


THIS hand scr ew machine, one of a seri es of three, com
bines t.he best features of the previous d esign " \Vire F eed" 

screw m achines with other time proven design fea tures of the 
well known Brown & Sharpe automatics. Being fa st and profit
able for small quantiti es of bar work and second operations, it is 
a desirable addition wher ever screw machine work is performed. 

Below arc listed worthwhile features of thi s machine -

• Full antifrictiou-bearing spindle. 

• Spindle chain-driven a t all speeds. 

• Short moveme nt of spindle control lever gives high 
speed, low speed or stop. 

• Wide nrnge of high to low spindle speed ratios. 

• Spindle sp eeds quickly changed by pick-off gears 
conveniently located near operating position. 

• Compact driving mechanism completely enclosed 
a nd automatically lubricated. 

• A utomatic lubrication of practically all mechanisms 
and bea ring surfaces. 

• T urret slide h as both manual and power feeds. 

• Cross slid e h as fa st-actio n lever feed and ball-crank 
scr ew feed. 

• Trip lever provides quick co nvenient operation of 
colle t a nd feeding mechanism. 

• Adjustable stop for each turret tool. 

• Electri cal equipment conforms Lo Machine Tool 
Electri cal Standards. 

No. 2 Hand Screw Machine 

I 

I-



I 

I 



SPECIFICATIONS 

No. 2 Hand Screw Machine 

CAPACITY STOCK FEEDING MECHANISM 
Take stock to, diameter .. .. .. .. ........ ....... .. .. l" Lock advanced by power a controlled by manual 

trip lever. where work permits to, diameter ............ . *11/.1" 
Turns any length to . .. ... .. ....... ..... .. ... . .. ... .. .. .... .. ... 6" One operating cycle feeds any length to .. .. . . .. .. 4," 
Swing over bed .. ...... .. .... .. ..... . . .... .. . .. ...... . ... 121/2" 
Swing over cross s lide ... .. . .. . . ... . ... 5" 

Greater length fed by successive cycles. 
Time required for operating cycle, seconds .. .. ¾. 

•Noto-Chuck 11111 and sleeve for 1 o. 22C collet ( furni shed at 
extra cost when specified) required for use with stock over 
l'' diameter. 

MOTOR 
Constant-_peed motor .. 

SPINDLE 
Mounted on precision antifriction bearings. 
Reversible. 
Chain-driven. 

5 H.P. 

Hole through spindle .... ... . ... .. . . . .... .. . .. .. . ... 1 o/i s" 
Un it assembly, readily removed from machine. 

SPINDLE SPEEDS 

CROSS SLIDE 
Adjustable along machine bed . 
Has hand cross feed and hand longitud inal feed. 
crew slops provided for fron t and back tool 

TURRET 
Revolves in horizontal plane. 

umber of Looi hole ... . .. ... .. .. . .. ..... 
Diameter of tool holes .. ... . ... .. 
Maximum diameter of Lock that can be fed 

through turret .. . .. . .. .. .. .. .. . ... 
Independent screw slop for each hole in turret. 
Both manual and power feeds. 
Tumber of power feed rates . .. .. .. .. .. 

6 
l" 
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Range .. .. ... .... ......... ... ... . .. ... .. . . ... ..... 3025 to 25 R.P.M. 
16 high speeds, range ........ ......... 3025 to 275 R.P.M. 

Range of power feed rates (per revolution of 
machine spindle) . .. . . . 0 .001.5" Lo 0.010" 

12 low speeds avai lable for each high speed. 
Rati os, high lo low speeds ............... .. 1.6 :l to 13:1 

COLLET 
Stock held in spindle by spring collet. 
Automatica lly operated rn conj unction with feeding 

mechanism. 
Gripping power adjusted by nut. 
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LUBRICATION 
Automatic. 

COOLANT SYSTEM 
Brown & harpe No. 1 geared pump with 

pres ure relief valve. 
Capacity of re ervoir, quarts .. .. .. .... 

D 

II/, 
'11/f. 

