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SERVICE MANUAL

INSTALLATION

MAINTENANCE

REPAIR PARTS

WARNER & SWASEY No. 1 ELECTRIC, No. 2 ELECTRIC
AND No. 2 ALL GEARED HEAD TURRET LATHES

Warner & Swasey Turret Lathes are built to a high
degree of precision and accuracy and must pass
rigid inspection standards before leaving the fac-
tory. It is essential that the machine you purchase
be properly installed and subsequently maintained
to preserve its built-in accuracy, and to obtain its
maximum productivity.

The purpose of this booklet is to instruct the mainte-
nance foreman, millwright, and operator in these
fundamentals. This manual should be kept availa-
ble to these men at all times so that they may be-

come familiar with instructions for correct lubri-
cation and adjustment, and details of construction
necessary to the best operation of the machine.

In addition to this instruction there is a section
devoted to repair parts for this particular machine,
serial number of which is given on the cover.
The parts section should be used in connection
with this one machine only. When a machine is

transferred to another department or plant, the
Service Manual and Parts List should accompany
the machine.
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are built, Cleveland, Ohio. 1)

Open to visitors.

SIZES AND TYPES OF TURRET LATHES

RAM TYPE

No. 1-ELECTRIC TURRET LATHE (600 to 3600 R. P. M.) Bar Capacity, %"—Swing, 11"
No. 2—ELECTRIC TURRET LATHE (600 to 3600 R. P. M.) Bar Capacity, 1”"—Swing, 14"
No. 2—SIX SPEED ALL GEARED HEAD TURRET LATHE-Bar Capacity, 1"—Swing, 14"

No. 3—UNIVERSAL SIX SPEED ALL GEARED HEAD TURRET LATHE—Bar Capacity, 12"
—Swing, 15%"

No. 4—UNIVERSAL TWELVE SPEED ALL GEARED HEAD TURRET LATHE—Bar Capacity.
1%"—Swing, 18%8"

No. 5—UNIVERSAL TWELVE SPEED ALL GEARED HEAD TURRET LATHE—Bar Capacity,
2Y%2""—Swing, 20"

SADDLE TYPE

1-A—UNIVERSAL HEAVY DUTY TURRET LATHE—Bar Capacity, 2%2"—Swing, 16%"
2-A—UNIVERSAL HEAVY DUTY TURRET LATHE—Bar Capacity, 3% "—Swing, 20"
3-A—UNIVERSAL HEAVY DUTY TURRET LATHE—Bar Capacity, 4%2" or 6" -Swing, 232"
4-A—UNIVERSAL HEAVY DUTY TURRET LATHE—Bar Capacity, 8" or 9"—Swing, 284"
5-A—UNIVERSAL HEAVY DUTY TURRET LATHE—Bar Capacity, 10" or 12" —Swing, 32" or 33"

oy

LEAD SCREW FOR THREAD CUTTING can be furnished for No.3, No.4, No.5 Universal
Ram Type Turret Lathes—1-A, 2-A, 3-A, 4-A, and 5-A Heavy Duty Turret Lathes.

COMPOUND CROSS SLIDE can be furnished for 1-A, 2-A, 3-A, and 4-A Heavy Duty
Turret Lathes.

STANDARD TOOLS AND CHUCKS for all sizes of Turret Lathes carried in stock. Write /
for your copy of the New Warner and Swasey Tool Catalog. |

WARNER & SWASEY Vonet Lothes

[ ]
Copyright 1939 by cleveland, Ohlo

o Boston Chicago  Detroit Los Angeles Newark Pittsburgh

Printed in U. S. A.
Buffalo Dayton Houston Milwaukee Philadelphia  Syracuse




An envelope containing valuable data is included
in the box with the wrenches and miscellaneous
parts. This envelope contains:

1. Packing List
2. Machine Tool Data Sheet (specifications)
3. Electrical Equipment Specifications

PRESERVE THE CONTENTS OF THIS ENVELOPE
AND GIVE THEM TO THE RIGHT PERSONS
IN CHARGE.

PACKING LIST

The Packing List is an itemized statement of all
parts included in the shipment. The Receiving Clerk
should check and account for each item on the list.
It is suggested that the packing list be made a part
of the permanent record of the machine.

MACHINE TOOL DATA SHEET

The Machine Tool Data Sheet contains information
necessary to the millwright when installing the
machine. When he has taken the necessary data
from the print, the Planning Department should file
the print with their records. It gives complete pro-
duction-planning data, including feeds and speeds
available and specifications.

\HOOK PARALLEL
TO LENGTH
OF MACHINE

FIG. 1 Proper Method of Lifting
Turret Lathe with Crane.

ELECTRICAL EQUIPMENT SPECIFICATIONS

The Electrician should receive these specifications
as a part of his permanent record.

UNLOADING

The approximate gross weights of the No. 1 and
No. 2 machines are given below as a guide for
necessary handling equipment.

No. 1 Electric 1400 lbs.
No. 2 Electric 2600 lbs.
No. 2 All Geared Head 2900 lbs.

Upon receipt of machine remove the crate but be
careful to save any small boxes which may be
attached. They contain important parts of the
machine. The skids should remain attached to the
machine until it has been moved under a crane or
to its permanent location.

Fig. 1 shows the proper method of lifting with a
crane or chain hoist using a rope sling. The rope
is applied close to the legs of the machine under
the pan. Place a pad between rope and machine
where they contact to prevent marring the painted
surfaces. In order to prevent slipping, cross the
ropes in the crane hook. The hook should be paral-
lel to the length of the machine. Raise the machine
slightly to test its balance. Adjust the rope in the
hook to make the machine lift evenly.

All loose parts such as piping, wrenches and tools
are packed in a separate wooden box attached
to the skids.

LOCATION

The accuracy of the turret lathe is dependent upon
its foundation. A rigid floor is essential. Ground
floors are best. Ground level floors should have a
concrete sub-floor. If machines must be placed on
balconies or upper floors the best construction is
reinforced concrete. Even with this construction it
is best to have the head end of the machine as near
to a pillar or close to a supporting wall as possible.
Fig. 2 and 3 illustrate typical turret lathe instal-
lations that make use of the maximum support ob-
tainable from the building.

Wood floors swell and contract with atmospheric
changes. A better foundation will be obtained if
the wooden flooring is removed from the areas
where the feet of the machine will rest. Remove an
area for each leg several inches larger than the size
of the foot. Fill the holes with concrete to floor
level. Drill holes in the concrete for expansion nuts
and lag screws to fit the particular pattern of the
turret lathe leg. (Refer to machine-tool data sheet
—See Page 25.)



FIG. 2" Proper Location
of Turret Lathes on Up-
per Floor'near- Wall. -

|
FIG.3 Proper Location:

of Turret Lathes near
Columns.

Place steel plates %" thick on top of
the concrete to prevent concentration
of load at the leveling screws. Plates
are shown as shaded areas in Fig. 6.

When a machine must be placed on a
balcony or upper story of wood con-
struction, distribute the weight over as
large a floor area as possible. Cut extra
large plates from boiler plate %2" thick
to suit the need. If floor is very weak it
may be found best to cut a plate the full size of the
machine in order to distribute the load. Drill over-
size holes (7), Fig. 6, in the steel plate to accommo-
date the lag screws that hold down the machine.

ALL TURRET LATHES SHOULD BE BOLTED

ment of permanent stains by wiping the ma-
chine off once a week with a rag soaked in
clean kerosene.

LUBRICATION
1. DO NOT OPERATE THE MACHINE BEFORE

DOWN REGARDLESS OF THEIR LOCATION.

CLEANING

CAUTION—Warner & Swasey Turret
Lathes are spray-painted with the high-
est grade cellulose-base lacquer. Avoid
the use of caustic cleaners. They will
injure the finish.

. Do not move the machine slides before thor-
oughly cleaning and oiling.

. Use new, clean kerosene for removing the
sludge. Rags should be used in preference to
waste because they leave no lint. Use a stiff
bristle brush to get into corners. DO NOT USE
AN AIR HOSE because air pressure will drive
dirt and grit between the bearing surfaces.

. When machine is thoroughly cleaned, rub clean
machine oil over all bearing areas and make
sure there is no grit left.

. Periodic cleaning of the machine after instal-
lation is recommended. Prevent the develop-

OILING AND LEVELING. Unless the bed is
leveled and the slides oiled, the slides will bind.
All oil is drained from the machine prior to
shipment.

. NO. 2 ALL GEARED HEAD TURRET LATHE. Fill

head with oil to red line half way up on gage
glass (3), Fig. 4. Do not fill above or below
this mark. Fill when the head is not running.

A good grade of turbine oil (not ordinary engine
oil) made from paraffin base crude (Pennsyl-
vania) having a viscosity of 180 to 220 seconds
Saybolt at 100 degrees Fahrenheit should
be used.

In remote territories, if the above specifications
cannot be met, use a standard grade of SAE 10
or 10W (Pennsylvania) Automobile Engine Oil.

Inferior oils, oils too thick or in improper
amounts, especially at high spindle speeds, re-
sult in excessive oil friction, carbonizing and
gumming, with consequent overheating and ex-
pensive repairs.




FIG. 4 Lubrication of No. .
2 A. G. H. Turret Lathe.

FIG. 5 Lubrication of No.
1 Electric Turret Lathe.

. NO. 1 AND NO. 2 ELECTRIC MOTOR SPINDLE
MACHINES-Fill sight feed oilers, (3), Fig. S.
For best results use same oil as specified under
item 2. Adjust oilers so that one fill lasts one
eight hour shift. Too much oil will cause over-
heating of spindle bearings.

. Grease all fittings with pressure grease gun
furnished with machine. Use a high quality pres-
sure-gun lubricant. Be sure to grease fittings
inside the hexagon turret center hole of all No. 2
machines. (4), Fig. 4. On No. 1 machines remove
plug (4), Fig. § and fill with oil. If bar equipment
is furnished look for two fittings (front and rear)
on upper end of wedge shifter fork at left hand
end of spindle (1), Fig. 4 and S.

. Fill worm trough in the hexagon turret apron of
all No. 2 machines with a generous supply of
good machine oil. The oiler (7), Fig. 4, is for
this purpose.

. Fill cups on top of turret slide and saddle of all
No. 2 machines (5), Fig. 4. Fill oil holes on turret
slide of No. 1 Electric machine. (5), Fig. 5.

. On machines equipped with collet chucks, rub
some dry graphite powder on the left hand end
of spindle (1), Fig. 4 and 5 where the hardened

wedge (or spool) slides. Do this for several days
until these units are thoroughly burnished
or run in.

LUBRICATION TIME TABLE

. DAILY

a. Fill worm troughs generously (see Note S
under “Lubrication”).

b. Fill oil cups on turret, slide and saddle (see
Note 6).

c. Check sight feed oilers of electric head ma-
chines (see Note 3). Fill if necessary.

. WEEKLY

a. Grease all nipples (see Note 4).

b. Check head oil level of all geared head ma-
chine (see Note 2, under "Lubrication”).

. TWICE A YEAR

Drain oil from head, flush with clean oil and
refill to gage mark—never above. Do not fill
head when machine is running.

Be sure air vent in hand hole cover on top of

geared head is kept open or pressure in head
will cause oil leakage.



