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SEE REPAIR PARTS SECTION

When ordering parts, read
instructions on PLATE ONE

his manual covers all machines within
the lot range indicated below:
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SERVICE MANUAL

INSTALLATION MAINTENANCE REPAIR PARTS

WARNER & SWASEY
No. 3, No.4, and Neo.5

Universal Ram Type
TURRET LATHES

Warner & Swasey Turret Lathes are built to high
standards of precision and accuracy and must pass
rigid inspection before shipment. 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 avail-
able to these men at all times so that they may
become familiar with lubrication and adjustment
instructions, and construction details necessary to
the best operation of the machine.

In addition to this service section, 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.

Copyright 1960
The Wamer & Swasey Co.
Cleveland, Ohio, U.S.A.
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The Warner & Swasey factory
Cleveland 3, Ohio.

PRECISION MACHINE TOOLS
RAM TYPE TURRET LATHES

No. 1—ELECTRO-CYCLE TUIIE:I' LATI%
Bar Capacity, %"— Swing, 11

No. 2—SIX SPEED ALL GEARED HEAD IURRET LATHE
Bar Capacity, 1"— Swing, 14

16" ELECTRO-CYCLE TORRET LATHE 3
Bar Capacity, 1%". . . Swing, 167

No. 3—UNIVERSAL TURRET LATHE

Bar Capacity, 1%2". . . Swing, 15%"

No. 3—ELECTRO-CYCLE TURRET LATHE

Bar Capacity, 1%". . . Swing, 15%"

No. 4—UNIVERSAL TURRET LATHE

Bar Capacity, 2”. . . Swing, 18%"

No. 5—UNIVERSAL TURRET LATHE

Bar Capacity, 2'%2". . . Swing, 20"

SADDLE TYPE TURRET LATHES

1-A—UNIVERSAL HEAVY DUTY TURRET LATHE
Bar Capacity, 2%"or 3". . . Swing, 16%"

2-A— UNIVERSAL HEAVY DUTY TURRET LATHE
Bar Capacity, 3% or 414" | Swing, 20"

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

: =Y
3-A—UNIVERSAL HEAVY DUTY TURRET LATF}: I
Bar Capacity, 4%"or 6”. . . Swing, 23%2"
4-A—UNIVERSAL HEAVY DUTY TURRET LATHE 3%
Bar Capacity, 8", 9" or 12”. .. Swing, 28%

COMPOUND CROSS SLIDE can be furnished for No. 4,
No. § and 1-A, (Hand Operated); 2-A, 3-A and 4-A
Heavy Duty Turret Lathes, (Power Operated).

AUTOMATICS

3-SPINDLE AUTOMATIC BAR MACHINE
Std. Bar Capacity . . . ]%" Oversize Cap,, . . . 214"

5-SPINDLE AUTOMATIC CHUCRING MACHINE
Swing . . . "

6-SPINDLE AUTOMATIC BAR MACHINE
Bar Capacity, 14"

D-A[; SINGLE SPINDLE CHUCRING AUTOMATIC
wing over Cross Slides . . 6", Chuck 6"

PRECISION TAPPING AND
No. IO—Capacily S

- 0-80 10 10-24
NO. ll—-—quQcily

..... 836 to %"
STANDARD TOOLS AND CHUCKS

IAC SINGLE SPINDLE CHUCRING AUTOMATIC )
Swing over Cross Slides . . 9%", Chuck . . 10

2AC SINGLE SPINDLE CHUCRING AUTOMATIC 2
Swing over Cross Slides . . 12, Chuck . . 12

5AC SINGLE SPINDLE CHUCRING AUTOMATIC )
Swing over Cross Slides 15%", Chuck 15 or 18

2AB SINGLE SPINDLE BAR AUTOMATIC £
Maximum Bar Capacity . . . . v v v v v oo s 3

THREADING MACHINES

No. 12—Capacity . . . . . %" to 272"
No. 11-R—Capacity . . . 836 to %"

in stock. Write for Your copy of the N for all sizes of Turret Lathes carried

ew Warner and Swasey Tool Catalog.
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ERECTING

lathe carives, You will find an
g the following data in the
hes and miscellaneous paris:

When your furret
envelope confainin
box with the wrenc

IST—an itemized statement of all

; PACK‘Eccl;uged in the shipment. The Recei@g

Clerk should check and account for each item

on the list. Keep this PACKING LIST as a part
of the permanent records of the machine.

9. MACHINE TOOL DATA SHEET-complete
information necessary fo the millwright when
installing the machine. Also valuable data for
production planning, such as speeds and feeds
and specifications. Keep this sheet in the Pro-
duction Planning records. A copy of this sheet
is included in this Service Manual,

3. ELECTRICAL EQUIPMENT SPECIFICATIONS—
Wiring diagrams and motor and starter speci-
fications serve as a guide for the electrician.
They should become a part of his permement
record file.

UNLOADING
Upon receipt of the machine, remove the crate and
be careful that any small boxes attached to the
crating are not destroyed. All loose parts, such
as wrenches, tools, efc., are packed separately in
wooden boxes nailed to the skids. Leave the skids
under the machine until it has been moved 1o its
final location or unfil it has been moved under a

crane. Approximate weights of the machines are
as follows:

No. 3 Universal . ..3550 lbs,
No. 4 Universal e 4000 1bsg,
No. 5 Universal D000 1bg,

:o. 3, No. 4 and No. 5 “Remn” Type Turret Lathes

mt.::;e holes for eye-bolis 1o facilitate handling

’ a crane. Two eye-bolts are located on th
eadstock and one between the ways 3

forced concrete, but even then, it is best to have
the head end of the machine as near to a pillar as
possible or close to a supporting wall. See Figures
2 and 3.

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 fo fit the particular pattern of the
turret lathe leg. Refer to Machine Tool Data Sheet
accompanying the turret lathe or see page 37 in
this manual. See also (7). Fig. 9.

Place the turret lathe on 4" thick steel plates so
that the load on the concrete is not concentrated
on the set screw area. Plates are shown as shaded
areas in Fig. 9.

When it is absolutely necessary to place the
machine on a balcony or upper story of wood con-
struction, the weight must be distributed over as
large a floor area as possible. Place four plates

EhEr E e & AL - ¥
% .
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FIG.1 Proper méthéd of h’ﬂimj Turret Lathe
with crane
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made from boiler plate about %2" thick, approxi-
mately 12" to 18" square 1o suit the need, one under

each leg.

Oversize holes should be drilled in these plates
for the lag screws (one for each leg) by means of
which the machine is bolted to the floor. All turret
lathes should be bolted down regardless of their

location.

Don't embed floor legs in cement permanently.
Machines must be periodically checked for level
fo give accurate performance.

CLEANING

1. Do not operate the machine slides before clean-
ing and oiling, for sludge will get into the bear-
?1-19' surfaces if this rule is not observed.

9. Use kerosene for cleaning. A stiff brush will get
into the corners. Rags are beiter than was{e
because they leave no lint. Do Not Use .An‘Azr
Hose — Pressure will drive grit and dirt into

bearing surfaces.

rub machine oil over all bearing

1 anin ‘
3. After cle g here is no grit left.

areas and make sure 1

CAUTION: Warner & Swasey Turret
Lathes are sprayed with a synthetic
enamel, the highest grade paint
available. Do not use caustic clean-
ers, they will injure the finish.

4. Periodic cleaning of the machine after instal-
lation is advisable. Prevent the development
of permanent stains by wiping the machine off
once a week with a rag soaked in new kerosene.

LUBRICATION

Do not operate the turret lathe before leveling and
oiling, for all oil has been drained before shipment
and the slides will bind unless the bed is level.

On some Warner & Swasey Turret Lathes there
is an instruction plate, (2), Fig. 4 which gives com-
plete information for proper lubrication of the
machine. If your machine does-not have a lubri-
cation instruction plate, the following instructions
should be used as a guide:

1. The headstock reservoir, located in the head
end of the pan, should be filled with turbine
quality oil having 180 to 220 SUS viscosity at
100° F. Note: See Warner & Swasey Lubricating
Qil Specification No. H-10 at the back of this
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having a high neutrality
tory for use in a closed
ase of condensation OF
quickly and

manual. Red engine oil
number is not satisfac
gear box because in €
moisture, will break down more

start corrosion.
HEADSTOCK OLL RESERVOIH CAPACITY

No. 3 Universal .. 3% gallons
No. 4 Universal .. 3%2 gallons
No.5 Universal .4 gallons

The "Sight feed” oil gauge on the front of the
head of some machines does NOT indicate the
AMOUNT of oil in the head. It shows the FLOW
of oil to indicate that the head lubricating pump
and head lubricating system are functioning
properly.

The disc type oil filter on the back of the head-
stock is provided with a handle for cleaning
the sludge from the filter discs. To clean the
discs, give the handle several furns.

The oil filter discs should be cleaned (several
turns on the handle) as follows:

Once a week for one shift, iwice a week for two
shifts and three times a week for three shifts.
Qil filter should be drained and cleaned at least
twice a year. (See Lubrication Time Table).

. Grease all fittings with an adhesive pressure
grease. (See Warner & Swasey Grease Specifi-
cation No. H-7§ at the back of this manual). Use

grease gun furnished with machine or use q
power grease gun if available. Be sure to grease
the fitting inside of hexagon turret center hole
(3), Fig. 4 and 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.

_ Grease three fittings located in round grease

block below head on front of machine (10), Fig.
4. These carry grease io rear of machine to
lubricate the coolant pump and headstock
lubricating pump.

. If the machine is equipped with an idler pulley

for the motor drive, grease the fitting on the
idler pulley bracket just inside the motor cabinet
door. At the same time, fill the oil cup to lubri-
cate the idler arm shatt.

. Fill worm troughs (4), Fig. 4 generously in both

aprons through oilers with same grade of oil
as is used in headstock.

. Move cross slide all the way in and then fill the

plunger pump (5), Fig. 4 FOUR TIMES with oil.
Force the oil down by inserting plunger and
pushing it all the way down each time. This
pump delivers oil to the front and rear bed-
ways, the cross slide ways, and the cross feed
screw and its nut.

. Fill oil cups on front and rear of turret slide

caps (6), Fig. 4.
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8. Fill oil cups on top of hexagon turret and on the
square turret (7), Fig. 4.

8. On machines with bar chucks, apply a mixture

of graphite powder and machine oil to the left
hand end of spindle where the hardened wedge
(or spool) slides (8), Fig. 4. Do this for several

days until these units are thoroughly burnished
or “run in."”

LUBRICATION TIME TABLE
1. DAILY
a. Fill worm troughs generously. (See Note 5).

b. Oil cross slide and bedways by giving pump
four fillings and four full plunger strokes.
(See Note 6).

c. Fill oil cup on top of hexagon turret and on
square turret. (See Note 8).

d. Qil hexagon turret slide. (See Note 7).

2. WEEKLY

Grease all fittings. (See Note 2).

NOTE: The above schedule should
be followed if the machine is oper-
ated for one shift; itwice for two
shifts, and three times for three shifts.

3. TWICE YEARLY

Drain headstock oil reservoir in the pan, flush
with clean oil and refill with turbine oil. Drain
and clean oil filter on back of headstock.

MOTOR LUBRICATION

The motor and control are completely wired at the
factory. The proper power supply should be con-
nected to the starter through an acceptable dis-
connecting and branch circuit protective device.
(See Electrical Equipment Specifications). Before
operating the motor, it should be properly
lubricated.

Motors with ball bearings should be greased once
a year only. With motor stopped, remove the drain
relief plug at the bottom of each bearing. Using
the grease gun supplied with the machine, apply
several shots of grease of No. 2 consistency in the
grease fitting on top of the bearing.

When new grease starts to run out—run motor for
about thirty seconds until surplus grease has
stopped draining. This allows an air pocket to form
inside the bearing and the grease room to expand
under operation. When properly greased, replace
each bearing drain plug.

CAUTION: DO NOT PACK GREASE

INTO BEARING. A bearing tightly

packed with grease will overheat

and excess grease on the motor

winding will cause the insulation to

break down resulting in a short

circuit.
Motors with sleeve bearings are oil lubricated.
Before starting the motor, fill bearing chambers
with a good grade of light mineral oil to 1/16th
of an inch below the top of the overflow cup. Qil
sleeve bearing motors once a week.

Type Pedestal Motor Drive




FIG.5 Coolant System and Lubricating Pump

THE COOLANT SYSTEM
Fig. §
The coolant pump (1) is self priming. In cases
where the turret lathe is run without coolant,
disconnect the pump ai the coupling (2). Do not

remove the coolant pump driving belt—this belt
also drives the headstock lubricating pump.

The coolant strainer (3) should be removed occa-
sionally and cleaned thoroughly. If the coolant

ceases fo flow freely the cause is generally a
clogged sirainer.

The coolant reservoir in the foot end leg should
be drained and cleaned qt least twice a year. On
precision bar work using roller rest turners where
high quality finish is demanded it is advisable to
clean the reservoir every month,

Occasionclly a shop com
This practice should be dj
coolant of a cayst

pounds it owp coolant.

Scouraged becayse any

! We may attack the 1y
grade enamel finigh of the machine and maey };1122

COOLANT LEAKAGE

The left hand (head end) leg of the bed is bo]fed
to the floor leg directly, while the pan can slide
a limited amount between the two to allow the
pan to expand or contract without affecting the
bed alignment. This slip joint is packed in -wcxier-
proof grease and should not require attention. If,
however, slight leaks should ever develop, re-
move the four %" pipe plugs in the bed leg near
the pan (9), Fig. 4, insert a grease fitting and appl'y
waterproof automobile water pump grease; avail-
able in most qutomobile service stations.
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NOMENCLATURE

“A"” HEADSTOCK (No. 3 Universal) Fig. 6

Triple Gear Shift

2. Forward and Reverse Clutches

3.

High-Low Cluich

“B"” HEADSTOCK (No. 4 and No. § Universal)

4.
S.
6.
7.

Surface Speed Preselector
Preselector Drum Housing
Spindle Control Lever
Preselector Handwheel

"C” CHANGE GEAR BOX
(For halving or doubling all feeds)

8.

Feed Shaft

“D” UNIVERSAL CROSS SLIDE CARRIAGE UNIT

9.
10.
11.
12.
13.
14.
15.
16.
17.
18.
18.

Cross Slide

Carriage

Square Turret

Square Turret Indexing and Binder Handle
Longitudinal Feed Handwheel

Cross Feed Handwheel

Carriage Clamp

Cross Feed Engagement Lever
Longitudinal Feed Engagement Lever
Carriage Apron

Feed Shift Levers

IIEII

an

20.
21.
22.
23.

Feed Reverse Lever
Longitudinal Stop Rod
Master Stop Screw
Longitudinal Feed Stop Roll

HEXAGON TURRET UNIT

24.
25.
26.
27.
28.
29.
30.
3L
32.
33.

Hexagon Turret
Circumference Binder Ring
Turret Slide

Saddle

Slide Binder Lever

Turnstile

Saddle Apron

Feed Shift Levers

Feed Engagement Lever
Stop Roll

COLLET CHUCK

34.
35.
36.

Bar Chuck Lever
Bar Chuck Wedge
Finger Holder

* RATCHET BAR FEED
37.
38.
39.
40.

Bar Feed Head
Raichet Pawl Lever
Bar Feed Tube Clamp
Bar Feed Tube

FIG. 7 Nomenclature--No. 4 Universal Turret Lathe




—'—'—'
ALIGNMENT

{f a turret FOR LEVELING, an ordinary level can be used.
he alignment of @

he degree of accuracy FOR ALIGNMENT, a s?nsitivce_ aj]ustalc)il_e, qudIu(;

t by tube spirit level is required, reading to
e ch s duation (.0006" per foot). One
hine, carefully when seconds of arc per graduation (. p {

The care exercised in 1
lathe bed, defermine_s i
obtained from the finished
the machine. Align the mac

-dically check the alignment provided with screw adjustment is best.' Ordmar};

installing and penOdlf:“h:um and to obtain the Jevels are not accurate enou_gh faip ihuf, type o
Sl wqu Gi CIlxxmrrlncxc:hine. leveling. A suitable level, with protective case,
g is listed in the Warner & Swasey Turret Lathe

ALIGNMENT “DON'TS" Tool Catalog.
/ oden wedges for leveling turrel If a non-adjustable level is used for alignment,
i oot arp ds and contracts with mois- paper shims can be used to center the bubl?le.
e T : 5 he actual length of the level base has no bearing
R s SR A ol The glass tube alone determines
‘ inist’ 1. It's not accurate on its accuracy. : -
: fi}a;z::ln?f: :pl:;elevel (Fig. 8). its sensitiveness. A short level with a long tube is
enough. Us

led or stored

; best. It costs less and can be hand :

3 Dorft disturb 111119 s Wh;:o};i: c;lld ?i::: ,Cptm with less danger of damage. When the frame is
and legs fogether. These av are-

djusted at the factory to match the pan not long enough, an accurate parallel can be
fully adjus e -

3 placed underneath it.
4. Don't try to level a turret lathe that has just

been brought into the shop. It may have PRECISION ALIGNMENT is a refinement of level-

been exposed to the blazing sun or extreme cold. ing that requires wor'k tests and mai <ilr ax;rll‘cii?re 2(::\,1;?-
Give it 24 hours to take on room temperature. necessary as dett.ermmed,l')y the wor o
: li el the machine. “Alignment” of the turret la e
| * ?exgeifthzu;?nl:h;;:agzeoips]js:;or ;1 be periodically checked to assure safe operati
once
extended period of time, as in a warehouse or and accuracy.
/’ on shipbocrd. Under such conditions heavy

strains may be set up and time is required for
these strains fo equalize. Level the machine as
accurately as possible, af first, and affer two
weeks recheck the alignment,

. Don't expect a machine 1o remain level perma.
nently. Buildings setfle ang floors warp. Ma-

chines placed on concrete floors or bases should
be checked for qli

ALIGNMENT INSTRUCTIONS

ents j
accuracy. 0 order o promoge

The alignmeny of the turyey lat

distinct phageg: 1. Levelin
Cision Alignmen;, E g

FIG.8 W. & S. Sensitive Spirit Level
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FIG.9 Leg Diagram showing leveling screws

least % inch. Do not bring screws 1 and 2 to
bear as yet.

NOTE: In the further steps described
for alignment operations, it is not
necessary lo aitain greater accu-
racy of irue level. These additional
steps are merely for the purpose of
removing all twist from the bed so
that the slides will travel on the
entire ways, in parallel relation to
the spindle.

LEVELING
Fig. 9

Machines are leveled by raising the legs off the
floor. Adjusting screws are provided for that pur-
pose in the bottom of each leg (See 1 to 6, Fig. 9).

1. Back out leveling screws 1 to 6 so they do not
support the machine.

2. Level the machine bed with ordinary level,
using set screws 3, 4, 5 and 6 only. Be sure all
four leg castings are free from the floor at

FIG.10 Level at left hand end of Bedways
near headstock

FIG.11 Level at right hand end of Bedways
near outer end
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FIG. 12 Vertical Parallel Alignment Test of Spindle with ways

ALIGNMENT

1. Place the sensitive spirit level across the bed
af right angles fo the center line near the head-
stock as in Fig. 10. Use a combination square
against the front of the bedway to make certain
that the sensitive spirit level is at right angles
to the bed. This is very _important because any
variation from square will result in an incorrect
reading of the level. If level is foo short, use a
paralle] undemeath it, Adjust the level until the
bubble is in the center, allowing at least one-
half minute for the bubble 1o come {o rest,

. Without changing its adjustment, move the leve]
and square 1o the outer end of the bed qs in
Fig. 11. Place it again at right angles to the
center line, Now bring the bubble 1o center by
adjusting the leveling screws on the right hemd
leg of the furret lathe. (See (5) ang (6), Fig. 9)

3. Repeat operations I and

are alike within one.hq
the glass tybe,

2 until the two readings
If division of better on

4. Bring screws (1) and (2
bearing qng recheck wj
In operations ] qng 2.

), Fig. 9 down to a solid
th the leve] @8 instructeq

PRECISIQON ALIGNMENT
PUrposes the Jeyeg);

eviously qre sufficiens, I exc

e work must b finish i
lapering) 1o very cloge }j ed sirqi

ment Process {

For mogt

19 operationg de.

eptiona]
o i ght (withoyt
TS, it wil] pay to ¢

cribed above,

arther ag deg

Work Test for precision vertical parallel alignment.

It is possible to adjust the relation of spindle to
bed a limited amount in the vertical plane by
means of screws (1) end (2), Fig. 9.

Turn or bore work with the hexagon turret, with
the tool mounted vertically above the spindle
in bar held in Vertical Slide Tool, Fig. 12.

Because the work farthest away from the collet
chuck or chuck tends to spring away under tool
pressure, it is advisable to take a fine finishing
cut after roughing. The work test will be more
accurate.

Bar stock should not be used for such testing
purposes, for it bends downward of its own
weight if projecting any distance at all. If the
fest is made on work of small diameter, tubing

. must be used, or else the work must be of suffi-

ciently large diameter, relative to its length,
to prevent sagging.

If right-hand end of work comes smaller iur-n
adjusting screws (1) and (2) down Fig. 9. This
will raise left-hend end of spindle.

If righthand end of work comes larger: tul:n
adjusting screws (1) and (2) up Fig. 9. This will
drop lefthand end of spindle.

NOTE: Warner & Swasey factory in-
Spection limit for this test is .0005
inch actual alignment, or .001 inch
variation of work diameter in 6
inches of length.

ARl QeRe

£

2

Vi

>

I

2P



AR R AR R R R R R R R R R R R R R R R RRR R

e

B CHUCK

(@)
)
O

e VNN

SQUARE

TURRET
]

—

o

0 0O

NOTE: Warner & Swasey factory
inspection limit for this test is .0005
inch actual alignment, or .001 inch
variation of work diameter in 6
inches of length.

TURRET HOLES IN LINE WITH SPINDLE

At the Warner & Swasey Company's factory, after
final inspection and after careful leveling, the
turret holes and faces are finished from the ma-
chine’s own spindle. This method assures highest
possible accuracy. After the machine has been
leveled in accordance with previous instructions,
this alignment between spindle and turret is quto-
matically reestablished and requires no further
attention.

If it is desired to check the turret hole alignment,
special tools are required as shown in Fig. 14.

FIG. 13 Horizontal Parallel Alignment Test
of Spindle with ways

Work Test for precision horizontal parallel

alignment.

The final test of alignment, of courae, consists of
checking the accuracy of work being machined.
To do this, chuck a piece of work and turn the
outside diameter with the square turret (Tool
in front of work and on center) Fig. 13.

I right-hand end of work comes smaller turn
adjusting screw (6) Fig. 9 down slightly. This will
raise the rear right-hand end of bed.

If right-hand end of work comes larger turn ad
justing screw (5) Fig. 9 down slightly. This will
raise the front right-hand end of bed.
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A piece of tubing is held in the chuck. The microm-
eter 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
micrometer will still fravel around the center of
revolution of the spindle and hence will give a
true reading of the spindle location.

CAUTION: A dial indicator is not
recommended because it will not
read to the same zero point when
rotated to several positions with the
spindle. Use of the micrometer
allows for more accurate reading.

Do not use solid bar stock in place of tubing be-
cause it sags of its own weight.

MICROMETER
/ HEX. TURRET

IR

FIG. 14 Alignment Test for Turret Holes
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Making a Turret Hole Alignment Test.

It must be appreciated that the turret hole align-
ment with the spindle varies with changing fem-
peratures of the headstock. Consequently, turret
holes are bored with head temperature as close
to normal running condition in a machine shop
as possible.

However, when making a turret hole alignment
check on the machine, more accurate readings can
be obiained when the machine is cold.

TURRET INDEX ACCURACY

The accuracy of index of the hexagon turret should
not be confused with turret hole alignment.

Accuracy of index is dependent on the adjustment
of the center bearing, fit of lockbolt, lockbol 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 lockboli 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.

When all leveling and precision alignment have
been completed, the turret lathe should be bolted
down. Lag screws provided with the machine
should be screwed down solidly but not forcibly
seated in such a manner as to disturb the align-
ment of the turret lathe. After bolting the turret
lathe to the floor, it should be again checked with
an accuraie spirit level.

ALIGNMENT OF

OVERHEAD PILOT BAR ATTACHMENT
Fig. 15

When a machine is equipped with Overhead Pilot

Bars at the factory it is not necessary to re-align

the attachment. The factory alignment will be auto-

matically reestablished when the machine is

leveled and aligned.

If an Overhead Pilot Bar Attachment is to be instal-
led after the turret lathe has been in operation for
some fime, it is first necessary to reestablish the
alignment of the machine before proceeding.

TO INSTALL HEAD ATTACHMENT

1. Remove two cap screws and two screw plugs
from head-cover just over spindle nose.

2. Assemble Overhead Pilot Bar Head Attach-
ment and bolt to head with four cap screws (1).

No.§ Turres

L(ﬂhe e

quipped with Overhead Pilot Bars
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TO ALIGN OVERHEAD PILOT BAR

- Place pilot bar in bushing (2) allowing bar to

project about 1 inch through far side of bushing.

- With indicators mounted in square turret as

shown in Fig. 15, adjust bushing for parallel and
vertical alignment, using adjusting screws (3),

(4) and (5).

- Move the carriage along the bed to check align-

ment of the pilot bar over its entire protruding
length. Tolerance allowed is .0005 inch hori-
zontally and vertically.

TO ALIGN TURNING HEAD AND PILOT BAR

. Use hollow screw (6) to open split section of

bracket (7) and slide bracket over bar allowing
it to extend about one inch. Release screw (6)
and clamp bracket (7) to the pilot bar using
screws (8).

. Next, scrape a bearing surface (9) on the turn-

ing head perfectly parallel with surface (10) on
the bracket. Leave the pilot bar and bracket in

aligned position and as scraping is being done,
move the turning head up to check the bearing.

. When a good bearing has been obtained, insert

pilot bar bushing (11) in turning head hole. By
means of four floating bolts (12), clamp bracket
and pilot bar to the turning head.

. Adjust pilot bar bushing with four hollow screws

(13) in bracket (6). Using indicators, check align-
ment of pilot bar to within .0005 inch.

. Move turret slide away from head, then check

alignment of pilot bar as it enters the bushing
hole. Allowable vertical and horizontal move-
ment is .0005 inch.

. When pilot bar alignment has been correctly

established, hand ream the taper pin holes (14),
front and rear, and insert taper pins.

NOTE: No. 3 Turret Lathes use No. 7
taper pins and No. 4 and No. 5 Turret
Lathes use No. 9 taper pins. The long
taper pin goes in the rear of the
head attachment.

INDICATOR

[ )

L &

0

HEAD

FIG. 15 Alignment of Overhead Pilot Bar

15




o — e
| HEADSTOCK

ADJUSTMENTS

HIGH-LOW CLUTCH:
NO.3 TURRET LATHE ONLY;
Fig. 16
These two cluiches are of the cone type. To adjust
them loosen screws (4) which clamp the threaded
and split collars. Rotate the latter and then clamp
screws (4) again before trying the adjustment.

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

To keep organic lining in the best possible condi-
tion 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, eic. Both linings are renewable,
but they will give years of satisfactory service.
To replace the lining, return the drum to the factory.
For export shipment it is advisable to order com-
plete new drums.

ASSEMBLIES

T0 ADJUST "TWIN DISC” FORWARD AND

REVERSE CLUTCHES
Fig. 17

Disc type cluiches will give longer service if kept
in proper adjustment. A slipping clutch will wear
rapidly.

To adjust the clutch, stop the drive shaft and place
the clutch operating lever in neutral. Bring pins
(1) to the top so they can be reached through the
hand-hole in the head cover. Pull back pin (1) and
turn collar (7) clockwise (R. H. thread) to tighten.
Turn collar (7) to advance pin one hole (8) at a
time and test adjustment by engaging the clutch
with g steady pressure rather than a jerk. Instan-
taneous cluich engagement exerts a tremendous
pull on the driving vee-belts, especially at high
speeds.

TO TAKE APART TWIN DISC CLUTCH

NO. 3 TURRET LATHE
Fig. 17
1. Remove gears, clutch shells and bearings from
both ends of shaft.
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FIG.17 The Twin Disc Clutch for No.3 Turret Lathes

2. Remove split collar (2) from right hand end of
drive shafi.

3. Remove entire clutch unit from the drive shaft.
4. Release clutch adjustments (1) on both sides.

5. Compress plate unit to expose finger lever pins
(4). Drive out finger lever pins (4) and remove
fingers (5). The floating plates (6) and clutch
plates (3) can then be removed.

TO TARE APART TWIN DISC CLUTCH

NO. 4 AND NO.5 TURRET LATHES
Fig. 18
1. Remove gears, cluich shells, and bearings from
both ends of drive shalt.

2. Remove split collar (2) from right hand end
of shaft.

3. Remove entire cluich unit from the drive shaft.
4. Release clutch adjusiments (1) on both sides.

5. Compress plate unit, remove snap rings (4) on
both sides and the floating plates (6) and cluich
plates (3) can then be removed.

TO REMOVE DRIVE SHAFT ASSEMBLY

At right hand end, the drive shaft floats in a
straight roller bearing (6), Figs. 16 and 19 to allow
for elongation from heat developed by the clutches.
A double row taper roller bearing at the left-hand
end locates the shaft endwise.
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FIG.18 The Twin Disc Clutch for No.4 and -No.5 Turret Lathes
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Before removing i
to release the bra
the idler shaft. Procee

1. REMOVE IDLER SHAFT (See Fig. 20)

a. Remove head cover Or Preselector.

b. Remove drive sheave (7) Figs. 16 and 18.

e idler shaft lock screw (1). On
s screw is located at
shaft in the head.
Lathes it is located

c. Remove th
No. 3 Turret Lathes thi

the left-hand end of the
On No. 4 and No. 5 Turret
at the right-hand end.

d. Remove the screw from the collar (2) and
- take out thé cotter pin, screw and spring from
the idler gear fork (3).

Pull the idler shaft from the left-hand side
by means of a screw threaded into the end
of the shaft (4). Lift off tork, collar and gear
as shait is pulled out. Be careful not 1o lose
the detent ball in the fork when withdraw-

. ing the idler shait.

2. REMOVE THE BRAKE FORK MECHANISM
(See Fig. 24)

a. Disconnect oil line at coupling (8).

b. Remove three screws (8).

c. Pull entire brake fork mechanism away from
head to withdraw fork (10) from clutch oper-

ating ring.