STANDARD EQUIPMENT 
C 3 r aisin g blocks Not shown above -

.. 20 

A Adap ter to take Nos. 10, llAA, 
22 ( not hown ), and 221-1 
feedin g fingers 

D Speed change gears 
E Set of wreuches 

Front and rear stock supports 

B 4 tool po ts 

WEIGHTS AND . et Domestic Foreign Oimen io11 
Space 

Weii;ht , Shipping hippin i; for 
Occupied, SHIPPING DATA Weight, Weigl11 , Shipment , Lbs. (Approx.) Lbs. (Approx.) Lbs. (Approx.) Inch es Cu. Ft. 

Machine fitted 
3150 3700 with motor 3800 94x42x58 132 

Silent Stock Support can be furnish ed al extra cost. Detailed p cci fi cation furnished on request. 



CROSS - SLIDE 
T- SLOT 

Machine Dimensions 

18" MAX. 
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TURRET HOLES 

TURRET 8 CROSS-SLIDE 

1" 
~-----116 DI A. HOLE 

FOR POWER SUPPLY 

N0. 2 FLOOR PLAN 

f I · ,, ·'------1 
~-t::-, ~ 
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NO. I FLOOR PLAN 
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T u rre t n u tomat i ca ll • in
dext!d on wi1 hdr:1wal. :111d 
nu 10111n1i ca ll y Jo ck e d a nd 
clnmped . Des ign pro vide for 
nccur::i te nlignme 111 through
ou t lon g machine l ife . 

Com ·enie111 huilr-in tart
s to p p u b b utton . Co n 
.t:1111-speed dri,•ing m oto r, 
m ounted 0 11 bracket on 
ba e, is enclosed by re
m o\'ab le lou,·c red guard . 
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- FEATURES -
3 4 S 

T u rr e t p il o t wh eel lo
ca ted fo r max im um oper
nti n g e ffi cien cy. Length of 
a rms ns u r es read y, pow
e rful bnnd feed wi th min
imum opera tor fati gue. 
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Po wer feed of I ur rct cngngcd 
by conven ientl y located leve r . 

nmc lc ,•cr can be u cd r or 
di c 11 gnge111 c111, or feed can be 
aut omatically disengaged by 
c tt ings of turret top crew . 
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Unit-t ype fu ll ont ifr ic
ti on-ben ri ng pindl c 
(under b inged gua r d ) 
bas po,it ive d rive b y 
hnins a t all speeds. 

S h o rt m ove m e n t o f 
p ind lc co ntro l lever 

gives hi gh speed , l ow 
peed o r top . l3rnke 

cn n Le npplie cl o n ly 
wi th clut ch in ncutrnl ; 
r e 111 n in 011 until re
lea e el by leve r. 

onvenic111 tri p lever 
011c11 :t11d clo cs collet 
n11d e n ga ge feed i n g 
111 e c h :1 n i 111 . F o r 
chuckin g op 'rat i o n , 
feed tu he ca n be made 
i n o p e r a ti ve s o th n t 
l eve r co ntro l o nl y 
o peni ng and clos ing of 
·ol let. 

Lo 11g i1udi na l feed of 
cro l idc pe rmit-; 1111-

dercu t Ii 11 c , reccs in i,; 
4 ~111 d i 111 i I :, r o per n · 

ti o11s not rentlil y nc
co111 p li hed ,~ith 111 r
r e t t oo l s. P o s i ti ve 
I0()S p r ovided . 

Cros lide hns ( ,ver feed 
fo r r egul a r o pc r n ti o n s , 
bal l-crnnk feed fo r henv
ie r cut . P o it i ve t o p s 
fo ci li tn re n cu r:,re clupli
cntio n. 

pindle peed rat io cbnnge gears (for selectin g low 
peed ) a r e enclosed in base com partment behind 

gua rd. Chang ing two pick-o ff gears give chan ge 
in ra tio. W ide ronge of ratios avail ablc. Direct ion 
o f low sp eed re lnti ve to bigb speed cl,ongcd im ply 
by m oving gear from o ne cent er to nnother . 

11 

Tnble ho,~s gcn rin g for p indlc peed 
desi red . Gear furu i heel g ive 16 h igh 
peed , with any one o f J 2 low pccds 

nv:i i lob lc fo r each high peed in r:11io from 
l.6:1 10 13:)- a tota l of 196 two- p eed com
l, in nrion5. peed r:in gc, 3025 10 25 R.P .l\l. 