COOLANT LEAKAGE automobile service stations. Remove grease fit-
The left hand (head end) leg of the bed of No. 2 All SRl R SiRlp SR asiatiergreasing:
Geared Head Turret Lathes and the right hand leg COOLANTS
of No. 1 and No. 2 Electric Turret Lathes is bolted
to the floor leg directly, but the pan can slide a
limited amount between the two to allow for ex-

The water soluble oil coolants and cutting oils now
marketed by the principal oil manufacturers do
not injure the finish of the machine nor do they
pansion or contraction without affecting bed align- cause the bright metal parts to rust.

menti. This slip joint is packed in waterproof grease
and should not require attention. If, however, slight
leaks should ever develop, remove the four %"

Occasionally a shop is found where the coolant is
compounded by the user. Doing this should be dis-
couraged because any coolant of a caustic nature
pipe plugs (6), Fig. 4 and §, in the bed leg near the may attack the high-grade lacquer finish of the
pan, insert grease fittings and apply waterproof machine and also may cause staining or rusting
automobile water pump grease, available at most of the exposed metal parts.

No.l and No.2 Electric Turret Lathes
LEVELING SCREW _s1er| pLATES LEVELING SCREW

LAG SCREWS

STEEL PLATES

[a—

LEVELING SCREWS -

No.2 All Geared Head Turret Lathe
LEVELING SCREWS STEEL PLATES LEVELING SCREWS

e [T s S,
y Al Y\ \
) Q KA

N

7 LAG SCREWS —=7

4 . 3
! STEEL PLATES

e e e o V. o o o o e

— LEVELING SCREWS

FIG. 6 Leg Diagram showing Leveling Screws.
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The care exercised in the alignment of a turret lathe
bed determines the degree of accuracy with which
the finished product is turned out by the machine.
Align the machine carefully when installing and
periodically check the alignment to keep wear at
a minimum and to obtain the accuracy built into
the machine.

ALIGNMENT “DON'TS”

Preliminary to a description of the aligning meth-
ods for turret lathes, the following points are listed
as Alignment "Don'ts.”

1. Don't use wooden wedges for leveling machine
tools. Wood expands and contracts with mois-
ture changes. Use leveling screws.

2. Don’t use a machinist's level. It is not sufficiently
accurate. Use a sensitive spirit level of the type
shown in Fig. 7.

3. Don't take an immediate reading with a sensi-
tive level. Wait thirty seconds to allow the
bubble to come to absolute rest.

4. Don't change the setting of the bolts that tie the
pan, bed and legs together. These bolts were
carefully set during the construction of the
machine.

5. Don't try to level accurately a machine that has
just been brought into the shop. It may have
been exposed to extremes of temperature. Allow
the machine to assume room temperature over
a period of twenty-four hours or longer.

6. Don’t expect a machine to line up accurately at
once if it has been in storage on skids for an
extended period of time, as in a warehouse or
on shipboard. Under such conditions heavy
strains may be set up and time is required for
these strains to equalize. Level the machine as
accurately as possible at first and after several
weeks recheck the alignment.

7. Don't expect a turret lathe to remain level per-
manently. Buildings settle and floors warp with
seasonal changes. Periodical check should be
made of the alignment.

ALIGNMENT INSTRUCTIONS

For leveling turret lathes a sensitive, graduated
tube spirit level is required, reading to ten seconds
per graduation (.0006" per foot) and provided with
screw adjustment. Ordinary levels are not accurate
enough. A suitable level, with case, is listed in the
W & S Tool Catalog on page 152 as Part No.
SO-660, (see Fig. 7).

The actual length of a level frame has no bearing
on its accuracy. The glass tube alone determines

its sensitivity. A short level with long tube is best.
It costs less and can be handled or stored with less
danger of damage. When the frame is not long
enough an accurate parallel can be laid under-
neath it.

ROUGH LEVELING
Fig. 6

Machines are leveled by raising the legs off the
floor. Adjusting screws are provided for this pur-
pose in the bottom of each leg. Nos. (1), to (6), Fig. 6,
indicate the arrangement of these screws in the feet
of No. 2 All Geared Head Machines. No. 1 and No.
2 Electric Machines have but two leveling screws
in the head end leg, located at (1), and (2), Fig 6.
On machines which do not have these screws,
sheet metal stock cut to suitable size should be
used for shims.

1. With machine in position on steel plate, screw
the lag screws (7), loosely into prepared sockets
or directly into wood floor. Back out all leveling
screws until they do not bear on plates.

2. Using an ordinary carpenter’s level, . establish
the bed of the machine in a physically level
condition crosswise and lengthwise. On the elec-
tric head machines this is done by adjusting all
four leveling screws. On the No. 2 All Geared

FIG. 7 W & S Sensitive Level (Part No. SO-660).




Head Machine adjust the four
screws, (3, 4, 5 and 6) but do not
bring the screws I and 2 to bear as
vel. Be sure that all four legs are at
least ¥8" off the steel floor plates.

NOTE—This establishes the rough
leveling of the machine. The further
steps give alignment. They are nec-
essary to remove twist from the bed,
thus allowing slides to travel the
entire length of the ways in parallel
relation to the spindle.

ALIGNMENT

1. Place sensitive spirit level across bed at right
hand end (Fig. 8) and adjust level at right angles
to bed. If level is too short use a parallel beneath
it. Adjust level to center the bubble. It takes
at least thirty seconds for the bubble of a
level to come to rest. Give it plenty of time.

2. Transfer level to head end of bed (Fig. 9). Square
it again and make corrections with screws (5),
and (6), Fig. 6, to center the bubble.

3. Repeat above operations 1 and 2 until the two
readings are alike within one division on glass
tube.

4. If the machine has extra screws (1), and (2),
Fig. 6, bring these screws down to a solid bear-
ing and recheck with level. Tighten all check
nuts on the leveling screws and bolt the machine
tirmly down with lag screws, (7), Fig. 6. Again
recheck with level.

TURRET HOLES IN LINE WITH SPINDLE

Turret Hole Alignment and Turret Face Squareness
with the spindle are established at the factory

FIG. 8 Level at Right
Hand End'of Bedways.

FIG.9 LevelatLeft Hand
End of Bedways.

under the best possible conditions of alignment.
The turret lathe’s own spindle is used to finish the
turret holes and turret faces after the machine is

completely assembled. After the machine has been
leveled in accordance with previous instructions
this alignment between spindle and turret is auto-
matically reestablished and requires no further
attention.

If it is desired to check the turret hole alignment
after the machine has been in use for a consider-
able time, special tools are required as shown
in Fig. 10.

Before making this test, however, be sure that the
saddle is adjusted to a snug sliding fit on the
bed. Check also the taper gib adjustment at the
sides of the turret slide. Read carefully, the discus-
sion on page 16 which describes the construction
of this unit.

The procedure for checking turret hole alignment
is as follows:

A viece of tubing is held in the collet chuck. The



micrometer head is mounted at the end of the
tube. It revolves around a ground plug which, in
turn, must have a good fit in the turret hole. The
tubing does not have to run true and need not be
straight. It has purposely been shown in the sketch
with a bend in it and it is obvious that the microm-
eter will still travel around the center line of the
spindle and hence will give a true reading of the
spindle location.

CAUTION

1. A dial indicator must not be used
because it will not read to the same
zero point when rotated to several

positions with the spindle.

2. Do not use solid bar stock in place
of the tubing because it sags of its

own weight.

Turret hole alignment with the spindle will vary
with varying temperatures of the head stock, con-
sequently the turret holes are bored at the factory
with head temperature approximating as nearly as
possible average running condition in a machine
shop. When making a turret hole alignment check
on the machine, therefore, be sure the machine is
run until the head is warm. :

TURRET INDEX ACCURACY

The accuracy of index of the hexagon turret should

not be confused with turret hole alignment.

> o~
Making a Turret Hole Alignment Test.

Accuracy of index is dependent on the adjustment
of the center bearing, fit of lockbolt, lockbolt sleeve,
lockbolt bushing and lockbolt spring. A check of
these parts will often show that what is thought to
be index error or turret-hole misalignment, is a
matter of renewing the lockbolt spring. Do not use
an ordinary or homemade lockbolt spring. The lock-

bolt spring is made to our special specifications
based on its particular requirements. These springs
are always carried in stock at the factory and
cost very little.

MICROMETER —___ &

HEX. TURRET
B \

— O

G @

FIG. 10 Alignment Test for Turret Holes.



1 HEADSTOCK, NO. 2 ALL GEARED HEAD TURRET
! LATHE, (FIG. 11)
4 1. Triple Gear Shift Lever
2. Forward and Reverse Clutch Lever
3. High-Low Clutch Lever
HEADSTOCK, NO. 1 AND NO. 2 ELECTRIC
TURRET LATHES. (FIG.12)
4. Speed Change Lever
5. Forward, Reverse and Brake Lever
CROSS SLIDE. (FIG. 11 AND FIG. 12)
6. Screw Feed Handwheel
7. Lever Feed Handle
8. Tool Posts
HAND LONGITUDINAL ADJUSTMENT. (FIG. 11)
9. Longitudinal Adjustment Handwheel
10. Longitudinal Adjustment Screw
11. Carriage Binder Clamp
TURRET, SLIDE and SADDLE. (FIG. 11 and FIG. 12)
12. Circumference Binder Ring

13. Turret Slide Clamp
14. Turnstile
15. Stop Roll and Stop Screws
16. Turret Feed Lever
POWER FEED TRAIN, NO. 2 MACHINES. (FIG. 11)
17. Feed Shaft
18. Feed Shift Handles
19. Feed Cluich Handle
20. Gear Box
COLLET CHUCK AND BAR FEED.
(FIG.11 AND FIG. 12)
21. Bar Support Pipe
22. Bar Chuck Collet
23. Collet Chuck and Bar Feed Lever
24. Collet Chuck Lever
25. Bar Feed Lever
26. Wedge
27. Finger Holder
28. Vise or Feed Chuck
29. Feed Tube
30. Bar Feed Plunger

21 o7 26-30-2

FIG. 11 Nomenclaiure
—No. 2 Six Speed
A.G.H. Turret Lathe.

28 29 27 26 30 =

FIG. 12 Nomenclature
—No. 1 Electric Turret
Lathe.




The following section covers assemblies by units
for the No. 1 and No. 2 Electric Turret Lathes and
the No. 2 All Geared Head Turret Lathes. Principal
adjustments and construction details are given for
the proper maintenance of the machines. A care-
ful study of these sections will effect better care,
more efficient maintenance and will prolong the
life and usefulness of the machines. The units cov-
ered are the headstock, cross slide, turret slide and
saddle, feed train and the coolant system. It should
be remembered that all units of the No. 2 Electric
and No. 2 All Geared Head Turret Lathe are the
same except for the headstock; and that the No. 1
and No. 2 Electric Spindle Machines are similar
only with respect to the headstocks.

NOTE—AIll references to right or left
hand are understood as seen from the
front of the machine. Thus, the right-
hand end of the spindle is the chuck end.

NO. 1 AND NO. 2 ELECTRIC HEADSTOCK
Fig. 13

The completely self-contained alternating current
motor has its rotor mounted directly on the spindle
and the stator mounted in the head housing. Speed
changes and spindle reversal are accomplished
electrically through the drum type controller and
magnetic contactor. Fig. 13 shows the electric head
with cover removed and the insert illustrates the
three simple electric units.

The spindle and rotor are dynamically balanced at
the factory to insure smooth operation at high
speeds and are mounted on preloaded ball bear-
ings. Neither the balance of the spindle and rotor,

nor the spindle bearings themselves should require
further attention by the user. If any question or
difficulty should arise the Warner & Swasey ser-
vice man should be called.