_ REMOVE THE ADJUSTING NUTS (See Fig. 21)

that hold the bearings of the back shaft (8) and
(9) Figs. 16 and 19. Remove the binder screws
from the gears at both ends of the shaft. Drop
right-hand end of this shaft assembly down into

headstock.

. LOOSEN THE ADJUSTING COLLAR SET

SCREW located on the sheave and unscrew
the collar.

. REMOVE THE SCREW IN THE HEAD WALL

which retains the housing for bearing (6). This
housing is not threaded into the headstock. Do
not remove housing immediately. It will serve
as a pilot when pushing out the drive shaft.

. BY STRIKING THE LEFT-HAND END of the drive

shaft with a babbitt hammer, the entire assem-
bled unit can be pushed out of the right-hand
end of the headstock housing.
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FIG. 20 Idler Shaft—
No.3, No.4, and No.5 Turret Lathes

GEAR SHAFTS

The gear shafts are mounted on adjustable tapered
bearings. These are adjusted by means of the
bearing adjusting nuts in the headstock. These
adjusting nuts, Fig. 21, are locked by tightening
the set screw. The shafts should run free and with-
out drag, but there also should be no lost motion.

Before removing the gear shafts it is first necessary
to take out the Idler Shaft and Drive Shaft. (See
instructions on pages 17 and 18). The front gear
shaft on No. 4 and No. S turret lathes can be re-
moved without removing the spindle or other shafts.

TO REMOVE A GEAR SHAFT

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

2. Unscrew the adjusting nut, Fig. 21.

3. Remove the center screw in the screw plug at
the opposite end of the shaft, Fig. 22.

4. Tt is now necessary to move the gear shaft side-
ways. This requires sliding it through the inner
bearing race (for instance 10 or 11, Fig. 19) and
through the gears on the shaft.

It will be necessary to insert spacers, cut to
measured length from cold rolled steel stock,
to hold the gears and the bearing race in their
proper places while the shatt is beix.xg pushed
through them. The actual pressure is be.st ex-
erted by means of a screw fitting the inside
thread of the screw plug. Fig. 22. It is also pos-
sible to advance the shaft by inserfing a bronze
rod through the tapped hole in the plug, and
striking the end of this rod with a hammer.

On the back shaft immediately beneath ﬂ"? pul-
ley shaft, there is no screw plug simila_r to Fn_;. 22
‘in this shaft assembly, both end§ thvxng adjust-
ing nuts like Fig. 21. Remove adjusting nuis and
move shaft by striking the end of a bronze rod

inserted in the hole.

FIG. 21 FIG. 22
Adjusting Nut Screw Plug

CAUTION: When replacing gear
shafts, completely assemble all
shafts before any bearing adjusting
is done. Tighien the screw in the
head wall to hold the bearing hous-
ing (6), Figs. 16 and 19. With this
starting point established, proceed
with the bearing adjusiment of all
shaits, being careful to adjust back
shaft bearings so that gears will not
interfere with clutch shells on the
drive shait.

SPINDLE BEARINGS

Spindle bearings are carefully set at the factory to
suit the speed range in which it is intended to
operate the machine. If at any time the spindle
is to be speeded up considerably beyond its origi-
nal range, a man from our factory should be called
in to make the proper alterations. Beyond this
the bearings require no attention on the part of
the user.

b

FIG. 23. Installing the spindle and gears in a
No.S5 Turret Lathe Head
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FIG.24 Spindle Brake Removal

SPINDLE BRAKE
Fig. 24
The hydraulic spindle brake is controlled from the

forward ond reverse clutch lever and operates

TO RE-NEW BRAKE LINING
1. Remove Preselector of head cover,
2. Disconnect oil line (), r

screws (2), holding cylinder (3) ang ull out
entire cylinder ynjt o

3. Disconnect spring (4),

4. Chip out sealing filler and remove binder
screw (5).

5. Remove pin (7), withdraw brake stud (6) and
take off brake shoe.

6. Replace brake lining. Do not use ordinary brake
lining. Proper functioning of the brak-e can be
easily destroyed through faulty lining. The
brake lining is very inexpensive and should be
purchased aof the factory.

NOTE: When the brake shoe is re-
assembled, adjust the brake stud (6)
to allow 1/32” clearance between
the brake shoe and the brake sur-
face on the clutch just below pin (7).
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PRESELECTOR

OPERATING INSTRUCTIONS

The P'reselector on your turret lathe will make the
machine easier to operate, and figure for you the
correct speeds in surface feet.

Number tabs make it easier to change speeds used

on a job without having to remember a compli-
cated series of lever positions,

A single lever operates the entire unit and all
speeds are equally easy to obtain regardless of
the number of gears to be moved in changing
from one speed to amother.

The Preselector consists of these main parts:

1. The CHART and DRUM DIAL (1) Fig. 25, which
shows surface speeds for all work diameters
for the capacity of the machine, and which is
rotated by the hand wheel (4) Fig. 25.

2. The NUMBER TABS (2) Fig. 25, on top of the
drum, which show the correct speeds for each
cut. After the machine is set up, the operator
simply follows the number tabs.

3. The SINGLE LEVER (3) Fig. 25, which shifts all
gears and operates the clutich and head brake.
The operation of the Preselector is very simple.
Study these instructions carefully to get the
greatest benefit from the unit.

IMPORTANT

The r. p. m. for every cut should be determined by
the surface feet per minute at which the material
can be cut. Surface feet per minute means the
number of feet that passes the cutter in one minute.
The r. p. m. simply denotes the number of revolu-
tions of the spindle, while surface feet or speed
takes into consideration the diameter being cut.

The Preselector is designed so that the operator
can quickly select the correct r. p. m. to x.::roduce
the proper surface feet per minute for any diameter
to be cut by simply turning the handwheel (4)

Fig. 25.
HOW TO SELECT SPEEDS

roper surface speeds are selected by furning
Elileel?angwheel (4) Fi;;. 25, which rotates the drum
dial. The surface speed chart mounted on the drum
dial, (shown in detail at (4) Fig. 26), gives surface
speeds in feet per minute for ihe_ diameters s_lhown
on a stationary chart in the window (2) Fig. 26.

ing the correct surfa
5!}11?:;11;36 material you are using can be cut, turn
the drum dial (by means of the handwheel) um.;l
this surface feet figure or ihe_ one nefn'esl to it
appears in the window opposite the diameter to

be cui.

ce feet per minute at

FIG. 25 The Preselector

o NUMBER TABS TO
INDICATE SEQUENCE
OF SPEEDS

K5, (2) STATIONARY WORK
DIAMETER CHART

(4)REVOLVING
SPEED CHART
OR DRUM DIAL

(5)R.P. M. OF SPINDLE

FIG. 26 The Drum Dial, Number Tabs and

Stationary Work Diameter Chart




TURN HANDWHEEL UNTIL
DIAL SHOWS CORRECT
SURFACE SPEED FOR
FIRST DIAMETER TO BE
MACHINED.

‘ MOVE LEYER DOWNWARD
TO SHIFT GEARS.

MOVE LEVER TO LEFT
TO ENGAGE FORWARD

CLUTCH (TO RIGHT FOR
REVERSE).

@LEVER SPRINGS 1O ““Up"*
POSITION WHEN RE-
LEASED, PERMITTING
PRESELECTION OF NEXT
SPEED, WHILE MACHINE
IS WORKING.,

1 [z 6 )PRESELECT THE NEXT

. SPEED BY TURNING
DIAL TO CORRECT FEET
PER MINUTE FOR THE
SECOND DIAMETER.

EH \@ INSERT NUMBER 148[2)

WHEN FIRSTCUTIS Copm.
St L
PLETED, MOVE LEVER 1o
—— J NEUTRAL POSITION | _ .

THEN PROCEED AGAIN
As AT(D@) erc.

2) Insert NUMBER TAB [1]

FIG. 27 Preselecior Operaticn Diagram

For example, if you are finish turning a 6" diameter
on a piece made of SAE 1035 steel using high speed
steel cutters, you know that 90 to 120 feet per
minute would be the correct cutting speed.

Turn the drum dial until a surface speed figure
within this range appears in the window opposite
the 6" diameter on the stationary chart as at (3)
Fig. 26. In this particular case it would be 113 feet
per minute. Insert the number tab in the slot
in the drum as shown (1) Fig. 26 ( see also Fig. 28).
In doing this you have selected and numbered the
correct speed for the first cut.

For another diameter the drum is again turned
until the correct surface speed figure appears
opposile the diameter to be cut and the number
tab is inserted for the next speed. (See and
study diagram Fig. 27).

All other surface speeds for the job are obtained in
this way and numbered ; 3 , etc. When
this has been done for each operation on the first
piece, all of the speed changes used on the job
are numbered. The numbers are then followed on
all the other pieces in the lot. In case one speed is
used twice on the same job for ditferent operations,
two number tabs may be placed in the slot, one
above another.

In actual practice you should “preselect” the next
speed by turning to the next number tab while the
machine is cutting.

Between the highest and lowest speeds on the
chart there is a neutral position which disengages
the spindle gears completely, permitting easy
spindle rotation for inspection purposes.

The capital letter in the r. p. m. column, (5) Fig. 26,
makes it easy io note for future reference the
correct speeds used on a particular job.

FIG. 28. Tabs Number The Sequence of Speeds
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EXAMPLE

Fxgs.'29 and 30 illustrate a typical job which will
réquire several speed changes, The part, a
Threaded Guide Sleeve, is made of cast iron and
carbide cutters are to be used.

Knowing that the cast iron can be rough turned
b_el_ween 180 and 200 surface feet per minute, and
finish tumed between 350 and 400 feet per minute,
with carbide tools, we turn the drum dial until a
surface speed figure nearest to what we want

appears in the window opposite the diameter to
be cut.

On this piece the first operation after chucking the
casting is to start bore the 1" diameter to a depth of
about %2" to get a true hole for the core drill which
follows. We turn the drum dial until the 200 surface
feet per minute figure appears in the window
opposite the 1" diameter on the stationary chart

and insert number tab in the slot in the drum
dial. When the control lever is moved down and
to the left, the machine will operate at the correct
speed for the first operation.

In the next operation (II) we core drill and rough
turn from the hexagon turret, and rough face and
turn from the square turret. The core drill, which
is High Speed Steel, operates at approximately
60 feet per minute, and controls the speed to be
used for operation II as shown in the setup, (Fig.
30). We turn the dial until a surface feet figure of
approximately 60 feet appears in the window
opposite the 1" diameter to be core drilled. In this
case 61 appears opposite the 1" on the chart, and
we insert number tab [2].

This procedure is repeated for the remaining oper-
ations. The following table gives an outline for
selecting speeds for the entire job. All tools are
carbide except the core drill, reamer and chaser.
Refer to Figs. 29 and 30.

I  Start Bore (3)
200 f. p. m.—Insert tab

v
FINISH FACE(D) (@)

= I

START BORE (3)

" 3
o T f II Core Drill (3), Rough Turn (6), Rough Face (1)
7 # 7 4 (4). Tum (7)
M/ /e A‘T X 61 {. p. m.—Insert tab [2]
s 0 it 8 III Chamfer (5)
UL | By e "‘f'“‘“_.:l?_ A 38 & 106 f. p. m.—Insert tab [3]
1 | ks miy 8 IV Semi Fin. Bore (3)
l S 200 {. p. m.—Insert tab [4]
& V  Fin. Turn (6), Chamfer (3) Fin. Face (1) (4)
351 {. p. m.—Insert tab
VI Ream (3)
46 f. p. m.—Insert tab @
VII Thread (2)
25 f. p. m.—Insert tab
FIG. 29 Threaded Guide Sleeve
VII VI
THREAD (2) REAM (®)

- (3 Y2 INCH DEEP

1O
555
I \
ROUGH FACE|
0@
TURN(?) =
CHAMFER (5)

/ [
i v
_ & FINISH TURN(6)

CHAMFER (3)

II
CORE DRILLG)
ROUGH TURN(6)

FIG.30 First Chucking for Guide Sleeve




gow TO SHIFT GEARS

ingle lever shifts the gears cmd- o_perqles the
lezletcimgr{d head brake. The gear shifting is glt.tvge
by a downward movement of the lgver. cml e
clutch is engaged forward by moving the ev;ar
to the left, and reverse by moving the lever to

the right. (Study Fig. 27).
In changing speeds, shift before the spindle comes
to a dead stop. This will eliminate unnecessary
clashing. Do not aitempt 1o shift from an exiremely
high speed to a low speed, without using i}.le-brake
to slow the spindle. However, when shlﬁmg. at
slow speeds the shift should be made quickly with-
out applying the brake so as 1o mesh the gear
teeth before the gears have come o a complete
stop. It is a good rule fo keep your eye on the chuck
while making this shift, so as to have a visual
conirol of the speed at which the spindle is rotating.

Like your quiomobile as it leaves the factory. a
new Preselector unit may be somewhat stiff. This
stiffness will disappear as the machine is broken in.

CHANGING THE DRUM DIAL

When a turret lathe is equipped with a two speed
motor, iwo sets of charls are furnished. One set
is for bar work and covers the bar diameter range
of the machine. The other is for chucking jobs and
covers the chucking diameter range of the ma-
chine. On these charts, the low speed range is in

P—

the left column and the high speed range is in the
right column in the window. In numbering the
speeds, a number tab can be inserted to the left
or right of the line on the drum to indicate low or
high speed range for any given operation.

The procedure for changing the chart on the drum
dial is as follows:

Remove the nut (6) Fig. 25, which holds the drum
dial, and lift the drum out of its housing. Remove
the wire spring clip inside the drum and a new
chart can be slipped in place.

In reassembling, the chart must be synchronized
with the Preselector mechanism. This is accom-
plished by turning the handwheel (4) Fig. 25, until
the line on the end of the spool shaft (5) Fig. 25,
maiches the line on the side of the head cover.
Then pull the shifter lever down to lock the drum
shaft. Rotate the drum until the neutral position
on the chart is centered in the window. With the
shifter lever still down, tighten the nut (6) Fig.
25, securely. Now, test the drum for lost motion.
The line on the drum should move an equal
amount to the left or right of the line on the housing.
If this is not the case, loosen the nut and readjust
the drum to ceniralize the location.

Caution: When tightening the nut (5) Fig. 25, be
careful not to strike the prongs of the drum with
your wrench. The drum is made of aluminum alloy
and might easily be broken.
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CROSS SLIDE CARRIAGE

ADJUSTMENTS AND ASSEMBLIES

'.I'he.a Cross Slide Carriage, Fig. 33, is gibbed to the
inside of the front rail of the bed with a taper gib
(6) Fig. 32. In addition, caps are fitted to the front

and rear, which bear on the under side of the
bed rails.

TO REMOVE THE CROSS SLIDE
Fig. 32
1. Loosen gib screw and remove gib (9) at the rear.

2. Loosen the nut (4) in front and remove handle
and dial.

3. Pull cross slide off by hand. If cross feed screw
is to be removed, replace handle and unscrew
it separately.

TO ASSEMBLE THE CROSS SLIDE

Proceed in the reverse order for removing it. This
procedure makes it easier to engage the key in the
feed screw driving pinion with the keyway in the
feed screw without damaging the thread of
the latter.
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FIG.32 Top View of Cross Slide
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TO REMOVE THE CARRIAGE
Fig. 32
1. Support the apron from the pan with wooden
blocks and wedges.

2. Release the bed clamp, remove its handle and
unscrew the bolt (5).

3. Remove the taper gib (6).

4. Remove the five cap screws (1), taking care to
loosen first the slotted head set screws (7) which
lock cap screws in place.

5. Remove the cross slide to reduce the weight to
be handled. (See instructions).

6. Loosen dowel (2), by turning its head.

7. Remove the six socket head cap screws (3),
which hold the apron to the carriage, and the
latter can then be lifted off. Be sure to raise
carriage high enough to avoid bending the cross
feed knockout plunger (8).

TO ASSEMBLE THE CARRIAGE
Fig. 32

Proceed in the reverse order of instructions for
removing it. Clean out the oil channels carefully
before doing so and finally be sure fo lock the
bolts (1), after adjusting the caps. In lowering the
carriage on the apron, be careful not to bend the
cross feed knockout plunger (8).

FIG.33 Universal Cross Slide Carriage




FIG. 34 Automatic Indexing Square Turret

THE SQUARE TURRET

The square turret is the automatic indexing type.
Units recently made have the timed relation of the
members marked so that they can be assembled

speedily. Look for these marks at (6) and (8) Fig.
34, on shaft and collars.

CAUTION: Some of the earlier units
were not marked and it is advis-
able to punch four marks as shown
at (6) and (8) before taking the unit

@patl, to facilitate proper liming on
assembly,

The Indexing Mechomism (Fig. 34) functions as
follows: Paw] (4) acting on collar (5) disconnects
the handle from stug (7) during the operation of
clamping the furret o jig seat, but at all other fimeg
holds collar ang handle in fimeg relation to each

e

other. Collar (9) has ratchet teeth which, through

awl'(lo) make indexing of the turret possible.
Ealch (12) drops the lockbolt (13), out of the lock-
bolt bushing (15). The lockbolt spring is retained
by plate (14).

TO TAKE SQUARE TURRET APART

Lift off collar. (5) Fig. 34, and unscrew the handle.
Release set screw (11) and lift turret off, iogetl-qer
with cap (16) and collar (9). The lockbc.)h bu§hmg
(15) can be pushed out of its seat by inserting a
screw into the thread in the head. The lo'ckbo'lt
should be lubricated with light oil, not machine oil,
before assembling. It has a close, gr.ound cEnd
lapped fit in the bushing and may stick if machine
oil is used on a new assembly.

FIG. 35 Bottom of Square Turret !
Showing Arrangement for Hand Indexed Unit

NOTE: The automatic indexing fea-
ture can be locked, making a hand
indexed turret out of the unit. To do
this, consult Fig. 35 and text below.

Pin (16) is already in place, and hole for screw (17),
though not used, has been tapped into the base.
Insert into it @ % x 16 per inch ¥ inch long screw
with %2 inch diameter head. This screw can be
obtained from the W & S Company or can be
quickly made in the ool room.

Remove set screw (11) Fig. 34, withdraw plunger
and spring (10) and return set screw.

NOTE: Some of the first automatic
indexing turrets made did not have
the quxiliary hole tapped into the
base. If it is desired to convert one of
these turrets, ask for instructions for
locating the tapped hole from the
Warner & Swasey Company, giving
the serial number of the machine
the turret is used on.

LCLLALALLAIAAATLDLIR200 000000000000



SEEREERY.

>

SRR

LR

AR R R R R AR R R R R R R

“

FIG. 36 Taper Attachment

TAPER ATTACHMENT
Fig. 36

A Taper Attachment can be furnished with the
machine or it may be installed later. Tapers can
be cut at any desired point along the bed of the
machine and operation of the Taper Attachment
does not interfere with the normal operation of
the cross slide unit.

The Taper Attachment for No. 3, No. 4 and No. 5
“Ram Type” turret lathes is mounted at the rear
of the carriage. When not in use, the taper attach-
ment travels with the carriage unit.

For siraight cuts, the pivoting guide plate (3) must
be set on zero point and centered under the block
(6). In this position, heavy cutting strains on the
carriage during other turning and facing cuts will
not disturb the accurate setting of the guide plate.
It is also necessary to clamp the base plate (4) to
the carrier bracket (5) so that the entire unit will
move with the cross slide carriage. Binder screw
(1) must be released to allow rod (9) to pass through

the bracket.

For taper cuts, the pivoting guide plate (3) must
be accurately set for the desired angle of taper.
The binder lever (7) is released so that the car-
rier bracket (5) can move along the base plate
(4). The base plate (4) which carries the pivoting
guide plate (3) is held stationary by the binder
screw (1) which clamps rod (9). _anb (2) at the
front of the machine operates this binder screw.

‘ As the carriage moves longitudinally along the

bed, block (6) which is fastened to the cross sl%de
screw, follows the angle of the pivoting guide
plate (3) thereby producing the taper.

The looseness between the cross feed screw and
the cross slide nut is known as “backlash.” The
accuracy of the taper cut depends upon the elimi-
nation of backlash. The Backlash Eliminator (8)
is used to take up the backlash between the cross
feed screw and the cross slide nut.

Ram Type Taper Aitachmen:
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ADJUSTMENTS

Hexagon Turret Slide and Saddle Unit

TURRET SLIDE AND SADDLE

The Saddle is clamped to the bed with four bolts
on each side (1), Fig. 37. I is aligned against the
side of the bed by two shoes backed up by set
screws and lock nuts (2). These shoes should be
adjusted fo a sliding fit and locked. Then they
require practically no further attention, as 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 paralle] with the bed, causing inqc-
curacy in the work,

AND ASSEMBLIES

Hardened and ground sieel wear-strips on which
the slide rides (3), Fig. 38, are anchored in the
saddle. These are replaceable and can be supplied
thicker than standard for repair purposes.

Side alignment is obtained through two taper gibs
(4), Fig. 38. Care should be used and both sides
moved the same amount, to keep the turret in align-
ment with spindle. In case of doubt, an alignment
check should be made. (See chapter on alignment).

CAUTION: When making alignment
check, be sure to test the bed first,
because the turret may be “out” be-
cause of bed twist (See Pages 10, 11,
12 and 13). Such an error obviously
should not be corrected by gib
adjustment.

The top caps (5), Fig. 38, are provided with taper
gibs (6) for adjusting vertical play.

The Turret Slide is operated through rack (7), and
pinion (8) Fig. 37 and Fig. 38, on the turnstile shaft.

The rack screws (9), Fig. 39, should at all times be
kept well tightened. Two dowel pins take the feed-

ing thrust load, relieving the screws of all side
strain.

INDEXING MECHANISM

1. Beginning with the slide in its forward position,
moving it to the rear causes lock bolt lever (10),
Fig. 37, 1o strike the rising angle of tumbler (11).
This action lowers the lock bolt (12) and frees
the turret.

2. At the same time the turret binder ring has been
released, because toggle (13), Fig. 40 has been
swung to the unlatched position by its passing
over stud (14) on the rear top cap.

The turret is now free to rotate and can be
rofated by hand in either direction.

- As the turret slide moves farther to the rear,
one of the six index pins (15), Fig. 37 and Fig. 39,
contacts with pawl (16), Figs. 37 and 38, holding
the pin against further movement and thus
causing the turret to rotate one-sixth turn.

- In the meantime the rear end of lock bolt lever
(10), Fig. 37, has reached the rear corner of
tumbler (11), causing the lock bolt lever to snap
the lock bolt into the lock bolt bushing in
the hexagon turret.

- During this turret rotation the stop roll unit (17),
Fig. 37, has also been rotated one-sixth of a
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turn through a bevel gear connection with the
turret, bringing the next stop screw (bottom
screw) into operative position.

6. As the turret slide travels forward again, the
b%nder ring is clamped and the tumbler (11),
Fig. 37, rises, allowing the lock bolt lever to

pass, then drops back fo its seat, completing
the cycle.

TO REMOVE THE TURRET

Move the turret slide to its rearmost position to
free the binder ring. Then unscrew the two nuts and
the front screw that holds the two halves of the
binder ring together (18) and (19), Fig. 39. The ring
can then be taken off and the turret lifted off its seat.

TO ADJUST THE BINDER RING

1. Place turret slide in extreme rear position.

2. See that the slot between the two ring halves
at the front is ¥ inch wide. Lock the front screw
with iis lock nut (19), Fig. 38. This screw should
not be disturbed thereafter.

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 inches.

4. Rotate turret so that one of its corners (instead
of a face) points toward the spindle. In this
position the lock bolt cannot enter into the lock
bolt bushing and the turret can be rotated
by hand.

5. Advance turret slide so that toggle (13), Fig.
41, has risen to within % inch from the top on
the angular surface of the toggle actuating
stud (14) as indicated in the cut.

6. In this position, clamp turret slide in its saddle
with clamp handle (20), Fig. 38.

7. Now adjust nut (18), Fig. 40, so that it is possible
to just barely rotate the turret when pulling
steadily and tirmly with one hand on the bar
projecting from the turret hole. (See item
(3) in left column).

8. Lock this adjustment with cotter pin through
castellated nut (18) Fig. 40.

9. When the turret is now advanced farther, the
corner of tumbler will rise the additional % inch
and clamp the turret the correct amount for
satisfactory performance.

The toggle actuating stud (14), Fig. 41, is threaded
into the top cap. It is locked with set screw (21).
The setting should not be disturbed. It has been
adjusted properly in assembly. If it is necessary
to remove the stud, measure its projection (A),
Fig. 41, from the cap and re-establish this height
on assembly.

BINDER RING BREARAGE

1. It is apparent that the toggle lever is a very
powerful clamp. Therefore it is possible to exert
sufficient force through this toggle to actually
break the binder ring if the above instructions
are not carried out.

2. 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 (14), Fig.
40, on its return stroke instead of rocking over it.

3. When {itting a new ring. scrape the taper
surfaces for good contact with turret and slide.

: 3
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- VFIGI. 38 Bottom of Turret SIidg




TO ADJUST CENTER BEARING 0[': ‘TURHET

1. Bring turret slide to exireme rear pclasmon.ks :

2. Loosen set screw (22), Fig. 38,lwh1ch loc e
bearing adjusting plug (23). Fig. 37. :

3. Unscrew the latter a fraction of a furn until :

4. Advance turret and check binder ring adjust-
ment as described in previous chapter.

5. Advance turret farther fo fully clamped position.

6. Bring bearing adjusting plug (23), Fig. 37, down
forcefully to a solid and firm seat.

7. Tighten set screw fo lock plug.

free.
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FIG. 40 FIG. 41

Turret Binder Mechanism  Stud Adjustment

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 facilitates indexing and
prolongs the accurate alignment of
the turret. The powerful clamping
action of the binder ring pulls the

turret on to its full seat by loading
the bearing.

TOOL CLEARANC
FOR TURRETS WITH BI&EETA%I
' CHIP GUARDS

MACH NO. |UNIT NOJ AlB ciple
NO.3 M-1200|M-1204 [83[i2 |3-L2¥E
NO. 4 M-1320 - o S e e
3 % = ! L[s2] 3]
ST N
5 M- - 1244 (1 1315621

Bt liiif=5.00 - 18|33 '
NOS M-1740|M= 1244 |} ET;;E%’T?
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FIG. 43 Tool Clearance Chart for Turrets
with Chip Profectors

CHIP PROTECTOR FOR HEXAGON TURRET

A Chip Protector, o prevent -ﬂying chips from_clog-
ging the hex turret mechanism, can be furmshed
for binder ring. This attachment is designed for
machines where brass and aluminum chips are
constantly bombarding the turret binder and turret
slide mechanisms. Protection of these functions
will prolong the active life of the unit and makes
a dismaniling operation for cleaning purposes
unnecessary.

If, however, it is desired to remove the chip pro-
tector quard (1), Fig. 42, rotate gquard until spring
clips (2) will pass through slots in guard (1). Lift
guard over furret.

To take off the Chip Protector, first remove all tools

from the hex turret,then remove quard (1) as
instructed.

N B ek .
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FIG.42 Chip Protector for Hexagon Turret

It is then necessary to remove the hexagon turret
and binder ring. (See instructions on page 29).
Guard plates can now be removed by loosening
screws (3) in the hex turret and binder ring.

CAUTION: Do not clean a turret
lathe with an air hose. The air pres-
sure will drive the chips and dirt into
femote corners and impair the effi-
ciency of the unit. It is better to clean
with a hand brush.

Because of the added extension and width of the
Chip Protector, machines with this attachment
have limited 100] clearances. The chart (Fig. 43)
gives clearances for No. 3, No. 4, and No. 5 turret
lathes equipped with hexagon turret chip protec-
tor. Filler plates or flanged 100l holders can be
Provided 1o overcome this limitation. When order-
g the Chip Protector, give serial number of ma-
chine and list toolg to be atiached to hex turret.
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The Feed Train consists of:

1. The Head End Gear Box, Fig. 7 (C).
2. The Feed Shaft (8).

3. Carriage Apron (18).

4. Hexagon Turret Saddle Apron (30).

HEAD END GEAR BOX
Removable change gears, Fig. 44, of ratio 1 to 1
are furnished with the standard. machine giving
standard catalog feeds. For special requirements,
the feeds can be doubled or halved, changing
thereby all feeds of the aprons in proportion. A
special set of gears is available for this purpose.

FIG. 44 Head End Change Gear Box

TO REMOVE THE ENTIRE GEAR BOX

Disconnect the feed shaft coupling, remove bar
chuck operating units, remove 1wo dowel pins by
twisting them by their square heads, and then
unscrew the four bolts which hold the box to the

headstock.

CARRIAGE APRON

The action of the carriage apron is similar in prin-
ciple 1o the hexagon turret apron, e?ccepi that a
second clutch (6), Figs. 45 and 46, is mcor_porclzted
for cross feeding, clutch (4) being for longitudinal

travel.

gk i - ~
FIG. 45 Universal Carriage Apron

TO REMOVE THE APRON

1. Remove feed shaft coupling pin at head end
gear box.

2. Turn Feed Shaft until keyway is on the bottom
to prevent key falling out of gear. Withdraw
feed shaft from carriage apron only, and sup-
port the right-hand end of shaft projecting from
the hex turret apron on a horse or box.

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

4. Remove dowel pin (2), Fig. 32, by twisting its
square head.

5. Remove the six hollow head screws that hold
the apron on 1o the carriage (3) Fig. 32.

6. The apron can now be dropped until the align-
ment keys are free from the carriage and it is
then free to slide away from the bed. Be very
careful to lower apron far enough to clear cross
feed knockout plunger (8) Fig. 32.

If it is desired to remove the cluiches for cleaning
or repair, it is not necessary to remove the feed gear
train, as the cluiches can be reached from above.

TO REMOVE THE CLUTCH UNITS
1. Remove dog screw (4) Fig. 47.

2. Unscrew collar (5).
3. Pull off all outside paris.
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FIG. 46 Camriage Apron Gear Train

4. Cross feed clutch shaft (6) Figs. 45 and 46, can
now be pushed out toward the rear while
longitudinal feed clutch shaft (4) slides out o
the front.

For the removal of the remaining gear shafts, no
special instructions are required. The worm shaft
thrust collar adjustment is the same as that
shown in Fig. 52.

TO ADJUST WORM THRUST COLLARS
(3) Fig, 45
Remove dog screw (1) in collar (2), Fig. 52. By
turning threaded collar (2) and enfering screw in

nexi hole in thrust washer (3), adjustment of one-
eighth of a revolution is possible.