12 

13 

14 

15 

16 

Bi i,;h speed of spindle i selected by ch an g
ing two pick-ofT gears in ba e compartm en t. 
C cn r not in u c a rc stored in cover of gcn r 
co111par1111e11t . Some set o f ge:ir i nl o u e d 
fo r chan ging hi gh-low ()Ced ra t io . 

Any one of live turre t p ower feed rntes se
lected by in gle l ever. Ad jacent l eve r gives 
ch:i11 gc in direct io n o f feed. 

pring-lo:idcd clampin g lever q ui ckl y l ocks 
tock p ipe in p o iti on or rel e:i c it for re
tocki ng. Arm holds end of tock p ipe cl e-

,·a red fo r convenience in londin i; stock . 

Elect ri cal co nt rol compartment wit h felt
gn lee red h inged d oor. Compnrtmcn t d oor 
" ' i ll not o pen unless d i co nnect swi tch l ever 

in "o ff" positio n. 

l\ln n u:i l rcvc r ' ing wit ch fo r 111:ich inc d r iving 
m otor (for chnnging d i recti on o f high fl indl c 
6pccd). ·w rench-opcrn rcd to p revent ncci
de111:il opc rnt ion. 

Coobnt distributor (fui ck ly ndjustnLle for 
17 width and locati on of oi l s tream. V nlve in 

p ipe con trols volume. 



One Lever Controls Spindle
Combined Spindle Clutch 
and Brake Lever 

A F.EATURE which contribute greatly to the facility 
a11d speed of operation of the e machines is the 

conce11tration of control of pind le movement - high 
peed , low speed and s lop - i11 a ingle control l eve r. 

Co11ve11ie11tly located within easy reach of the ope ra
tor' left hand, it has a short throw (maxi.mum of 40°, 
hi gh to Jow ) and it speed of ope ration is limited only 
b th e peed of tl1 e ope rator. 

A lar:re brake shoe, which i_ a ppli ed to the 1111<le r 
ide of the spindle clut ch leeve b y a 15° mo e111 e 11t of 

th co11trol le ve r toward tl1 e ope rator from n e utral 
po, ition, quickl y Lop pind le rotatio11 , the re by facili
tating the m ea 11re rne nl of work and th e i11 e rtion of 
work piece into the chu ck for ~econ<l ope ration . 

T h e d e ign of tl1 e braking 111ecl1ani m i 11 ch that 
th hrnke ca11nol be applie d except whe11 th e pindle 

clutch i· in neutral po, 1l1on :111<l the ·pring co11s tr11 c
tio11 hold the brake 011 until tl1 e le ,· r i m a nually 
re turned to neutral. 

Both Manual and Power Feeds for Turret 

MANU L o pe ration of the turr l i b y a pilot wheel 
d es igned and loca l d Lo provid e ma.xi.mum co11-

veni 11 e and peed of operation. The forward move-
111 11l of the turre t lide, beca u e of th e m ech a 11ica l 
adva11ta rre of the le e rage provided, i Lead y and pow-

rful. R
0

e turn move me11l of the lide automatica ll y 
i11<lex th e turre t Lo a 11ew tool po ition and th e turre t 
i th II automatical ly locked in po ition b y a ve rtical 
tape re<l pin located at the fro n t of th e turre t lide and 
11 low t h e workin g tool. The i ll us tra t ion be low show 
th nalnral easy po it.io11 which the ope rator can a -

11111 a11d yet be correctly balanced for effic ie nt opera
tion . This, and th e fac t th a t th e turre t lever i· advan
la" o u ly located in relatio11 lo the othe r control 
e li111ina te lo t motion with re ulting inc rea e 111 

prod 11c tion. 

The turre t power feed pro id <l are of valu 011 
work r quiring l ong feed of th turre t tool . or whe re 
x:1c l uniformity of feeding rate i re quired. An y one 

of fi ve feed rates ( .0015" lo .010" pe r r cvolutio11 o f 
m achine spindle) are selected by :1 conveniently lo
ca t d leve r (illu trate d b elow J on th e le ft front or th e 
m achine b ed . An adjacent lever p rmit.s cltan l!i11 g the 
direction of feed . Engagem ent of feed is by a l e, ·e r al 
th e ri ght rear of the hand feed pilot wheel. Disen gage
m ent can be e ither automatic. with the throwout de te r-
111i 11 e cl hy c:e ttings of the turre t s lop screws. or manually 
co11trolled by movement of th e n gageme nt lever. A 
afe ty c lutch is prov ided to preve nt damage to the 

m echa11ism s through ove rload. 