CAUTION—Do not remove the black
grease on the spindle and stator under
the head cover. This is a rust preventa-
tive.

Reversal of the spindle means changing the direc-
tion of the electrical motor of which the spindle is
an integral part. For instance, a change from for-
ward to reverse and back to forward again con-
stitutes two reversals. The maximum number of
spindle reversals per minute is stamped on a
plate attached to the head cover.

The limiting factor for permissible reversals per
minute is overheating of the motor. Maximum tem-
perature of these motors is 395°C. For normal
operation, the stated reversals will be safe. How-
ever, when larger chucks and air cylinders are
used, the extra effort required for stopping and
starting naturally reduces the number of spindle
reversals per minute.

To stop the spindle, the operator throws the motor
temporarily into electrical reverse and an operator
quickly becomes expert in doing this.

The hand brake, operated by the forward and re- -
verse lever, is to prevent rotation when attaching
chucks, loading work, etc. Continued use of this
brake to stop the spindle, particularly when operat-
ing at high speeds, will cause excessive wear of
the brake lining and should be avoided. If replace-
ment is necessary, do not use ordinary lining.
Order the proper type of lining from the factory.

FIG. 13 Headstock
of Electric Spindle
Machine with Cover
Removed. Insert
shows Controller,
Stator and Rotor.
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Spindle

|
| FIG. 14 Six Speed Head for No. 2 Turret Lathe.

NO. 2 SIX-SPEED ALL GEARED HEAD
Fig. 14

The forward and reverse drive cluiches and the

high-low spindle clutch are adjusted through the

hand holes without removing the head cover.

The anfi-friction spindle bearings are carefully set
at the factory to suit the speed range in which it is
intended the machines should operate. If, at any
time, the spindle is to be speeded up considerably
beyond its original range, a Warner & Swasey
service man should be called to make the proper
adjustments. Beyond this the bearings require no
atiention on the part of the user.

HIGH-LOW CLUTCHES
Fig. 14
These two clutches are of the cone type. To adjust
them, loosen the screws, (7), which. clamp the
threaded (R. H. thread) and split collars. Adjust
the collars and then clamp screws (7), before try-
ing the adjustment.

The linings of the two cluiches have been devel-
oped through extensive experiments and tests with
a variety of clutch-facing materials. The low-speed
clutch has a metallic lining, while the high-speed
clutch lining is of organic type.

To keep the orgamic lining in the best possible con-
dition for smooth action even at the highest speeds,
keep the high speed side of the cluich in engage-
ment whenever the machine stands idle such as
during the night, etc. Both linings are renewable.

To replace lining, return the clutch drums fo the
factory. For export shipments, it is advisable to
order complete new cluich drums.

FORWARD AND REVERSE DRIVE CLUTCH

Maintain proper adjustment of multiple-disc cluich
to prevent slipping under load. A slipping clutch

12

wears rapidly. In actual use the clutch lever should
be engaged with a steady pressure rather than a
jerk. The shock of instantaneous clutch engage-
ment exeris a tremendous pull on the driving belts
and will weaken them. This is especially true when
the spindle is reversed from a high forward speed.

TO ADJUST “PULLMORE” FORWARD AND

REVERSE CLUTCH
Fig. 1§
1. Rotate drive pulley by hand with clutch en-
gaged until hole (1) comes into view through
hand-hole cover. Disengage clutch.

2. Insert %" pin in hole (1) and pry sideways to
push serrated pressure plate (3) and adjustment
collar (2) apart. Teeth in collar (2) will now slide
past teeth in pressure plate (3).

3. Advance collar (2) one tooth only and test
adjustment by engaging clutch. To tighten
clutch, advance collar (2) in same direction
as when tightening a nut on a right hand thread.

4. Test clutch adjustment. If not tight enough, ad-
vance collar (2) one tooth at a time until
proper adjustment is attained.

CAUTION—Engage clutch with asteady
pressure rather than with a jerk. The
shock of instantaneous clutch engage-
ment exerts a tremendous pull on the
driving belts and will weaken them.
This is especially true when the spindle
is reversed from a high forward speed.

TO TARE “PULLMORE” CLUTCHES APART
Fig. 15
1. Remove entire pulley shaft from head (see in-
structions, page 14).

2. Release cluich adjustment completely on both
sides.

3. Drive out anchor pin (4).

4. Remove gears, bearings and clutch shells from
both ends of pulley shaft (strike ends of shaft on
wooden block).

5. Compress entire double unit in arbor press or
vise until split collar (5) on shaft is completely
exposed. Remove collar and one set of discs.

6. Three hardened keys (6) are now exposed.
These must be removed and can be withdrawn
from shaft by gripping each one firmly in a vise
and striking the shaft with a babbit hammer.

7. The center spool and other set of discs can now
be removed.
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FIG. 15 The “Pullmore’ Clutch.

TO ADJUST “TWIN DISC” FORWARD AND

REVERSE CLUTCH
Fig. 16

. Rotate drive pulley by hand with clutch engaged
until pin (1) comes to view through hand-
hole. Disengage clutch.

. Pull back pin (1) and advance collar (7) until
pin (1) snaps into the next hole (3). Advance
one hole at a time. To tighten clutch, advance
the collar (7) in the same direction as when
tightening a nut on a right hand thread.

. Test adjustment by engaging the clutch with a
steady pressure rather than a jerk. If not tight
enough, advance collar (7) to next hole until
properly adjusted.

TO TAKE “TWIN DISC” CLUTCHES APART

Fig. 16

. Remove entire drive pulley shaft from head (see

instructions page 14).

. Release clutch adjustment on both sides.

3. Remove gears, bearings and clutch shells from

both ends of shaft (sirike ends of shaft on a
wooden block).

. Compress entire double unit, remove split collar

(2), and slip off entire clutch unit.

. Loosen collars (7) and compress plate unit to

expose finger lever pins (4). Drive out pins (4)
and remove fingers (5). The floating plates (6)
and clutch plates can now be removed.
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FIG. 16 The “Twin Disc” Clutch
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CLUTCH ASSEMBLY

In reassembling the drive cluich, be sure to remove
any burrs on the clutch plate that may have been
thrown up by the keys. If keyways of inner discs
are damaged, reverse the plate to present a good
keyway surface for the driving side.

Occasionally, through the use of improper grade
of oil in the headstock of the machine, a burned
film of oil may be deposited on the plate. In such
cases polish the plates with emery cloth.

DRIVE PULLEY SHAFT REMOVAL
Fig. 14

The right hand end of the pulley shaft floats in a
straight roller bearing, (3), to allow for elongation
from heat developed by the clutches. A double
row of Timken bearings at the left hand end locates
the shaft endwise.

To remove the drive pulley shaft assembly, proceed
as follows:

1. Remove drive pulley, headcover, and splash
guard.

2. Loosen the set screw in the adjusting collar (1)

located at the pulley end of the shaft and un-
screw the collar.

3. Remove the screw in the head wall at right hand
end of pulley shaft which retains the bushing
for bearing (3). This bushing is not threaded
into the head stock.

FIG. 17
Bearing Adjustment Collar.

(A

M

FIG. 18 Bearing Plug.

4. Unscrew the adjusting nuis (Fig. 17) which retain
bearings (4) and (5) of the back shaft. Drop right
hand end of this shaft assembly down into
headstock. (See Gear Shaft Removal).

5. By striking the left hand end of the pulley shaft

with a babbit hammer, the entire assembled unit
can now be pushed out of the right hand end
of the headstock housing.
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IDLER SHAFT REMOVAL
Fig. 19

Before the intermediate and back shafts can be re-
moved the idler shaft must be taken out.

1. Remove long screw (1) in left side head wall.
2. Remove screw (2) in collar (3).

3. Remove cotter pin, screw and spring in gear
fork (4).

CAUTION—When shatit is released—be
careful not to drop steel ball from gear
fork.

4. Drive the shaft out by tapping with bronze bar
at right end.

S. Parts can now be removed as shaft is drawn out
of hole in left wall.

— | N 4  CLUTCH

FIG. 19 Idler Shaft for No. 2 A. G. H. Turret Lathe.

GEAR SHAFT REMOVAL
Fig. 14

The gear shafts are mounted on adjustable Timken
bearings. Adjustment is by means of the threaded
collars in the headstock. These collars, Fig. 17, are
locked by tightening the set screws. After adjust-
ment the shaft should run free and without drag,
but there should also be no end play.

1. Remove the set screws which lock the gears on
the shaft.

2. Unscrew the adjusting collar, Fig. 17. If the shaft
has a non-adjustable collar at its right hand end,
remove the center screw, Fig. 18, otherwise re-
move both adjusting collars, Fig. 17.

3. Move the gear shaft sideways by sliding it
through the inner Timken bearing race (5), and
through the gears on the shaft.

Spacers should be cut to measured length from
cold rolled steel stock to hold the gears and the
Timken races in their proper places while the shaft
is being pushed through them. If possible, the
actual pressure should be exerted by means of a
screw fitting the inside thread of the plug, Fig. 18,
otherwise the shaft may be advanced by tapping
with a brass rod.

=



ADJUSTMENTS

CROSS SLIDE

Three types of cross slides are available
for these machines: plain lever feed,
screw feed and combination lever and
screw feed.

TO REMOVE CROSS SLIDE—SCREW

FEED OR COMBINATION TYPE
Fig. 20

1. Do not remove cross slide by running
the feed screw all the way out of its
nut. (See caution note below). Follow
carefully instructions given below.
Attempts to assemble the feed screw
into the nut without first removing
the screw from the cross slide may
result in damage to the feed nut.

2. Run cross slide in as far as it will go.
Remove handwheel, graduated dial
and the stop screw block, (2).

3. Slide the cross slide from its carriage, leaving
the cross slide screw in place. If it is desired to
remove the cross slide screw, replace the hand-
wheel and unscrew it separately.

CAUTION-If the cross slide screw is ac-
cidentally run out of its nut, always
remove the screw from the cross slide
(loosen nut, remove handwheel and
dials) and start screw in nut by hand.
Then replace cross slide, dials, hand-
wheel and nut.

TO REMOVE ENTIRE UNIT

No. 1 Electric Turret Lathe, Fig. 20

Loosen locking screws (5). Remove cap screws (1)
and lift entire unit from bedways. Be careful not
to lose the two steel shoes, (4). These shoes, backed
by set screws and lock nuts, maintain alignment
of carriage with side of bed. In reassembling the
cross slide and carriage unit, they should be ad-
justed to a sliding fit and locked.
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FIG.20 Cross Slide and Carriage Assembly

CROSS SLIDE
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ASSEMBLIES

FIG.21 Cross Slide and Hand Longitudinal
: Units for No. 2 Machines.

TO REMOVE ENTIRE UNIT
No. 2 Turret Lathes
1. Unscrew protecting pipes (4) and (5), Fig. 21.

2. Run the cross slide unit to the right until the nut
runs out of the hand longitudinal adjusting
screw (3), Fig. 21. To do this it will be necessary
to move the turret saddle to the extreme right.

CAUTION—Do not allow the saddle apron
to run off the end of the feed shaft. If
necessary, disconnect the feed shaft
from the gear box coupling, move the
shaft to the right with the apron. This
will prevent dropping of feed gear
into apron.

3. Remove binder handle (6), Fig. 21, and unscrew
binder nut (7), Fig. 21.

4. Remove cap screws (1), Fig. 20, and lift entire
unit from bedways, being careful not to lose the
steel shoes (4), Fig. 20. (See instructions for No.
1 Turret Lathe above).