4

FIG. 47 Longituding] Feed Clutch Assembly

TO ADJUST THE F?ED RNOCROFF BUSHING
ig. 48

1. Loosen set screw (4),

2. Advance carriage along bed toward the Jeft by

Totaling the handwhee] by hang. Bring it 1o q

solid stop. This will push feed knockoff rod (2)
io its extreme out position.

3. Adjust bushing (1) until red (2) projects approxi-
mately 1/64 inch.

4. Pull carriage back a small amouni, engage
longitudinal power feed and allow it 1o irip off.

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

6. Lock bushing (1) by tightening screw (4).

CAUTION: Exireme care must be
used not to engage power feed until
step (3) has been carried out, for if
the rod (2) did not project, it could
not knock off the feed, and the power
feed would pull against the dead
stop with its full feeding pressure!

TO REMOVE LONGITUDINAL FEED STOP ROLL
(6) Fig. 48

Loosen screw (4), unscrewing bushing (1) and with-

drawing knockoff rod (2).

Remove screw (7) to relieve spring pressure on
ball (8). Turn stop roll slightly so that ball (8) will
be pushed back into hole. Stop roll may now be
pulled out. Be careful that ball (8) does not fall
into apron.

When assembling the apron, be certain that the
key in the longitudinal feed clutch shaft (2) Fig. 47,
is in line with the keyway in the casting. It would
be well to chalk the shaft end and mark the position
of the keyway on it.

The lower gib should be released before mounting

the apron and adjusted after completing the
assembly.

NOTE: When assembling the apron.
give dll parts, including the gear
teeth, a generous coating of the

Proper grade of grease. (See chapter
on lubrication).

TO ADJUST FEEDING FRICTIONS

Friction adjustment collar (5) Fig. 47, has two
holes, the lower hole being one-twenty-fourth of
the circumference out of line with top hole. The
cam next 1o it (6) Fig. 47, has 12 holes. By entering
screw (4) alternately in upper and lower hole,

fxdjusiment of one-twenty-fourth of a revolution
1s possible.
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Fig. 48 Longitudinal Stop Roll and
Feed Knockoff, Adjustment

HEXAGON TURRET SADDLE APRON
Fig. 50

The power is transmitted through the feed shaft
(1) to the gear shaft (2). The final reduction is
through a worm on shaft (3) to the worm gear and
friction clutch (4) mounted directly on the tumn-
stile shaft where a pinion operates the rack shown
at (5). See also (7) and (8) Fig. 37.
The feed clutch (4) is shown in Fig. 50. It is engaged
through raising handle (6) Fig. 43, whereby its trip
pin (7), Figs. 49 and 51, is made 1o fall into bushing
(8), Fig. 49. See also (8), Fig. 51. Inside of this
bushing slides the feed knockoff rod shown at (8),
Figs. 49 and 51.
When the turret slide stop screw (17) strikes stop
(24) Fig. 37, the latter moves forward and imparts
this motion also to rod (25) Fig. 37 (See also (10),
Fig. 49), which in tum through an engular flat or
cam surface pushes out the feed knockoff rod (9)
Figs. 49 and S5l thereby disengaging the feed
clutch handle and the feed cluich. '

TO ADJUST THE FEED CLUTCH
Fig. 50
1. Loosen set screw (11).
2. Adjust clutch with threaded plug (12).
3. Lock collar by tightening set screw (11).

33

TO REMOVE THE HEXAGON TURRET APRON
1. Remove top saddle caps (13) Fig. 50.

2. Lay board across ways between saddle and
carriage.
. 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. 49.
5. Remove feed shafi coupling pin at head end
gear box.
6. Withdraw feed shaft.

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

8. Remove four bolts (15) Fig. 49.

(%]

8. Apron with turnstile shaft can now be with-
drawn. Before withdrawing the turnstile shaft,
push forward on stop (16) Fig. 50 (see also (24)
Fig. 37). This allows clearance for the pinion
on the turnstile shaft to pass under the stop .

FIG.49 Hexagon Turret Saddle and Apron

TARE APART AND ASSEMBLE THE APRON
Figs. 49 and 50

This requires no special instructions. To reach
the friction clutch, the worm and gear shafts
must be removed first. The clutch is similar to
that shown in Fig. 47. When assembling it, make
sure that the four plungers (1) Fig. 47, 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 cluich is apart.
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FIG.50 End View of Saddle and Apron Unit

When mounting the hex turret apron on the ma-

chine, leave bottom plate off until assembly is
completed. This is necessary in order to make sure
that feed shaft is properly entered into triple gear
cluster with its key. Insert feed shaft with keyway
facing down. Make sure gear cluster is assembled
with small gear to the right.

NOTE: When assembling the apron,
give all paris, including the gear
teeth, a generous coaling of the

proper grade of grease. (See chapter
on lubrication).

T0 ADJUST FEED KNOCKOFF BUSHING

(8) Figs. 49 and 51

1. Loosen set screw (4), Fig. S1.

o. Advance turret slide toward spindle by rotating
the turnstile by hand and bring it to a solid stop.
This will push feed knock-off rod (9). Fig. 51, to
its extreme out position.

3, Adjust bushing (8) until.rod (9) projects approxi-
mately 1/64 inch.

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

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

CAUTION: Exireme care must be
used not o 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 the dead
stop with its full feeding pressure!

TO ADJUST WORM THRUST COLLARS

(3) Figs. 45, 50 and 52

Remove dog screw (1) in collar (2) Fig. 52. By
turning threaded collar (2) and entering screw in
next hole in thrust washer (3), adjusiment of one:
eighth of a revolution is possible.

‘—_8
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FIG.51 Power Feeq Knockotf Adjustment

g OF A CIRCLE/7\‘4

FIG.52 Worm Shatt End Play Adjustment Collar
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WARNER & SWASEY

LUBRICANT SPECIFICATIONS

GENERAL PURPOSE HYDRAULIC AND LUBRICATING OIL NO. H-10

This. specification covers a turbine quality, stable, well refined, non-foaming, general purpose mineral oil
hcn-nng a high resistance to corrosion and oxidation. It shall be suitable for use in both hydraulic and lubri-
cating systems on W&S machine tools and specifically in the following applications:

A. Turret Lathe — Headstock reservoirs, Worm oil troughs, Hand oiling cups

B. Multi-Spindle Automatics — Main drive, Spindle drum, Bar carrier reservoirs

C. Single Spindle Automatics — Hydraulic oil reservoir, Cross slide reservoir

CHEMICAL AND PHYSICAL CHARACTERISTICS

I. Viscosity . . . . . . . . . . 180-220 SUS at 100° F.

2. Viscosity Index . . . . . . . 90 (Min)

3. PourPoint . . . . . . . . . -15° Fahr. (Max)

4. Color . . . . . . . . . . . 3(Max)— (ASTM Union Colorimeter)

S. Aniline Point . . . . . . . . 170° Fahr. (Min.) — (ASTM D611-51T)

6. Flash Point . . . . . . . . . 370° Fahr. (Min.) — (Cleveland Open Cup)
7. Steam Emulsion No. . . . . . 120 (Max.) — (ASTM D157-51T)

8. Oxidation Stability . . . . . . 750 Hrs. (Min.) — (ASTM D943-54)

8. Rust Preventing Characteristics . Pass, 48 Hrs. — (ASTM D865-54)

—
o

. Foam after 5 Min. Blow at 75°
Fahr. & 200° Fahr. . . . . Less than 10 M1 — (ASTM D892-46T)

LIGHT SLIDEWAY OIL NO. H-20

This specification covers a non-corrosive extreme pressure type of light oil suitable for use as a lubricant
on the slideways, tableways, etc. of all W&S machine tools, and specifically in the carriage and saddle
reservoirs of saddle type turret lathes.

CHEMICAL AND PHYSICAL CHARACTERISTICS

1. Viscosity . . . . . . . . . . 300to 350 SUS at 100° Fahr.

2. PourPoint « . & & « = v = s+ 0% Fabr.(Max)

3. FlashPoint. . . . . . . . . . 325° Fahr. (Min.)

4. Color . « « o v s % & s s w o 8Max)—(ASTM)

5. Extreme Pressure Characteristics . . 15 Lb. Min. Wgt. Load (Almen E. P. Tester)
6. Results after Heat Test

Described below:
(a) Weight Loss on Evaporation . 1.0% Max.

(b) Precipitate or Sludge . . . . None

(c) Effecton SteelRod . . . . . Nodiscoloration

(d) Effect on Copper Rod . . . . Slight Discoloration

7. Adhesive Characteristics . . . . Must be suitable for applications
outlined above.
HEAT TEST

Place clean polished copper and steel rods in 100 cc Griffin Beaker containing a weighed sample (35 to
50 gms.) of oil. Place beaker and contents in an Electric Drying Oven for 24 hrs., maintaining a temperature

of 210 to 220° Fahr.

IMPORTANT NOTE

THE ABOVE REQUIREMENTS ARE INTENDED ONLY AS BENCHMARKS FOR DESCRIPTIVE PURPOSES.
THEREFORE. MEETING THE LIMITING VALUES SET FORTH. DOES NOT RELIEVE THE SUPPLIER OF
THE RESPONSIBILITY ASSOCIATED WITH BRAND NAME PRODUCTS.
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LUBRICANT

LDHESIVE PRESSURE GREASE NO. H-15

&

po

This specification covers a lubrit.:aﬁng gr
adhesive characteristics, and suitable fo

textile machines.

g U B W BN e

10.
11

12,

This specification covers lubricatin
which is especially suitable for use i

Characteristics .

. Oxidation Resistance .
. Copper Corrosion

. Adhesive

Characteristics .

Water Resistance

Composition

Qil Viscosity .

The material shall be a h

W & S Spec. No. H75 and 59
el . to 6%
disulfide. The method use { :

dispersion of the powder throug

CHEMICAL AND PHYSICAL PROPERTIES

These shall agree with th
e ch isti
W &S Spec. No, Hups - otes set forth for adhesive pressure grease

SPECIFICATIONS =<

ease compounded with a petroleum base tacky additive for good

r all grease lubricated applications on W & S machine tools and

CHEMICAL AND PHYSICAL CHARACTERISTICS @6‘
. Type of Soap . Calcium or Metallic = aa:'
. Soap Content . 7% (Approx.) \w,'
. Penetration . 350-390 (Worked at 77° Fahr.) ASTM No. 0 (NLGI) = -
. Dropping Point 200° Fahr. (Min.) L ‘
. Moisture Content 1% (Max.) - '
. Extreme Pressure

12 Lb. Min.) O.X. Lever Armm Load on Timken Tester

10 P.S.I. (Max.) Drop in 100 His.
23.5 P.S.I. (Max.) Drop in 500 Hrs.

A clean polished copper strip shall not be pitted or discolored when
submerged in the grease for 24 hrs. at room témperature.

YT,

(ASTM D942-50)

Must be suitable for the applications intended and must approximate

those of standard sample maintained in Engineering Standards
Department.

The grease shall not absorb more than 3% (by weight) of water.

) 8

L

The grease shall be @ homogenecus well made product and shall

not contain mica, clay, asbestos, soapstone, or any other grits or
abrasives.

A

)

T}_le oil used in compounding this material shall be a well refined
mineral oil having a viscosity of 70 to 90 SUS at 210° Fahr.

MOLY GREASE NO. H-80

g grease combined with molybdenum disulfide to form a lubricant
n all geared scroll chucks manufactured at W & S.

COMPOSITION

0! H .
mogeneous mixture of adhesive pressure grease

(by weight) of powdered molybdenum

xing shall assure the greatest possible uniform
hout the grease.

d for mi

THE ABOVE REQU
THEREFORE, MEETING ThE
THE RESPONSIBILITY Asg

LIMITING VALUES
OCIATED Wi SET FOR

IMPORTANT NOTE
INTENDED
ONLY AS BENCHMARKS FOR DESCRIPTIVE PURPOSES.

TH, DOES NOT RELIEVE THE SUPPLIER OF
H BRAND NAME PRODUCTS.
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EI:IILDI'J'{'> NAMLE BU]LDERS m—l 740 MACIHINL DCSCRIPTION STARTING
MACHINE TooL WARNER &, SwASEY =
THE WARNER & SWASEY CO. SERIAL r1-1740)
STANDARD DATA SHEET CLEVELAND OHIO U.S.A NUMBER N° 5-TWELVE SPEED ALL GEARED HEAD TUR LATHE
INSTALLATION sPLCIFlCA‘tI)IRO(\!IS G BUTTON = om SPEED AND FEFD TADLE
DRIVING BUTTON {2 DIAM.
MOTOR Ak D.C. PROJECTING § FROMFACE s, OPINDLE OPEEDS
AMERICAN STANDARD HEX .
SER. NO. SHOF NO. 8™ FLANGED SPINDLE NOSE - TURRET. STANDARD STANDARD &, DOUBLE
MAKE DRIVE PULLEY DRIVE PULLEY
€ GOO-R P ™M GOO-RPM | [I200-RP.M.
TYPE FRAME o ‘ ot 5;‘]
H.P R.P.M oz peeit T‘_ 26 151 2c | 151 sz | 302
= oML 2 1]
A ke —'i: R ASERN 34 198 34 | 198 8 | 396G |
VOLTS PH. CY. i S |- [ |t o1 47 274 47 214 94 | 548
PULLEY ﬂ‘%‘]‘ - BT Al -j‘_ru ¥ cz 364 Gz | 3c4 124 | 128
GEAR 1 ¢ a4 1o 81 475 81 475 162 | 950
6815 - T < I ) 5
CHAIN ! 3" TAPER PER FT “?’ . jw e c58 1z 58 ce4 | 1316
) L i
I-DEG - T35 MIN T
SHAFT KEY 3k ghs Y — D) = PER_REVOLUTION OF SPINDLE
SLIDE RAILS 'Z" OL_E: INUTEE:;':;‘J‘:E = ._._EEﬂ FOR UNIV. CARRIAGE M-I248
-H N
CONTROL EQUIP. 23-HoL —-g--ll-NC TAPR. W ggogg Pé)_g]yr%fz lr:grégé'
DRIVE PULLEY-10"DIA. 35FACE ligOEEP. E S =
GOO-R P.M. STANDARD. HAX.- 34 003 3 Q0045
IZ00-R.P.M. DOUBLE I:\‘_I:J._-F“ & 0045 F e 007
3% DOUBLE BELT, | | MAx] f— 12 3+
Py I e 007 F 3 olz
Fe-35L-etoAX, = = J o115 & LIC
=5 I 818 5 //“ ; 0175 | ¢ 2 oeq
o7 = 3 045

133HS Vivd

PER REVOLUTION OF SPINDLE.
| 4'h\W Eeeo FOR HEX TURRET SLIDE M-1244
=y — = 1
P E LEVER
g4 [ [ [ [ FEEDS ositions
' — I 005 F 3
BEr-ge { E}‘ﬁ P | 0075 | F 1
' “LAG S HOLES-ZDRILL] 3q.,.' Ole F 2
=N to - LEVELIN WS _j—L-
A L T~ 020 c 3
oy 0 X ig I._ |4Ja_..._ |4A‘2-._.. 030 < |
2 4= 7§ = e5¢ 2o 049 2
5 = SEL oo H_s%:%-_u 1831 ot
e B 85=7 34
4 1 N SR &
e e s { i QuTTER. A:.JTOMP\TIC CHUCK CAPACITY
M-l127 |PLAIN |25 | 25| 4~ | 4% | a%[zaZ [ECE SQUARE Rounp-zz  Seuame-l} Hexacon-23
i 2 L H AU u —22
5% SQUARE TURRET : 2
M-1248 [UNIVErRsaL]32%] cF |3 | 5| 4% |28% i
F : Y L
L) f_+_t, 3 ks SWING Ov BED-20%- OVER CROSS SLIDEA a.
TOTAL MOTION=I0™ - i -~ TAPER ATTACHMENT CAPACITY
sin A y——————vf=-5t] | 48 p 1o
. 23-|”°" 0 A% 7 ER FT 8| g, .
> f12 _QP- T - ey MAX LENGTH TURNED—|3™%:
E it “1':“—151? | | T R NOTE ! Twwo CHANGE GEARS CAN BE FURNISHE.D o
[ = |SEECIAL. ORDER FOR, HEAD END GEAR BOX THESE.
4 BEL_.l. atc uvi:m\k// il JWILL. HALVE OR DOUBLE ALL FEEDS & CHASING PITCHES
0 (=Y FACTORY LAYOUT
TEE SLOTS FLOORPLAN IN.--1FT. | HP. WT. DR. BY G.G. DATE SEPT.IS 24 Co\ivaebggi

e el . T WTarrTee g



VHIHHLHIHLHHLHLHLLOI Y B HLVLDOLOLVLVLVLYY YUY YU

“BUILDLR'S NAME BUILDER'S M 1740 MACHINE DESCRIPTION STARTING
i lwr-tw |
e THE WARNER - SWP\5EY 0. =i 8 5-TW \(\'/ASRF’[;EFD2 Al‘_gi GgE;’:QDSEE\I(\D TUR.LATHE
STANDARD DATA SHEET CLEVELAND OHIO U.S.A NUMBER Ne 5 ELVE .
INSTALLATION Sﬂccxnc‘\'gqo‘t:’s G BUTTON LS_qu Q ™ SPLCO AND FEED TABLE
CRIVING BUTTON 7= DIAM,
MOTOR A.C. D.C.* A STA 5 /D'lochT|Nc.}{FRo!HGrAc_E 15DEG. gg 5P]NDLE SPEEDS
SER. NO SHOP NO w HERICAN JTANONT ' i TANDARD RB_DOUBLE
. NO. : B FLANGED SPINOLE NOSE "l‘u" | STANDARD STAN %
K o ~e——=1750 = DRIVE PULLEY DRIVE PULLEY
Pt g« 5);\° < r_aal_l T o0 -R.P.M GOO-RPM. | [I2OO-RE.M
FRAME 5L 5L i
== o 1 T ‘1 g j\ l S+ T ! 26 X 26 | 181 sz | aoe
| PO S VTV Y -
H.P. BEM, b e Ho o iy 2R 2 L_f? S BET 198 34 | 1a8 ca | 3ac
VOLTS BRHEESGY: T t A §,5’1 by f 47 274 47 | 2714 g4 | sag
4 4 7 —L np \ &
AL 1k ZESN IR oo | T AR ez 364 Gz | 364 | [ 124 | Te8
% - P L
GEAR . —}F_L ] ¢ | FT gl 475 &1 | 475 || 162 | as0
CHAIN i :L‘é‘]:‘- 3% TAPER PERFT s - } i% 7 % e c58 e é58 224 (131G
OEG -T2 ¥
SHAFT KEY aqd LOCGr Tz M 15-95\ S — \ & PER_REVOLUTION OF SPINDLE.
= ] - : FEEDS  For uNIv. CARRIAGE M-(248
SLIDE RAILS ' UTER CIRCLE BOLT /
2-vOLES mmeR iRtle  [*—3 G | ALL TOOLS MUST CLEAR CcrOSS | LEVER [LonGL
Quie, HOLES- 3-11-NC TAR .
ConTROL ECF : ?}i Dz;p golLne Th FEEDS |POSITIONS |FEEDS.
ORIVE PULLEY-10"0IA 33FACE IGOEER. — — ——
GOO-R P M. STANDARD [ Hlax-20 : 2 !
1200-R P M __DOUBLE N ToOL CLEARANCE 004S E & 007 o,
™ DOUBLE BELT f—t1e— 007 F o3 oz
TTa—ete M1 =N 17 L D -
36%—--.%:\!_ = 2 rBz oI5 | T o019 2
i dok T 97 | & 2 0za >
A | B ot C 3 04
1= (b e B oz7 5
] —t Fe PER REVOLUTION OF SPINOLE. w
i : 2 CEEDS ok HEX.TURRET SUIDE M-iz44 T
V| m
Al LEVER
¢ [] S FEEDD ositions n__]
' — . - 00S F 3
EL_jy i -
! =10 LAG SCREW 007 G-
L ZLAy NS HOLE S-ZDRILL] oje F 2
=2 S S-LEVELING SCREWS S
H ozo c 3
A n == o
[ 135w ol ’ 3 1% 030 C
=~ . 3T e 4ET 7
8 s BET qui R 55;_13 203~ 049 | € =
= . 3 T g3 BELQ3 -
2 5 x AUTOMATIC CHuCK CAPACITY
2 I FIRCR LTYEE LA Bl < = L Fl cation oF | ROUND-2%  SQUARE-IZ . HEXAGON-22
S M-1127 [PLAIN |25 | 23| 47| 45| 4%|2ag LQ—LQ—Q—N . HOLE 18 S Che Big R—a%
E M-1248 [uNiversall 325| o3| 32| 5i&| 4% |28d CONDUIT.
M SWING Over BED-20%° OverR CROSS SLIDE-QF
TOTAL MOTION-I0* /'1\7 TAPER ATTACHMENT CAPACITY
e 4% PER FT 8™
[ MOTION \ G
o ” MAX. LENGTH TURNED~|3 ™
TES s m] d‘_':% A b 0 // NOTE Two CHANGE GEARS CAN BE FURNISHEO ON
i v 1 i VP‘ /| |SPESIAL ORDER FOR HEAD END GEAR BOX THESE
J"U_ AT \__5" e a=q 3um ] 12 WilL HALVE OR DOUBLE ALL FEEDS & CHASING PITCHES
END VIEwW <} —2ig 1 rersnraveay ' .
DRWG.NO.
CROSS SLIOE TEE SLOTS FLoor PLANYGIN--1FT. | HP. wT. DR. BY ﬁ,, DATE o/ily/94/ | C-103110




USER'S’
MACHINE
NUMBER

' MACT{INL OLLCRIPTION STARTING
MACHINE TooL BUILDER'S M- |740l ]Lm_—
THE WARNER & SWASEY CO. SERIAL WARNER & SWASEY
STANDARD DATA SHEEY CLEVELAND OHIO U.S.A NUMBER ° 5-TWELVE SPEED ALL GEARED HEAD TUR LATHE
INSTALLATION b Htran _-L 5PTN50D(I:DEANU gpPTgLE;DS
MOTOR A.C. 2 Gy ECTING & F Rowncg_
AMERICAN STANDARD = : wlhe
SR SHORHO. B FLANGED SPINDLE NOSE - “STANDARD 'STANDARD B_DOUBLE
MAKE (% DRIVE PULLEY ORIVE PULLEY
TYPE FRAME i g / GOO-R P M GOO-RPM. | I200-RP.M |
. 4 4 Z
e T oz T Z 26 151 2e | 151 s2 | 302
- - - 34 198 34 | 198 e8 | 39c
T PH. cY. o N
NOL S e A 47 274 47 | 274 Q3 | 548
BULLEY ! Gz 364 Gz | 364 || 124 | 128
SEAR o 81 475 a1 | 475 |[ 182 | aso
CHAIN 1} Mr_ni_n'.m e 658 1z | 58 224 1316
R T =
SHAFT KEY 3q%"“——’ = pt—p 62— F PER _REVOLLTION OF SPINDLE
R e l/((—" = EEDS  For yniv. CARRIAGE M-iz48
3FT5E ?a.Houbl%hﬁ.{:cl,mI:; i AbL TOOLS MUST CLEAR CROSS | LEVER | LONGL.
UNIT NZ K IEocER ’ FEEDS [POSITIONS |FEEDS
HEEIE ﬂ?)"ﬁ ol 7V M bez 003 F oI 0045
n23 | 7715710 56% 2 . N - (il O\ TogL CLEARANCE ooas | F 2 007
MAX T
Q7 F 3 oz
N __3%’ 2
1)) @ =¥ Q115 C | 019
== m r“\ /" Smnd o017 | ¢ e oza
iy 6 - o027 C 3 045
e . PER REVOLUTIQN OF SPINOLE
@_ =S el EEED FOR HEX TURRET SUDE M-1244
S 1S 1
: LEVER.
= FT FEEDS |osirions
005 F 3
a!.\’f_loul { 1
T - gEs
HOLE S-4DRIL (329 R
t - —" B T o [ c 3
1 BN 184 —ale— 14 \ .
o= s T l-tmf—---n 4 /||l Yeor sereas 030 c |
G L . oPs lg T al# .._\g M,U_‘LQS 049 & B
St < BT A 7 a o 1% BSE UG
. Be=iig roes RN o x%:img AUTOMATIC CHUCK CAPACITY
NUMBER | TYPE |A C|D!E |F - =y gIqGUITER |
Jreren e 1] RQUND-27 SQUARE-IF HEXAGON-Z2
M-1127 [PLAIN |25 4 as|s aqg g—L =+ SQUARE  LOSATION OF Z % KA g 2ig
A 5% SQUARE. 40 TURRET  WNRERF HOLE IN AUT. CHUCK PLUNGER-2 T
™M-1248 [UNIvERSAL|32% 33| 5&[5% zzsg3 , d ConouIT.
s r'_;-‘: v Swing Over Bep-20%- O\JERCRQSSSLmE_-iOq’
TOTAL MQTION-I0% I: r_t: : £ TAPER ATTACHMENT CAPACITY
5l L 7 45 p o
oA 0oy u%n E ?.i‘; _%e ER. FT. 8% LG
& ﬁg_ ) 2 L MAX LENGTH TURNED -3
E i f ™ ) \ o {NOTE Two GHANGE GEARS CAN BE FURNISHED O
' = | A L \Q/ [SPECIAL ORDER FOR, HEAD END GEAR BOX THESE
T a3 MMLL HALVE OR DQUBLE ALL FEEDS & CHASING AITCHES
g \»5 = B 13— | 3
TEE SLoTs FLOOR PLAN}"IN.-AH‘. HP. wT. DR. BY ﬁ,‘ DWG. No_C-/03I/0

143HS V1Vvd
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SPEED AND FEED CHART

WARNER & SWASEY CO.

M-1740 M-1240 M-1120

NO. 5 TWELVE SPEED ALL GEARED HEAD TURRET LATHE

DRIVE SHEAVE 600 R.P.M.

CLEVELAND 3, OHIO

SPINDLE R.P.M.

26 34 47 62 81 112 | 151 198 274 | 364 475 658
DIAMETER - INCHES SURFACE SPEEDS F.P.M.
. 250 7 10 13 18 24 31 43
.375 8 10 15 19 27 35 46 64
.500 8 10 14 19 26 35 47 62 85
. 625 8 10 13 18 24 32 44 59 b 107
.750 9 12 16 22 29 38 53 71 92 128
.875 8 11 14 18 25 34 45 62 82 108 149
1.000 9 12 16 21 29 39 51 71 94 123 171
1.125 7 10 14 18 24 33 44 58 80 | 106 139 192
1.250 8 i 15 20 26 36 49 64 90 | 118 154 214
1.375 9 12 17 22 29 40 54 71 98 | 130 170 235
1.500 10 13 18 24 32 44 59 77 106 | 142 185 256
1.625 11 14 20 26 34 47 64 84 115 | 154 200 278
1.1750 12 15 21 28 37 51 68 90 124 | 165 216 300
1.875 13 16 23 30 39 54 73 96 134 | 177 232 322
2.000 14 18 24 32 42 58 78 103 142 | 189 246 342
2. 250 15 20 27 36 47 65 88 116 160 | 213 278 385
2.500 11 22 30 40 53 73 98 128 178 | 236 308 427
2.750 18 24 33 44 58 80 | 108 143 196 | 260 340 470
3.000 20 26 37 48 63 87 118 154 214 | 284 370 514
3.250 22 29 40 52 68 95 | 128 167 232 | 308 400 556
3.500 24 31 42 56 73 102 | 137 180 249 | 330 434 600
3.750 25 33 46 60 79 109 | 147 193 268 | 355 465 640
4.000 27 35 49 64 84 116 | 157 206 285 | 378 495 684
4.500 30 40 55 72 95 131 177 232 320 | 425 556 770
5.000 34 44 61 80 105 145 | 196 257 356 | 472 616
5.500 37 48 67 88 116 160 | 216 283 391 | 520 678
6.000 40 53 73 96 126 175 | 235 308 426 | 567 740
6.500 44 57 79 | 105 137 189 | 255 334 462 | 615
7.000 47 62 85 | 113 147 204 | 274 360 498 | 662
8.000 54 71 98 | 129 169 233 | 314 410 569 | 756
9.000 61 80 110 | 145 190 262 | 353 463 640
10.000 68 88 122 | 160 210 292 | 393 515 712
12.000 81 106 146 | 193 252 350 | 471 618
14.000 95 124 171 | 225 296 408 | 549 1720
16.000 108 141 195 | 258 338 466 | 626
18.000 122 159 220 | 290 380 525 | 706
&kl é g% FEED HEXAGON TURRET - TIME FOR ONE INCH LONGITUDINAL CUT
s 8k
ngv &3 . 049 .79 . 60 .43 | .33 .25 .18 | .14 .10 .08 | .06 .04 .03
a8 30 1.28 .98 .M .54 .41 .30 .22 .17 J2 L 08 07 .05
W o [} .0
o= duy .020 1,92 1.47 106 | .80 .62 .45 | 4% 25 .18 | .14 A4 .08
O o=
53?:5 ;; E §‘ .012 3.20 2.45 1.77 [1.34 1.03 .74 .55 .42 .30 .23 .18 .13
E 00§ o, ‘po1s | 5.14 392 2.8 |215 1.65 1.19 .88 .67 .49 37 98 o
8 g& g S .005 7.70 5.90 4.26 |3.23 2.47 1.79 [1.32 1.01 .13 | .55 .42 .30
o)
o 2 .
QE 2 g - 3 CROSS SLIDE (Universal) - TIME FOR ONE INCH LONGITUDINAL CUT TOWARD SPINDLE
7] [}
o ]
85‘8"‘35% .045 .85 .65 mgeiigg s pae s e | M Y 08 | 06 08 08
s g " " 029 1.33 1.01 23 | .56 .42 .81 | .28 .17 .13 | .09 .07 .05
gRo= g4 .019 o.0% < 1.85 0 15 |-ies " 85, AT | .86 .2 a8 | a4 o110 les
(=] Wt
) .012 s 20 246 1,77 {1.34 108 .74 | .55 .42 .30 | .23 .17 .13
o B :‘sg 3l oot 5.50 4.20 3.04 [2.30 1.77 1.28 | .9 .72 .52 | .38 .30 .22
g :g,{-’ g 8| ‘o045 | 8.50 6.54 4.73 |3.60 2.75 1.98 |1.48 1.12 .81 8l AT 84
X ;
b= « o
g k] v '§ 9 E b CROSS SLIDE (Universal) - TIME FOR ONE INCH CROSS CUT TOWARD SPINDLE
- O :
4 25 gé'—; .027 1.42  1.09 S| T AR (et T RS T NEERCE R 1 A | Y (R 1
o _g 255 o175 | 2.20 1.68 1.23 | .93 .70 .51 | .38 .29 .21 | .16 .12 .09
3285083 o115 | 3.4 256 1.85 |1.40 1.07 .78 | .58 .44 .32 | .24 .18 .13
- Lmdaand E
. Eogd %02 o007 | 5.50 4.20 3.04 [230 177 1.28 | .95 .72 .52 | .39 .30 .22
E"Eeﬂﬁ @ ‘go45 | 8.50 6.5¢4 4.73 |3.60 275 1.98 (1.48 1.12 .81 | .61 .47 .34
0588538 al ‘003 |12.80 9.80 7.10 |5.38 4.10 2.98 |2.20 1.68 1.22 | .92 .70 .51
ZmBrww 9 -
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WARNER & SWASEY CO.