Both Lever and 
Screw Cross Feed 

T HE cro~~ slide i prnvided wilh n fa l-nclio11 l evE:r feed for r egular· 
work :111d a ball-cra11k ere, feed for th e h eavie r work or more 

precise formin g cu ts. The leve r i pivoled on Lhe bed of th e cros 
slide n11d a rack and pinion Iran form th e nngular movem cnl of the 
lever into Lrnnsvcrse mot.ion of th e lide. The lever hn sufficicnl 
length to give ndequalc l everage for th e henvy formin g cuts and it 
may be positioned nngularl y on its s tud lo provide the correct rela
tion between the chuck, th e location of th e cross lidc tool and the 
a111011nl of transverse movement of th e cros slide. 

The cro~ lidc bed al o is provided with hand longitudinal feed 
( rack a11d pinion ) to facilitate th e longitudinal positioning of th e 
cro lide and to provide a mea11 of performing turnin g, r cce ing 
and unde r-cu uing ope ration not read ii y accom plislred wi tlr tun-e l 
tool . 

Automatic Chuck and Bar Feed - Tripped Quickly by Hand 

RAPID power advance of bar lock through tire pindle and coincident 
opening and clo ing of the coll e t arc resp on ible in part for th e greate r 

output to be realized from the use of ll1is machine. 
\Vh en the feed cngngemcnt l eve r i tripped a how11 al right, two drum 

cams (one for controlling th e feed and one for con trolling the spring 
coll et revolve once nnd stop. A they revolve, (1 ) the collc t i s opened, 
(2 ) the stock, gripped b y a feeding fin ger, i fed a pred ete rmined amount, 
(3 th e collet is again closed a nd (4) the feed tube and fin ger a re with
drawn to tire ready po itio11 . The cycl e is unn ually hort - only approx
imately } of a econcl being required r egardle of pindle speed. The 
length of stroke i readily altered by an adju tm ent crank provided. 
AJ1 indicator and cale at tir e ide of the feed liclc guide (see illustrat.ion 
at Lop of page 7) fa cilitates settin g. Lengths of stock greate r than tire 
tand ard feedin g length can be feel through the spind le by holding down 

on the feed engagement l ever, thus causing th e machine to go through 
successive cycles. 

As previously stated, the action of the chuck or spring coll ct 011 bar 
f eccl work is coinciclen t with the feedin g stroke. H owcver, the f eccl tube 
can be disengaged b y a handy latch ancl tb e chuck operated inde pendently 
for working on epa rate pieces already cul to l ength, for performing sec
ond operations a11cl for chuckin g irregul a r-sh a ped piece h eld in sp ecial 
chuck or fixture . P rovision also is made for manual operation of the 
coll et wh en c iting up. 

196 Combinations, 14 Ratios 
of Spindle Speed Provided; 
Range, 3025 to 25 R.P .M 

0 NE HU TDRED A TD N l 1ETY-SIX 2-spced com
bination arc provided, with a range from 3025 to 

25 R.P.M. As shown 011 th e chart on th e front of the 
base (left), 16 high speed a re available, from 3025 to 
275 R.P.M. ; and for each high speed, any one of 12 low 
speeds can be used in combination. Ratios of hi gh to 
low speed range from 1.6:1 to 13 :1. 

This broad range of high speeds, plus the exception
ally wide choice of corresponding low speeds, permits 
equally high cutting efficiency 011 materials ranrrin g 
from tough al loy steels to free-cutting plastics, and on 
th e wid est ranges of work d iam eters. 

Higlr and low speed can he either forward or back
ward ; and all but th e ten combinations giving high est 
total R.P.M. can he used in opposite clirections. 



Right - Close-up of pin
die wilh guards removed. 

pindle is compact and is 
m ounled in precis ion anti• 
fri cti on heari ngs n l bolh 
front and rear. In the le fl 
p :,rl o f lhe picture can be 
ecn 1he adju ting crank 

and scal e for making 
ch n n ges in th e feeding 
len g1h o f stock. 