HAND LONGITUDINAL ADJUSTMENT
No. 2 Turret Lathes, Fig. 21

The bevel gears and bearings in this simple unit
are properly set at the factory, so they should re-
quire no further adjustment. If desired, however,
screw (3), with bevel gear and bearing attached,
may be removed by loosening dowel pin (1). Shaft
(2), with bearing and bevel gear may be removed
by removing handwheel and the cap screws be-
hind the dial.
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TURRET SLIDE AND SADDLE

The saddle is clamped to the bed with cap screws
through bottom caps on each side, (4), Fig. 22 and
Fig. 23. It is aligned against the side of the bed
by two shoes backed up by set screws and lock
nuts. These shoes (located on the front of the saddle
for a No. 1 machine, at the back for the No. 2 ma-
chines) should be adjusted to a sliding fit and
locked. They will require a minimum of attention
since the saddle is moved along the bed only when
setting up the machine for a new job. However,
when these screws are not properly adjusted the
turret saddle is not parallel with the bed, causing
inaccuracy in the work.

On No. 2 machines hardened and ground steel
wear strips (17), Fig. 24, on which the slide rides
are anchored to the saddle. These are replaceable
and can be supplied thicker than standard for
repair purposes.

On No. 1 machines the saddle bears on a taper base
on the bed ways (15), Fig. 23. The entire saddle
unit may be raised to compensate for wear by ad-
justing this taper base to the right by means of ad-
justing screws at each end of the saddle. One screw
moves taper base while the other screw locks it
in place. Side alignment is obtained through two
taper gibs (16), Fig. 23 and Fig. 24. When adjusting
these gibs to compensate for wear, be careful to
move both sides the same amount to keep the turret
in alignment with the spindle. In case of doubt a
turret hole alignment check should be made (see
“Turret Hole Alignment,” Page 8).

CAUTION—-When making alignment
check be sure to test the bed first be-
cause the turret may be “out” due to
bed twist, see pages 7 and 8. Such an
error obviously should not be corrected
by gib adjustment.

Turret slide of No. 1 machine is operated through
lever (14), Fig. 23, on top of slide.

The turret slide of No. 2 machines is operated
through rack (11), and pinion (12), Fig. 22 and Fig.
24, of turnstile shaft.

The rack screws (22), Fig. 25, for rack (11), Fig. 24,
should at all times be kept well tightened. Two
dowel pins take the feeding thrust load.

INDEXING MECHANISM

The construction and operation of the turret index-
ing mechanism is similar for these machines ex-
cept that the No. 1 turret lathe is not equipped with
external binder as shown in Fig. 26. The mecha-
nism functions as follows (Refer to Fig. 22 and 23):

1. Beginning with the slide in its forward position,
moving it to the rear causes lockbolt lever (3),
to strike the rising angle of tumbler (8), Fig. 22
and Fig. 23. This action lowers the lockbolt (1),
Fig. 22 and Fig. 23, and frees the turret.

2. On No. 2 machine the turret binder ring is re-
leased and toggle (24), Fig. 26, is swung to the
unlatched position by passing over stud (295),
on the rear top cap.

3. As the turret slide moves farther to the rear, one
of the six index pins (2), Fig. 22, 23 and 25, con-
tacts the pawl (7), Fig. 22, 23 and 24, which holds
the pin against further movement and causes
the turret to rotate one-sixth of a turn.

4. In the meantime the rear end of lockbolt lever
(3). has reached the rear angle of tumbler (8),
drops down behind it and snaps the lockbolt
into ils bushing in the hexagon turret.

FIG. 22 Phantom View of Turret Slide and
Saddle for No. 2 Turret Lathes.

FIG. 23 Phantom View of Turret Slide and

Saddle for No. 1 Electric Turret Lathe.
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5. During this turret rotation the stop roll unit (13),
Fig. 22, 23 and 24, has been rotated one-sixth of
a turn through a bevel gear connection with the
turret. This brings the next stop screw (bottom
screw) into operating position.

6. As the turret slides forward again, tumbler (8),
rises, allowing the lockbolt lever to pass, then
drops back to its seat, completing the cycle. With
this forward motion the binder mechanism of
No. 2 machines automatically clamps the turret.

TO REMOVE THE TURRET

No. 1 Electric Turret Lathe, Fig. 23
Advance the slide towards the spindle until hexa-
gon nut (§), can be removed with wrench. Remove
slotted Y2"-13 screw from taper stud (6). Using a
suitable clamp on top of turret, insert a bolt or long
cap screw and draw taper stud from its keyed seat
in the slide. Turret and stud can now be lifted off.

TO REMOVE THE TURRET

No. 2 Turret Lathes
Move the turret slide to the rearmost position away
from the spindle to free the binder ring. Unscrew
the two nuts and the front screw that holds the two
halves of the binder ring together (19) and (20), Fig.
25. Remove the binder ring and lift the turret off
its seat.

CAUTION—-When assembling turret to
slide, move one stop screw (10), Fig. 22,
23 and 24, to top position when turret
holes are in line with spindle. This will
insure proper mesh of turret gear and
stop roll gear (see Figs. 22 and 23) for
correct turret index.

TO ADJUST CENTER BEARING OF TURRET

NOTE-Before adjusting center bearing
on No. 1 and No. 2 Turret Lathes, turret
should be removed and all parts thor-
oughly cleaned.

No. 1 Electric Turret Lathe, Fig. 33

Tighten nut (5) to draw taper stud (6) and turret
to seat. Adjust until turret rotates freely while
bearing at all points on its seat.

No. 2 Turret Lathes
1. Bring turret slide to extreme rear position.

2. Loosen set screw (18), Fig. 25, which locks the
Timken bearing adjusting plug (6), Fig. 22.

3. Unscrew adjusting plug until the bearing is ab-
solutely free.

4. Advance turret and check binder ring adjust-
ment as described below.

5. Advance turret farther to full clamp position.

6. Bring bearing adjusting plug (6), down force-
fully to a solid seat.

7. Tighten set screw to lock plug.

NOTE—When adjustment has been
made as described above, the turret will
be off its seat a slight amount when the
binder ring is free. This condition facili-
tates indexing and prolongs the accu-
rate alignment of the turret. The power-
tul clamping action of the binder ring
pulls the turret on to its full seat by load-
ing the bearings.

TO ADJUST THE BINDER RING
No. 2 Turret Lathes Only

1. Place turret slide in extreme rear position.

2. See that the slot between the two ring bands at
the front is %" wide. Lock the front screw (20),
Fig. 25, with its locknut. This screw should not
be disturbed thereatter.

3. For hand grip insert and clamp a piece of cold
rolled stock or a tool in a turret hole so that it
projects about 8.
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FIG. 24 Bottom of Turret Slide—No.2 Machines.
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4. Rotate turret so that one of its corners (instead
of a face) points toward the spindle. In this posi-
tion the lockbolt cannot enter into the lockbolt
bushing and the turret can be rotated by hand.

5. Advance turret slide so that toggle (24), Fig. 26
and Fig. 27, has risen to within %" of the top of
stud (25), as indicated in Fig. 27.

6. In this position clamp turret slide in its saddle
with clamp handle (21), Fig. 25.

7. Now adjust nut (19), Fig. 25and Fig. 26, so that it
is possible to just barely rotate the turret when
pulling steadily and firmly with one hand on
the bar projecting from the turret hole (see item
3 above).

8. Lock this adjustment with cotter pin through
castellated nut. See (19), Fig. 25 and 26.

When the turret is now advanced farther, the corner
of tumbler will rise the additional ¥8"” and clamp
the turret the correct amount for satisfactory per-
formance.

The toggle actuating stud (25), Fig. 26, is thread-
ed into the top cap. It is locked with set screw (27),
and lock nut (26). This setting should not be dis-
turbed. It has been adjusted properly in assem-
bling. If it is necessary to remove the stud, measure
its projection “A,” (Fiq. 27), from the cap and main-
tain this height when reassembling.

BINDER RING BREAKAGE

It is apparent that the toggle lever is a very power-
ful clamp. Therefore it is possible to exert sufficient
force through this toggle to actually break the
binder ring, if instructions (above) for adjustment
are not carried out. On the other hand, if binder ring
is not clamped tightly enough, there is no strain on
the toggle when the turret is working and vibration
will cause the toggle to fall down to its loose posi-
tion. This also can cause ring breakage because
the toggle will then bump into stud (25), Fig. 26,
on its return stroke instead of rocking over it.

If it is necessary to install a new ring, the Warner
& Swasey service man should be called to assure
correct fit of tapered surfaces.

CHIP PROTECTOR FOR HEXAGON TURRET

With brass and aluminum work, the turret is con-
stantly bombarded by flying chips traveling at a
high rate of speed. These get into the smallest
crevice, clogging the mechanism. Only a dismant-
ling operation and a thorough cleaning will allow
the turret to function properly again.

A chip protector, (Fig. 28), can be furnished which
is easily attached to any existing machine that has
a circumference binder ring. When ordering, give
serial number of machine. Installation instructions
will be included.

CAUTION—Do not clean a turret lathe
with an air nozzle. The driving force of
the air blast will cause the chips to
reach the most remote corners, enter-
ing through minute clearance spaces
and impairing the efficiency of the unit.
Use a handbrush for better results.

THE COOLANT SYSTEM

The coolant pump is self-priming. If machine is run
without coolant for any length of time, pump should
be disconnected. This is accomplished on all
geared head machines by disconnecting coupling.

The coolant strainer in the suction line should be
removed occasionally and cleaned thoroughly. If
the coolant ceases to flow freely, the cause is gen-
erally a clogged strainer.

The coolant reservoir is in the foot end leg on the
No. 2 All Geared Head Turret Lathe and in the head
end leg on No. 1 and No. 2 Electric Turret Lathes.
This reservoir should be drained and cleaned at
least twice a year. On precision bar work using
roller rest turners, where high quality finish is de-
manded, it is advisable to clean the reservoir
every month.
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FIG. 27 Proper Toggle Stud

FIG. 28 Hex Turret Chip Protector

FIG. 26 Turret Binder Mechanism.

Adjustment. (for Brass and Aluminum Work).
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THE FEED TRAIN

No. 2 TURRET LATHES

The feed train on No. 2 Electric and All Geared
Head machines consists of: (see Fig. 11).

1. The head end gear box (A).

2. The feed shaft (B).

3. The hexagon turret apron (C).

HEAD END GEAR BOX
Fig. 29

This unit transfers power from the spindle through
the feed shaft to the hexagon turret longitudinal
feed. Pulley (2), is driven by an endless vee belt
from the spindle. Pinion (3), is keyed to pulley (2),
and drives gear (1), which is connected through
shaft and coupling to the feed shaft (6).

FIG. 29 Gear Box
(No. 2 Turret Lathes OnIy)

Roller bearings are used throughout. The only ad-
justment necessary is an occasional tightening of
the vee belt to compensate for wear. This is ac-
complished by loosening the two cap screws (4),
and sliding entire shaft assembly toward the front
of the machine. Screws (4), and shaft (5), are in
elongated slots, curved so that pinion (3), and gear
(1), are always in proper mesh.

HEXAGON TURRET APRON

Fig. 31 and 32
Power is transmitted through the feed shaft (1), Fig.
31 to the gear shaft (2), Fig. 31. The final reduction
is through a worm on shaft (3), Fig. 31 to the worm
gear on friction clutch (4), Fig. 31 mounted directly
on the turnstile shaft. A pinion on the turnstile shaft
engages with the rack (5), Fig. 31 to give longi-
tudinal motion to the turret slide.