SPEED AND FEED CHART

M-1740 M-1240 M-1120

NO. 5 TWELVE SPEED ALL GEARED HEAD TURRET LATHE

DRIVE SHEAVE 1200 R.P.M. CLEVELAND 3, OHIO
SPINDLE R.P.M. 52 68 94 124 162 224 | 302 396 548 | 728 950 1316
DIAMETER - INCHES SURFACE SPEEDS F.P.M.
- 250 8 11 14 20 26 36 48 62 86
.375 9 11 16 20 30 38 54 70 92 128
.500 9 11 16 20 28 38 52 70 94 124 170
.625 9 11 16 20 26 36 48 64 88 | 118 154 214
.75 10 13 18 24 32 44 58 76 106 | 142 184 256
.87g 12 16 22 28 36 50 68 90 124 | 164 216 298
1.000 13 18 24 32 42 58 78 102 142 | 188 246 342
1.125 14 20 28 36 48 66 88 116 160 | 212 278 384
8
1.250 16 22 30 40 52 72 98 128 180 | 236 308 42
1. 335 18 24 34 44 58 80 | 108 142 196 | 260 340 470
1.500 20 26 36 48 64 88 | 118 154 212 | 284 370 512
1.625 22 28 40 52 68 94 | 128 168 230 | 308 400 556
0
.750 24 30 42 56 74 102 | 136 180 248 | 330 432 60
i g?zs 26 32 46 60 78 108 | 146 192 268 | 354 464 644
: 6 48 64 84 116 | 156 206 284 | 378 492 684
e x5 : 426 556 770
2. 250 30 40 54 72 94 130 | 176 232 320
44 60 80 106 146 | 196 256 356 | 472 616 854
S e 66 88 116 160 | 216 286 392 | 520 680 940
bl s o 568 740 1028
3.000 40 52 74 96 126 174 | 236 308 428 s
3. 250 44 58 80 104 136 190 | 256 334 464 | 616 800 111
8 62 84 112 146 204 | 274 360 498 | 660 868 1200
g' ?zgg éo 66 92 120 158 218 | 294 386 536 | 710 930 1280
4.000 54 70 98 128 168 232 | 314 412 570 | 756 990 1368
4.500 60 80 110 144 190 262 | 354 464 640 | 850 1112 1540
122 160 210 290 | 392 514 712 | 944 1232
g' ggg gj gg 134 176 232 320 | 432 566 782 | 1040 1356
6. 000 80 106 146 192 252 350 | 470 616 852 | 1134 1480
6.500 88 114 158 210 274 378 | 510 668 924 | 1230
94 124 170 226 294 408 | 548 720 996 | 1324
g' ggg 108 142 196 258 338 466 | 628 820 1138 | 1512
9.000 122 160 220 290 380 524 | 706 926 1280
10. 000 136 176 244 320 420 584 | 786 1030 1424
162 212 292 386 504 700 | 942 1236
12' G 190 248 342 | 450 592 816 | 1098  ]440
16. 000 216 282 390 516 676 932 | 1252
18. 000 244 318 440 580 760 1050 | 1412
. H LONGITUDINAL CUT
sLed8% | FEED HEXAGON TURRET - TIME FOR ONE INC
S RS2 54 .09 | .07 .05 .04 | .03 .02 .02
g223 @3 '3;3,3 e = :gg e Lol e .09 .06 | .05 .04 .03
"gHBnE | o -96 T4 53 | .40 .31 .23 | .17 .13 .09 | .07 .06 .04
= > -
TeShg 12 09 07
& B0 | &7 .82 .87 | .28 .2t .5 | . ; .
ggaug 5 e e 1.42 | 1.08 g .60 | 4¢ .38 w4 a0
295d°q il [ A : 62 1.24 90 66 51 37 28 .21 .15
085 055 | loos | 3.85 295 213 |1 : ; . , _ :
s o .
2 é & :% CROSS SLIDE (Universal) - TIME FOR ONE INCH LONGITUDINAL CUT TOWARD SPINDLE
=] o E a
o @g8 33 24 S S T AR ¢ R e SRR RN O S s
2058 & . 045 .43 .33 : .
BS8,2 | oo9 .67 .51 ‘37 | J28 .21 .16 }g .02 (l)g gg .gg '82
aRe=gs | o 1.01 .8 fRerl g v ame g | a . . . .
£ ) b ; 1 Az da o7
355}33}5 | e S gt e el o |t
8 :égfgé oas |id.2s . 327 o 2.37 l1.800 138 99 | 74 &6 .41 | .31 . .24 i1q
«
E g 3 9 o8 2 CROSS SLIDE (Universal) - TIME FOR ONE INCH CROSS CUT TOWARD SPINDLE
G ot
§g:m§§“ .027 .71 .55 0L T e e P e v R S T RN 3
Ffom36 gJB 175 | 1.10 .84 (P R R TR IS (SR T RS [ R PR T
98%H,53 ‘3115 167 1.28 |l O [ T e | ey s S R )
- W L= » -
By d ™ ZAL0 - 52 0 [ 1a1s k801 E L i R ge g Bl ol R g P
a .007 2.75 - i
G Fweas g 00 | s2s 327 23 |1so 138 .99 | .74 .56 .41 | .31 2% 1
088385l 003 6.40 4.90 3.55 [2.69 2.05 1.49 |1.10 .84 .61 | .46 . :
Z =y et Y .




PLATE 1

INSTRUCTIONS For Ordering Repair Parts

IMPORTANT

REFER TO THE CORRECT REPAIR PARTS PLATE

This is a composite repair parts section for all machines within the lot range indicated on

the cover. Repair parts plates for all standard machine attachments are also included.

When more than one parts plate is included for a particular unit, be sure the lot number
at the top left of the plate covers the lot number of your machine. Do not order parts for

standard machine units from the attachment parts plates or vice versa.

FURNISH THE FOLLOWING INFORMATION ON YOUR ORDER:

@ QUANTITY WANTED
@ CODE NUMBER AND NAME OF PART REQUIRED
@ SERIAL NUMBER OF MACHINE

The machine serial number is stamp- The serial number of the machine is
ed on this plate which is usually also stamped into the casting at the
located on the headstock. foot end of the bedways.

SADDLE TYPE

When Ordering
Parts Be Sure
To Include
SERiAL 78 The Machine
./ Serial Number

© THE WARNER & SWAS EY CO CLEVELAND 0.U.S.A. ¥
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//zﬂ HOW TO FIND THE SERIAL NUMBER OF YOUR MACHINE
3

o
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?* RAM TYPE
g
~
ol

THE WARNER & SWASEY COMPANY

5701 Carnegie Avenue
Cleveland 3, Ohio

Telephone: | HEnderson 1-5580
[

Direct your order to ..




A\ AR AR AR AR AR RRERRRRRARRRRRRRRR.

Plate 16

Ratchet Bar Feed—Unit "K"

4
°
£
. L L ﬂ C
Preselector Head-Unit "A" Square Turret—Unit "N" 33
and All Geared Head—Unit "A" Plate 7 a <
Plate 3, 3-a, 4, 4,5,5-3, b, b-a B-7 End Splash Guard Coolant Pump and Piping—Unit "C" 3 g
B-46 Machine Screws _:_:-, X
Plate 17 E
Pick-Off Gear Box—Unit "H" Universal Cross Slide and Carriage—Unit "E" - S
6%
el
=
-
pr
>
o

o

o | e

Plate 8 Plate 10,11
Collet Chuck—Unit "J" 4 / Hexagon Turret,Slide and Saddle—Unit "'D"
Plate 15 0 = ( @ N3 > Plate 12,13, 14
IB-9 Rear Splash Guard
L) : NS f! Hexagon Turret Saddle Apron—Unit "G"
VAIWER & SWASEY K

° @ 5 e @ Plate 12, 13
©)
S

SN\
=\

17\ Be sure to give the serial
number that is stamped on

I 9 [} D
1B-11 Drip Trough \ @
\ = Ly 1B-6 Oil Pan
» Q /
; /
B
1B-20 Bolts
1825 Washers{ /| pal Pt
1B13 Short Drip Trough  |B-4 Collar 1B-27 Adijusting Screws IB-2 Cover
IB-3 Strainer 1B-40 Pipe Plug
1B-14 Leg Gasket 1B-12 Gasket
-30 Pipe P s
1B-30 Pipe Plugs 1B-15 Cap Screws IB-1 Foot End Leg
1B-35 Screws 1B-10 Front Splash Guard = Qs 1B-36 Screws

1B-37 Nuts 1B.37 Nuts

1U-7 Motor Base Pedesfal

Universal
Pedestal Motor Drive-Unit "U" Carriage Apron—Unit "F"
el Plate 9,10, 11

Before ordering parts

ing Part : :
When Ordering Parts . .d instructions on Plate |

.8, Hun—sba pue ueq ‘pag

T 8ip|d

the name plate.
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“No:'5 Universal Turret Lathe Pl
M-1740 Starting Lot | A

All Geared Head—Unit "A"

All Geared Head Shaft Assembly

1A-25-C Complete Clutch Assembly
ﬁ (

1A-1-C Complete
Drive Shoft Assembly

Plate 4 \

\

((i_. 1A-55.C
'.2"_.& Complete Idler Shaft Assembly

|lﬂlllliﬂj!|

e

( e Plate 3
] o=
SEEH E
S= .a. é—g'-(f s 1A-65-C
1A-80-C = L == =B Complete Back Shaft Assembly
Complete Intermediate Shaft Assembly =7 g SIME= Plate 3
Plate 4 :((' .% 2’;_

)

fugrrire
| o
wnia
AR »

1A-90-C Complete Spindle Assembly

Plate 3
1A-125-C

£ = ol
& ﬂ g ! Complete Front Shaft Assembly
D Plate 4

1A-90-C Complete Spindle Assembly

1A-340 Woodruff Key IA-111 Spindle Gear  |A-114 Front Closer
: ; IA-115 _Socket Screws
1A-100 Spindle Collar IA-103 Bushings o

1A-99 Bearing Ring Spacer 1A.105 Rivet

1A-343 Key IA97 Beoring\ \ ‘ 1A-104 Spacer %

e e 2N //’/ 7777700
oes N s y
\Z—-\Wll 72 ‘\.\\\; € m :\\ ‘/Al‘ brasss, I// 7, n\\\\\\\\\\\\ltl

''''' /é( RSN

K
~<

mtlllllllllmh

N\W=/
IA-90 Spindle IA-101 Screws ;7 ="
o 1A-98 Bearing Ring /‘
IA-91. Adjusting Nut 1A-102 Sleeve Gear )W
IA-92 Feed Gear 1A-106 Sleeve Gear LA-109 Scraws IA-113 Bearing
IA-107 Spacer 1A-108 Spindle Gear |A-112 Front Bearing Ring

Before ordering parts read instructions on Plate |

1A-65-C Complete Back Shaft Assembly

|A69 Cluster Gear 1A-70 Cluster Gear 1A-65 Back Shaft

luster Gear IA-66 Gear
I‘M’lsAc-l:;s gﬂdf Lrerogey 1A-72 Bearmg 1A-55-C Complete Idler Shaft Assembly
JATZ Evecas 1A-56 |dler Gear 1A-57 Screw 1A-271 Screw Plug
— 1A-272 Cotter Pin
=\ v {A-270 Spring
Q % 1A273 Bl
Q 7 5 al
)| \
1A62 Sr.rew p 1A-219 Screw
JA-75 Key IA%! Bushing 1A-60 Key
JA-71 Thrust Coller 1A-73 Screws 1A-71 Thrust Collar 1A-59 Collar IA.55 Idler Shaft |A-58 Fork
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No. 5 Universal Turret Lathe

M-1740 Starting Lot | Plate 3-a

Four Lever Head Cover—Unit "A"

1A-148 Clutch Lever

1A-153 Carrier Lifter Lever

A JA-144 Lever Sleeve
{_/ "~ JA-189 Check Nuts

>y 1A-187 Woodruff Keys
Wi, 1A-188 Cap Screws

\ ' IA-159 Spring
Ny _ JA-158 Plunger

1A-152 Slide Block Lever

D

|ATEA Lover Y T N
: (L N P %
5 O / s, IA-I56 Cradle
- e
- 1 -. % R ;

<" 2" 1A.186 Balls

l;..r' |A-185 Springs ‘."—. ’« " -
~. y o) S ¢
Py ' = i 3

1 ”o ,\,nl‘ ; :
IA-142 Fork q‘ ‘.
T >

T ;\ .
) o 2N, i
p " Su - IAIS7 Pin

7 IA-218 Cap Screw

() ]

) > ~)
2 (/::/IA-I‘W Lever Stud
: - TN IA-188 Cap Screws

L/
J -1 1A-186 Balls
/11A-185 Springs ~71A-149 Clutch Fork Shifter

™~

IA-143 Shifter Lever

IA-808 Fork e
1A-145 Lever Stud St Y 1A-151 Clutch Fork Shaft
1A-141 Shifter Lever ‘\'\.j /“
1A-146 Lever Stud L e

1A-155 Gear Fork Shifter ‘\' :

1A-190 Cotter Pins “——1A-150 Clutch Fork

. Stud :
Ilﬁtllﬁ éﬁ:gll; N:ts 1A-147 Lever Stud A-196 Hollow Set Screws

1A-167 Carrier Shaft IA-148 Clutch Lever A-I57 Pin
IA-194 Cotter Pin IA-159 Spring \/ IA-156 Cradle
|A-163 Index Plate Carrier IA-158 Plunger ,\( 2 / IA-218 Cap Screw
1A-166 Slide Block g (D/ 1A-240 Tube
1A-214 Pins Y 1A-160 Cover

1A-363 Gasket
,/iA-5|7 Oil Filter

- LA-195 Cap Screws

|A-161 Pointer
|A-216 Machine Screws

1 A-165 Position Plate
1 A-801 Drive Screws

|A-162 Index Plate <
|A-152 Slide Block Lever > ﬁ
2 ld Block Lever SN @B\ DL | S

1A-220 Screw
\
1A-206 Cap Screws

1A-212 Screw < 5
A-188 Cap Screws :'55 \

1A-197 Cap Screw
(S 1A-198 L:gk Washers ‘m‘m Head Cover
gA-ZH Scr?:v::j/ s t)
o ‘ A2 L |A.16
“" ’@ 3 Bushing
G S = 0

— | A-175
'Welsh Plugs

| A-800 Brake Plate

7 X 1A2IS Pins
1A-314 Oil Pip/
“1A-195 Cap Screws
<IA-2I7 Taper Pins

1;\453 Carrier I:iffer Lever

<1y 15

1A-172 Nuts




No. 5 Universal Turret Lathe
M-1740 Starfing Lot | Plate 4

All Geared Head—Unit "A"

1A-1-C_Complete Drive Shaft Assembly

{A-1 Drive Shaft
1A-18 QOil Seal 1A-11 Collar
IA-8 Bearings 1A-12 Bearing
rarits Si',",‘:; IA-9 Thrust Collar IA-14 CLap kScwrw
IA-7 Bearing Nut '\ / oo o r b Shars
1A-4 Wosher 7 == —A\H AN
> (AN — b. £ ;! prrrez)
H ’ T i
‘ ( —] " — ~——IAI75
IA3 Nut = 2= — =, \ Welsh Plug
LA-10 Cottor Pin”" = = —
7 orier tin A2 = =

IA-6 Woodruff Ke
L4 IA-17 Bearing Spacer 1A-13 Washer

1A-238 Shoe 1A-20 Screw
1A-19 Hollow Set Screw

3 ﬂ
\V
\ |A-16 Bearing Bushing
1A-2 Drive Sheave

1A-25-C Complete Clutch Assembly
1A-280 Lock Pin Springs 1A-943 Roller Ring 1A-38 Lock Plates
1A-282 Pins 1A.944 Rollers IA-36 Quter Discs

1A.281 Lock Pins |A-942 Levers 1A-37 Inner Discs

1A-35 Back Plates 1A.945 Cotter Pin 1A-940 Snap Rings

% 1A-331 Key 1A-945 SPacar 1A-335 Koy
¥ |A809 Wosher i P IA-31 Split Washer

% IA810 Pin NN b % TS, S\ A4 Bushing *
S QRN
1A-33 Bushing ﬂ =" S \ \ N I ‘ //’\’(I‘ll‘l)_ﬂ_lhl)ﬁt \\\\\\\\\ ez , 1A-32 Screw ™
L7 i N O =2 GO G 74
Q= NN ) TR AN 7722 NN T N 2

4 d b 3 sz il
- !

ata

oSN

P
/
g
%

vz 1A-812 Pin

1A-350 Screws
| A-349 Drive Keys

e 1AA47 Key/ o,
' 1A-45 Clutch Body

1A.94] Key

(!

oo R

E e d
I pnoon o,

B EEE!'&

sz |A-1 Drive Shaft / 1A44 Engaging Cone 1A-27 Right Clutch Pinion ::
.., 1A-25 Left Clutch Pinion 1A-949 w°°d.mﬁ, Keyf 1A-28 Right Clutch Ring .-
g 1A-283 Adjusting Rings . :
2 1A-26 Left Clutch Ring | A-285 Release Spring Pins IA-48 Springs
1A-80-C Complete Intermediate Shaft Assembly
*NOT PART OF 1A-25-C COMPLETE CLUTCH ASSEMBLY
1A-8] Gear 1 A-80 |A-82 Gear
\ Intermediate Shaft IA85 Bearings
|A-85 Bearings L .
o B = Before ordering parts

read instructions on Plate |

3 {A-84 Thrust Collars
IA-84 Thrust Collers |A87 Key 1A86 Scrows

e 1A-125-C Complete Front Shaft Assembly

IA-131 Large Gear IA-125 Front Shaft 1A-130 Pinion Gear

1A-135 Woodruff Key

1A-126 Thrust Collar
1A-128 Bearing

1A-135 Woodruff Key

WARNER & SWASEY

e e L

When Ordering Parts

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




No. 5 Universal Turret Lathe

M-1740_Starting Lot 110 , Plate 4
All Geared Head—Unit "A"
\ Q 1A-1-C Complete Drive Shaft A bl
\\‘\ \~ IA.18 Oil Seal B & SEMDY |A-1 Drive Shaft
e e IA-11 Collar
IA-8 Bearings IA-12 Bearin
1A. o 9
ll':22|%4 Silr:\: n _“ ‘ 1A-§ Thrust Collar 1A-14 Cap Screw
IA.7 Bearing Nut oy . : 1A-198 Lock Washers
A4 Washer b = e £oitl %—'" ; ‘ ’)%i Ig
e "’ Ay [ = i — \"”'
‘,‘ (1111//14 I | == | .4._) A5
1A3 Nut™ ¢ 2 { =) = J Welsh Plug

IA-10 Cotter Pin
1A-6 Woodruff Key \\\v--

i ’l’ll 4
; '..~\\ ﬂ\ IA-17 Bearing Spacer \ IA.13 Washer
1A-238 Shoe
1A-19 Hollow Set Screw i ?crew
|A-16 Bearing Bushing
\ lAZ Drive Sheave

1A-25-C Complete Clutch Assembly
| A-943 Roller Rings

r// \‘\'IIII Y/

1A-280 Lock Pin Springs

A-282 Pi :

1 A-281 Lock Pins : 5 1A-949 Woodruff Keys 1A ?8A-3L6°C:‘D:\I/?:;sta+a;

1 A-35 Back Plat 1A.944 Rollers x

|A-33i K:Ye I A-942 Levers IA'BL 90‘;3“’5" PI‘:;"
% 1 A-809 Washer 1A-947 Pins f | A-940 Snap Rings

21 A810 Pi ) Y | A-335 Key
= in .
% | A-33 Bushing %‘/ : | . — /) ?IA-N Split Washer

{A-32 Screw

\\\\ \\ \\\ :
SCSSSSYESN Y~21A-34 Bushing :x

i 1A-812 Pin — Xy
IA 349 Drive Keys
1A-350 Screws J
< 1A47 Key ](‘

IT~ 1A-45 Clutch Body

FA 941 Key
2:1A-l Drive Shaft 7
o - e T ELi A 1A-27 Right Clutch Pinion
":lA’Zf;:;:* flr:cgluif}l;oging |A44 Engaging Cone 1A-283 Adjusting R"‘g*ﬂ IA-28 Right Clutch Ring
s VA e

1A-285 Release Spring Pins 1 A48 Springs

. %NOT PART OF 1A-25-C COMPLETE CLUTCH ASSEMBLY
1A-80-C Complete Intermediate Shaft Assembly

1A8] Gear 1A-80 1A82 Gear

Before ordering parts
read instructions on Plate

1A-84 Thrust Collars
IA-86 Screws 1A-125-C Complete Front Shaft Assembly

1A-131 Large Gear 1A-125 Front Shaft IA-130 Pinion Gear

==

N 4 1A-135 Woodruff Key

\ 1A-126 Thrust Collar
1A-128 Bearing
NN &7

1A-135 Woodruff Key

g
Al
i
Tl'
Iy
M!III

When Ordering Parts

Be sure to give the serial =)
i 1A-127 Bearin =

number that is stamped on ing =,

4

the name plafe. N

1A-129 Pinion

lllll,“lmlllllll
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No. 5 Universal Turret
er@h Lathe Plate 4-a

M-1740 Starting Lo
tarting Lot | All Geared Head—Unit "A"

1B-129 Grease Fitting Adapter
1B-55 Grease FiHings

IB-128 Cap Screws = "f IC-130 Tube
: R = IC-140 Tube
= '\ffg'(\'-§,l’
1B-125 Adapters| e o IA-920 Cap Screws
3 ‘ 1A-928 Lock Washers

Piping (See Note)

Z. 4 U/1C8 Bushings
a2 (7
) &) ' <&C ] 1C-25 Hollow Set Screw
s o & _

1B-126 Bushings 7] &
1B-127 Sleeves :
|1A-807 Hose and C'Iampsi—' iy Puz;:z::e;crews
» 1C129 Tub ; = ‘
1C.23 Cap Screws : ~ S
1C-141 Lock Washers y _S g gt

u'p;.\‘q pr72A

IO 2 L 1C4 Pl
@a%','}h ) ,.:' : ulley
0’3;'-:3 ;

See Plate 17 o~ L -
§ . : \ > —_— ﬁ\
5\

1A-527-C Complete >
Lubricating Pump Assembly

1C-39-C Complete — I
Coolant Pump Assembly

|1C-128 Elbow Adapters

LG pon— |A577 Pump Gear
=)
FT\IA-BTS Set Screw
et b 1A-921 Guard (Front)
— 1A-873 Guard (Rear)

\ 1B-100 Instruction Plate
S

=347 |1B-101 Drive Screws
3 )P 1B-102 Flange Cover

N

1A-518 Oil Tube
1 A-587 Bushings

1B-107 Gasket

18-6 Oil Pan

IB-103 Reservoir Flange

1B-106 Drain Flange/ ' 'Ll '-'_' i Ir’tfg‘i/
1 : —

e / 1B-130 Pipe Plug
= s ) 1B-104 Socket Screws
NMTI:;u parts are standard — 1B-105 Oil Tube
r.omm.nvciul ud:ic'cl: Wh-; 1A530 Oil Tube
ordering, specify size ani 1B.109 Elbow

length of pipe and size

and style of fittings. 1B-122 Drain Tube

Before ordering parts read instructions on Plate |

1A-527-C Complete Lubricating Pump Assembly

1A-528 Screws
IA811 Lock Washers IA-910 Taper Pins

IA-605 Oil Seal Assembly

IA-601 Pump Shaft
1A-607 Cap

|1A-856 Sleeve
1A59 Cap Screws 1A-592 Bracket
1A-597 Cover
|A599 Idler Pin JA-857 Gasket
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No. 5 Universal Turret Lathe Plate 4-a

M-1740 Starting Lot 54 A” Geared Head-—UnH’ "A"

1B-129 Grease Fitting Adapter
IB-55 Grease Fitting

1B-128 Cap Screw 1C-140 Tube
IB-125 Adapters 1A.920 Cap Screws
1B-126 Bushings A th
1B.127 Sleeves IS Viethe
1A-805 Pipe 1C-7 Pump Bracket

1A-807 Hose and Clamps 1C-24 Cap Screws
1C-129 Tube :
1C-23 Cap Screws IC-168 Pinion
I1C-141 Washers 1C-8 Bearings

"", ;’- 1C-25 Hollow Set Screw

‘ﬂg\ ‘# /lC-l? Pump Pulley Shaft

\Q.!y’-
Piping (See Note)

1C-39-C Complete jo:
Coolant Pump Assembly

_‘,,'%:e._.. ,IC4 Pulley

BT RY
)
LN,
'f ¥~ C-128 Elbow Adapters
‘_;:'Pump Gear
‘W SCrew
\ 1A-921 Guard (Front)

For Coolant Pump and Piping Parts
See Plate 17

1A-527-C Complete——= &
Lubricating Pump Assembly

IA51870il Tube “2S. 17 1N :
| A-587 Bushing ‘s‘ \\‘!.'.1 :
IA519 Elbows << 2 "

I.’J

IB-100 Instruction Plate

N \lB-tOI Drive Screws

o = 18-102 Fl Cov
Pipe Fittings (See Note) | 2] »)- “ ange Cover
] - ~—iB: :
I‘I{‘ ,u\ CENRY B-6 Qil Pan

1A.805 Pipe

St A - 18107 Gasket

N
S
! : f VE—1) et N S
1B-106 Drain Flange N .)‘-,‘? IB-103 Reservoir Flange
= : o= 1B.104 Machine Screws
IB-130 Pipe Plug

IB-105 Qil Tube

1B-107 Gasket

]
1

N

- 1A-530 Oil Tube
1B-109 Elbow

IB-122 Drain Tube
IB-104 Machine Screws

Note:
These paris are siondord
commerciol articles. When
ordering, specify site ond
length of pipe ond size
ond style of fittings.

Before ordering parts read instructions on Plate |

1A-527-C Complete Lubricating Pump Assembly

1A-528 Screws
JA-811 Lock Washers

1A-910 Taper Pins
1A-604 Bushing
IA-605 Oil Seal Assembly

| A-598 Idler

IA-601 Pump Shaft

1A-607 Cap
|A-856 Sleeve

~— |A-592 Bracket

JA-596 Cap Screws
1A-597 Cover
1A-599 Idler Pin 1A-857 Gasket

Before ordering parts read instructions on Plate |

e R ===



No. 5 Universal Turret Lathe

M-1740 Starting Lot | Plate 5

All Geared Head—Unif "A"

1A-1205 Numerals (Specify Marking)

1A-1253 Window
IA-1221 Drum Housing |A-148 Control Lever 1A-147 Control Dome
. ,
IA-140 Head Cove\ . y : | A-1300 Position Plate
‘), ", 1A-1301 Drive Screws
Y| |l .
‘l‘_/ .’, 1A il Filt
1A-348 Machine Screws ) ‘ ’ / _i__ 517 Oil Filter
Pl \ |A-195 Socket'S =
- ocket Screws
1A-310 Oil Trough 1A.220 Screw = ‘ ’/'A'm Fleas
1A-948 Connector 1A-206 Cap Screws / 5 :
1A-344 Eye Bolts 1A-212 Screws ~ “.' Oil Tube
1A-925 Nipple R 8

] 1A-16 Bearing Bushing
o€ “‘ o

1A-927 Qil Plug

6

S,
o |A-175 Welsh Plugs
\ J
7]
‘ 1A-924 Gasket

l 1A-926 Screw

o
1A-209
0 Oo “T— Set Screws
(¢} 1A-172

1A-1210 Handwheel
1 A-367 Machine Screws

Adjustirg Nut

1A-392 Screws
|A-199 Oil Gauge
1A-169 Push Button Cover
| A-168 Two Button Plate
|A-170 Three Button Plate

1A-202 Plug
s, l‘)/ 1A-203 Screw
A
St 1A203 Screw ety
5 IA-355 Drive Button
/ if\-205 Plug 1A-356 Socket Screw
: -‘) !
| A-801 Drive Screws g ";"i )
",r#-u . 1A-870 Name Plate 1 O &
\ _JA-591 Elbow y
|A-585 Gasket \\/ 1A-90 Spindle
/ 1A-881 Closer Seal

1A-376 Spacers
|A-184 Push Button Units
(Specify Color of Button)

\ 1A-211 Machine Screws
N

1A-208 Machine Screws
S
1A-225-C Complete Belt Guard Assembly

1A-228 Machine Screws

1A-882 Socket Screws

| A-802 Drive Screws

|A-226 Belt Guard

1A-227 Washers

When Ordering Parts

Be sure to give the serial
number that is stamped on 14228 Machine Screws

the name plate.

