICA 
Machine Tools (Pty.), Ltd . 

SPAIN 
Hijo de Miguel Mateu 

SWEDEN 
M ekanik Ingenjorsfirma 

SWITZERLAND 
B. chinz & Co. 

TURKEY 
Etablissement M ehmet Vasfi 

PRINTED IN U . S.A . 



TOOLMAKER'S LATHES-1 O" to 20" 

ENGINE LATHES-10" to 32" 

THE MONA-MATIC 
for high production between center work 

THE UNI-MATIC 
for high production chucking and fixture work 

THE SPEEDI-MATIC 
a fast hand screw machine 

THE MAGNA-MATIC 
the universal turning machine 

THE AUTOMATIC SIZING MACHINE 

THE MONARCH-KELLER TURNING MACHINE 

THE MONARCH "AIR-GAGE TRACER" 

THE SHAPEMASTER ENGRAVER 

SPECIAL TURNING MACHINES 

THE MONARCH MACHINE TOOL CO. • SIDNEY, OHIO 