The friction clutch (4), Fig. 31 is engaged by cam
action when handle (6), Fig. 32 is raised. Trip pin
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(7), Fig. 32 falls into bushing (8), Fig. 32 to hold the
feed clutch in engagement for power feed. (See
Fig. 31 also.) Inside of this bushing is the feed
knockout rod. (9), Fig. 32.

When the turret stop screws (10), Fig. 22, strikes
stop (9), Fig. 22 the latter goes forward and imparts
this motion also to stop rod (28), Fig. 22. See also
(10),Fig. 32.This stop rod pushes out the feed knock-
out rod (9), Fig. 32, which disengages the friction
clutch handle and friction clutch.

TO ADJUST THE FEED KNOCKOFF BUSHING

1. Loosen set screw (4). (see Fig. 30).

2. Advance turret slide toward spindle by rotating
the turnstile by hand and bring it to a solid stop.
This will push feed knockout rod (9) to its
extreme “out” position.

3. Adjust bushing (8) until rod (8) protrudes ap-
proximately 1/64" as shown in Fig. 30.

4. Pull turret slide back a small amount, engage
power feed and allow it to trip off.

S. It should now be possible to advance the slide
1/64"" more by hand. If this amount is more or
less than the above, adjust bushing (8) until
corrected, being mindful of the caution note
below.

CAUTION—Extreme care must be used
not to engage power feed until steps 2
and 3 have been carried out, for if the
rod (9) does not project, it cannot
knock off the feed and the power feed
will pull up to a dead stop with its full
feeding pressure.
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FIG. 30 Power Feed Knock-off Adjustment.

TO ADJUST THE FEED CLUTCH

1. Loosen set screw (11). (see Fig. 31).

2. Adjust clutch with threaded plug (12). Turn-
ing this nut clockwise tightens the clutch.

3. Lock collar by tightening set screw (11).
APRON REPAIRS

The gear and worm shaft of this apron (2) and (3),
Fig. 31 and Fig. 32, as well as the feed shaft, (1), run
in anti-friction bearings. The right hand end of the
worm shaft (3), has a ball bearing to take the
thrust load of the worm. All other bearings are the
straight roller type.
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FIG. 31 End View of Saddle and Apron Unit.

Properly greased, these bearings should last in-
definitely (see chapter on "Lubrication,” Page 4).
Should it prove necessary, however, the roller bear-
ings can be easily replaced by simply removing the
apron end plates and withdrawing the bearings
gently with a piece of bent wire.

It should not be necessary to remove the apron
from the saddle to accomplish this.

To replace the left hand feed shaft bearing, it will,
of course, be necessary to disconnect the feed shaft
from the coupling at the head end gear box in order
to slip the bearing over the end of the shaft.

On removing the thrust bearing at the right hand
end of worm shaft (3), Fig. 31, be sure to first
remove the split collar at the extreme right end
of the shaft.

To reach the friction clutch (4), Fig. 31, all shatts
including the turnstile shaft must be removed.

TO REMOVE THE HEXAGON TURRET APRON

1. Remove top saddle caps (13), Fig. 31.
2. Lay board across ways between saddle and
carriage.

3. Tip turret slide up on its end and let it rest on
the board.

4. Set triple shift feed lever (14) to position shown
in Fig. 32. Rotate the feed shaft to bring keyway
to bottom.

5. Remove feed shaft coupling pin (7), Fig. 29, at
head end gear box and withdraw feed shaft en-
tirely from the apron.

6. Support the apron in the pan with wooden blocks
and wedges.

7. Remove four bolts (15), Fig. 32.

8. Apron with turnstile shaft can now be with-
drawn.

FIG. 32 Hexagon Turret, Slide, Saddle and Apron.

TO TAKE APART AND ASSEMBLE THE APRON

1. Remove apron from saddle (see instructions in
preceding section).

2. Support apron upside down and remove two end
plates and bottom plate.

3. Remove shift lever shafts (16), Fig. 32.

4. Remove screws which locate the gears on gear
shaft (2), Fig. 31 and Fig. 32. Remove bearings
and gears by sliding shaft to the right through
the gears.

5. Remove worm shaft (3), Fig. 31, by following
the procedure of paragraph 4, above.

6. Remove turnstile and slide turnstile shaft out
of the back of apron.

Feed clutch (4), Fig. 31, can now be removed.
When re-assembling it, make sure that the four
plungers (17), Fig. 31, and the small springs behind
them are in their proper places. These should
move quite freely and should be cleaned from all
gum when the clutch is apart.

When mounting the hexagon turret apron on the
machine, leave bottom plate off until assembly is
complete. This is necessary in order to make sure
that feed shaft is properly entered into the bear-
ings and triple gear cluster. Insert feed shaft with
keyway facing down. Make sure gear cluster is
assembled with smallest gear to the left. Be careful
when threading the feed shaft through apron bear-
ings not to shear the small pins which fasten the
keys to the inner bearing races.

NOTE—When assembling the apron
give all parts, including the gear teeth,
a generous coating of the proper grade
of grease. (See chapter on “Lubrica-
tion,” Page 5).
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COLLET CHUCK anpo BAR FEED

Hand operated collet chucks for No. 1 and No. 2
Electric and No. 2 All Geared Head Turret Lathes
operate on similar principles. Roller fingers mount-
ed in a holder (14), Fig. 33, at the back of the
spindle are spread by wedge (13). This wedge
may be operated by hand lever (6), or automati-
cally by power (see Power Automatic Chucks,
Page 23). These roller fingers act as powerful levers
on plunger (17), to force split collet to grip the
work. The finger holder is threaded to end of
spindle to provide adjustment of the collet grip.

Bar feed mechanisms for these machines fall into
three general classes—ratchet bar feeds, finger bar
feeds and power automatic finger bar feeds. Finger
type bar feeds (often combined with ratchet type)
are used for feeding small bars and for high speed
work.

When loading new bars, release clamp (20) and
swing bar tube (3) forward on front support. This
enables operator to load stock from operating
position.

Filler tubes (2), Fig. 33 and 34, reduce inside di-
ameter of feed tube, or pipe. They prevent whip-
ping action of small diameter bars at high speeds
and are available in three different bore sizes to
cover the capacity range of each machine.

INSTALLING BAR FEEDS

When installing a bar feed on a new machine be
sure the bar support pipe (3), Fig. 33 and 34, is
in line with spindle. Check this with a reliable level
to compare with bed of machine.

For rough leveling, shims may be used under feet
of stand pipe. For more accurate leveling, adjust-
ing screws (1), Fig. 33 and 34, are provided. Sight
through spindle to establish lateral alignment.

HAND OPERATED FINGER BAR FEED

MECHANISM
No. 1 Electric Turret Lathe, Fig. 33

A spring type feed finger (4) attached to feed tube
(5), grips the stock inside the spindle close to the
collet chuck. Collet chuck lever (7) opens and closes
the chuck and actuates the feed tube (5) at the rear
of the spindle to feed bar stock forward.

After collet chuck lever (7) has fed stock forward
and closed the collet, the finger bar feed lever (6)
returns feed tube (5) to starting position. Collar (11)
on bar (10) limits the bar feed stroke to desired
length. Collar (12) must be set to provide the neces-
sary delay required to open collet before feed tube
(5) can be moved forward by collet chuck lever
(7). Both collars must be adjusted for each different
length of stock.

FIG. 33 Finger Bar Feed (No. I Electric Turret Lathe).
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Vise (8) is used only when a new piece of bar stock
is being inserted. Its purpose is to hold the bar
while feed finger (4) is being stripped over the end
of the new stock. Remove burrs from ends of bars
and champer slightly. During actual feeding opera-
tions the jaws of vise (8) are released and left open.

COMBINED FINGER & RATCHET

BAR FEED MECHANISM
No. 2 Turret Lathes, Fig. 34

When used as a finger bar feed unit, revolving
chuck (9) is clamped at position “A" on bar (10).
This chuck holds new bar stock stationary while
feed finger (4) is stripped back over the bar. Dur-
ing feeding operation however, chuck (9) remains
clamped at position “A" but jaws are left open.

When this unit is used as a ratchet bar feed, revolv-
ing chuck (9) clamps bar stock and moves with
ratchet (18) during feeding motion. (See discussion
of ratchet bar feed.) Bar stock revolves with chuck
(8) during operation of machine.

Function of this unit as a finger bar feed is similar
to No. 1 Electric Finger Bar Feed previously de-
scribed, except that levers operate in a vertical
instead of a horizontal plane. Collet chuck lever
(7) opens and closes collet and feeds stock forward
fo desired length as requlated by adjustable stop
collar (11). Collar (12) provides the necessary de-
lay required to open the collet before feed tube

(5) can be moved forward by collet chuck lever (7).
Finger bar feed lever (6) returns feed tube (5) to
starting position, stripping feed finger (4) back
over bar stock.

Position of stop collar (21) is fixed by a dog-point
scew in bar (10) to prevent finger bar feed yoke (22)
from hitting finger holder (23).

HAND OPERATED RATCHET BAR FEED

MECHANISM
No. 2 Turret Lathes, Fig. 34

The ratchet bar feed mechanism is operated en-
tirely by lever (7). Yoke (13), opens the collet and
pulls ratchet (18), and bar feed head (15) forward.
Returning the lever (7), to its starting position closes
the collet and pushes the ratchet back for the
next feeding.

In order to use this ratchet bar feed on machines
equipped with combination ratchet and finger bar
feed, it is necessary to remove the feed tube. To do
this, remove yoke pivot pin (16), and lower the
yoke enough to withdraw feed tube and its parts
from the spindle. Replace yoke and yoke pivot pin
and clamp the adjustable feed collar (12), to the
exireme right on the feeding rod. Adjustable stop
collar (11), should be moved forward and clamp-
ed in order to lock the finger bar feed mechanism.

FIG. 34 Combination Ratchet and Finger Bar Feed (No. 2 Turret Lathes).
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POWER AUTOMATIC CHUCK xxo BAR FEED

POWER AUTOMATIC CHUCK AND BAR FEED
Figs. 35 and 36
This independent motor-driven unit can be substi-
tuted for the reqular hand-operated unit for No. 1
and No. 2 Electrics and No. 2 All Geared Head
Turret Lathes.
The principles of bar chuck and bar feed, the se-
quence of operation for opening and closing the
collet, feeding the stock and returning feed finger
to the starting position remain in the same simple
form as for hand operation.
Adjustment of collet gripping pressure is done, as
it is with hand-operated units, by screwing or un-
screwing finger holder at back of spindle. Adjust-
ment of the feeding stroke is provided by a slide
block (1), and graduated feeding arm (2).
The attachment operates either for first operation
work of producing pieces from bar stock or for
second operation work where no feeding motion is
required. Changeover is accomplished by simply
shifting link (3), to zero position on arm (2)—and
moving operation selector lever (8) to desired posi-
tion. (See Fig. 36).

Operation Selector lever (8), Fig. 35 controls the

cam action in half cycles or full cycles. With lever
(8), thrown to the left, in half cycle position, the
cam will open the collet when operation lever (5)
is tripped. The collet will stay open until operation
lever (5), is tripped a second time.

When lever (8), is thrown to the right, into full cycle
position, the cam will open the collet, feed the
bar, and close the collet, with one trip of operation
lever (5).