1A-229 Screws

1U-43 Drive Screws
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No. 5 Universal Turret Lathe
M-1240 Starting Lot | Plate 5-a

o Preselector Head-Unit "A"

M-1740 qurﬁng Lot | 1A-1208 Drum Gear 1A-1250 Washer
| A-1207 Spring
el 1A-1220 Oiler
IA-1205 Numerals (Specify Marking) == . 1A-1221 Drum Housing
1A-1209 Dial Drum 2 r IA.1204 Chains
|A-120§ Drum Sleeve n\\ i [ |A-1222 Counterweights
IA-1251 Window Frame I b
1A-1252 Screws N\ S 1A-1223 Stud
1A-1253 Window g \r’ 1A-1224 Nut IA-1226 Control Lever Cap
1A-1254 Inch Indicator N IA-160 Cover
1A-1228 Speed Indicator \ :2;:3 8,’]';;56“&8*
(Specify Serial Number of Machine a {ﬂw\ ;
and R.P.M. of Pulley Shaft. L % |A-348 Instruction Plate
Ramif / aﬁ. |A-207 Escutcheon Pins
IA-1255 Socket Screws HELN7 NS 1A-147 Control Do
| A-1257 Brass Shoe ? . §¢¢ "
’ 3 Z N . _'/mmT |A-|48 Control Lever
IA-1256 Screws B / M i
IA-1258 Double Gear 75 = i-ﬂ é@/ﬁ? 2 //o, \\ A28 Rne [Fork
|A-1227 Welch Pl i i / 1A-1250
y S uQS/ /} | S //////// # Intermediate Gear
IA-1273 Shifter 05 >
1A-1242 Lever Link <£ \'»"{'\\\\“‘ S IA-1211
|A-1260 Fork Equalizer ‘/ 24 \\u "ul'&&y_ Gear Case
IA-1261 Shoes +_FJ3 2 T e g IA-1227
JA-1262 Lever Link Pin 1 = \\\\\\ Welch Plugs
| LAl ;?rRFron‘l'S For:. ; = Ry @<l _~"~1A195 Socket Screws
o ear Spoo ‘."_5;:" O 1A-212 Screws
1A-1264 Spacer \’ iS‘: 3/4./ \ %—\‘/ @ﬁ\IAJ% Cap Screws
T \*\:: % .,) % /lluy 1A-124] Gear Stud
1A-140 wo Mgy NN (Rt AT Vs <7 1A1229 Ol
Hea o T~ _ AN G2 | L 7T IA1248 Key
oa °"‘"/\\ ? Vs NS o / Al ~ IA-1213 Nut

|A-1232 Lever Shifter
1A-1231 Lever Shifter
1A-143 Lever

1A-1201 Gear Fork
1A-1216 Handle Ball

\‘\@

MJMﬂ

1A-1286 Pins 1A-142 Gear Fork
1A-217 Taper Pins 1A-1246 Front Fork Shaft

\

2 < .
« m § : TP =~ 11210 Handwhesl
/’M%) //// I~ IA-1212 Handwheel Shaft
A, A7 1A-1247 Spool Shaft
= > pool Sha
e

1A-1219 Front Spool
1A-1245 Rear Fork Shaft
1A-1230 Screws
1A-1265 Spacer
|A-1266 Keys

1A-1268 Screw 1A-1269 Screw
1A-1272 Hand Lever Screw
|A-1226 Control Lever Cap 1A-1285 Shifter Pivot

1A-1274 Gear Shift Rod
1A-1200 Shift Bushing

3 1A-346 Instruction Plate
I A-207 Escutcheon Pins
i IA-160 Cover
oy , 1A-363 Cover Gasket
Sy

1A-158 Plunger
|A-159 Spring
1A-1282 Spring Screw

IA-1224 Nut
1A-140 Head Cover 1A-1223 Stud

(a5 ‘ ]
1A-1236 Fork Lever ”W Z p ;
1A-145 Lever Shaﬂ%"
1A-1273 Shifter -1234 Sj’ﬂer Pins LT

1A-1227 Welch Plugs—W,
1A-1260 Fork Equalizer :
7
1A-1238 BushmgI
1A-1261 Shoes

|A-1244 Front Fork—"x\—-{ :

1A-1239 Interlocking Pin

1A-1243
Rear Fork

1A-240 Qil Tube
1A-147 Control Dome
1A-1270 Gear Shifter

1A-1279 Plunger

HI 275 Spring
. 1A-195
>

N\

Socket Screws
1A-1215 Interlock

/ b———\
/ Vs/ /IA\ISO Clutch Fork

S SA

IA—I49 Clutch Fork Shifter
1A-151 Pin
1A-188 Cap Screws

1A-1278 Spring Plug

= s Lt ' IA-1277 Sprin
1237 Shift ! : St
1A-1237 Shi eV“‘L \ 1A-1276 Plunger

1A-55 Idler Shaft

|A-1246 Front Fork Shaft ™
1A-1263 Lever Link Pin

1A-1201 Gear Fork

|A-148 Control Lever
1A-1216 Handle Ball

1A-58 Fork

IA-188 Cap Screws
1A-1235 Taper Pins

IA-146 Lever Shaft

|A-14] Lever 1A-143 Lever
- |A-155 Lever 1A-1245 Rear Fork Shaft
JACI88 Cop Scroy N\ IA-1235 Taper Pins
IA-142 Gear Fork % P
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No. 5 Universal Turret Lathe

M-1740 Starting Lot 104 1A-1208 Drum Shaft

1A-1220 Oiler

Plate 5-a

1A-1249 1A-1207 Sprin g 1A D
2 Nt # Preselector Head—Unit "A
S o 1A-1222 Counterweights
1A-1205 Numerals_  fo L i "' B /1 1A-1204 Chains
(Specify Marking) ™45 -a @] ! ,}
IAI&Lzo; DiaIStDrum 'l}lll\lga b "u.,)'\ ey IA-1221 Drum Housing
- rum Sleeve_ (& . N S AN
IA-1252 Drive Screws ‘ ?/'5 ;//’ IA-1223 Lever Stud 1A-1302 Lever Position Block
0N , £|i§ §4, JA-1224 Nut IA-1303 Pins
1A-1253 Windo"’ ok s ; = 1A-147 Control Dome
1A-1254 Inch Indicator B é‘//,//‘ § 2 , IA-160 Cover
e \§ (NG 1A-240 Qil Tube
IA-1228 Speed Indicator ’ I I él ,l? § INH . E 2 1A-383 Cover Gasket
(Specify Serial Number of Machine i |\t ? A 1N Efu“ "J 1A-148 Hand L
and R.P.M. of Pulley Shatt 2 A NN D W : e G
L4 Al ,5’ é l s : = : g \o7 | 1A-1300 PDouhon Plate
1A-1255 Socket Screws———Z 1 5. '-'-a;//r@ - NG "l' T 1A-1301 Drive Screws
IAI'L?S&S;‘:;;"‘ '\\\\l 'a-"-': “r't‘-;' = 3&'; w";@ﬁﬂ 1A-1310 Screw
- ce d 1A-1259 Screws
1A-1273 Shifter 1A-1258 Double Gear

1A-1260 Fork Equalizer
1A- W.

s T

- nk—"hED

1A-1261 Shoes =X

1A-1262 Pin ;—2R

1A-1244 Front Fork

1 A-1286 Pins )

1A-140 Head Cover
1A-1218 Rear Spool
1A-1232 Rear Lever Shifter
1A-1246 Front Fork Shaft
1A-1231 Front Lever Shifter
1A-143 Lever
1A-1216 Handle Ball

. '\
1A-120]1 Gear Fork

wp | ”M
A

1A-142 Gear Fork

1A-1302 Lever Position Block
1A1304 Socket Screws

1A-146 Lever Shaft
IA-1282 Spring Screw
|A-158 Plunger
1A-159 Spring
1A-1224 Nut
1A-1223 Lever Stud
1A-1234 Cotter Pin

IA-1319 Stud 1A-145 Lever Shaft
|A-1238 Bushing 1A-1270 Gear Shifter <
IA.1273 Shifter 1A-1263 Pin :

1A-1242 Link NJ"

1A-1227 Welch Plugs

IA-1245 Rear Fork Shaft
1A-1239 Interlocking Pin

1 A-1246 Front Fork Shaft
1 A-1244 Front Fork

| k"
A
JA-1261 Shoes
1A-1260 Fork Equalizer | i
|A-1243 Reear Fork
|A-143 Lever
\
|A-148 Hand Lever e}
| A-1201 Gear Fork
-1237 Shift
1A-1216 Handle Ball 1A it GL:“,

15

L
q\\\
7IAN g

[
1A-1245 Rear Fork Shaft
a—I1A-195 Socket Screws
S 7 1A212 Screws
D 1A-206 Cap Screws
1A-1211 Gear Case

1A-1240
Intermediate Gear

1A-124] Gear Stud
1A-1210 Handwheel
1A-1229 Oiler
1A-1248 Woodruff Key
I™>1A-1213 Nut
1A-1212 Handwheel Shaft
1A-1230 Screws °
I1A-1247 Spool Shaft
1A-1322 Washer
IA-1266 Key
IA-1217 Pins

1A-1219 Front Spool

1A-1267 Screws
1A-1269 Screw
|A-1268 Screw
1A-1272 Hand Lever Screw
1A-1285 Shifter Pivot
1A-1318 Instruction Plate
IA-207 Escutcheon Pins
3 1A-240 Oil Tube
e 1A-160 Cover

1A.363 Cover Gasket
|A-1274 Gear Shift Rod

) > IA-1310 Screw
M 1A-1200 Bushing
- L X3 I IA-1236 Fork Lever

IA-195 Socket Screws

|A-140 Head Cover

': 4 y/u/"/// |A-147 Control Dome
A s 1A-1215 Interlock
: N 1A-1280 Pin
) 1A-151 Clutch Shaft
NV 1A-149 Clutch Fork Shifter
y IA-150 Clutch Fork
1A58 Fork

1A-55 Idler Shaft
1A-1278 Spring Plug
1A-1277 Spring
1A-1276 Plunger
| A-1275 Spring
1A-1279 Plunger

IA-188 Cap Screws

1A-1235 Taper Pins
| A-141 Lever
|A-142 Gear Fork
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No. 5 Universal Turret Lathe Pl
ate 6

M-1740 Starting Lot |
3 All Geared Head—Unit "A"

L
IA-1310 Screw |- B
1A-147 Control Dome AW
S

1A-1313 Sleeve =3 L
|A-|3|2 P‘unger Spring & e P IA-|307 Spnng

1A-140 Head Cover

. TR A I1A-1306 Plunger
IA-1311 Pin Q\N; A =£ /NN 1AL1223 Stud
IA-1314 Plunger IS - o) 1A-1224 Nut
1A-1315 Shoe = 2R é\ I A-1302 Lever Position Block
22 TR
1A-1316 Screw —2=> ‘_,LIA-IZM Socket Screws () /\ 1A-344 Eye Bolts
) : N ‘ . 1A-1303 Pins |A-318 Machine Screws
1A-206 C_ap\-S-crews % ‘. “,A-_% / 1A-315 Pipe Clips
) ‘ ;. [ \\IATI08 Screws 7 A
: I eI THAAI309 Lockwashers - o
: IA-1305 Segment == 1A-590 Oil Tube
= I1A-314 Oil Pipe 1A-243 Key

1A-173 Adjusting Nut
|A-175 Welsh Plug
1A-209 Set Screw

CIh e
= @ 1A-195 Socket Screws IA-591 Elbow
N=s .((‘ I1A-217 Taper Plr: ‘ — S— < o 1AIB Get e
‘ f".‘: 1A310 Oil Trough g (|17 Shoes
p - l®c‘!‘°5\-348 Machine Screws| ¢ / (e
1o 1A-312 Oil Tube
M o 1A-204 Closer .
it IA-210 Screws | o
o IA-6 Woodruff Key*] -90 Spindle
sting Nut

|A-7 Bearing Nut

17 Oil Fil | A-1 Drive Shaft
e i |A-4 Washer

1A-518 Oil Tube 1A-3 Nut

I
o ® I 1A-92 Feed Geaer

1 A-94 Rear Closer

/@ I A.95 Screws

& /Ck//\lA-ZO‘? Hollow Set Screws (
" [|A-175 Welsh Plugs J
1A-329 Adjusting Nuts 0

1A-890 Hollow Screws

|A-883 Plug 1250 Hall
- asket
‘:;::5[:"?1.,9 & ke, = Elbw 13 Ftig
# vg a2, - onnector
1A-886 Service Tee IA-150 Clutch Fork
|A-852 Pipe |A-849 Cotter Pin -

1A-835 Shifter Shoe

1A-519 Elbow, 5 -
\ |A-830 Pin

|A-840 Cotter Pin

IA-518 Oil Tube """’
_ 1A-828 Adjusting Screw
IA517 Oil Filter IA-837 Brake Stud
IA-815 Valve Body | 1A-848 Socket Screw
IA-833 Pin IA.7 Adjusting Nut
|A-831 Pin A IA-6 Woodruff Key

1A-238 Shoe

A7

|A.845 Socket Screws

|A.832 Waoshers
|A-82! Plunger
1A-822 Spring

\ 1A-4 Washer
1A-3 Nut

It

oD
1A-844 Socket Screws = i’::ﬂ —3 1A-839 Brake Lining
1A-847 Plug " \;_, ; IA-836 Breke Shoe \ .
|A-B16 Valve Cover // g \ IA-210 Screws
1A.819 Rotary Valve ’ W@
|A-846 Taper Pin <) { IA-829 Spring 1A-10 Cotter Pin
; ) [ A8 Pia ™~ IA-1 Drive Shaft
1A.838 Shifter Bloc > y / 3 -1 Drive Sha
|A-820 Gasket 7 L IABIT Yalva Cyiinder O IA-204 Closer
d 1A.824 Rod
JA-848 Socket Screws ' 1A.826 Spri |1A-209 Set Screws
1A-843 Lock Washers : 3£ pHing \
4 1A-825 Piston @
IA-879 Presiure Connecrlon C |A-842 Socket Screws [s)
e ﬁlgg;r@;::; kv‘—‘/ |A-843 Lock Washers __./
- 1A-329 Adjusting Nuts

1A-807 Hose and Clamps IA-175 Welch Plugs] | J

| R A R A R
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No. 5 Universal Turret Lathe
M-1240 Sforﬁng Lot | p'afe o

acd Preselector Head-Unjt "A"

M-1740 Starting Lot |
G ®———————— | A-1208 Drum Gear

1A-1205 Numerals
(Specify Marking)

IA-1209 Dial Drum
1A-1252 Screws 4

1A-1254 Inch Indicafor%—
=

1A-1253 Window "" ]
1A-125]1 Window Frame | ””l ”
1A-1221 Drum Housing l |
1A-148 Control Lever
1A-1216 Handle Ball

1A-1228 Speed Indicator
(Specify Serial Number of Machine)
and R.P.M. of Pulley Shaft.

124

1A-1214 Socket Screws
1A-1211 Gear Case
1A-1213 Nut

|A-1247 Spool Shaft IA-1210 Handwheel
1A-1270 Gear Shifter
|A-141 Lever
1A-146 Lever Shaft
|A-1275 Spring
1A-1279 Plunger
IA-1215 Interlock

I 3 o | A-1278 Spring Plug
o« = > ja: |A-1277 Spring
1A-1266 Keys // Au,hf % |A-1276 Plunger

1A-188 Cap Screws
|A-147 Control Dome

1A-1230 Screws

/
1A-1219 Front Spool /

1A-1231 Lever Shifter /

1A-1232 1k
Lever Shifter

1A-1218 %\& “
Rear Spool = =
IA-120] Gear Fork

1A-143 Lever
1A-1237 Shifter

¢ . = - / IA-I51 Pin
1 i 1} i i‘
1A-142 Gear Fork I i 1 1A-140
7 /

| A-149
Clutch Fork Shifter

|A-1235 Taper Pins- Head Cover
1A-145 Lever Shaft

| A-1223 Stud : IAS5 Idler Shaft
1A-155 Lever ‘:~7‘._~_>’,.3‘ k‘
1A-1236 Fork Lever ;‘f IA-271 Screw
1A-158 Plunger \
1A-190 Cotter Pins | |A-60 Key
IA-1234 Cotter Pins IA-58 Fork

1A-270 Spring
1A-273 Steel Ball

1A-150 Clutch Fork

Before ordering parts TS,
instructi g Tar
read instructions on Plate 1 i S

| A-148 Control Lever

1A-1226 Control Lever Cap
[A-1267 Screws \
|A-1269 Screw m /;
| A-1285 Shifter Pivot ’—k@ :\\

7
78 N
|A-1272 Hand Lever Screw \,s et () ; 3 . 1A-1254 Screws
| A-1268 Screwg‘ril:-g’@i "_'ll il e 1A-1257 Brass Shoe
IA-1274 Gear Shift Rod 4 NT iyl /f== ) V‘ \
: hing 4 & 4 - 1A-1245 Rear Fork Shaft
I A-1200 Shift Bus| ing ll\“ll“ ‘..‘9 Iu | .

l ; I i ! i

|A-147 Control Dome /Jl Qe .

1A-346 Instruction Plate

S
| A-207 Escutcheon Pins @ Zaies ..

AT L
. i Ll ®
1A-160 Cover i f 7 “‘h‘ 73 < %
| A-206 /@/, ' ' D ~_ 7T IA124 Reer Fork
Cap Screws = — 7

1A-1221 Drum Housing

1A-140 Head Cover

RYS
R
—

1A-1227 Welch Plugs

I 1A-1238 Bushing
!Ag“k . 1A-1224 Nut
Cover Cake [A-1223 Stud
1A-1282 Spring Screw
1A-159 Spring
X 1A-158 Plunger
1A-1236 Fork Lever
1A-217 Taper Pins

1A-240 Oil Tube -
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No. 5 Universal Turret Lathe
M-1740 Starting Lot 104 Plate 6-a

Preselector Head—Unit "A"

1A-1205 Numerals 1A-1209 Dial Drum

(Specify Marking)

IA-1228 Speed Indicator

1A-1221 Drum Housing . »—ﬂA (Specify Serial Number of Machine
il Wi # and R.P.M. of Pulley Shaft)
: Wil ==
1A-1252 Drive Scraws—-m—r—'n'e i e IA-1214 Socket Screws
IA-1254 Inch Indicator ' 4 lA-121] Gear Case
1A-1213 Nut

1A-1210 Handwheel
1A-1212 Handwheel Shaft

IA-1270 Gear Shifter

1A-1216 Handle Ball /% ’ ‘,\‘il fis
o, 1§
IA-1247 Spool Shaft ( " li

1A-1230 Screws ¥ il:

1A-1279 Plunger
1A-1275 Spring

1A-1215 Interlock
. 1A-1276 Plunger
Z < ; I1A-1278 Spring Plug
- X i i 1A-1277 Spring

1A-346
Instruction Plate

IA-1219 Front Spool

1A-1231
Front Lever Shifter

1
1

o 1A-147 Control Dome

o '
~ ‘ s ' ! i E 2 = : l &) IA-188 Cap Screws
1A-1218 Rear Spool ©~ &S A g 'O | ey =

1A-1232 Rear Lever Shifter ' : :
1A-143 Lever : i i R =) 1A-140 Head Cover
IA-1237 Shifter 5 iy I s ;
1A-1201 Gear Fork p \ =
1A-188 Cap Screws 2
1A-142 Gear Fork T
|A-145 Lever Shaft 4
|A-146 Lever Shaft
1A-1223 Lelver Stud

A-155 Lever

IA-151 Clutch Shaft

1A-55 Idler Shaft
1A-149 Clutch Fork Shifter

1A-190 Cotter Pins e\ 1A-60 Key
IA-27] Screw Y — y
1A-1234 Cotter Pin 5 1A-58 Fork
|A-270 Spring .
1A-273 Ball 1A-150 Clutch Fork

Before ordering parts read instructions on Plate |

= —

i lﬂ, =L dﬂi" 1A-1209 Dial Drum
; NFFRrL
1A-148 Hand Lever u" H 2]
IA-1302 Lever Position Block 5|8 © & IA-1205 Numerals
IA-1304 Socket Screws (I -"\‘/ A (Specify Marking)

1A-1226 Disc

IA-1321 Snap Ring
|A-147 Control Dome i
IA-1267 Screws l

IA-1221 Drum Housing

|A-140 Head Cover

1A-1269 Screw
1A-1272 Hand Lever Screw \ _
1A-1268 Screw
| A-1285 Shifter Pivot
|A-1274 Gear Shift Rod—4
1A-1313 Sleeve—A\Y
1A-1312 Plunger Spring o
IA-1311 Pin—£afEd

STt
g &
JA-1314 Plunger ,\ _!!—)

1A-1315 Shoe & % ‘;“.l.

1A-1316 Screw = 23 5

IA-1318 Clutch Pl._u 2\
1A-207 Escutcheon Pins Iﬂﬁ :

7
9 1A-160 .Covor F

XN

ek .
1A-1306 P|unggr 1A-1238 Bushmg
|A-1307 Spring

1A-1303 Pins_XYY /  1A-1245 Rear Fork Shaft

| x
/
I A-
[ e \h1R e
= Ol

(]
= ,':f-'-' O/> IA-1227 Welch Plugs
“ g £
Mo

IA-1243 Rear Fork

A

1A-240 Oil Tube - IA-1224 Nut
1A-363 Cover Gasket 1A-1223 Lever Stud
1A-1200 Bushing <) IA-1282 Spring Screw
IA-159 Spring
: 1A-1236 Fork Lever I1A-158 Plunger
7 _—~“1A-1305 Segment
b IA-1308 Screws

IA-1309 Washers

IA-217 Taper Pins
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g5 halve or double feeds.

No. 5 Universal Turret Lathe —T

M-1240 Starting Lot & Plate 7

1N-4 Center Stud 1N-12 Lever Plunger

1N-39 Snap Ring 1N-25 Pin
1N-8 Adjusting Collar 1N-30 Spring }:;g ;':::f' Ball

= _J/ IN-17 Washer

1N-16 Sleeve
/ 1N-15 Stud i
IN-3 Binder Handle i

77y
P

IN-45 Thrust Bearing
1N-44 Oiler

IN-33 Turret Screws

J/ 1N-20 Pin L! =
1N.37 Spring b
1N-18 Screw

AN ¢ = 1N-130 Collar
: 1N-33 Turret Screws

. . IN-1 Square Turret

e

IN-11 Ratchet

1,/ ,
l 1N-38 Bushing
IN-5 Sleeve
A= 1N-19 Lock Bolt Bushings »
] 1N-31 Lock Bolt »

IN-32 Lock Bolt Sleeve v~
1N-34 Lock Bolt Spring v
1N-43 Screws

IN-9 Plate

2 1N-2 Turret Base
IN-7 Cam

1N-10 Ratchet Plungtr
1N-22 Rockers

«”1N-13 Cam Plunger
v~ 1N-14 Spring

1N-41 Screw
1N-35 Tongue

1N-6 Cam Block
A 1N-42 Cap Screws

< g 1t
‘ - j 1N-36 Tool Block Nuts

;i 1N-24 Screw
= N, IN-132 Scrows

. e \\\m IN-46 Cover Plato

Plate 8

Pick-Off Gear Box
“:'_i. % 1H-28 Woodruff Key Unit "H"

1H-26 Set Screw
1H-13 Gear Shaft

1H-33 Cap Screws

1H-18 Taper Pin
No. 5 Universal Turret Lathe

1H-30 Grease Fitting :D& ;/’ T
1H-4 Double Gear - 1H-3 Double Gear M-1240 Si’arhng Lot 8

1H-30 Grease Fittings ‘1H-28 Woodruff Key and
1H-33 Cap Screws M-1740 Starting Lot |
1H-22 Washers I3 1H-10 Gear Shaft
1H-23 Screws 1H-8 Gear
1H-21 Lock Washers AL 1H-101 Key
: 1H-16 Collar
1H5 Standard Change Gears d 1H-56 Cap Screw
w16 sgfi:,”"" [ 3 1H-11 Snap Ring
(24 Teeth) D A 7, ~ 1H-12 Stop Rod Tube
3. A iy /= ..._._._._._._1_‘ :
1H-30 Grease Fittings N o e W s o0
1H-27Check Nut \“,“" 1H-14 Change Gear Shaft

=t 7

1H-31 Bearing
1H-25 Cap Screw

)/; 1H-19 Taper Pins

1H-29 Hi-Pro Keys

1H-32 Bearing

1H-24 Cap Screws

1H-2 Cover

1H-29 Hi-Pro Keys

1H-27 Check Nut

1H-30 Grease Fittings

1H-15 Taper Pin

1H-5 Standard Change Gears

e . When Ordering Parts

Be sure to give the serial

1F-51 Feed Shaft :
Fex (35leettl o e number that is stamped on
(48 Teoth) 1H.20 Coupling the name plate.
1H-1 Gear Box

1H-9 Coupling Shaft
% These Change Gears are used
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Ne. 30 Umvorsué Turret Lathe
. tarting Lot |
= g Plate 9
L] (3
: g . \RY 1]
M-1740 Starting Lot | Universal Carriage Apron-Unit "F
Universal Carriage Apron Gear Shaft Assembly
|1E-144 Cross Slide Screw
Plate 11
SEbE IF-59.C Complete Cross Feed
:15-C Complete Hond Whael Friction Shaft Assembly
Sleave Assembly e a Plate 9
Plate 9 ?é: =)
= :
E‘% 1F.45.C Complete Rack Pinion
_-‘: Shaft Assembly
[0
A_g Plate 9
1F-41-C Complete Longitudinal Feed
Friction Shaft Assembly
Plate 9
1F-51 Feed Shatt ;
Plate 11
1F-119.C Complete Sliding .—%
Gear Shaft Assembly
Plote 10 3
1F-57-C Complete Sliding 1F-121-C Complate Worm
Key Shaft Assembly Shaft Assembly
Plate 9 Plate 9
1F-41-C Complete Longitudinal Feed Friction Shaft Assembly
1F-59-C Complete Cross Fead Friction Shaft Assembly 1F-17 Worm Gear Friction 1F.18 Worm Gear
1F-123 Thrust Washer 1F.161 Woodruff Keys
1948, Fefetion Gt F".,"'°G'°'\ 1F.58 Plungers L ’;’F";g"cp'"“’" e
1E-111 Bushings G 1F-61 Springs . 8
1F.50 Coms —_y A VIR W aadui o Fitt /\ \ =\ 1
S Kays Grease meg % =L
i
o 1F-59 Cross Feed \J :

Grease Fittings 4
1F-107 Screw~

1£-114 Handle

Friction Shaft 1F-107 Screw
1F-170 Thrust Bearing 1F-56 Nuts

1F-149 Cotter Pin
1F-41 Worm Gear Shaft

1F-56 Nuts : ich 1F-111 Bushings 1F-170 Thrust Bearing
1F-170 Thrust Bearing : 1EP G Frichion 1F170 Thrust Bearing 1F-47 Gear
1F-58 Plunger
1F.61 Springs
1F-15-C Complete Hand Wheel Sleeve Assembly 1F-57-C Complete Sliding Key Shaft Assembly

1F.68 Gear Rings
1F-38 Nest Gear

1F-85 Sliding Key Spring
1F.120 Sliding Key
1F-145 Screws

1F-15 Hand Wheel

1F-20 Sleeve 1F-39 Geor
a6 1F-161 Woodruffks\
Pinion Shaft
1F-64 Screw

1F-57 Sliding Key Shaft
1F-70 Sliding Key SPcol
1F-14 Shoe

1F-11 Bushing
1F-168 Grease Fittings 1F-37 Nest Geor

1F-161 Woodruff Keys 1F-36 Nest Gear 1F.150 Taper Pins
1F-7) Scrow IF-31 Key Shiftor
1115 Nut 1F-69 Collar 1F-133 Shifter Shaft

1F-121-C Complete Worm Shaft Assembly

1F-116 Stud

" 1F-45-C Complete Rack Pinion Shaft Assembly

1F-113 Dovetail Keys 1F-122 Worm 1F-88 Thrust Washer
1F-49 Raock Pinion Gea 1F-162 Woodruff K 1F-55 Idler Gear

B 1F-105 Nut
(s i

1F-168

Grease Fitting 1F-3 Bushing

1F.40 Cluster Gear

= \}. 1F-107 Scrow
1F-2 Worm Box  1F-106 Thrust Washer
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No. 5 Universal Turret Lathe
M-1740 Starting Lot 38 Plate 9

Universal Carriage Apron—Unit "F"

Universal Carriage Apron Gear Shaft Assembly

1F-15-C Complete Hand Wheel

Sle A \
eve:lms:embh 1E.144 C;oss Slide Screw !,?};}}}\r
lote 11 —
1F-59-C Complete Cross Feed
,”4 — Friction Shaft Assembly
Plate 9

1F-45-C Complete Rack Pinion
Shaft Assembly

Plate 9

1F-41-C Complete Longitudinal
Feed Friction Shaft Assembly

Plate 9

IF51 Feed Shaft !