Full-Antifriction-Bearing Spindle 

SP 1 DLE is of uniL cons truction, and may be read
i ly removed if n ece ary. 1t is compact, wi thout 

weighty m echaoi 111 ancl is mounted in precision anti
fri c t ion b earing at both fronl ancl rear. Sprock ets 
have hardened steel hu hing and turn on precision 
roll r bearing on spindle. Encl Lhru L is ta ken b y 
preloaded preci ion ball bearings included in r ear 
pindl bearing as embl y. Spindle operates ve r y suc

ces fnll y with a min imum amoun t of lift in Lhe front 

Compact Driving Mechanism 
Completely Enclosed and 
Automatically Lubricated 

bearing. This b earing i adju ted by "imply reduci ng 
th e thickne s of th e box line r. 

Spindle Has Powerful, 
Positive Chain Drive 

PO ITIVE drive of the spindle b y chain a t all 
peed in ure th e de livery of required p owe r 

throughout th e full peed range for a ll ope ration :: 
within the tool capacity of the m achine. The driving 
chai n m ay be seen above in close-up of pindlc with 
front g uards re moved. 

Tension Adiustment Provides 
for Maximum Chain Life 

T en ion in the spindle drfring chains 1s readily 
ch ecked b y m ean of a s imple adjus ting <le ,·ice for 
each chain, located a t th e front of the m achine as 
illu tratecl a l le ft. By turning an a djusting slee,·e . 
ten ion i very ea il y r " t to th exact ,·alue required 
to g ive maximum d11ratio11 of chain lif . ProYis ion i 
also macle for tightening th chain in the dridng 
111ecli ani m in th e ba- . 

D RIVE is transmitted from the motor unde r the tank table 
th rough chain and gear in the base, I.hence by chain 

to the spindle. The speed an d ratio change gears are located 
respecLively in compartments at the l eft and at th right of 
the m echanism h ere illustrated. B earings throughout are 
an ti friction. 

The m echanism is comple tely enclosed ; aud all gears, chains 
and bearings, including the spindle driving chains, are lubri
cated b y a splash system from an oil re e rvoir in the ha e, the 
oil be ing filte red b efore reaching the bearings. The oil .. age 
{out ide the base) is shown at right. 

0 



Pick-Off Gears Give Ratio 
and Direction of Low Speed 

CHA .. NGE in pindle p eed ra tio - th a t is, selection 
of any one of twelve low peed available for u e 

with each hi gh speed - is accomplish ed as ea-il y a 
changing the hi gh s peed, requiring only the changin g 
of a pair of pick-o/T gcnrs; tl1c driving sprock ets and 
spindle driving chains remain unlou ch ed. As sh own 
a t righ t. these .rear a re in th e ba c, and arc r each ed 
simpl y by opening th e cover a nd th e co mpnr: lmcnl 
door nl th e front. 

electing the direction of low peed relative to l1i g l1 
epccd is even simple r. and is done m erel y h y pl ac in g 
the lower of th e two clinngc gcn r on th e prope r 0 11 

of t wo center . 

High Speeds Selected 
by Simple Change Gears 

H I GH spindle peed nre quickl y sel ected by chnng
ing one pnir of pick-off gea rs in a compartment 

in the encl of the bn e, a hown al left. Loo ening 
n clamp nut relense n wa h e r nncl permits th e gear 
to be lifted off th e pli11ecl hnft. Gear not in u e a re 
torecl in the compartmenl door ; whil e the peed plate 

(illus trated on pnge 6 ) i a rljn centl y l oca ted on th e 
f ront of the bnse. 

The one e t of 16 gea r provide not 0 111 ' 16 hi gh 
peed , but all ratio cha nge a well. 

Electrical Controls 
Built Into the Machine 

T H E e'lectrical contro l co nform with Machine Tool 
El ectri cal Standards an d are bui I l into the mnchinc 

wh ere they ar wel l protected, yet easily acces ibl e. 

T he unfu eel disconnect switch , transform er, pincll e 
revcr ing witch, magne ti c tarter and ove rload relays 
are all mounted behind a f •lt-ga ketcd hinged cover fo 
th e compartment on the left encl of the machine as 
ill u trated a t the left. The <li tnnce from the floor lo th e 
hollom of t hi corn part111e11L i 24" . W'h en the l ever on 
the compartm ent door i turn ed to all ow the door to 
open, a safety device opernte 1hc disconnect switch 
and shut olT the current. 