TO SET UP FOR FIRST OPERATION WORK

1. Apply proper size of collet and feed finger. Use
a filler tube in the feed tube if stock is very small.

2. Adjust collet grip by means of finger holder
using a sample of bar stock in the collet. The
adjustment of the finger holder for tightness of
collet should be tested by hand before applying
the power. A bar for operating the collet by hand
is furnished. It fits into a socket (4), in the top of
cam lever (Figs. 35 and 36).

3. Set required length of feed by clamping the
slide block (1), to position along the gradu-
ated feed arm (2). A stock stop may or may
not be required according to the conditions of
operations.

Power Automatic Chuck and Bar Feed
on No. 2 All Geared Head Turret Lathe
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FIG. 35 Power Au r;iciz;é' “huck

and ‘Bar. |

FIG.36 Graduated Feeding Arm
Power Automatic Chuck and
Bar Feed.

4. Start motor and test
operation by means
of operating lever
(5). Throw operation
selector (8), toward
the left (half cycle
position) and trip
operating lever (5),
to open the collet.
Feed tube (6), will
then be in its for-
ward position.

5. Load a bar of stock
in the bar feed (see
that end of bar is
free from burrs and
is round), push bar
into feed tube (6)
until it strikes the
feed finger. Clamp
the bar in the bar support pipe with set screw (7), position (toward the left). Cam (9), will now act on
and trip the operating lever (5). This will force half cycles. When the operating lever (5), is tripped,
the feed finger over the bar of stock. the collet is opened and stays open until the lever is

6. Release screw (7), on the bar support pipe. Trip again tripped to close the collet and grip the work.
operating lever (5), and hold until stock is fed :
through collet. i NOTE-It is possible to set the collet

closure adjustment so tight that the

7. With cutoff cutter set, trim end of bar, trip oper-
ating lever (5), and check length of feeding
stroke by measurement from end of bar. If the
length is not correct, push the stock back through
the feed finger, reset the length of feed (see
paragraph 3 above) and check again. Return
lever (8), to full cycle position (toward the right).

SECOND OPERATION WORK

When using the power operation of this mechanism
for second operation chucking, set length of feed
stroke fo zero on graduated feeding arm (2), throw
operation selector lever (8), to second operation

24

motor will stall in the cycle. A safety
switch is supplied as part of the motor
equipment to prevent damage. When the
safety switch operates, do not reset and
try to use the power until the strain has
been released from the fingers in the
finger holder. Turn the worm shaft (10),
to back off the pressure of the feed fing-
ers by applying awrench to the hex end.
Release finger pressure by adjusting
finger holder slightly back. After correct
adjustment has been made, fest by
hand, then resume operation by power.
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TWO SPEED RANGES
EITHER 600,900,1200,1800 R.P.M.
OR 600,1200,1800,3600 R.P.M.

THE WARNER & SWASEY CO.

SPEED AND FEED CHART

ELECTRIC TURRET LATHES

NO. 1 M-1270 — NO. 2 M-1360

M-1360
M-1270

Cleveland, Ohio

R.P.M. 600 900 1200 1800 3600
DIAMETER SURFACE SPEED IN F.P.M.
1/16 10 15 20 29 59
1/8 20 29 39 59 118
3/16 29 44 59 88 177
1/4 39 59 79 118 236
5/16 49 74 98 147 294
3/8 59 88 118 177 353
7/16 69 103 137 206 412
1/2 79 118 157 236 471
9/16 88 133 177 265 530
5/8 98 147 196 294 589
11/16 108 162 216 324 648
5/4 118 17, 236 354 706
13/16 128 192 255 383 765
7/8 137 206 275 412 824
15/16 147 221 294 442 883
1 157 236 314 471 942
1-1/4 196 295 393 589 1178
1-1/2 236 354 471 707 1413
1-3/4 275 413 550 825 1678
2 314 472 628 942 1884
2-1/2 393 590 785 1178
3 471 708 942 1413
3-1/2 550 826 1099 1649
4 628 944 1256 1884
4-1/2 707 1062 1413
5 785 1180 1570
5-1/2 864 1298
6 942 1416
<J 2%’52“10 TIME IN MINUTES FOR ONE INCH OF CUT
.003 .56 .37 .28 .19 .09
.005 .33 .22 A7 ~alil .06
.008 .21 .14 10 .07 .03
.012 .14 .09 0T .05 .02
.019 .09 .06 .04 .03 01
.030 .06 .04 .03 .02 .009

No. 1 ELECTRIC HAND FEED ONLY




Plate 1

REPAIR PARTS SECTION

IMPORTANT

PROMPT SERVICE
on repair parts orders depends upon your furnishing us
the following information:

*
1. Quantity Wanted
2. Number and Name of Parts as Listed
3. SERIAL NUMBER of the Machine for Which the Part is Needed

EXAMPLE FOR ORDERING PARTS BY MAIL
1 PIECE 10A-150 CLUTCH FORK
3 PIECES 10E-177 BEARINGS
FOR SERIAL NUMBER 466982

EXAMPLE FOR ORDERING BY TELEGRAPH
ONE PIECE TEN A ONE FIVE NAUGHT CLUTCH FORK STOP
THREE PIECES TEN E ONE SEVEN SEVEN BEARINGS FOR
SERIAL NUMBER FOUR SIX SIX NINE EIGHT TWO.

The SERIAL NUMBER IS ABSOLUTELY NECESSARY due to the numerous
machine designs. The symbol letters and numbers shown in this book simply
designate the location of the part on the machine. Parts are not carried in our
stock under these numbers, therefore, the symbol letter and number alone
is not sufficient, we must also have the serial number of the machine.

In order to avoid expensive delays and possibility of error please follow these instructions carefully.

THE WARNERGSSWASEY G,
S CLEVELARB.ORIO- U:S.A: ©

I 1270 M@uﬂu o When Ordering Parts

Be sure to give the serial
number that is stamped on
the name plate.




Plate 2

Bed, Pan and Legs—Unit "B"
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Plate 3

Head—Unit "A"

No. | Electric Turret Lathe

M-1270

Starting Lot |
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No. | Electric Turret Lathe
M-1270 Starting Lot |

Front Mounting Plate - Lots |

10A-1040 Roller
to 14

10A-1024 Handle Ball

10A-1053 Nut
10A-635 Safety Lock

10A-1028 Lever.
10A-642 Roll

10A-1052 Nut
10A-1054 Washer!

10A-1043 Hinge Pin

10A-1015
Reversing Drum Fork

10A-1042 Screw
10A-1044 Lever.
10A-1052 Nut
10A-1027 Lever
10A-1024 Handle Ball

10A-1053 Nut

10A-1047 Cap Screw
10A-1054 Washer

10A-1036 Pointer
10A-104! Pin
10A-1004-C Front Mounting Plate

——10A-1024 Handle Ball

10A-1053 Nuts
10A-1028 Lever

10A-635
Safety Lock

10A-644 Roll Pin
10A-642 Roll

10A-650 Plunger
10A-643 Spring

10A-634 Roll Lever

10A-1075 Washer
10A-1052 Nut

10A-1015 Drum Fork
10A-1042 Screw
10A-1043 Hinge Pin
10A-1040 Roller
10A-1045 Pin
10A-1061 Machine Screws
10A-1024 Handle Ball

S,

L%,

10A-1053 Nuts
10A-1027 Lever
10A-1052 Nuts

10A-1074 Washer
10A-1054 Washer
10A-1047 Cap Screw

10A-1036 Pointer
10A-1009 Selector Shaft
10A-1047 Cap Screw
10A-1014 Reversing Arm

10A-1050 Cap Screw
10A-1051 Nut

N S
A\ 9

U
L

.

10A-1041 Pin
10A-1067 Machine Screw
10A-1061 Machine Screws
10A-1032 Rear Plate
10A-644 Roll Pin 10A-1023 Spring
10A-650 Plunger 10A-1017 Selector Star Lever
10A-643 Spring
10A-634 Roll Lever

10A-644 Roll Pin 154 1030 Long Rod
10A-1021 Finger Spring
10A-1037 Finger
10A-M-1053 Reversing Drum

10A-1055 Lock Washer
10A-1049 Machine Screw

T 10A-1009 Selector Drum Shaft
10A-1005 Spacer
10A-M-1054 Reversing Drum
10A-1005 Spacer
10A-1020 Reversing Star Wheel
I0A-1008 Reversing Drum Shaft
10A-1026 Bushing
10A-1040 Roller
10A-1000-C Complete Controller Assembly
10A-1004-C Front Mounting Plate
10A-644 Roll Pin
10A-1044 Lever
10A-1008 Reversing Drum Shaft
10A-1006 Tubing
10A-1001-C Finger Board Assembly
10A-1037 Finger
10A-1018 Finger Base
10A-1016 Finger
10A-1007 Tubing

10A-1056 Machine Screws

10A-1055 Lock Washer
10A-1049 Machine Screw

10A-1012 Spacer

10A-1062 Guard
&

10A-1

10A-1018 Finger Base

10A-1001 Finger Board

10A-1060 Lock Washer
10A-1057 Machine Screws

10A-1056 Machine Screws

I

Plate 4
Head—Unit "A"

10A-1019 Selector Star Wheel
10A-1009 Selector Drum Shaft
10A-1035 Marker Board

10A-1034 Terminal
Board

058 Nuts

10A-1016 Finger

10A-102] Finger Spring

10A-1058 Nuts
10A-1059 Washer

10A-1009
Selector Drum Shaft
10A-1013 Spacer
10A-102! Finger Spring
10A-1039 Finger Spring
10A-1037 Finger
10A-1038 Finger Base

10A-1068 Cable (Rev.)
10A-1069 Cable (Sel.)

10A-M-9 Rear Drum

10A-1010 Spacer

10A-1029 Short Rod
10A-1032 Rear Plate

10A-1070 Nuts

10A-1071 Washer
10A-1072 Washers
10A-1073 Washers

il

il

10A-1035 Marker Board
10A-1034 Terminal Board
10A-1052 Nuts

10A-1019 Selector Star Wheel
10A-1025 Bushing

: FOR INDIVIDUAL SPEED SELECTION DRUMS

SEE CHART
WHEN ORDERING, CAREFULLY SELECT
THE DRUM SECTION YOU WISH TO
REPLACE. GIVEDRUM SECTION

O
Q
O 10A-1011 Spacer
10A-1010 Spacer
10A-1033 Center Plate
10A-1005 Spacer
10A-M-1043 Reversing Drum
10A-M-1044 Reversing Drum
10A-1030 Long Rod
10A-1037 Finger
10A-1020 Reversing Star Wheel |NOTE
10A-1026 Bushing
10A-1040 Roller
10A-1031 Reversing Star Lever
10A-1041 Pin
10A-1022 Spring

NUMBER, QUANTITY AND SERIAL
NUMBER OF YOUR MACHINE.




No. | Electric Turret Lathe Plate 5
M-1270 Starting Lot | ke
Head—Unit "A"

INDIVIDUAL SPEED SELECTION DRUMS CHART
I0A-M-11 Selector Drum 10A-M-I3 Selector Drum  10A-M-14 Selector Drum 10A-M-17 Selector Drum 10A-1076 Clamp

S\ 5
=,
=) &
= \ O\
N =y
w,
10A-M-10 Selector Drum 10A-M-12 Selector Drum 10A-M-15 Selector Drum 10A-M-16 Selector Drum 10A-M-9 Rear Drum

10A-M-2I Selector Drum 10A-M-19 Selector Drum 10A-M-1054 Reversing Drum 10A-M-1043 Reversing Drum
y
(]
S
1)
o
10A-M-20 Selector Drum 10A-M-18 Selector Drum 10A-M-1053 Reversing Drum 10A-M-1044 Reversing Drum

Before ordering parts read instructions on Plate 1

10A-1002-C Complete Selector Drum Assembly 600-1200-1800-3600 R.P.M.