RS ||

1F-121-C Complete ‘
Worm Shaft Assembly 1

Plate 9

1F-119-C Complete Sliding Gear Shaft Assembly

Plate 10

1F-57-C Complete Sliding Key Shaft Assembly
late 9

Plale

1F-41-C Complete Longitudinal Feed Friction Shaft Assembly

1F-59-C Complete Cross Feed Friction Shaft Assembly 1F-17 Worm Gear Friction e ——"—
1F-123 Thrust Washer 1F-161 Woodruff Keys
1F-44 Friction Gear i F”dm . 1F-58 Plungers 1F-42 ﬁ:‘;g’"cr:'on 1F-160 Nut
1F-111 Bushings - 1F-61 Springs = 1 (LN

1F-161 Woodruft 1F-168
Keys Grease meg \

’ 1 JF-59 Cross Feed ;
~— W/ Friction Shatt 1F-107 Scrow /
= 1F-170 Thrust Bearing 1F-56 Nuts
P/

1F-19 Geor Friction 1F-111 Bushings

1F-149 Cotter Pin
1f-41 Worm Gear Shaft
1F-170 Thrust Bearing

Grease Fittings j
1F-107 Screw
1F-56 Nuts

1F-170 Thrust Bearing 1F-170 Thrust Bearing 1F-47 Gear
1F-58 Plungers
1F-61 Springs
1£-15-C Complete Hand Wheel Sleeve Assembly 1F-57-C Complete Sliding Key Shaft Assembly

1F-15 Hond Wheel 1F.68 Gear Rings
1F-161 Woodruff Keys 1F-38 Nest Geor

1F-168 Greose Fittings 1F-39 Gear
; 1F-20 Sleove 1F.161 Woodrulf Kepi

IF.85 Sliding Key Spring
1F-120 Sliding Key
1F-145 Scrows 1F-12
1F.74 Pin /su,h;..g

1F-57 Sliding Key Shaft

1F-70 Sliding Key Spool
IF-14 Shoe

1F-150 Taper Pins

1F-31 Key Shifter

1F-133 Shifter Shoft

1F-11 Bushing
1F-37 Nest Gear
1F-36 Nest Gear

1F-71 Screw

1E-114 Hondle 1F-69 Collar
1F-115 Nut

1F.46 Pinion Shaft

1F-382 Hub Cop

1F-116 Stud
1F-121-C Complete Worm Shaft Assembl
1F-45-C Complete Rack Pinion Shaft Assembly 4
1F-113 Dovetail Keys 1122 Worm 1F-88 Thrust Washer

1F-49 Rack Pinion Gear 1F-162 Woodruff Keys 1F-55 Idler Gear
1F-105 Nut

=)
o e | A 1121
O @‘}"Worm Shoft

Grease Fitting 1F-3 Bushing

\ﬁ 1F-107 Screw
1F-40 Cluster Geor 1F-2 Worm Box  1F-106 Thrust Washer
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No. 5 Universal Turret Lathe
M-1240 Starting Lot | P

i e Universal Cross Slide and Carriage ~Unit "E”
Universal Carriage Apron—Unit "F"’

1E-114 Bolt
1€-126 Tool Block Screws

1N-4 Center Stud 1N-40 Handle Ball
IN-8 Adjusting Collar /

1E-124 Top Tool
Block Wedge

For Square Turret

1N-3 Binder Handle
Parts See Plate 7

1E-125 Bottom Tool

m IN-33 Turret Screws
B W
lock Wedge IN-1 Square Turret
1N-22 Rockers

IN.42 Cap Scrows

(]
|

1E-168 Pins
1E-100 Tool Block

d
Q)
Q

1E-115 Binder Stud i
1E-143 WQshgr/ 1E-105 Cross Slide

1€-123 Tool Biock Nut IE3T P s ) 1E-176 Handle Ball

1E-149 Qil Plunger

1E-150 Qil Stand Pipe
1E-110 Dial
1E-104 Dial Guard

1E-148 Rear Felt Wipers
1E-109 Rear Wiper L H

[~ 1E-122 Clips
Il’;\ Specify Marking)
‘ [~ — 1E-106

1E-140 Screws Hand Wheel

1E-102 Carriage

1F-89 Key
1F-96 Screws

1E-140 Screws
1E-101 Front Wiper L. H.
1F-139 Pipe Plugs
1F-146 Screws
1F-163 Shoes
1F-171 Handle Ba
1F-82 Hondle
1F-135 Stop Screws
1F-98 Screw
1F-157 Nut
1F-136 Stop Rod —_

1E-112 Hub i
2= ’( 1E-136 Rod k

1E-135 Nut

— £ \
- : 3
- 1£-166 Ball_—7, :
IF-83 Spring
1F-118 Screw f
1F-97 Springs 2\t
o

1F-100 Plunge.s

1F-149 Spring

1E-138 Nut

=0 1F-21 Longitudinal
"_, Feed Lever

1E-137 Handle

1E-139 Stud

\ 1E-166 Hollow Seot Screw

0

1F-32 Stop Spool
1F-142 Screw

1F-163 Shoes

1F-134 Drop Out Bushings
1F-67 Plunger

1F-84 Springs

1F-95 Plug

1F-6 Lever
1F-15 Hand Wheel

1F-112 Screws
1F-5 Gib

1F-156 Nuts

1F-143 Screws 1F-46 Pinion Shalt
1F-9 Bushing

1F-158 Nut
1F-119 Sliding Gear Shaft

y 71
4 /./
@ 1F-116 Stud
1F-3 Bushing -\ F-114 Handle
1F-121 Worm Shaft 1F-150 Taper Pins 1E-115 Nut
1F-57 Sliding Key Shaft 1F-22 Plate (C-F)
1F-11 Bushing 1F-155 Escutcheon Pins

1F-87 Lever Handle 1F-169 Greoase Fittings (Offset)
1F-125 Bottom Cover 1F.148 Machine Screws
1F.90 Screws IF-72 Scrows

1F-119-C Complete Sliding Gear Assembly

s THE WARNEROSWASEY 60 | -
o~ 1750 Scrows S BLEVELANE. 010, &L @

1F-93 Pin Mo 5o @

IF-159 Nt When Ordering Parts

IF-164 Splined Washer

1F-33 Sliding Double Gear

1F-73 Koys
- /—

/ 1F-34 Sliding Gear

1F-119 Sliding Gear Shaft
E150 T apeziRios ) IF-30 Goar Shifter

1F-124 Screw

1F-9 Bushing

1F-25 Geor Shifter
Be sure to give the serial
number that is stamped on

1F-131 Spacer
IF132 Spacer the name plate.

1F-130 Shifter Shafts
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No. 5 Universal Turret Lathe
M-1740 Starting Lot 38 Plate 10

Universal Cross Slide and Carriage—Unit "E"
Universal Carriage Apron—Unit "F"

IE-114 Bolt
i e > o IN.4 Center Stud . IN.40 Handle Ball
Sl ’IL IN8 Collar |24 "%ms

] = 2y IN.16 Handle Rod
- For Square Turret IN.3 Hub
"II..' Parts See Plate 7 o
= (3 [
IE-124 Top =L | ..:.!!! IN-33 Turret Screws
Tool Block Wedge b’ SE= -
1E-125 Bottom —— A — 0' IN.I Square Turret
Tool Block Wedge IN-18 Screw
IE-168 Pin IN-22 Shims
s g ok /‘?// IE-123 Tool Block Nut \/ -z (E:alpossémw Shd
|E- ross Slide
e AE\Z/‘I |E-207 Instruction Plate
_.‘_/‘:"—,‘ 7, m— / IE-06 Drive Screws
=== »
e 1 IE.149 Oil Plunger
S — T 1E-150 Qil Stand Pipe
=i @ : IE-104 Diel Guard
IE-148 Felt Wipers [E-115 Binder Stud [ £ 110{U5ak

1E-122 Clips
(Specify Marking)

1E.596 Hub Cap
1E-135 Nut *

IE-109 Rear Wiper L. H.

1E-140 Screws
IE-102 Carriage \ﬁ : \r‘\
815

IF-89 Key
IF-96 Scrows A

/
1E-605 Screws

et
IE-101 Front Wiper L. H 5)

IF-139 Pipe Plugs /Z =
| N

il
i
| F-134 Dropout Bushings

e e i
= it - a
Harllsiclz7 IBI* -r = 7| |1F-83 Spring

IF.146 Screws IIEJ#OS};I::E!H

IF-163 Shoes IF.140 Spring

IF-82 Handle—a IF-21 Lengitudinal Feed Lever 013

IF-48 Rack_| [ ;2
IF.98 Screw o
IF-157 Nut F—s

47,

IF-136—=

Sfcp Rod

IF.32 Stop Spoo
IF-135 Stop Screw

IE.106 Handwhee!
|F.142 Screw| -7 IF-6 L
% /l -6 Lever
IF-305 Shoe ¢ IF-383 Scrow
1F-67 Plunge /) 3 <
IF-84 Springs
IF.5] Feed Shaf¥” | Y

" = IF-382 Hub Cap

IF.5 Giby
IF-112 Screw 3
IF-95 Plug
IF-9 Bushin

IF-119 Sliding Gear Shaf

/ IF-158 Nut
IF-121 Worm Shaft b g ot v
IF.143 Screws IE115 Not
Felde - @\ F.72 Screws IF-116 Stud
IF:6% Skeingi ey Sha '. IF-130 Shifter Shafts
IF-11 Bushin

IF.150 Taper Pins

IF.22 Plate
IF-155 Drive Screws

IF.168 Grease Fittings

IF-87 Lever Handl
IF-90 Screw

IF.125 Bottom Cover
|F.148 Machine Screws

AR R R R EREEREERERERENRNEERRR}E.

N,

1F-119-C Complete Sliding Gear Shaft Assembly
i IF-10 Bushing
1F-90 Screw

IF-164 Splined
Washer

IF-159 Nut

|F-33 Sliding Double Gear

! . =
T
B
w
o
wy
Py
=5
>
o
*
w
~
o
-
>

1F-93 Pin

/\lFJO Gear Shifter When Ordering Parts
I

F-150 Taper Pin

Be sure to give the serial
IF-132 Spacer number that is stamped on
the name plate.
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No. 5 Universal Turret Lathe

Plate 11
M-12 i 1 1 | I
40 St:tms Lot 56 Universal Cross Slide and Carriage-Unit "E”
an . . .
MR~ S .| Universal Carriage Apron-Unit "F”
: oc sher ¥ 1E-121 Feed Trip Bo - ocket Hoad Scrows
e W T L
1E-ISIZ'15°04nr[|>rjg’RGefuiner 1E-184 Taper Pin g = s Feed
1-5_159 ISZ,.:W E-178 Escutcheon Pins  <_TU ~ [ ..-

1E-193 Spacer == ~ ey
1E-170 Woodruff Keys N e o

1E-106
Hand Wheel

N\

1E-144 Cross Slido Screw
1E-142 Binder Screw 1E-155 Oil Pipe
1E-158 Shoe

= — ] —IE-105 Cross Slide
i 71E-163 Socket Head Scrows
/ 1E-165 Socket Head Screws
__———"1E180 Latch Block

A

SN 5

g3 _\\\\\\\\\*‘-"’""'\ D
1E.166 ‘f///n‘.‘; T '!\“‘-@__ 5710 el Phnce —7 IE-181 Cap Scrow
Set Screw ‘ 'r//// S s / 117 Key // 1E-107 Front Wiper R H.
d ﬁmi“ s = NN
1E-135 Nut -J( NS/ 25 a RS 1E-164 Socket Head Screw 4—|T7£.111 Slido Nut 1E-14 i
1E110 Dial\ |\ o2 Si2 DT 16156 Screw bt Iy E-147 Front Felt Wipars

1E-128 Gib Screws

E-145 Bottom Gib

1E-141 Gib Support Screws
1E-108 Rear Wiper R. H.
1E-148 Rear Felt Wipers

&
1E-138 N > ‘ \e’d’lf E-163 Socket Screws
1E:137 Han:Ia \ }l‘, “1E129 Dowel Pin
1E-139 Stud\ \\ N =
L/

1E-212 Grease Fitting X -
1E-102 Carriage Wlff!?goszzre:s
1E-103 Bushing

1E-116 Pinion

1F-134 Drop Cut Bushings
1F-13 Cross Feed Lever
1F-50 Cams

1F-107 Screw

\ :
1F-56 Nuts——\——v(

N
\

1E-161 Scrows
1E-175 Shoes 2 b e

1E-162 Cap Scrows Gacs FRo)ahown
1EN3 Front Cop

1F-168 Grease Fittings
1F-97 Springs]

1F-100 Plungers! \R
1F-156 Nuts|

1F-143 Screwsl \
1F-107 Screw ——— 7 7 .9
1F-56 Nuu-—@)
1F-168 Grease Fittings } ’/ S
[

1F-50 Cams — | _

ot B
"‘..‘ & : :
1F-84\§ring P

/\
M 1F-66 Pins
‘lé 1F-141 Screws
1F-48 Rack
1F-94 Drop Out Plunger
‘\——\—\W-l Carriage Apron
\ 1F-16 Instruction Plate
ws Escutcheon Pins
1F-75 Sleeve
e, 1100 Ky
—a——"1F-51 Feed Shaft

1F-167 Oiler;
1F-108 Bushing
1F-110 Tube

1F165 Balls

1F-65 Springs

1F-23 Plate (1-2-3)” \ A
1F-155 Escutcheon Pins

1F-112 Screws

1F-168 Grease Fittings S 1F-5 Gib
1F-133 Shifter Shaft N ; IF-105 Nut
1F-150 Toper Pins 1F-119 Sliding Gear Shaft
1F-7 Levers 1F-159 Nut
1F-130 Shifter Shafts 1F-121 Worm Shaft

1F-24 Reverse Plate 1F.6 Lever
1F-72 Screws 1F-57 Sliding Key Shaft
1F-91 Handle 1F-12 Bushing

1F-106 Thrust Washer 1F-90 Scrows

Before ordering parts read instructions on Plate 1

1F-35 Double Gear 1F-75 Sleeve
,—1F-95 Plug

o — /1F-109 Key
@: \F-SI Feed Shaft BN P ]

1F-60 Screw F-161 Woodruff Keys

Before ordering parts read instructions on Plate 1

I — R O e e . R Ry e - e




No. 5 Universal Turret Lathe Plate 11
M-1740 Starting Lot 38 o

Universal Cross Slide and Carriage—Unit "E"
Universal Carriage Apron—Unit "F"

1E-121 Feed Trip Bolts

1E-194 Lock Wa ’ 1E-169 Check Nuts 1E-189 Socket Screws
1E188 Sockot Scrams e e 1E-120 Foed Trips »/\  1E131 Position Stop
1E-187 Bearing Retainer IE-184 Taper Pin = T/ = 2o
1E-104 Dial Guard 1E-178 Drive Screws .
1E-159 Screws £

1E-193 Spacer
1E-170 Woodruff Keys
06

LI’R'R RN IR K

1E-1 1E-144 Cross Slide Scrow
Hand Wheel - 1E-155 Oil Pipe
1E-142 Binder Screws i 1E.105 C shid
1E-158 Shoe j resaales
1E596 1E-177 Bearings o
Hub Cap

T

7,‘"';‘"1’!7"/<

1E-163 Socket Scrows
1E-165 Socket Screws

1E-180 Lotch Bleck
¥ 1E'”815T;'1°7 F:('U"Q‘-" TEd11 hide Hut 1E-181 Socket Scraw
; ey 1E- Socket Screws 1E-107 F :
1E-164 Socket Screw 1E-593 Lock Washers ]E 147 an: ‘:"Il:)uR H
1E-166 1E-156 Scrow 1E-146 Top Gib - ront Fe ipars

= 1Ei1561323°5k°' Fapmes [ —= 1E128 Gib Screws
e ' e — = S LZFY | 16108 Reor Wiper R H
ik =l 7 7 1E-148 Roar Folt W,
LR A TSP ST LA (18 e Pl Wien

>
(l 2 ——
1€-212 Grease Fitting = VE :

1E-135 Nut
1E-110 Dial

wv
o
P
£

y 7 1E-140 Screws
r 1E-138 N =1 S
- ut 1E-102 Carri NE=
1E-137 Handle 1E-103 BJ;;.:&; ! \\:%’J o 1E-160 Scrows
1E-139 Stud 1E-116 Pinion

1F-134 Drop Out Bushings

L\ 1E.157 Roor Cap
1F-13 Cross Feed Lever 16130 Scraw
(Not Shawn)
1F-50 Cams 1E-162 Cap Scrows
1F-107 Screw 1E-145 Bottom Gib
1F-56 Nuts

1E-141 Support Screws

1E-175 Shoes
1E-161 Scrows

1F-169 Grease Fittings
1F-97 Springs

1F-62 Shoe

1E-113 Front Cap
IF-100 Plungers \
1F-141
1F-156 Nuts |__ < {IF-63 Scraw IF 48 Rsaccrl?ws
1F-143 Screws | . 1F-66 Pins

1F-94 Drop Out Plunger

o i ‘
s 1F-1 Carriage Apron
S “ - ”:-lgslns'ru:hon Plate
Y 1F-155 Escutcheon Pins
‘ el 575 Sl
wg- <—1F-109 Key
N ® “ < IF-51 Feed Shaft
g.‘\ \
2

> — 4}
1F-165 Balls (' J \ N
1F-65 Springs k )y %@ . | F ;Fg,Lz Serasis
g (e Euu:thiinp:’c;:: M \ ‘s : ,/"I ’$ 1Fl-ii]902]i';rr:lg Gear Shaft
( v“ 1121 Worm Shaft
N

1F-50 Cams ' S \
1F-107 Scrow =
1F-56 Nuts >,
1F-168 Grease Fittings

1F-167 Oiler

1F-108 Bushing ﬂ‘
1110 Tube f'\l\,;\,;\,‘;)) ol

IPS

7

1F-150 Taper Pins e

\ | ‘ y
1F-133 Shifter Shaft ‘ ~’l’ ng’ K IR0 N
16,g fexers @p,_] -‘"\/ 1F-57 Sliding Key Shalt

1F-168 Grease Fittings - ’\'V

1F-24 Reverse Plate />~ :
1E.130 Shifter Shaft” SoZ) 0P TAL LA\ 1F.12 Bushing

» = 1F-90 Screws
g iy 1F.72 Scm\l?-‘)l Handle 1F-125 Bottom Cover
i ” IF-106 Thrust Washer 1F-148 Machine Screws
¥ J S T e,
3 % 1F-95 Plug 1F-35 Double Gear 1F-75 Slaave
, / 1F-109 Koy

{1

When Ordering Parts / ' V‘W g

Be sure to give the serial A Ll L e o
number that is stamped on
the name plate.

.

Wy,
LN

|
|
|
;
l
|

Before ordering parts read instructions on Plate |




—
No. § Universal Turret Lathe

M-1740 Starting Lot | Plate 13

Hexagon Turret and Saddle—Unjt "D
Saddle Apron—Unijt "G

1D-6 Top Cap (Front) 1D-21 Shd  1p.74 oy Pl D-125 O,
: il Plugs 1 5 Oilers —\. 18 Top Cop Gibs
D-122 Nyt o AN
ID-115 Cotter pin : i i\ W/
1D-22 Foly ~ O \ o I
b 1D-5 Top Cap (Rear] LO @) e /~ 10-58 Gib Scrows
1 Turret N \é N
\\ - o o ‘ﬁJo b= = // = —) /
1D-36 Screw

Y

\
1 1D-113 Taper pin
1D-98 Screw Y 1Da12 Step Roll Head
" = ID-69 Srews
1D-1 Slide~_|" - 1D-66 Stop Rol Shaft 1D-86 Shoos
90 | G 10116 Woodrutf Key 1D-70 Stop Scrows
Lock Bolt Spring

STV TT T I TSP TIsTTTTITIIITS ::uul';I
114 o b
Lock Bolt Lever 1 l ; JLT g -\__{ 1D-10 Stop Roll
1D-24 if! : = 3>1D-32 Rock
Bearing Sde i = 10110 pim ———= T — 1D-80 Soddls Pigre
1D-84 Wiper = =2 - > 1D-49 Pawl Shafy
v 1D-109 Pin AN 1D-62 Pin
1D-7 Saddle S N S Do o
1D-11 Saddle Gibs R e Do st 1D-91 Pawl Shoft Soiia
ID-80 Saddle Plate \ "—_ N SRS \J BN — 1G-62 Cap Scrows
1D-68 Paw| _ L™ % £33 ] 1G-61 Cap Scrows
1D-73 Stop Rod ‘—‘_\“\1'@ O% 4

A $/51G-72 Grease Fitting
ID-80 Saddle Plate e = E

S S /s, 7 1G-15 Sleove
1D-11 Saddle Gibs T ST 1[4 £ Q;A ll:;::ir’-ou Fitting

PR e i 16-24 Spring B / S/ £, 1017 Woodrutt Koy
1D-71 Tumbler— == ' S 1D-501 Hub Cap

1D-72 Knock-Out Rod _,.\’/j//' S 1G-61 Cap Scrows / < fl

- »J & Ll

1D-57 Sprmg / 7 \ / . /= B
1D-76 Latch \H_" ‘ ' \ 'y

iy 5
1D-77 Bolt % </ D (__——
1D-61 Shoes

1D-40 Scrawe o 1D-63 Shoe

1G-14 Feod Lever
1D-67 Bottom Cop (Frent)

1D-502

g s
1D-96 Scrow 1G-63 Cap Screws T’;c]c;l: Crow
1D-124 Nuts 1G-48 Plunger ' 15:72 G':fo o
1D-92 Dropout Bushing 1G.46 Spring 2 72
1G-47 Lever Handle >
1G-59 Scrow

1G-66 Check Nut
1G-23 Worm Shaft
1F-51 Feed Shaft

\ \ 1G-4 Feed Plate
1G-1 Apron

"116-69 Balls

1G-44 Springs
1G-33 Shifter Shakt

1G-60 Scrows 1G-16 R. H. Lever

1D-46 Turnstile Handle
1G17 L. H. Lover 1G-65 Escutcheon Pins
1G-34 Shifter Shaft 1G-3 Position Plate (C.F)

ID-80 Saddle Plate 1D-80 Saddle Plate
———

e
pE—

1D-503 Hondle Ball

L 1D-110 Pins

N ID-80 Saddle Plate

1D-13 Stop
1D-114 Taper Pin
1D-110 Pins

inion Wh i Part
10-31 Pinion shat en Ordering Parts

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

Before ordering parts read instructions on Plate |
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No. 5 Universal Turret Lathe Pl
Qa
M-1240 Starting Lot | D

and Hex. Turret, Slide and Saddle —Unijt "D |
M-174Q Starting Lot | dedle Apron_un” \\Gu

1D-125 Oilers '/m -50 Binder Bolts
10-2§ Lid 4~ 1D-119 Nuts
1D-34 Adjusting Nut ;
1D-132 Timken Bearing "\‘— 10-2 Turret
1D-24 Bearing Stud\ |~ 10.60 Tube
10:23 Turret Gour
1D-125 Oilers \
1G-6 Bushin @ y 1D0-97 Screw
T 10-35 Clamp Guard
= 1D-21 Stud
10-94 Screw
1D-131 Thrust Bearing
1D-75 Thrust Collar

1G-41 Plungers
1G-42 Springs

10-93 SI‘IOG ’ 1D. 120 Washer
1D-130 Grease Fitting
1G:13 Worm Gear Friction 1D-3 Turret Clump — % - f 1D-56 Screws
1D-95 Shoe

1D-130 Grease Fitting
10-33 Bearing Nut
«_ 10-15 Bushing
1D-89 Bottom Cap (Rear)

1G-36 Com

1G-58 Screw
1G-10 Instruction Plate
1G-65 Escutcheon Pins
: 1G-71 Oiler

1G-50 Oil Tubo/a,j/ Q
1G-72 Grecse Fittings ”
1G-23 Worm Shaft

1D-41 Bolts

10-31 Pinion Shaft
1D-13 Stop
1G-67 Woodruff Key

1G:55 Nut Ty 1D-67 Bottom Cap (Front)
1G-73 Grease Fittings (Elbo%(\i 1D-41 Bolts
1G-44 Springs \ 1G-37 Plate
1G-69 Balls X \‘ 1G-65 Escutcheon Pins
1G-17 L. H Lever \ _\\ 1G-1 Apron
1G-72 Grease Fittings 1G-56 Screw
1G-25 Gear Shalt 1G-9 Bushing

1G-16 R. H, Lever
1G-64 Taper Pins
1G-38 Guard (Front)
1G-35 Spacer

\ 1G-64 Taper Pins
1G-11 Shifter
1G-39 Guard (Rear)
1G-60 Screws

Betore ordering parts read instructions on Plate |

1G-23-C Complete Worm Shaft Assembly 1G-25-C Complete Gear Shaft Assembly

1G-18 Double Gear 1G-23 Worm Shaft 1G-21 Sliding Gear
1G-31 Worm

16-20 Gear 1G-25 Gear Shaft

1G-45 ‘ ‘G"57 Screw 1G-43 Screw

ThQ:Wmhﬂ \

g
-

1G-32 Pin :

1G:12 Shilter =¥ \ R

1F-51 Foed Shaft
1G g Bushing

1G-11 Shifter
1G-64 Tapor Pins
1G-35 Spacer

1G-8 Bushing
1G-30 Key
1G-33 Shifter Shah-

When Ordering Parts

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

Before ordering parts read instructions on Plate |
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No. 5 Universal Turret Lathe
M-1240 Starting Lot | Plate 14

g Hex. Turret, Slide and Saddle —Unit "D"

M-1740 Starting Lot |

10-130 Grease Fitting 1D-125 Oilers
1D-64 Dowels

1D.56_Scrows
T

10-109 Pins /“Q

1D.87 Binder Stud
1D-4 Binder Lever

1D.74 Oil PI
B4 Pl Eiogh 10-65 Bolts

-- Top Cop (Rear)
D
> 5 (/

\"~ 1D-110Pin
D-70 Stop Screws
1D-47 Screws
1D-69 Screws

1D-67 Bottom Cap ? 1D-86 Shoes
(Front)=————

5 ik = 1D-58 Gib Scraws
N (@ ((i' 1D-8 Top Cap Gibs
1D0-6 Top Cup ' 1) [ l
iy = '% 9 _’:. . L 1D-11 Saddle Gib
\_'_____,- ;gg (_&‘ Ray

1D-37 Binder Clamp \H', A :Q {’—' % "‘\10 58 Gib Scrows

1D-88 Washer >

1D-38 Washer Ib 10-59 Shoe

1D-107 Socket HeudM ID 99 Scrow

ID-11 Saddle Gibs D 80 Saddle Plate

1D-61 Shoes
1D-40 Screws

/\
1D-124 Nut
T~

1D-80 Saddle Plate

Before ordering parts read instructions on Plate |

1D-112 Pin
1D-45 Index Pins 1D:2 Turret

1D-44 /\/

Lock Bolt Bushings \3 @
s O 1D-3 Turret Clomp 1D-3 Turret Clamp  1D-16 Toggle Com
1D-24 Bearing Stud \ @) 1D-132 Timken Bearing 1D-21 Stud 1D0-2 Turret
1D-23 Turret Gear
=
1D.26 Lock Bolt / o /| o 0
. 5 5

rafes \4 ==
Lock Bolt Sleave\"'a’
1D-39 Pin
’\—//

1D-85

( 2 l
D-16 Toggle Cam 1D-94 Screw/
1D.95 Shoo o
Wiper Clump //7'('\ “ID115 Cofter Pin Eﬁm:@a_@f ‘

IERI08 Seraie 1D-35 Clamp Guard A Py
1D-84 Wiper 1D-105 Screws 1D-20 Pin & L_—\f
; 19 Pi S T
1D-11 Saddle Gibs D-19 Pins 15 Sl i
1D-58 Gib Screws 1D-17 Toggle Strap
: i :
1D-65 Bolts 1D-128\;ogiln Stud 1G-65 Escutcheon Pins
1D-4
1D.6 Top Cop (Front) 1D-40 Screws asher
1D-61 Sh 1D-123 Nut
1D-7 Saddle : _ 1D-115 Cotter Pin
1D-124 Nuts

Before ordering parts read instructions on Plate |

When Ordering Parts

Be sure to give the serial
number that is stamped on
the name plate.
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No. 5 Universal Turret Lathe

M-1740 Starting Lot | Plate 15
il Collet Chuck—Unit "J"
-A7 Hinge 1J-43 Screw 1J-50 Oilers 1033 Knob
1024 Finger Pin 1J-44 Nut 145 Guard 1J-34 Knob Screw 1J-38 Taper Pin
- "A/)lj-ﬁ, léimﬂs ’/l_j.49 Scraw L-155 Screws :
ST ;s\s“‘ﬁ:' : - ﬂng’lm - a £ c
{ /K A Bushings (See Note)

5
E"' T / LJ-18 Plunger Head R ==

% P‘
P ° s
e T SN
e WA 14
1J-8 Roll Bushings
1J.36 Grease Fittings

> R}
OV\*IJJT Hollow Screw
1J-12 Shoe
— 1J-7 Ro|l Studs (]

1J-31 Roll Pins £
1J-39 Cotter Pins :

7
SN SRR %,
S p

:
\
\
\J

7 ,’,ﬂ-/,',‘,‘

it

1J-16 Finger Holder
1J-46 Guard Cap

1J-32 Hood
. -1 Hood Guard
IH-30 Grease Fittings\_ .-7- e sk

1J-25 Finger Rolls 4 o
: o) 1B-129 Grease Fitting Adapt
1J-14 Yoke Pin ,. e ing Adapter
1J-40 Cotter Pin 1J35 Cap Scrow IF-171 Handle Ball
1181 S 102 Yoke S N\ IF-169 Groase Fitting IF-82 Handle
- crew g V. s IF-147 Screws IF-136 Stop Red
) ¥ : oY IF-157 Nat
0/ 1J-3 Link 7| -4 A ,-'Mlﬁ:"_. é—/ |F'J?8 cr:fw
1J-55 Yoke Pin (=) pa- 7 3 2\ B F——
1J-41 Cotter Pin ® s /}/ §‘ S
i 1J.42 Woodruff Key ( NIA e
Q- [l — T —1F3 ;
1J-182 S 4 TR AT 6 Taper Pin
; . i 3 ‘-(F/j\_ %‘!F-Iw Grease Fitting
Note: ’ - . /|J-35 Cap Screw
1J-20 Round Bushings (% to 24") 4 i - —~
1J-21 Square Bushings (%" to 1%") 15 L ; IF-137 Plunger
1J-15 Link Pin I Ay
1J.22 Hexagon Bushings (%" to 2“) 1J-41 Cotter Pins [\ IF-81 Spring [~
. - IF-144 Screw
(Specify Size Wanted) IF-99 Adjusting Screw 1J5 Lever
1J-9 Crank Shaft 1J42 Woodruff Key
1K-2 Knob IKA9 Bearings
IK-12 Ratchet 1K-212 Clamp Stud IK-15 Snap Ring

1K-216 Taper Pin

1K-42 Pin

1K-46 Cotter Pins
1K-210 Pipe Clamp
1K-30 Snap Rings

IK-50 Fitting
. 1K-21 Snap Rings
|K-43 Screws

1K-38 Shoes

|K-13 Chuck Body
IK-16 Screws

IK-14 Spacer

IK-10 Ratchet Pawl
IK-44 Taper Pins

1K-25 Bar Support Pipe
|K-5 Swivel Head

IK-37 Pin IK-9 Fork

|K-46 Cotter Pins
1K-31 Roller

IK-11 Feed Rod

1K-48 Check Nut

IK-68 Screw —1 [‘ 1K-211 Rear Pawl Lever

IK-40 Shoe
1K-213 Spring
IK-19 Serew / [ IK-214 Ratchet Plunger

IK-3 R. H. Stand Head 1K-34 Pin

IK4I Screw IK-35 Screw 1K-8 Pawl Lever
IK-48 Check Nuts IK-1 Feed Dog

1K-17 Yoke Block Bar b
IB-11 Drip Trough

Plate 16

Ratchet Bar Feed

Unit "K"

IK-22 R. H. Stand No. 5 Universal Turret Lathe
M-1740 Starting Lot 25

1K-36 Screw

K4 L. H. Stand Head

1K-18 Connecting Pipe

IK.23 L H. Stand

A\
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No. 5 Universal Turret Lathe
M-1740 Starting Lot 138 Plate 15 & 16

Collet Chuck and Ratchet Bar Feed
Unit "J" 3 "K"

1J-50 Oilers 1J-34 Knob Screw | 3a TGPEI,J-S?I‘ Fgl

IJ-4?J§:A;d 1J-155 Screws._ /o~

\J17 Fingors % N/ crew 1J-13 Screws < _;:'_ e\ . Iy

SO uxu e ’ ; N = Bushings (See Note) - "i
-18 Plunger Hea i' 1J-19 Master Collet AN )
i 7 ; : ST A
% . i’—fi’? O 9 (__‘ ‘/ ‘z
Ao I/”?,‘,)?.‘u"‘.‘.}),‘n/»kﬁ =) 1J:30 Wedge Roll
/=R . edge Rolls
FA, |