Automatic Lock and Clamp 
for Turret 

T H E turreLindexes-rolating upon a tapered bronze 
bushing- as th e slide carrying th e turret is drawn 

back from the work. When the n ew tool position is 
reach ed, tli e turre t is automatically l ocked by a vertical 
Lnpe red pin which a surcs the working tool being held 
accurate ly and securel y in position and in positive 
alignment with the spindle. Additional stability for 
tlte turret- of advantage on the larger and h eavier 
clas c of work- is provided through a turre t clamp 
whi clt i operated automa ticall y by th e advance and 
relur11 of tlte Lurre t slide. 

Menn of adjustment to compensale for wear are 
provided through tapered gib be tween th e turre t 
lide and the slide bed for Lransverse adjustment and 

by an clc va ti.i1g gib for ve rtical adjustment, thus pe r
mitting pe rfect alignmenl of the turreL holes with th e 
pi11dl e to be mainlained. 

In Lh e illustration al right, note: (1 ) T he width and 

Automatic Oiling Assures 
Long Machine Life 

MAJOR mech ani ms and b earincr urfaces throu«h-
• . 0 0 

011L the machmc receive automatic lubrication. 
The cu tire driving m ec_hani 111 in th e base is oi led b y a 

plash yslem, as described 011 pa ere 7 · while the main 
pindlc h earing and othe r mecha

0

ni ,;1 receive forced 
feed lnbricatio11 from a chain-driven m ech anical o:ilcr 
illn teat ed nt right with nil guard rem oved. The oile; 
opera tes wh enever Lhe machine driviun- motor is run
nin g. Iote the conv_e11ienl location o f Ll~e oil-l evel gage 
a nd the fill e r ope111nn- for the forced-feed lubrication 
y tcm. 

length of th e craped bearing surfaces : (2 ) the turre t 
clamp cam a 11d lever ; (3 ) the turret index trip dog: 
(4 ) th e locking pin trip clog and leve r: (5) the turre t 
slide rack and pinion: (6 ) and the shafl that accom
modates the handcrank for facilitating movem ent of 
t lie turret 1 idc bed when setting up. 

Each Turret Tool Has 
Adiustable Stop 

A ] r inde p endent s top is provided for th e forward 
ft movem ent of each turre t tool by means of indi
viJ11al c rews (sh own at left with cove r raised ) that 
pe rmit fin e settings. thus obviating the n ecessity of 
c iting tool to exact di Lances. The slop for each turre t 

hole i automatically brought into position with the 
indexing of the turret. The co e r over the stop screw
keeps them free of chips and dirt. 

Recessing o pe ration;:. as well as setting of the turre t 
tool and to ps a re g reatly fac ilita ted by th e use of th e 
graduated scale sho,n1 attach ed to the ;: ide of th e turre t 
lide in view at left. ,.\ scale reading eithe r to 16 th:;; of 

au inch or to millime ters is fumish; d as d e~jred. 
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BROWN & SHARPE 
PRODUCTS 

• 
MILLING MACHINES 

Plain • Universal • Omniversal • Rangemaster • Vertical • Manufacturing 

GRINDING MACHINES 
Plain • Universal • Surface • Face • Cutter and Tool • Universal and Toot 

SCREW MACHINES 
Automatic • Automatic Forming and Cutting-Off • Hand 

PRECISION TOOLS and GAGES 

ELECTRONIC MEASURING EQUIPMENT 

JOHANSSON GAGE BLOCKS 

MILLING CUTTERS 

ARBORS, COLLETS and ADAPTERS 

SCREW MACHINE TOOLS 

PERMANENT MAGNET CHUCKS 
Rectangular • Rotary 

VISES 
Plain • Flanged • Swivel • Toolmakers' Universal 

PUMPS 
Geared • Vane • Centrifugal 

8. H. S. MACHINERY COo 
717 AIRPORT BOULEVARD 

SOUTH. SAN FRANCISCO, CALIIF. 

BROWN & SHARPE MFG. Co. 
Providence, R. I., U. S. A. 

Plaza 5 - 4466 
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