10A-M-14 Selector Drum
10A-1013 Spacer

| 10A-M-13 Selector Drum
10A-1003-C Complete 10A-1010 Spacer

Reversing Drum Assembly 10AM-11 Selector Drum

10A-M-1054 Reversing Drum 10A-1011 Spacer
10A-1007 Tubing

10A-1009 Selector Drum Shaft
_10A-1005 Spacer

©

10A-M-17 Selector Drum

10A-1013 Spacer

10A-M-13 Selector Drum

10A-1049 Machine Screw
10A-1055 Lock Washer

10 A-M-12 Selector Drum
10A-1012 Spacer

10A-M-1053 Reversing Drum
10A-1048 Machine Screw
10A-1055 Lock Washer
10A-1005 Spacer I0A-M-10 Selector Drum
I0A-1008 Reversing Drum Shaft 10A-M-12 Selector Dru

10A-1048 Machine Screw
10A-1055 Lock Washer
10 A-M-16 Selector Drum

10 A-M-I5 Selector Drum

10A-1002-C Complete Selector Drum Assembly 600-900-1200-1800 R.P.M.
I0A-M-2I Selector Drum

10A-1003-C Complete 10A-1010 Spacer. 10A-1013 Spacer
Reversing Drum Assembly 10A-M-10 Selector Drum 10A-M-20 Selector Drum
; 10A-1011 Spacer 10A-M-17 Selector Drum
I0A-M-1054 Reversing Drum 10A-1007 Tubing 10A-1013 Spacer

10A-1006 Tubing 10A-1009 Selector Drum Shaft 10A-M-21 Selector Drum

75

10A-1005 Spacer

(0]

10A-1012 Spacer
10A-M-12 Selector Drum
10A-M-16 Selector Drum

10A-M-1053 Reversing Drum

10A-1049 Machine Screws
10A-1055 Lock Washer

10A-1005 Spacer 10A-M-11 Selector Drum 10A-1048 Machine Screw
10A-1008 Reversing Drum Shaft 10A-M-19 Selector Drum 1 Sl csher
10A-M-I5 Selector Drum 10A-1013 Spacer

Before ordering parts read instructions on Plate 1



No. | Electric Turret Lathe : Plate 6

M-1270 Starting Lot | .
10A-1101-C Complete Reversing Starter Assembly Head_Un|+ "A"
10A-1116 Still Contact 10A-1130 Barrier
10A-1117 Terminal Strip 10A-1121 Machine Screws 10A-1108 Bearing Cap
10A-1120 Binder Screws 10A-1126 Terminal Plate 10A-1107 Operating Lever
10A-1111 Movable Coniacfs‘ / / IOA-I!54 Support Bracket l IOA:|123 Interlock Contact

rd s rsrrres

/ — - : ' Tosms]
ara il { ) SR =
| - N
||||n|num 4 4 riab) 1 LT Rl
10A-1114 Interlock Arms—] . ! A ‘ i i
10A-1115 Machine Screws | & & 2,
\ \\\‘;.I

il ] T~ T % i

x-(. 1“ . / IOA\.\\I\“|53 Interlock Lever - @/ﬁ: -l

f@‘l ‘ | w Yo

ONE mﬁﬂlﬁ 10A-1101 &::zei:::me
LG T 7
ﬁ (1 | ¢ ,‘ )

NN
U N\
/ \ 10A-1105 Hinge Pin

10A-1100 Retainer 1150 .I ion B RH
10A-1141 Relay Confacf/ /’M nsulation Base (RH.) 10A-1103 Plunger
10A-1142 Binder Screw 10A-1149 Insulation Base (L.H.) 10A-1104 Operating Link

X

10A-751 Blowout Core

10A-772 Interlock Arm 10A-754 Coil Support
10A-771 Interlock Bearipg}\
10A-770 Interlock Pins — 10A-750 Arc Shield Support
s \ ) 10A-756 B
- - olts
S N 1111 =
|‘H ‘ p | _10A-753 Insulator Sleeve
—10A.-752 Blowout Coil
Q
Q ‘ 10A-757 Insulator Washers’
& 10A-755
[ T o) [fo N Contact Stand Assembly
i - (14 Al

[‘ I . j U ™10A-758 Contacts

i All° 10A.768

‘ l j‘ ) ™\ Stationary Pick-up Contacts

t |'>‘

) ' /5= g 10A-773

2 —— Magnet Coils ,‘;‘:’_‘j}‘:ﬁ i'-‘-?l-
T"10A-764 Hinge Bolt Assembly
Bl = :
E=  10A76 Switch Amature (LH) & Sl —10A769 Switch Base
10A-765 Switch Armature (R.H.)” ﬁ = 10A-763 Sleeve

10A-761 Contact Arm with Spring
10A-765-C Complete Reversing Starter Assembly

10A-760 Copper Contacts



;\le;Z;OElecfrics;l'ur:.ef ﬁ-af*h: Plate 7
s arting Lo : 5
3 Lever Feed Cross Slide —Unit "E"

NOTE: For Tool Post Parts Refer
to Screw Feed Cross Slide or
Combined Lever and Screw

Feed Cross Slide. >

~(

/IOE-M Cap Screws

P o)
N 10E483

ﬂ Stop Screws

’ 10E-482 Lock Nuts

I0E-12 Stop Block
10E-1 Slide
10E-500 Rack

10E-492 Lever

10E-393
it 10E-483
Grease Fittings
t
10E-493 Collar Stop Screws

10E-482 Lock Nuts

10E-16 Gib Screw
10E-9 Saddle Gib

10E-494 Taper Pin

10E-31 Screws
10E-32 Nuts

10E-10 Shoes
10E-4 Caps
10E-13 Cap Screws

10E-39 Pins

10E-4 Caps
10E-393 Grease Fittings
10E-491 Cap Screw
OE-487 Shaft
10E490 Collar Ll Ll
10E-488 Gear Segment ; 10E-2 Saddle
10E489 Woodruff Key Plate 8
= * mneu
Screw Feed Cross Slide —Unit "E
|0E-45 Washers 10ES7 Screws
los;gE:‘) Nuts |10E-58 Screws 10E-49 Nuts
crews v
D/ I0E-45 Washers
J0F8:Front Tool Bloct % Q3G , 1048 Rear Tool Block
@ 10E-58 Screws

10E-77 Front Wedge L
10E-481 Wedge Washers %
10E-480 Wedge Nuts “
10E-479 Wedge Studs R D) “
I0E-478 Plungers d C‘-’\)._,‘
10E-477 Springs
10E-475 Washers

10E-476 Snap Rings )y,
I0E474 Short Stud Z, ’/’/

|\
.& O / uy “"‘ﬁ- 10E-479 Wedge Studs
"_'§ A YA 10E-1 Slide
/| s NN -@
10E-473 Pawls 5‘ " \ '\ \\\\
10E472 Long Stud — f.‘,-,\\\“\“\ MR \
10E-17 Nut @L’l’)z-‘-_,-g..:ff i I /—
1041 Key L TR NG
‘v\{#a : A
10E-19 Handle \ NI \ I0E47 Front Bolt
v 1 10E-8 Cross Slide Screw
“) 10E-76 Grease Fitting

10E-33 Hollow Screws
10E-7 Handwheel 10E-3 Dial
10E-471 Collar
10E-470 Stop Rings

10E-55 Rear Wedge
10E-56 Rear Bolt

10E-480 Wedge Nuts
10E-481 Wedge Washers

N\

10E-9 Saddle Gib
y———[0E-16 Gib Screw

| __—10E-10 Shoes

I0E-31 Screws
10E-502 Pins ~10E-32 Nuts
10E501 Nut— | 10E-4 Cap

10E-13 Cap Screws
10E-393 Grease Fittings

10E-39 Pin
10E-4 Cap

10E-2 Saddle



No. | Electric Turret Lathe

Plate 9

M-1270 Starting Lot 4 .
Combined Lever and Screw Feed
|0E-57 SCTOWS . . 1" (1)
|0E-43 Front Tool Block Cross Sllde_Un”' E
,':Ej: m’ gihart 10E49 Nuts
uts
|0E57 SCI‘OWS '05-45 Washers
10E-77 Front Wedge ‘."_"!..\ Q OL':Q,« IOEAgER;sarSTool Block
10E481 Wedge Washers Z O29 - ' -IOE ;:;‘ 0
- ear ge
loézsjs \?v:::: g;'ruﬂ:*s % AN\ " _10ES Rear Bol
' 10E-480 Wedge Nuts
'?gﬂgfg’"ge“ \\‘\§ ‘I‘;‘ " |0E481 Wedqge Washers
10E-476 Snap Rings i QEND 4 T AN 10E-479 Wedge Studs
I0E475 Washers 10E-58 Screws’ ‘—.‘i\\ J PXp Lo 10E-12 Stop Block
I0E474 Short Stud V= F R 14 Cap Serws
OC! utrs

10E-473 Pawls —
10E-33 Hollow Screws

I0E-472 Long Stud :
10E-41 Key-—

s

I 5

S T
S 047 Front Bt S =

n)»mmnmm/ i,
[ty :

NI TIITITLL:
E»m»»n»)»»)»@gpgpyl

10E-17 Nut—

10E-8
Cross Slide Screw~”

‘. Wi

55—
— I0E-483 Stop Screws
10E-I Slide

G
I,

10E-15 Stop Plug

10E-22 Rack Nut 10E-393 Grease Fittings

R AT ’ IOE-?b Grease Fitting
10E-3 Dial _\\,’
10E-470 Stop Rings TSN 10E-2 Saddl
10E-7 Handwheel 10E471 Collar Rkt

10E-491 Cap Screw
10E-488 Gear Segment—
10E-490 Collar—/
10E-492 Lever

10E-489 Woodruff Key
10E-487 Shaft
10E-393 Grease Fittings

THE WARNERESWASEY 6.
© CLEVELANB. OF110- UsS.A ©

(2] Now. [soom)

When Ordering Parts

Be sure to give the serial
number that is stamped on

10E-483 Stop Screws
10E-482 Lock Nuts
10E-16 Gib Screw
10E-9 Saddle Gib
I0E-31 Screws
" 10E-32 Nuts
10E-10 Shoes

10E-4 Caps
10E-13 Cap Screws

Before ordering parts

10E-393 Grease Fittings read lnStruCtlons

10E-39 Pin on Plate 1
10E-486 Taper Pin
|0E-485 Pin
10T-1 Stop Screw Wrench Plafe 10
10T-2 Spanner Wrench wrenChes—Uni+ "T"
10T-4

Set Screw Wrench

=

10T-5 Single Head
Engineer's Wrench

10T-3 Double Head
Engineer's Wrench

(&)

10T-7 1" Hollow
Set Screw Wrench

[

the name plate.

&)




No. | Electric Turret Lathe : Plate 11 ,

gy =g Lok Turret Slide and Saddle—Unit "D"

10D-244 Screw 10D-50 Binder Bolts

THE WARNERSSWASEY 6%
© CLEVELANE. OF10. UeS. A @

‘/IOD-IZO Washers m& T]O
‘=

10D-25 Lid 10D-119 Nuts

10D-2 Turret
10D-125 Oil Screw

10D-23 Turret Gear — °
B SN When Ordering Parts

10D-249 Woodruff Key —| Be sure to give the serial
10D-34 Nut — —=capan \\ 10D-66 Stop  Roll' Shaft number that is stamped on
10024 Turret Stud —/ 10D48 Stop Gear the name plate.