1J-24 Finger Pins
1J-583 Cotter Pins

b 770,
= SIS 7 R A\‘{{\%
1J-186 Lock Washers 1J-8 Roll Bushings

1J-185 Screws 1J-37 Hollow Screw

A | 12 Shoe )
Wy=o= =y =

1J-36 Grease Fittings
1J-7 Roll Studs

IJ-11 Plunger Ry ) /“.
1J-10 Spacer ’II’ b 7 &

1J-581 Screws ﬁ NN SIS ‘,s‘.‘

| —— _! D
= \{;;%\;/

1J-25 Finger Rolls | H S
H 7 VR $
1J-582 Nuts| Gemsp ) S
1J-32 Hood

106 Wedge” /777
1016 Finger Holder %
1J-187 Weights

1J.46 Guard Cap

1J-l Hood Guard

1B-129 Grease Fitting Adapter

/
1035 Cap Screw IF-171 Handle Ball
IF-82 Handle
IF-I36 Stop Rod
IF-157 Nut
IF-98 Screw

B r‘?\{\lf 86 Teper Pin

IF-168 Grease Fitting

1J-14 Yoke Pin
. 1J-40 Cotter Pin

IJ-181 Screw 1J-2 Yoke

1J-55 Yoke Pin
1J-41 Cotter Pin

1J-182 Screws

Note: >

1J-20 Round Bushings (4" to 2'%") s - : N

1J-21 Square Bushings (4" to 1%") 1J-15 Link Pin IF.IIFJ.IBI FISunger ' =

1J-22 Hexagon Bushings (%' to 2") 1J-41 Cotter Pins _Ir.8l Spring IF.144 Screw ~ AN s
i IF.99 Adjusting Scraw \ 1J.5 Lever

| (Specify Size Wanted) ek 1J-9 Crank Shaft 1J-42 Woodruff Key

1K.2 Knob IK-14 Spacer

1K-212 Clamp Stud \_IK-15 Snap Ring
IK-12 Ratchet IK.216 Taper Pin

1K-25 Bar Support Pipe 1K-42 Pin

: IK-46 Cotter Pins
IK5 Swivel Head 1K-210 Pipe Clamp

1K-30 Snap Rings

1K-49 Bearings
IK-21 Snap Rings
1K-13 Chuck Body

IK-62 Chuck Screw

IK-61 Chuck Jaw (L. H.)
IK-60 Chuck Jaw (R. H.)
IK-70 Lock Washers
1K-69 Screws

1K-37 Pin 1K-9 Fork

JK.46 Cotter Pins
1K-31 Pller

IK-1' Feed Rod

|K-41 Screw

|K-68 Screw
1K-40 Shoe

IK-48 Check Nut |K-211 Rear Pawl Lever

1K.213 Spring
IK-214 Ratchet Plunger

: 1K-44 Taper Pins
1K-10 Ratchet Pawl
/MK P i
IK-8 Pawl Lever ||
% % 1K-17 Yoke Block Bar 1K-48 Check Nuts IK-1 Feed Dog |
@ 1B-11 Drip Trough
@ W o

1K-36 Screw

|K-4 L. H. Stand Head IK-19 Screw
IK-3 R. H. Stand Head
1K-18 Connecting Pipe AL e

IK-23 L. H. Stend
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No. 5 Universal Turret Lathe Plate 17

M-1240 Starting Lot 5| o *p Wt
oola - :

and M-1740 Starting Lot | C 4 pump and plplng Unlt c

1C-41 Swing Joints
1C-41 Swing Joints ing Join

1C-42 Service Cocks |-|! ‘/ 1C-42 Service Cocks
1C-5 Swing Joint

1C-3 Upper Swing Joint ’Fi z C ( ..-I.'-l‘
1C-1 Bracket : ) Nh‘l’l:x # dard
1C-32 Screws l Piping (See Note) . Cemaraiol :I'I"GQHI:F
1C-36 Taper Pin : 1C-1 Stud l ‘ 2% Pen fupant Sederlin: ipectty sha' g
Y 1C-14 Nozzles = e i e irs
) 3 “ = 2 1C-36 Taper Pins - Piping {See Note) =
[ (cir s 1C-9 Connector TR o Sty
,l" o ) T IR 1C-129 Tube
£ | @ X X 1C-38 Check Nuts 1C-130 Tube
A’ Al g ] ik
1C-32 Scrows (7 i | Ed e S
1C-37 Check Nuts

1C-15 Stud

1C-7 Pump Bracket
1C-128 Connector

1€-127 C / Pipe Fittings See Note
5 tter Pi
et 1C-43 Flexible Tube ‘

1C-4 Pulley

[H [RoR—
; 3 ‘ [ 12
" \' 1C-24 Cap Screws
‘ 1C-20 Female Coupling
1C-25 Hollow Set Screws
1C-40 Strainer r_ 1C-50 Bracket

VA2 Pl Sosak 1.€.39-C Complete Coolant Pump Assembly

1C-39-C Complete Conlant Pump Assembly Before ordering pqrfs
read instructions on Plate 1

IC-23 Cap Screw,
1C.45 Bushing

IC.52 Rotor 1C17 S
IC.56 Idler 1 A_ 1C40 Gland ks
= IC46 Cap Screws 1C-33 Steel Ball
IC35 Grease Fitting  \ch3 3oring

1C.50 Bracket

C-128 Connector
C-19 Pump Pulley Shaft

caplcs':f.m. IC-75 Shaft 125 St Scrows
IC-77 Bracket Cover
IC-59 Cover
IC.68 Gasket IC.51 Housing IC-54 Springs )
1C.58 Gaskets IC-66 Cap Screws 1C-20 Female Coupling
1C-16 Male Coupling 1C.25 Set Screws
1C-34 Woodruff Key 1C-24 Cap Screws
1C-21 Collar 1C-7 Pump Bracket
1T.1 Stop Screw Wrench Plafe 18

17-3 Double Head Engineer s Wrench
17-4 Set Screw Wrench

%

1T-2 Spanner Wrenc wrenches_unit \\T”
] ;
s

1T-5 Single Head Engineer's Wrench
17-9 5/16 Hollow Set Screw Wrench
17-8  7/16 Hollow Set Screw Wrench

17-7 1/2 Hollow
Set Screw Wrench

@)

&)

—
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No. 5 Universal Turret Lathe
M-1740 Starting Lot 54

Plate 17
Coolant Pump and Piping—Unit "C"

Piping (See Note)
1C.14 Nozzle

1C-102 Nozzle
1C.42 Service Cack

1C-41 Swing Joints & — (Cr ing Joi Note:
= T ———=-1c.41 t
1C:42 Srvice Cock FEC 5 Syl e £
1C-5 Swing Joint 2 d \F) 16:22 Pipe Support | wdeing. pucily vie and
1C-3 Upper Swing Joint i sha u‘n;g:Oyl:[u?“Pil'H:;f b

1C-1 Bracket.
1C-32 Screws C-11 Stud
1€-36_Taper Pin \,

>
lc-mm

E ! Piping (See Note)
1C-36 Taper Pin : l
{0}

e O RTINGE / )
o = 1€-23 Cop Screws
I AT 1C-9 Connector 1C-141 Lock Washers
1C-2 Support Arm 4 s I 1C-140 Tube
1C-10 Support Rod 4) 1C.38 Check Nuts 1C-130 Tube

1C-32 Screw!// 1C-15 Stud

‘ 1C.16 Male Coupling
—/ [ 1C.37 Check Nufs(

E 1C.7 Pump Bracket

|
1C.96 Washer
1C-145 Lock Washers Pipe Fittings (Sgo\Noro)

7 s a4
1C-43 Flexible Tube T

o m} Pulley
\ . m\‘h\“\ B ..".l\:li- ——9 '=\\J
/

g, g e -
(—5—1 H—y————9% A

gt \% i — Z 1C-24 Cap Screws
/ (A0 Shraiae 8 1C-128 Connector (Elbow)
1C-12 Pipe Spacer -1 - < : 1C-20 Female Coupling
Ao0—C - s 1C-144 Hollow Set Scraw
I 1C-39-C Complete Coolam Pump Assembly

1C-39-C Complete Coolant Pump Assembly

1C-33 Steel Ball

IC.168 Pinion 1C.130 Tube
IC-23 Cap Screws 1C-13 Spring

IC.8 Bearings

1C-143 Taper Pins

i IC-141 Lock Washers 1C-18 Screw 1C.128 Adapt
ko e sl IC-129 Tube IC-124 Driving Pins : Vel
1C.58 Gasket 1C-52 Rotor |C.50 Bracket IC-8 Bearings

IC-60 Seal Cup 1C.25 Screw

IC-128 Adapter o O
IC-75 Shaft
0O O
_, o)
¢ b~—1C.66 Cap Screws =
ICI8 K \IC-77 Bracket Cover / IC.19 Pump Pulley Shaft
IC56 Idler  IC.51 Hoi;”in IC-67 Packing %)) IC.7 Pump Bracket
IC-58 Gasfeis IC.76 Snap Ring I1C-34 Woodruff Key
IC-66 Cap Screws IC66 Cap Screws 1C-54 Springs IC-24 Cap Screws IC-16 Male Coupling
IT-1 Stop Screw Wrench =3 11
-— el
IT-3 Double Head Engineer’s Wrenc
D 1.3 Double Hoed Engineer's Wrench Wrenches—Unit "T
T 1T-14 Check Nut Wrench pque 18

IT.15 Single Head Engineer's Wrench
IT-6 Single Heed Engineer's Wrench

IT-5 Single Head Engineer's Wrench
1T-4 Set Screw Wrench
IT-7, 2 Hex Key
IT-8, ;. Hex Key
25ls 9 IT-9, 4" Hex Key
) o) | i L
Q) =

v (&) [
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No. 5 Universal Turret Lathe
M-1240 Starting Lot 8 Plate 19

M-1740 s Starting Lot | PedeS‘i'al MO"’OI‘ Drive—Unif "U"

1U43 Escutcheon Pins
IU4 Speed Plate

ote:

These pur!ll are stondard

; it commarcial articl

IA-2 Drive Sheave —7 ! Dfdtﬁn:'ﬂlp:c;fy.:.hnw::;
length of piF. and size
and style of fittings.

1U-l Belt Guard —= - 1U.57 Belts

al “4—|U.2 Back Plate

WARNER & SWASEY

1U.25 Screws

When Ordering Parts

Be sure to give the serial
118 Cariter Spacer number that is stamped on

L 1U42 Roller Bearings - fh
A § e name plate.
1UA42 Roller Bearings g" ":i}?zlEnsc:"S’t:cou 7 p
1U-19 End Spacers // 1U-9 Pin

1U-13 Idler Pulley Shaft— | ;
1U8 Door A _-.....--gv-i‘-l-"'l'l“m 4 1U3 Idler Pulley % 1U-37 Cotter Pins
- : : 4 : g U8 D
IU4] Grease Fitting A “\ v A 1.—.“, 1UA40 Oiler 1% (Deep '?::o

' 4 ” 1U-5 B k + 0
1U4 Idler Arm LA - u for D. C. Motors)
IU.50Motor Sheave Uiy, 4

IU-31 Screws

1U-14 Idler Arm Shaft
1U-35 Check Nut
1U-36 Jam Nut

1U-39 Washers
1U-52 Handle
1U-12 Spring
1U-26 Cap :Screws

ri-""'l——"lu-ﬂ Screws
aal |

\
1
\
\
\

@—————U.27 Rear Door
(Shallow Type
for A. C. Motors)

—1U-23 Pin

)
SN,

il
it

:hl

2 9_}—\‘ 1U-22 Spring Plates

I i S\crowx h‘!k 1U-20 Door Hinges

IU-2] Latch Springs
| 1B-35 Screws
WL
e _r R 18-37 Nuts
(L)
& N

IU-I15 Equalizer Shaft 1U-17 Pin 1U-16 Equalizer Rod 1U.7 Motor Base Pedestal

1B-102 Flange Cover

186 Qil Pan_

1U-53 Screws

o ‘
,‘/——— 1U-59 Plate

1U.56 Screw

— 1U-20 Door Hinges

—1U51 Support Bracket

—|U58 Box (Specify Size Wanted)
—1U-8 Door

——1U-55 Cap Screws
I~ US54 Cap Screws

— 1U-23 Pins

~— 1U-20 Door Hinges
1B-35 Screws

S 1837 Nuts

IU-7 Motor Base Pedestal
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:o.zioUnivom; Turret %:fho Plate 21
-l tarti ¢ i i

, Starking Plain Screw Feed Cross Slide — Unit "E"
M-1740 Sforﬁng Lot | 1657 Tool Block Screws

1E-47 Tool Post Screw—p-073
1E-49 Tool Block Nut

>
1€-14 Stop Bolts '&
1E-36 Nuts NN b
1E-12 Stop Blocks g .'l
1E-42 Qilers -5 (o]
1E-11 Bushing — T A
1E-3 Dial /Q[D {3 {2 \ ~——— 1E-1 Cross Slide
= 1E-42 Oilers

1E-7 Handwheel / o 9, -,
& ' M
[ ,' \ / 1E-8 Cross Slide Screw

1E-36 Tool Block Bolt
1E-435 Tool Post Wather 1E-50 Top Tool Block Wedga
1E-44 Tool Post Block \, 1E-58 Pins
1E-46 Tool Post Wedge /\ 1E:48 Tool Block
o, 1643 Tool Post ‘\/\«1!-55 Bottom Tool Block Wedge

1E-20 Handle Nut

1E-19 Hondle
1E-21 Handle Stud
1E-33 Binder Screw

1E-41 Woodrulf Keys i LA S 1E-37 Washer
1E-17 Nut 1\ ””' 1535 Check Nut IE;:i:crcw Nut'
1E-34 Hollow Set Scrow \ ).,,",/..ss\\v 1E-23 Binder Stud -38 Dowel Pins
NS 1£.42 Oile e 1K it
1L-16 Hollow Set Screw \\ ‘ > rs /\ b Seran
1L-15 Nut \ () 1E-6 Binder Lover 2a_ 1E.9 Slide Gib
1L-13 Escutcheon Pins \ 1E-42 Oilers 1E-5 Rear Cap
iL-2 Index Plate g
S ﬂ -
= 0 7] & IL-10 Collar =
(\ Al 5D ] Paggee -
1112 Handle (U <<aH 1E°30 Binder Screws
IL-4 Handwhes AN N7 Key 1613 Bolts

1E-32 Binder Screws
1E-31 Binder Screws
1E-10 Saddle Gib
1E-18 Shoes

1E-15 Step Plug

=
I
]

S &= =7 1L-1 Bracket :
’\’ , j- 1L-18 Screws \
W IL-8 Pinions l <
& .
\_ &2) L3 Dial 1L-11 Serew Tube (L. H.‘)\ i

1E-4 Front Cap

1E-39 Dowel Pin :‘7(///7:
1E-25 Binder Screw 1L-5 Scrow
1L-6 Screw Tube (R. H)

1L-9 Clips (Specify Mcrl(ing)\ <\

1L.7 Shaft W)
1L-14 Nut

1L-17 Keys

1E-40 Shoes
. "W 11
No. 5 Universal Turret Lathe Taper Afdeh ment— Unlt P
M-1240 and S'l'arhng Lot 9 1P-17 Cross Slide Screw plat' 22
1P-47 Rack 1P-43 Binder Nut
3 o 1P-20 Ful Pin
M-1740 Sfdrhng Lot | 1P-50 Screw. 1P-13 Scraw IP-IOUV::‘s:Qu
1P-44 Nut 1P-12 Keys
1P-45 Handle > i 1P.42 Oiler
1P-48 Collar — 1P.33 Cap Screws
1P-23 Short Gib
1P-6 Slide Block
1P-7 Nut Bracket

1P-150 Tube

AL L A Uik, T
e =y

: W) 7’
1P.34 Cap Screws ( G4 2 1
1P-31 Screws - ] o e L&

1P.5 Clamp Rod Bracket
1P-9 Clamp Red

1P-151 Cap
1P-2 Nut

1P.55 Taper Pin |~ — L
1P.46 Screw

1P-49 Locking Screw 1P-41 Pins

1P-35 Cap Screws

1P-14 Long Gib B R
1P-11 Gib Screws 2 or Screw
4 1P-36 Cap Screws P-22 Shoe
1P-8 Rod 1P-15 Handle
r‘ WS Taper Pin 1P.1 Plate
1P-37 Taper Pin ~ 1P-34 Cap Screws 1P-11 Gib Screws
1P-25 Knob 1P-10 Washers 1P-24 Gib
1P-32 Cop Screw 1P-18 Slide

1P-16 Clamp Screws 1P-19 Guide
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No. 5 Universal Turret Lathe
M-1740 Starting Lot 38 Plate 21

1E-45 Tool Ffs!\a'lciurh‘.y Screw Feed Cross Slide—UnH' "E“

1E-46 Tool Post Wedge 16-57 Tool Block Scrows

1E-44 Tool Post Block
1E-43 Tool Post
1E-47 Tool Post Screw

1E-56 Tool Block Bolt
1E-50 Top Tool Block Wedge
I1E-58 Pins
1E-14 Stop Bolts 7
1E-36 Nuts
1E-11 Bushing
1E-41 Woodruff Keys
1E-3 Dial
1E-33 Binder Screw
1E-20 Handle Nut
1E-19 Hondle

1E-21 Hondle Stud \“Yv

IE-55 Bottom Tool Block Wedge

; v —IE.
N J 1E-42 Oilers PR IE-48 Tool Block

& "\/ =
A
O A E 1E-49 Tool Block Nut

=% ~——1E-1 Cross Slide

X

117 Nut () /X \E
r‘I '\, :._,. ‘l 1E-12 Stop Blocks IE-8 Cross Slide Screw
1E-7 Handwheel i =
1E604 Scrow P e I 1533 Chack Mar E2 Sadd|
; - 30 LN 1€-23 Binder Stud *
ot o iy 1E-42 Oilers VE16 Scrow

) \ L7
1E-42 Oilers "\ m 1E-6 Binder Lever
Wil

1L-16 Hollow Set Screw W N\ [T S 1E-37 Washor SE7~———1E.9 Slide Gib
=\ % oys Q-’l ’ .
1L-15 Nut . ‘ S ‘ Q/iE-JS Dowel Pins
e = L - ! E-5 Rear Cop
(R S M S 12,1622 Scraw Nut /_‘V

= ;‘* : CiL-10 Collar|y: II 4 e l- / ‘Eé ‘!EJO Binder Screw

K S ,,::»,' : Ne
2% ' - Y ] R

1L-2 Index Plate

1L-12 Hondle
1E-13 Bolts
1L-9 Clips (Specify Marking) s Lo

W 2 L-18 Scrows ~

] j' ‘\ _____ i I 1E-32 Binder Screws
1L-13 Escutcheon Pins ~YEL N L-1 Bracket N 1E-31 Binder Screws
i TR i X
= -3 Die
e N Q IL7 Shafe  1L-11 Screw Tube (L. H) 1E-18 Shoes
1L-4 Hondwheel ( 1E-15 Stop Plug

e 1L-17 Key 1E-4 Front Cop e
: crew ST - olts
1E-39 Dowel Pin §

1L- H i
sl el 1€-25 Binder Scrows L5 Sorew
1E-40 Shoes L-6 Scrow Tube (R. H.)
No. 5 Universal Turret Lathe — it "P"
. Taper Attachment—Unit "P
M-1740 Starting Lot 54
Plate 22
1P-47 Rack 1P-17 Cross Slide Scraw 1P-12 Keys
1P-13 Screws
1P-50 Screw 1P-43 Binder Nut 1P-20 Fulcrum Pin
1P-44 Nut 1P-33 Cap Scraws
1P-10 Washers
—— 1P.42 Oiler
1P-166 Socket Head Screws 4 ’

— %
@ =0 =
1P-165 Stop ‘

C e lZ72 72
1P-45 Handle R = ] %)

= 8 S —.:—‘:- \\‘:‘.‘:--.-2
1P-48 Collor i\ ‘!WV#

(;/’\T @

1P-23 Short Gib
1P-11 Gib Screws
1P.6 Slide Block
1P-7 Nut Bracket
)/ 1150 Tube
',
.

1P-31 Screws 1P-34 Cop Screws

s i D) 1P-151 Cap
1P-5 Clomp Rod Bracket 1P-40 Pins 1P.55 Tapor Pin "% J\ \ / ¢ Tt Pl
1P-9 Clamp Rod 1P-46 Screw A\ )

1P-49 Locking Screw A2 ' 1P.35 Cap Screws
1P-14 Long Gib 1 4 1P.21 Binder Screw
Y 1P-11 Gib Screws | ﬁ 1P-22 Shoo
1P-36 Cap Screws 1P.15 Handle

1P-34 Cap Screws
1P-8 Rod

1P-38 Taper Pin
1P-156 Pointer
1P-158 Screws

1P-19 Guide

1P-32 Cap Scrow

1P.16 Clamp Screws

1P-3 Rod Bracket

1P-4 Clamp Lever

1P-30 Hollow Set Screw

1P-1 Plate

p.24 Gib
}P-T‘I Gib Screws

1P-159 Machine Screws
1P-157 Pins

1P-18 Slide
1P-155 Index Plate

1P-25 Knob
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No. 5 Universal Turret Lathe

M-1240 Starting Lot 21
and
M-1740 Starting Lot |

IW-13 Handle Ball

IW-9 Handle Red
IW-2 Handle Hub
IW-5 Pin

IW-| Bracket

"IW-4 Leader
IW-10 Socket Head Screws

*IW-3 Follower

IW-7 Plunger

NOTE: We must have the following information on orders
for Leaders and Followers:

(1) Specify PITCH TO BE CUT ON WORK,

(2) Specify whether you are using STANDARD, HALF-

STANDARD OR DOUBLE STANDARD Feed Gears
in gear box (See Plate 8).

(3) Be sure to give the SERIAL NUMBER of the Machine.

EXAMPLE:

| Piece 1W-3 Follower (or IW-4 Leader or both)
to cut 4 pitch thread with Double Standard
Feed Gears on machine serial number 414238.

Leaders and Followers are stamped to indicate the pitch
of thread they will cut with Standard Feed Gears | H-5
in head end gear box (See Plate 8). From your order we

will determine whether single, double or quadruple thread
should be furnished.

Thread Chasing Attachment—Unit "w

IW-8 Bolts

IW-12 Nut
IW4 Spring
IW-8 Bolts

e

@\

Plate 23

When Ordering Parts

Be sure to give the serial
number that is stamped on

the name plate.

% When Ordering DO NOT SPECIFY PITCH OF LEADER AND FOLLOWER (See NOTE Above)

TYPE OF THREAD

ACME STD.
QUADRUPLE

ACME STANDARD DOUBLE

ACME STANDARD SINGLE

Pitch of Leader and Follower 4 5

31314l 4 |4m| 5 |55 226| 3 |3%|3%| 4 [4%] 5

6

STANDARD FEEDS
(4 to | Gear Reduction)

1H-5
(36 toeth)

Pitch of thread cut on work using 41 5

two Standaord Chaonge Gears 1H-5
(36 teeth).

6|l 718 9 [10] 1112|1314 161820

24

32

DOUBLE STANDARD FEEDS
(2 to | Gear Reduction)
Pitch of thread cut on work using
Special Change Gear IH-6 (24
teeth) on Coupling Shaft 1H-9.

1H-6
(24 teeth)

33| 4 |4%4| 5 |5%4|5%]| 6 |62

HALF STANDARD FEEDS

(8 to | Gear Reduction)
Pitch of thread cut on work using
Special Change Gear IH-7 (48
teeth) on Coupling Shaft IH-9.

1H-7

(48 teeth)| g | 70 | 12|14 ]16| 18

20| 22| 23 |24 26

Right-Hand Leaders

will Cut Right-Hand Threads.
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No. 5 Universal Turret Lathe

M-1240 Starting Lot | . Plate 23-4
M-|740‘S‘:::ing Lot | Thread Chasing Attachment— Unit "W
NOTE: with Automatic Knockoff

S for Carri A
We must have the following (for Carriage Apron Only)

information on orders for Leaders
and Followers:

() Specify Pitch of Thread to be

cut on work. (Right or left hand) IW-42 Stop Collar
IW-70 Socket Screws

IW-43 Stop Spool

(2) Be sure to give the Serial R ) : g~ 'W-84 Cap Screw
Number of the Machine. #r
EXAMPLE: IW-50 Pin SV 5 gt
| piece IW-3 Follower or | W-4 w",m"‘zhsa’f‘:" > ,-,— \
Leader (or both) to cut 4 pitch W Caps B e 5 " __’-_—" S L
thread on machine Serial No.540522. |W.54 Plunger /’ YA - IW.85 Cap Seraw

X —

77 o

, {.0, j L .":-""

From your order we will deter- IW-62 Spring N \_’/ \o‘(; IW-13 H:;:Idle Ball

mine whether single or double ' Leeds /\ !'3"".',7-, L2, ‘ :xf; ::mj

threads should be furnished. (If only ' ‘/',/ 4"".':‘ A2 | w36 Shenvs

Followers are being ordered specify ‘ ey (4 Y 25 IW-47 Latch
) i ()
%, ‘\ £)

- / N W63 S
threads per inch stamped on Leader.) y‘J' A !EI R l|W5£3: e
7 NG -
Leaders and Followers are IW-10 Socket Screws (')‘. ¢ “ 1W-73 Nut
stamped to indicate the pitch of IW-3 Follower i WO A\ IW82 Screw
i <\ g IW-51 Latch Plate
thread they will cut. 1W-E3 Lever (>0 e Sohiour g
IW-69 Cap Screw j ) é 3 v\ 1 et Screw
IW-40 Bracket -~ 1% /\ IW-61 Handle Rod
/ d 1W-52 Release Block

1W-56 Link 7)
1W-26 Sc:w I‘“ 1W-53 Lever Pin
IW-28 Pins @» IW-69 Cap Screws

IW48 Stud = \ Vet IW-75 Washers
W gWASEY IW-72 Thumb Screw 5 |W-60 Spring
] 1 W-64 Plunger
IW-AI Lever

When Ordering Parts

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

% When Ordering DO NOT SPECIFY PITCH OF LEADER AND FOLLOWER (See NOTE Above)

ACME STD. ACME STANDARD SINGLE
TYPE OF THREAD QUADRUPLE| ACME STANDARD DOUBLE -
Pitch of Leader and Follower al 5 [ 3lasg| 4 |aws| 5|50 2% 3|33 4 |4%]5]6]|7
STANDARD FEEDS 1H-5
(4 to | Gear Reduction) (36 teoth)

Pitch of thread cut on work using

9 [10] 11 |ngf12] 13 14|16 1820
two Standard Change Gears I1H-5 4 516|7|8 A

(36 teeth).
DOUBLE STANDARD FEEDS 1H-6
(2 to | Gear Reduction) (24 teeth)

Pitch of thread cut on work using
Special Change Gear I1H.6 (24
teeth) on Coupling Shaft I1H-9.

33%44%55%5%66%7&9

HALF STANDARD FEEDS I1H-7
(8 fo | Gear Reduction) (48 4ooth) | g | 10 |12] 14|16 18 | 20| 22| 23 |24| 26 | 28| 32 36 {40

Pitch of thread cut on work using
Special Change Gear 1H-7 (48

teeth) on Coupling Shaft I1H-9.

Right-Hand Leaders will Cut Right-Hand Threads.
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No. 5 Universal Turret Lathe

M-1740 Starting Lot 1 : Plate 24
Threading and Feed Gear Box with Apron Attachment

1H-280 Pins IH-120 Gear Box

IH-124 Clutch Shiftor : ) it “'HY
1H-170 Reverse Pinion 1H-172 Pinion Bushings U nit H

1H-302 C 3 ar
IH-172 Pinion ssshsi:rg:ws QESIESRSTN ::-:g |dler Gear
IH-236 Reverse Clutch [§ Ny ‘ -122 Cover Plate

IH-375 Bearing E \"~\‘\‘v 1H-383 Cap.Scre\u
1H-126 Clutch Shaft Cover “‘ﬁ,’ 1 I:-357 Bearings
|H-365 Locknut Washers s 1H-384 Locknuts

IH-385 Locknut Washers
IH-235 Clutch Shaft
IH-288 Pin

IH-176 Idler Gear Bushing
IH-354 Grease Fitings
IH-174 Idler Shaft

IH-337 Woodruff Keys
IH-354 Grease Fittings
IH-177 Cluster Gear Shaft
IH-178 Cluster Gear Bushings
IH-232 Cluster Gear

. IH-354 Grease Fittings
IH-337 Woodruff Keys
IH-179 Sliding Gear Shaft
IH-181 Idler Bushing
1H-287 Pin

IH-364 Locknuts
1H-353 Grease Fittings e
IH-384 Cap Screws nf£§ ‘.\Q{-f‘{”i

IH-157 Bearing Retainer
‘7‘»-
%\
IH-247 Cover Studs \. 4

1H-178 Cluster Gear Bushings ‘\L e —
IH-123 Change Gear Arm
IH-343 Washers g &= ‘_ [ S
IH-307 Cap Screws \i% ) —
IH-190 Snap Rings—__7 Y7 ?

&

£

1H.200 Shifter Support »
Z ") I)/ y —
|=:\-,_'/1,’
1H-346 Nuts
IH-377 Bearings — | Py A=

1H-378 Drive Gear

.. S
IH-352 Grease Fittings —__| ‘5”3‘,\.\’_- !%
1H-339 Woodruff Keys —— \'_.!-,) & < &\\“l) N
\ Pl . IHng Cluster Gear
“\QJP IH-375 Bearing

)

A AOOODS
ot
£= kS

T~ AR N
e — 100 =X ; _\&Q

S| N
IH-311 Cap Screws = ;
v > b 1H-376 C
IH244 Clutch Oper. Shaft ——— e X7/ > (e SINNY ol Woheor
IH-327 Taper Pins N f“' Z X\ IH-290 Spring Washer

et AN
IH-166 Screw Plate /), 1H-239 Double Gear Shaft
IH-319 Drive Screws // 1H-282 Key 1%
IH-206 Gear Shift Bearing . — 6 IH-182 Double Gear )
tH-205 Gear Shift Shaft e ] e IH-130 Gear Shift Fork N

IH-135 Gear Shift Lever

- -

1H-379 Cap Screws ' 3
IH-125 Screw Housing ' @0l
1H-204 Detent Block () y )
2 H-302 Cap Screws ' 1H-335 Taper Pin
IH-314 Pin 4 IH-210 Coupling
IH-327 Taper Pins e ] 1H-203 Clutch Nut

IH-347 Steel Balls 1H-302 Cap Screws
1H-283 Springs

IH-163 Instruction Plate
1H-167 Plate Adapter
IH-319 Drive Screws
1H-310 Machine Screws
1H-383 Cap Screws
{H-122 Cover Plate
1H-450 Gasket

IH-162 Bearing Retainer

IH-302 Cap Screws.

1H-126 Clutch Shaft Cover
1H-384 Cap Screws
1H-285 Taper Pins

5/ 1H-380 Cap Screws
IH-128 Gear Box Cover
- 1H-308 Cap Screws
I1H-129 Gear Shift Lever
|H-164 Position Plate
i IH-319 Drive Screws

| 1H-347 Steel Balls

/-{ 1H-283 Springs
1H-209 Lead Screw Coupling
|H-248 Feed Shaft Pins

|H-353 Grease Fittings

1H-350 Pipe Coupling
1H-349 Pipe

1H-385 Cap Screws
1H-201 Stop Rod Tubing
IH-121 Change Gear Cover
IH.352 Grease Fittings
1H-235 Clutch Shaft
1H-240 Shaft
1H-206 Gear Shift Bearing
1H-351 Grease Fittings
| H-247 Cover Studs
1H-346 Nut
|H-327 Taper Pins

1H-319 Drive Screws
|H-166 Screw Plate

|H-246 Feed Shaft
——— |H.205 Gear Shift Shaft
|H-319 Drive Screws
1H-165 Feed Plate
1H-347 Steel Balls
1H-283 Springs
1H-125 Screw Housing
|H.207 Shifter Shaft




e

CHANGE GEARS

L 07 Buniois op/|-w
3Yjo7 §84in] |DsisAlUn G “ON

Threads per inch using 24 Tooth Driver Gear
Thread Chasing Dial IH-557 on Feed Shaft Extension I1H-481.
IHLTS Goar Gear | No. | Lever Positions
. |H478 Taper Pins No. |of Teeth A
""E.-_E |H-246\Liud Screw IH"’Z:;;:‘:’ Stl:rew TH-260 15 2 T
7 A s IH-261| 18 4 | 18
W IH476 Dial
— ¢ N IH-262 20 5 | 20
- = o IH-263| 24 6 | 24
IH-136 Spindle Feed Gear IH-264| 28 7 28
- o= 1H-137 Double Gear
1H-225 Gear Shaft 1 H-337 Woodruff Keys 77 Shaft IH-265 32 2 8 32
1H.354 Grease Fittings 1H-138 goublghe}eav (H-$ s 1H-266 36 2'/4 9 36
1H-120 Gear Box 1H-230 Gear Shaft [
1H-309 Cap Screws 7 IH.381 Key 1H-267 40 2/2 10 40
1H.285 Taper Pins ”;:';7;’778\‘:;"“:’9 o 1H-268 44 23/4 Il 44
1H-124 Clutch Shifter 1H. oodrutt Keys
1HAQ0 Skifter Shoft 1H.208 Cap Screvs e IH-269| 46 |27 | 11l | 46
1H-127 Clutch Shifter Lever IH-197 Pinion Shaft ' i1 |H-270 48 3 12 48
1H-304 Cap Screw 1H-139 Feed Gear IH-451 Stop Screw
1H-200 Sl;ifhr Supppor* 1H-339 Woodruff Keys IH-271 52 3|/4 I3 52
1H-349 Pipe IH.453 Grease Fittings IH-292 Half Nut Com IH-272| 56 |3V 14 56
; : : 1H-218 Handle Rod 2
1H-350 Pipe Coupling IH.241 Clutch Sleeve Gear
4 IH-156 Bearing Cover 1H-362 Handle Ball
1H.353 Grease Fittings 1H-301 Cap Screws IH-329 Taper Pins
IH.198 Feed Pinion 11H.454 Spring Washers 1H-150 Half Nut Lever Hub
1H.121 Change Gear Cover IH-216 Cam Shaft
IH-157 Bearing Retainer , 1H-144 Half Nut RH. 1H-293 Interlocking Collar
1H-123 Change Gear Arm ) : E : IH-145 Half Nut L. H. (H.315 Pin . IH-143 Interlocking Lever
1H-346 Nuts % 1H.142 Bracket Cover IH-325 Taper Pins 1H-224 Pilot Bushing
1H-247 Cover Studs = _ 1H-301 Screws "< |H:308 Cap Screws
|H.307 Cap Screws 3 IH-454 Washers
1H-343 Washers| 1H-248 PE}:\: S
|H.148 Idler Gear 1H-244 Shaft 3 — Y
1H.185 Idler Bushmg-—‘ Sy SR / A
1H-340 Hi-Pro Koys d
1H.352 Grease Fittings R I
1H-i85 Idler Stud B LA 8o
1H.348 Nuts AT " W .
1H-344 Washers 1H-209 Coupling ekl IH-361 Handle Ball
1H-240 Ch-nqe Gear Shaft 1H-365 Washers 1H-219 Handle Rod
w a0 1582 Chart) IH-384 Locknuts A | 1H-325 Taper Pins i
l.H |B7r§ Keys 1H.358 Ball Bearings 3
pacer K 2 —
IH-377 Bearings |m|l<azssii:::9 Spacel QOB\J | ----7- o @ 5"_
IH-188 Bearing Spacer 1H-149 Shifter Shoes »,
1H-189 Bearing Spacer IH-160 Gear Shifter -
tH-158 Bearing Retainer 1H.291 Interlock Pin g = >
IH-356 Bearing 1H-318 Cotter Pins R O
1H-190 Snap Rings . -
1H.245 Spline Shaft A o o
1H-244 Clutch Oper. Shaft 0 IH.298 Screw 1H-295 Keys =
1H.307 Cap Screws 1H-294 Lever Screw IH-146 Control Shaft Sleev - =
1H-207 Lower Shifter Shaft ) 1H-234 Link IH-141 Cover
1H.159 Clutch Lever 1H-335 Taper Pins IH-317 Cotter Pins 1H-302 Cap Screws e v
1H-335 Taper Pins 1H-210 Coupling IH-155 Hinge Crank I —e
1H-379 Cap Screws 1H-314 Pin 1H-243 Stop Collar 1H-328 Taper Pin IH-161 Clutch Lever Hub m—p
1H-327 ?aper Pins 1H-302 Screws 1H-328 Taper Pin 1H-296 Pins 1H-303 Cap Screw - Q
1H-284 Spring 1H-208 Interlock Key I1H-363 Nut 1H-283 Springs 1H-215 Clutch Control Rod 0
1H-313 Pin 1H.135 Gear Shift Lever IH-316 Pin IH.-347 Steel Balls ==
IH-221 Plunger 1H-382 Taper Pin 1H.220 Stop Collar IH-223 Hinge Shaft
H-204 Detent Block 1H.125 Screw Housing IH.281 Screw. 1H-140 Half Nut Bracket 3
IH 242 Clutch Plunger 1H-202 Clutch Screw IH-217 Stop Hinge 1H-297 Set Screw )
IH-149 Shifter Shoes 1H-203 Clutch Nut 3
1H-302 Cap Screws =
Before ordering parts read instructions on Plate |

.

X0g Io8g pasy pup Buippaiy)
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No. 5 Universal Turret Lathe
M-1240 deurﬁng Lot 13
an

M-1740 Starting Lot |

1H-527 Selective Gear Box
IH-540 Index Plate
IH-555 Escutcheon Pins
IH-512 Tumbler Shaft
1H-548 Bearing

IH-541 Caps

IH-547 Screws
IH-567 Spring Lockwashers!

IH.553 Lock Nuts
1H-703 Lock Washers

IH-541 Caps —=

IH-475 Alemite Fittings

1H-553 Lock Nuts

IH-703 Lock Washer
IH-548 Bearing

IH-547 Screws

IH-567 Spring Lockwashers

1H-434 Lock Washer
IH-433 Lock Nut
IH-529 Key
IH-539 Nest Gear
1H.538 Nest Gear
IH-537 Nest Gear
IH-536 Nest Gear
IH-535 Nest Gear

/

Plate 25-a

Threading and Feed Gear Box
with Apron Attachment
Unit “H”

IH-510 Lever Handle

1H-542 Taper Pin

IH-524 Tumbler Lever
IH-544 Index Pins 1H-550 Taper Pin
IH-518 Sliding Gear 1H-566 Scprm% Lockwashers
IH-515 Pm s g

1H.545 Cap Screws

Yevek

THREADS PER \Nc

L

IH-565 Spring Lockwashers

Al STz alzwlz ] 2 < P
Sl IH-157 Bearing Retainer
13t {aslaclaafaoisc 18/ 2a¥:o\\ . S

m [D 0\ P\ ' IH.548 Ball Bearing

IH-340 Hi-Pro Keys

@\ . ) IH-560 Double Gear Shaft
R & W—L——__ IH-340 Hi-Pro Keys
= [ IH-705 Taper Pin
== ﬁ"“ IH-245 Spline Shaft
: : () K o IH-548 Ball Bearing
= ! IH-190 Snap Rings
/ IH-158 Bearing Retainer
/j><. IH-189 Bearing Spacer
IH-188 Bearing Spacer
IH-706 Cap Screws
1H-543 Taper Pin
IH-549 End Plate
IH.545 Cap Screws
IH-528 Nest Gear Shaft
IH-534 Nest Gear IH-704 Double Gear
IH-533 Nest Gear IH-531 Nest Gear

IH-532 Nest Gear

Before ordering parts read instructions on Plate 1

When Ordering Parts

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

IH-509 Index Plunger
IH-550 Taper Pin
IH-511 Screw Bushing
IH-510 Lever Handle
IH-525 Spring

IH-569 Grease Fittings
1H-524 Tumbler Lever

IH-568 Lockwasher
IH-551 Cap Screw
IH-521 Bushing

IH-516 Plu
IH-515 Pi%

I1H-514 Set Screws~——= IH-567 Lockwashers
IH.526 Roller Bearing 5 IH.552 Cap Screws
1H-513 Idler Gear————— IH-518 Sliding Gear

1H-523 Sleeve
IH-512 Tumbler Shaft




No. 5 Universal Turret Lathe
M-1240 Starting Lot |
and

M-1740 Starting Lot |

1Y-67 Pins
V-85 Cap Screws
1V-50 Filler Plates
IV-1 Support Arm //
3

IV-84 Cap

&

1V-44 Clutch Dog

V.89 Rivet

1V-36 Spring

1V-24 Pin

1V-61 Pin

IV-10 Feed Shaft Bushing

IF-51 Feed Shaft

IV-69 Pin
1V.5 Clutch Housing
IV-114 Cap Screws

IV-119 Handle Hub
1V-112 Taper Pins
IV-14 Binder Lever
1V-93 Ball
IV4 Slide ——

I35

IV-102 Qiler

1IV-18 Handle Hub
IV-91 Taper Pins
IV-33 Handle Rod

i ——

NN

1V-37 Interlock Shaft

‘ IV-53 Pins
1Y-102 Oiler
1V-93 B;" ‘ 1V-72 Spring
IV-81 Screw ,,,,mw IV69 Pin ..fl‘
? XN
IV-45 Pawl
1V-66 Pins
1Y-92 Rivet

1V-47 Leaf Spring

1V-69 Pin
IV-42 Ratchet
IV-25 Spring

1Y-101 Oiler
IV-5 Clutch Housing

v&i \;\ \‘\k‘\\\x% &\\;\‘\%‘m%‘x)&x\&xﬁx \%x*\%\% N % \& \% \% \i Y Y-X

I

Screws
IV-97 Fitting

IV-31 Grease Fitting Extension

'f"f”’”’"«

Plate 26
Leading-on Attachment

Unit "V"

1V-12 Half Nut Bracket

IV-112 Taper Pins____ > SN 1V-120 Cap Screws
1V-93 Ball S 1V.80 Machine Screws 1V-4 Half Nuts
Nk “ IV. |0|3vr;4u§ ” ]) ! IV-43 Half Nut Cam
&) Hl i
V88 Cap Screw ‘ 0] M :
% aep Pcre s V-100 Thrust Bearing I IV-22 Dovetail Key
68 Pins 1Y-41 Screw b 1IV-16 C
A\ o - am Lever
M l- \ |¥ 94 Ball [ N
. - l"' : < IV.62 Spring N | T
; y W) . IV73 Leader
IV.51 Stop Rod Crank w s Al 3 ==
¥ IV-52 Screw \\ e P :
V.88 Cap, Screw | AL — & ik
IV 98 Washer % “\“ 7 1V.83 Cap Screws
v A \\\\\ b IV-15 Half Nut Retainer
: 87VCap Scraws h\ == = IV-20 Control Shaft IV-45 Pins
1Y-77 Stop Red IV-99 Washers 5 i
1Y-48 Pin B> IV-91 Taper Pins
v 491\;|9|6Luakr% : V.21 Control Collar
-49 Pawl Link Cran
T V.95 Ball
IV-7 Saddle IV-115 Cap Screws IV-35 Pin
I1V-70 Pins IY-29 Crank
IV-28 Pawl Link \w-s; Pins
1Y-47 Leaf Spring 1V-30 Shaft

1Y-17 Gear Housing

1V.82 Cap Screw
1V-58 Pin
1Y-55 Spring

IV-70 Pins

IV-96 Fittings
1V-54 Shoe
1IV-64 Spring

IV-101 Oiler

1¥-76 Pinion
IV-73 Key

IV-100 Thrust Bearing
1V-12 Half Nut Bracket

1V-96 Fittings
V- HB Cap Screws

1V-4 Half Nuts

1V-96 Fittings
IV-90 Taper Pin

iy

fped
1IV-2 Gears X . '
1V-38 Interlock Lunk IV-75 Knob
i 1V-40 Pins ) | Shaft
™ V-39 Interlock Cranks Il entragetr
—— |V-23 Studs 1V-59 Spring
L |V-28 Pawl Link 1Y-34 Plunger

| —— |V-2 Gears

| _—1Y-104 Bearings

| [V-23 Studs

L_—— |V-74 Pin

____ilV.Z? Cam
1V-32 Key

1¥-26 Pin
|V-46 Feed Shaft Gear

1V-13 Loose Bushing
IV-17 Gear Housing

1V-83 Cap Screws
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No. 5 Universal Turret Lathe
M-1240 Starting Lot |
and
M-1740 Starting Lot |

1Y-125 Qiler
1¥-126 Extension

1¥-132 Arm

. Plate 26
Leading-on Attachment

Unit "V"

1¥-137 Cutting Plate
IV-136 Tapping Screws

I'V-168 Nut Bracket
1V-167 Half Nut

IV-133 Screws 1V-237 Cap Screw 1V-166 Pins
1V-138 Pins — 1¥.239 Split Nut 1V.14] Pins
1V-189 Screws — = 1V-165 Nut Cam
1V-200 Slide — _w. 1V-238 Bushing IV-144 Pin
IV-184 Filler Plates — 1V-235 Key *IV.143 Leader
IV-157 Pin - IV-149 Spring
1Y¥-127 Pin IV-158 Lever —— N - 1V.148 Plunger
IV-180 Screw '\\‘ . __-. 1Y-190 Screw V-147 Pin
1V-181 Stop Crank SN=p= L T eI Covar i Lo A IV-146 Knob
1V-130 Toper Pin —_| NN/ ol e VA0 Pln B " S “‘;\\\“\W\»»m) v
1V-128 Spring i~/ - D NN Qm\‘\“\)n} \
IV-182 Cap Serew| —E>f | f——neoooti l N ‘:p “”
IV-183 Washer ) - \ : : R &
1V-129 St i 1Y-204 Lever S N - IN-150 Shaft
e op L iviith bl ST o ." h IV.173 Oilers
=aE Hog oo " IV-177 Sprin el Z X0 NN L | 1y.192 Bl S
1¥-203 Soddle N S ,('EII-« N Her gl IV-145 Pin
1V-206 Pin .Ji i 1V-214 Pawl n/IT;Izszs K? s
1V-207 Spring - T IV.213 Cronk % |5-3 € :; :f. crows
1V.208 Link s 1¥-215 Taper Pin = ut Retainer
IV-212 Shaft 1V.225 Pin
1VY-224 Pin 1¥-283 Retaining Ring
1V-209 Lever 1V.280 Set Screw
1V.216 Shoe 1V-281 Bushipg
1Y-258 Key 1V-279 Washer

1V.259 Screw
1Y-240 Bushing
1V.261 Sleeve
1V-262 Key

1V-255 Sleeve

1V-219 Screw Plug
1V.220 Adopter
1V-263 Ratchet

|1 V-264 Bearing

1¥-271 Com Shaft
1V-270 Drive Plunger
1V-269 Spring
1Y-268 Pin

1V-267 Needle Bearing P

1V-187 Plate
1V-188 Screws
1V-241 Slide Geor
1V-210 Screw
1V-211 Shifter
1Y-221 Spring
1V-222 Plunger
1Y-243 Rivet
1 V-244 Pin
1V-245 Spring
1V-246 Clutch Dog
1V-223 Pin
¥ 1V-226 Cotter Pin
1V-236 Fitting
1V-250 Needle Bearing
1V.251 Needle Bearing

* Specify PITCH TO
BE CUT ON WORK.

1V-266 Drive Gear
1V-265 Clutch Gear
1V-229 Spring
1Y-228 Pin _.— 1Y¥-230 Shoe
T Springﬁ
Z 1V-232 Screw

IV-199 Sleeve V152 ShoR ==

IV-171 Pin e
1V-159 Hondle Hub :
1¥-160 Handle Rod ’)

1V-164 Interlock Cranks x5/

= IV-170 Pins s
N
IV-205 Pin

1V-134 Socket Scraws
1V-139 Lock Washers
1V-135 Pins

L 7

1V-256 Brake

IV-154 Screws
1V-236 Fittings
1¥-227 Housing
1V-139 Lock Washers
1V-140 Socket Screws

=

/ " 7 A — 1V-163 Interlock Link
; = !(((, TR %
\ ‘ | |4 V.
= (NG (\‘ _{! _!(@((% 143 Leader
1V-161 Ball ) e : \* )
) sl I’\ =\ ok “ 1V-172 Pins
T v 19%}};'! 8 L_.\"d,.' = y
L L H in A - . 4 — 1V-276 Pipe Pl
'V-'95|$:':bsz'“‘ Y Sy V-128, Shoft l"i = &‘ o '-“-’.17/, VTt Shed
- w S . o ¢
IV-197 Cap S AT AW S Tt T Sl
: ap Screw N (" ST T 1V.272 Cast Bearing
1¥-198 Cop Screw 7 z _ v

s 1¥-176 Crank
I

?’.‘_._._‘,_-;;f(. " 1V-189 Steel Ball

ST NG 1V-201 Elbow Conn.

i 1Y¥-202 Straight Conn. i

\ o
.‘.4“

2 S T e 1¥-252 Fitting l

1V-272 Cast Beoring
1V-274 Gear
1v-275 Gear

There is @ number of small parts, such
as screws, bolts, nuts and similor irems,
that con be purchosed in any hardware
store. When requested, orders for
these standard parts will be supplied,
but it is recommended that they be
purchased locally whenever r msible.

1V-240 Indicotor Lever

1V-217 Shaft

2D N S
—d i P &
H » (K
AT :

1V-185 Clutch Cover
(See detail in middle
of page)
1V-186 Cap Screws
IV-249 Fitting
IV-257 Stud
1V-282 Stud
/ \ 1V-273 Bearing
1I¥-218 Mach, Screws
/ 1V-233 Base Cover
"\\J IV-247 Spring
1Y-248 Ball

1V-253 Pin




1Z-90 Motor Starting Switch
1Z-70 Conduit Bushing

1Z.72 Close Nipple

1Z-69 Conduit Locknut

Z-49 Hex. Head Cap Screws

1260 Spring Washers

1Z-27 Starting Box Strap

: 1Z-80 Ball Bearing
IZ-75 Bearing Shaft Locknut Washer
1Z-74 Bearing Shaft Locknut

I1Z-1 Stop Rod Bracket
1Z-35 Plunger

- | Z-36 Spring
\ \7 \ 1Z-A4l Screw
) <5 S / 1Z-37 Adjusting Screw
I1Z-2 Motor Bracket

1Z-15 Clutch Ring Gear

1Z.50 Socket Head Cap Screws
IZ-61 Spring Washers

1Z-42 Snap Rings
|Z-84 Driving Plates

1Z-86 MO}O,\ 1Z-85 Driving Plates
—_— =\ \ 1Z-83 Back Plates
- 3 = 1Z-45 Springs
SRaE AN v 1Z.58 Flat Head Mach. Screws
@ 1Z-9 Motor Shaft v l“”" @ = 1Z-13 Clutch Sleeve
1Z-81 Bearing =

12-26 Sleeve Key
| (e G e \\,“'1 M 1Z-25 Clutch Keys
) : _ |Z-64 Grease Fittings

IZ-40 Sq. Key

1Z-54 Hollow Set Screw

Tl

1Z-6 Bearing Seal

1Z-55 Hollow Set Screw
1Z-12 Clutch Hub

1Z-11 Stop Stud

1Z-76 Qilite Bushings
1Z.23 Adj. Collar

1Z-14 Crank Shaft

1Z.5! Socket Head Cap Screw

1Z48 Raw Hide Seal

\ot

1Z-22 Thrust Washer

1Z-57 Round Head M

WARNER & SWASEY
(e CERT el

When Ordering Parts

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

ach. Screws /
1Z-59 Spring Washers

1Z.53 Hollow Set Screw
1Z.24 Stop Sleeve
1Z-4 Hand Lever

1Z-66 Pipe Plug 1Z-38 Spring

1Z-67 Gits Oiler 1Z-79 Needle Bearing
1Z-71 Elbow 1Z-57 Round Head Mach. Screws
1Z.73 Nipple 1Z-39 Sq. Key

1Z-7 Worm Gear
1Z-17 Shaft Collar
I1Z.77 Oilite Bushing
1Z-20 Collar
1Z-78 Needle Bearing
1Z-16 Worm Gear Shaft

1Z-18 Ratchet Hub
1Z-2| Ratchet Spring
1Z-19 Ratchet Sleeve
1262 Woodruff Key
1Z-43 Snap Ring

1Z-5 Bearing Cup

Before ordering parts read instructions on Plate |

nl,, HUN
1945009 YInYD) 9)10)
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PUD
| 407 Buipiois obZI-W
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11-489 Plunger Head
1J-473 Finger Pins
1J.534 Cotter Pins

1J-507 Finger Holder

1J.524 Socket Screws +

1J-533 Washers \ /
LS /

1J-485 Balonce Weights
e //
e

\ \ i
ez ) N
e ROAYSSSP TN
1K-338 Stop Screw 55{0/”/,‘ AL L 2L r 2 2 Ll
IK-339 Stop Nuts

IK-308 Cylinder Bracke? | ‘ll o ‘
IK-386 Taper Pins | V‘—u
IK-346 Upper Support Bor \
IK-310 Pusher Heod N
IK-384 Taper Pin S

1K-364 Socket Screws

1K-375 Washers
IK-314 Bar Support Sleeve
IK-353 Scale
IK-371 Drive Screws

NS e ; Sl
IK-318 Shoe | ‘ \ K39 Plog 7
1K-366 Set Screw | ::. -l Q 1K-372 Sfmw \ o
IK-347 Piston Rod X . @ = =\
i \ . [ | 2 : 1 5 6 5—-.‘ ]
4 Tt N e AN .
N s 1)
I1K-317 Lower Bar === e CF o \\\\\“\i\\ :
1K-350 Piston Rod Head M A e e e
IK-383 Taper Pin | /_///

IK-351 Lock Screw |
IK-365 Set Screw
IK-352 Adapter
1K.393 Bearing

IK-391 Oil Seals ~~ K-35 Serew P“'V W=
IK-381 "O" Rings I, _
N
IK-354 Shuttle )/‘I‘§

D0,
2Ry

IK-380 "O"" Rings

1J-536 Pin /

1J-459 Chuck Cylinder
IK-330 Pin

1J:571 Elbow

1J-568 Nut

1J-569 Sleeve

IK-340 Valve Liner

1J.501 Cylinder Cap
1J.503 Gasket
1J.523 Socket Screws
1J-533 Washers

'
1J-542 Oil Seals
1J-510 Piston Stop
1J.502 Seal Retainer

1J-523 Socket Screws
1J-533 Wushers'
1J-578 Elbow
1J-575. Nut
1J.-576 Sleeve
1J-494" Piston Rod
1J-579 Unien
1J.575 Nuts
1J-576 Sleeves
1J-573 Union
11-568 Nuts
1J-569 Sleeves

1J-527 Set Screw
1J-484 Shoe
1J-490 Fingers
1J-477 Screws
1J.530 Locknuts
1J-474 Finger Rolls
,1J-486 Wedge

/

1J-539 Fitting ""3"26?';"':
- uts N

lu.475 Wedge Rolls s A§
1J-482 Roll Studs A %

1] g %

/ 1J-483 Roll Bushings N ; W ) [
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10469 411
Master Collet
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IK-348 Piston
IK-329 Pin

............ S S S Z AN
'

o
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o
o
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1J-577 Nipple
1J-575 Nuts
1J.576 Sleeves

1J-453 Hood Guard
1J-454 Hood
1J-508 Gauge Adopter
1J-492 Knob Screw

1J-464 Screws

Bushings -

1J-549 Gear Pump
1J-460 Pump Bracket

1J-495 Piston Rod Heod /

1J.528 Set Screw /

1J-523 Socket Screws |

1J-533 Spring Washers

niiiii
e

|IK-361 Screw
11K-389 Ball

1J-546 Rings
- 1J-544 Needle

1J-465 Yeke Pin
1J-534 Cotter Pin

\\\’.
Zini77

GEQ

r Box
4

1J-450 Yoke

1J-496 Pin |

Bearings

J/

1J-521 Socket Screws
14-531 Spring Washers

1J-515 Coupling

¢
\
1J-518 Screws

1J-570 Nipples

1J.568 Nuts

1J-569 Sleeves

1J-540 Handle Ball

1J-457 Valve Lever

1J-455 Valve Body

(see Plote 29)

Before ordering parts
read instructions on Plate |

T 1J-509 Handle Rod

: | —— 1J-500 Valve Lever Studs
i f—— 1J-498 Link
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No. 5 Universal Turret Lathe
M-1740 Starting Lot 160

1K-307 Knob
1K-382 Taper Pin
1K-333 Clamp Stud
1K-324 Pin
IK-387 Cotter Pins

I:-322 g'n I1K-306 Pipe Clamp
i 1K-387 Cotter Pin 1K-315 Stock Tub
1K-304 Swivel Head 1K-327 Roller :

IK-316 Tube Rings

*

Hydraulic Bar Feed

1K-378 Rings
1K-379 Ring

IK-392 Bearings
IK-313 Spacer

1K-388 Fitting

IK-311 Seroll
1K-302 Chuck Body & Hub

) E: v 1K-362 Socket Screws
X ‘i\//lqii;\ ; IK-376 Waoshers
€ i
L1777 170 .4~ |K-312 Chuck Jaws
AN \_—~ 1K-335 Scroll Pinions
1K-325 Pins
] IK-344 Springs
I1K-300 Bar Feed Head o 1K-343 Scroll Jaws
IRRSSS 1

R 1272, N T

e NN 1381 e

1J-565 Elbow 1J-548 Pipe Bushing

1J-563 Sleeve

— 7R
7

1K-346 Upper Bar
1K-359 Lever Shaft

1J-568 Nuts
1J-452 Bracket
1J.529 Set Screw

\
/4

. \
. v _,‘/‘/.K.m Set Scraw
3 %, — ,/_."{ IK-370 Lock Screw
‘fg-':;u,”‘{ 1K-320 Screw = {‘[‘v 1K-356 Screw
f"“".} IK-374 Jom Nut s §27 L 1K373 Jam Nut
{i It h K & o \ % IK-341 Feed Rod
rorey - crews .
HEE N 308 L SHand e = =N 1K-342 Spring
1K-367 Set Screw | )
1K-331 Shoe
1K-309 Release Lever
K. ;
K-363 Socket Screw h%a. 1K-383 Taper Pin
Ry 1K-317 Lower Bar
1K-369 Set Screws ==
1K-374 Jam Nuts 1K-357 Roll Scrow 1K-334 Drip Trough
1K-303 R.H. Stand Head IK-358 Locking Roll
(—— IK-337 Spring Screw
o>} — 1K-332 Spring
1K-323 Shoe
1K-360 Handle Screw
1K-373 Jom Nut Note:
Thﬂ!e Pa"i are i’aﬂdurd
e — |K-336 R.H. Bar Feed Stand commercial articles. When
ordering, specify size and
<D 1J-540 Handle Ball length of pipe and size
ond style of fittings.
1J-509 Handle Rod
1J-457 Valve Lever 1J-500 Lever Stud
1K-328 Left End Bor Feed Stand 1J-512 VYalve Shuttle
1J-526 Set Screw 1J-526 Set Screw
511 Secnw 1J-548 Pipe Bushing
1J-458 Lever Stop .,, lJ-iﬁ:.’;uT:-(Slpecx'fy Length)
1J-487 Pins 1J-500 Lever Stud b Lz UL
. : - 1J.569 Sleeves
1J-480 Shee 7
iy :

1J-525 Set Screw
1J-505 Valve Stem
1J-516 Cap Screws
1J-531 Spring Washers
1J-455 Valve Body
1J-499 Valve Screw
1J-545 O™ Ring
1J-513 Plungers
1J-488 Springs
1J-506 Screws

1J-562 Nut

1J-559 Tube
(Specify Length)

1J-498 Link
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7 / 1J-560 Tube
'r'\ | 1J-497 Valve Cu‘p A} (Specify Length)
1J-537 Toper Pin ! ! 1J-481 Screw
1J-543 Oil Seol i / 1J-478 Adj. Screw
J-468 Spring i 1J-46 Spring
1J-541 BO.” i 1J.467 Plunger
1J-463 Pin : Piping(Sea NO“)
1:506 ! 1J-499 Needle Valve Screw
Screws 1J-456 Body Support E 1J-545 "O" Ring
1J-521 Socket Screws i- Elbow (See Note)
1J-498 Link 1J-532 Washers 1J-455 Valve Body
1J.497 Valve Cap 1J.462 Pin Piping (See Note)
1J-514 Pin IJ..sbo Tube 1J-570 Nipples
10463 Pins (Specify Length) 10569 Sleeves

1J-572 Elbows 1J-568 Nuts

Plate 29
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