10D-44 Lock Bolt Bushings

10D-45 Index Pin

10D-43 Screw

Before ordering parts read instructions on Plate 1

10D-5 Top Caps
10D-43 Screw
10D-116 Woodruff Key

10D-48 Stop Gear
10D-24 Turret Stud

10D-14 Lock Bolt Lever
- S*IOOF:)':;LI é}i‘li:::screws 10D-12 Stop Roll Head
7
.\‘V\ 1 Q.“Iu :; A
— i >

10D-86 Shoes
10D-49 Screws

10D-151 Nut

10D-125
Oil Screw —

W20
vese

10D-70 Stop Screws
10D-10 Stop Roll

10D-2 Turret 10D-113 Taper Pin

10D-34 Nut
10D-1 Slide <
10D-30 Lock Bolt Sieeve 10D-103 Stud

10D246 Pin
10D-245 Cotter Pin

0D-122 Nut
10D-26 Lockbolt ' =
10D-250 Link

10D-90 Lock Bolt Spring
10D-98 Screw

10D-109 Pin

10D-68 Pawl

10D-100 Screw
10D-11 Taper Gib
10D-58 Gib Screws

10D-7 Saddle

10D-124 Nuts
10D-61 Shoes
10D-40 Screws

10D-251 Screws

10D-83 Saddle Plate
Before ordering parts

read instructions on Plate 1

10D-67 Bottom Cap

10D41 Screws



Plate 12

Finger Bar Feed—Unit "K"

No. | Electric Turret Lathe

Collet Chuck—Unit "J"

Starting Lot 4

M-1270
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No. | Electric Turret Lathe 7%"/’@’6 ’)l W&é‘d ﬂﬂ«'—rv—aém_,&a/

: i . I e G 70 Plate 13
g el ’Q/'j‘/’é/’/"”"//’f'é/"{/ Coolant Pump and Piping—Unit "C"
/4 :

10C-42 Service Cock '
10C-6 Pipe Bracket 10J-3 Stud

10J-65 S
}0C-30 Machine Screws [ X\ 1

FLb £
10J-5 Lever
@) 10A-671 Cap Screws ﬂ
10A-679 Washers
10C-14 Nozzle 10 A-678 Lock Washers 10C.83 S
- rt Plat
10C.41 Swing Joints 10A-673 Cap Screws upport Plate
llgg-gf SBlock 10C-77 Screws |
31 Screw > —
Piping (See Note) T 6 10C-35 Grease Fitting

: o)
10C-79 Switch 9( |

Pipe Fittings (See Note)

10A-630 Guard— T )E

= 39. i
10A%75 Screws™ | 10C-39-C Complete

Coolant Pump Assembly

10A-633 Guard Cover 1'] 7T

10B-20 Cap Screws —

Note:
D These parts are standard
10B-25 Washers \ en;nmlvcial om‘clel. When
) ordering, specify size and
ESNONONONNIINNNNNNNANNN m i length of pipe and size
Pipe Fittings (See Note) and style of fittings.

THE WARNERSSTASEY 68,
© CLEVELANB.ORI0. UsS:A @

NORIR

466982

When Ordering Parts

Be sure to give the serial
number that is stamped on
the name plate.

10C-39-C Complete Coolant Pump Assembly

10C-23 Cap Screws

10C.57 Bushing 10C-65 Bushing
10C-55 Idler Pin 10C-52 Rotor

10C-56 Idler

10C.50 Bracket

10C.76 Snap Ring

10C-60 Gland

10C-66 Cap Screws

»” 10C-35 Grease Fitting

10C-66

8 \ N
AN 10C-75 Shaft
Cap Screws ‘}’4" %\\w\\\\w\m‘g‘,_’
() B any S CS g
s
yi" &
134 r Z
10C-77 Bracket Cover
10C.59 Cover 10C-78 Key 10C-67 Packing
10C-58 Gasket 10C-51 Housing 10C-54 Springs

10C-58 Gaskets 10C-66 Cap Screws

Before ordering parts read instructions on Plate 1



No. | Electric Turret Lathe Plate 13

M-1270 Starting Lot | Oil Pump and Plplng—Unl'I' ncu

10C-42 Service Cock
10C-80 Pipe Plug

g 10C-39-C Complete Coolant Pump Assembly 10J-3 Stud
10C-6 Pipe Bracket l 10J-65 Screw
10C-30 Machine Screw ] 2
10J-5 Lever
10A-671 Cap S
IOA-67? Lock Washers < @ 10A _67;pw:sf;: |
10C-14 Nozzle 10A-473 Cap Screws 10A-648 Brake Band \ 85
10C-4} Swing Joints \ Q 10C-73 Belt @
10C-22 Block
10C-31 Screw
' Piping (See Note) I 4
e A@] A . ]
ofe: - - y )
Nf'}uu parts are standard 10A-676 Screws/ ((( = 7) \ D
comrr!au;al ur’_iclu'. When . s
lo.r:;r’:{‘\g;‘nppoi}.u:y’;:; 'n.v: ) LAl Pipe Fittings (See Note) d .' [ = > ‘ ’
ond style of fittings. 10A630 Guard/ uﬂﬂ.“ o Cop R\
@ . 10C-25 Set Screw
o 10C-4 Pump Pulley
I0A475 Screws— | S — : P
0
i J
10A633 Guard Cover & )
\
™y “m""“-‘@\\-‘ >
10B-20 Cap Screws - e i ‘.\l:l _(.
& J - _JA
] !él 4 10C-40 Strainer
10B-25 Washers Bw N
e \\\\\\\\\\ e s"" = Pipe Fittings (See Note)
AN\ P 9
THE WARNERBSWASEY 68,
S CLEVELANE.ORIO. Y.S. A @
o1,

When Ordering Parts

Be sure to give the serial
number that is stamped on
the name plate.

10C-39-C Complete Coolant Pump Assembly

10C.55 Idler Pin
10C-57 Bushing
10C-56 Idler

10C-51 Housing 10C.52 Rotor & Shaft

10C-50 Bracket

10C-23 Cap Screws
10C-35 Grease Fitting

fl-l

Ve

20

—
; l:'l.l %5%;

10C-71 Spring

|0C-72IOSé-e:9I gdller Dmies o& 10C-68 Cap Screws
2 <3 u&‘,‘f{{\\?! 10C40 Gland
@E: 10C-70 Pipe Plugs

10C.53 Lands
10C.54 Springs
10C-70 Pipe Plugs

10C.67 Packing
10C-65 Bushing
10C58 Gasket

Before ordering parts read instructions on Plate 1



No. | Electric Turret Lathe i Plate 14

M-1270 Starting Lot | —lJnit """
9 Power Collet Chuck—Unit "J
3. 2 : &
S . S& T T 73 it
RIS S T &g ol '
SN I AR SIS S S
TRPTEE TSI ST oS
YU CE LT IFOUL &N S X0
SO LOLSLEY Soee e 5 10J-376 Pin
\‘ i ) (e
\ == — @
10J-67 Finger Weights N/ TN A
10J-16 Finger Holder = 7 T \
10K-227 Finger Tube : ! e 7 10J-300 Cap Screws
10J-291 Handle N2 0 10J-50 Oiler
10J-36 Grease Fittings 10J-296 Set Screws
2 e =4 10J-253 Roll Stud
10J-30 Roll

10J-2 Chuck Fork
10J-215 Shaft
10K-11 Feed Bar
10J-346 Yoke Pins
10J-218 Rolls
10J-335 Bearing
10J-228 Worm Shaft
\ N\ 10J-366 Screw
10J-311_Grease Fitting
N

10J-335 Bearing

10J-349 Shock Lever Pins

10J-357 Shock Lever

10J-382 Cap Screw

10J-401 Lock Washers

10J-340 End Plate

10J-226 Spacer

{ 10J-338 Bearing :

=) 10J-332 Lock Nuts 10J-351 Trip Shaft
10J-394 LockWashers ,10J-371 Key
10J-214 Cam Drum 10J-369 Screw

! 10J-350 Stud

10J-263 Screw 10A-641 Brake Shaft
10J-232 Eccentric 10J-343 Operating Lever
10J-290 Pin 10J-330 Handle Ball
10J-312 Steel Ball

10J-264 Spring

==

10J-206 Worm Gear
10K-17 Support Bar

10J-288 Closer

10J-275 Screws
10J-332 Lock Nuts
10J-394 LockWashers
10J-383 Cap Screw

§&e 10J.378 Serew  10J-204 Housing
S&S 10J-289 Handle 10J-373 Keys
ST =z 10J-353 Dog Collar
s SR
Ny IS8
QL WS
™~ Q S
RN B
S § 5

10J-204 Housing<

10J-45 Guard 10J-361 Drum Roll
10J-30 Rolls 10J-335 Bearing
10J-335 Bearings 10J-362 Roll Stud

10J-341 Bearing
10J-318 Taper Pins
10J-381 Cap Screws
10J-395 Lock Washers

@
10J-325 Rivets e
10J:249 Clutch Facing 'aq“ T o o
2R
&

10J-352 Operating Shaft
10J-342 Trip Lever
10J-36 Grease Fitting

10J-36 Grease Fittings
10J-2 Chuck Fork
10J-372 Roll}

100320 Lot 10J-273 PI
- otter Pin X ug 2
10J246 Wedge 104363 Motor Shaft s SOl B

10J-365 Ring

10J-349 Shock Lever Pin
10J-388 Cap Screws

10J-357 Shock Lever.
10J-367 Roll

10J-375 Pin

10J-214 Cam Drum

10J-219 Snap Ring
10J-233 Bearing Cage
10J-339 Bearing
10J-236 Nut
10J-314 Taper Pin
Z 10J-284 Springs
pring

10C-153 Belt % .
OR 10J-57 Pins
10C-150 Pulley : 10J-201 Bushing
10J-358 Shock Lever Pin b:gj-ggg rqin*
: : u
10J-360 Spring 17-10J-250 Clutch Lever
10C-23 Cap Screws &S 74 10J-352 Operating Shaft
10J-308 N * j s L 10J-208 Clutch Cone
10J-393 Lock Woshe':s / "4‘\‘ 0K-l7 Clamp Support Bar
10J-359 Spring Stud 7/110J-286 Keys

7>

10C-152 Screw

10C-24 Cap Screws
10C-151 Washer

@\_ U7 10J:370 Pin
| N7 [10-243 Clutch Washer
10J-333 Lock Washer
S 10J-207 Cover
10J-408 Motor & i 0J-406 Socket Screws
lo"lgﬁO(gdBeS:::,gs 10J-70 Lock Washers

\ e\ 10J-331 Lock Nut
\\\ @
10J-405 Bearing — 10J-220 Worm Gear Gasket
10J-332 Lock Nut

10J-397 Lock Nut
10J-398 Lock Washers 10J-394 LockWasher
10J-270 Key lohogé?r’SZNP*ulley
10J-274 T Pi L L M
1 ke oJ3siilapeaSisere 10J-396 Lock Washers

10J-387 Socket Screws



Plate 15

Power Bar Feed—Unit "K"

No. | Electric Turret Lathe

Starting Lot |

1270
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