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Thank you for purchasing this manual.

We have composed this manual from documentation that sometimes dates back to the
beginning of production of Logan Lathes, in 1940. Any prices shown in this manual are
included only for historical curiosity, and have no relation to current prices.

During the production of the Lathes, many parts were changed, and as a result, some
assembly diagrams may have more than one version in this manual. Where possible,
we have made note of the Serial Number break point. Compare this to the Serial
Number of your Lathe, and also compare the appearance of the parts to determine
which is appropriate for your Lathe. If all else fails and you need a replacement part,
contact us with dimensional data from your old part. The Serial Number is stamped on
top of the Bed, near the right hand end of the Lathe, in the trough between the front “V”
and Flat ways.

Some diagrams included in this manual may refer to parts or accessories that were
optional and may not be included in your Lathe.

Not all parts shown in these diagrams are still manufactured. Virtually all parts that
would normally wear or require replacement are still manufactured. If a part is no longer
manufactured, we will make an effort to find you a used replacement or find some sort of
alternative to allow you to continue to use this machine.

Some replacement parts may require fitting upon receipt. While not usually required,
some parts should be ordered as a set, with their mating part. Examples would be
Crossfeed Screws and Nuts; Compound Screws and Nuts; Variable Speed Pulley
Assemblies and others. If these parts are ordered as a set, it can be assured that they
will fit with each other. If, for instance, a Crossfeed Nut is ordered, but not the
corresponding Crossfeed Screw, we can not insure that the replacement Nut will
properly fit your Screw. If you have any questions about this, please contact our office.

Some replacement parts may not be identical to the original. Where parts have been
redesigned, every effort has been made to insure that the replacement is functionally
equivalent to the original, if not aesthetically.

Operating a Lathe or any other machine tool can be dangerous. The
user should understand the potential danger and take all
appropriate precautions. It can not be stressed enough that high
quality safety glasses should be worn at all times while operating
any machine tool, and anywhere in the vicinity of operating machine
tools.

Logan Actuator Co. is a family run company, founded in 1971 and still managed by the
same family that started Logan Engineering Co. in 1935. We welcome your calls,
letters, and emails with questions, comments, suggestions, complaints and praise.
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POWR-KRAFT QUICK-CHANGE GEAR BOX

Converts Models 2130 and 2136, as well as those in the older 700
Series of Powr-Kraft Lathes, to @ modern quick-change lathe.

Holes for this attachment are drilled and tapped in lathes bearing
Serial Numbers from 3543-A. Older moadels will require four holes
to be drilled and tapped.

Box provides 4B threads and feeds in either direction. Screw
threads 8 to 224 per inch are selected by adjusting the two levers.
By substituting the 24-tooth stud gear for the 4B-tooth gear, sup-
plied with the lathe, 4 to 7 threads per inch can be cut.

The Quick-Change Gear Box is supplied with a corrected lead
screw that corresponds to the model of your lathe. Accordingly,
it is important that the serial number of the lathe, as stamped on
the right hand corner of the front way be given when ordering.



FiG. 1—WARDS POWR-KRAFT BACK GEARED, SCREW-CUTTING LATHE FOR BEMCH MOUNTING

WARDS

BACK GEARED, SCREW-CUTTING LATHE

INSTALLATION

PACKING LIST

The crate in which your Wards Powr-Kraft Back Geared,
Screw-Cutting lathe (Fig. 1) is received contains the follow-
ing items:

(a) Lathe complete with Headstock, Toilstock and Carringe.
(b)) Countershoft,

(€) Lot of 17 Change Gears for thread cutting [six of
which ore gssembled os part of the lathe),

(d} Bag containing one each—Toolpest, Toolpost Ring, Toal-
post Screw, Toolpost Wedge, Toolpost Block, Toolpost
Wraneh, Toilstock Wreneh, Sleeve, Knob ond Quill; and
two Centers.

Fastened to the base of the lathe crate is o two-step moter
pulley, bored Y2, 3 or Y-in., os specified on your order.
Unpack carefully and check to be certoin you have re-
moved all the pieces.

Before the lothe is crated for shipment at the factory, it is
given an all-over coating of moisture and rust-resisting
sompound. This should be removed by a complete cleaning
with a stiff brush and kercsene. Then cover all unpainted

surfaces with a light coat of good machine oil to prevent
rusting. These surfoces should be kept lightly covered with
oil at all times and the lathe should be provided with &
canvas or similar cover. The later is especially recom-
mended when the machine iz installed in bosement shops.

SETTING UP THE LATHE

Select a solid, level Acor—preferably concrete—in a dry,
well-lighted location, as a foundation for the lathe and
mount it on o substanticl work bench or upon floor legs,
using a chip pan. Floor legs are usvally preferable because
they are compact, provide proper height while holding the
machine rigid, and have been designed to hold the counter-
shaft and mater bracket at their proper height.

if possible, arrange your lathe so light will fall over the
operator's right shoulder. Allow ot least 18-in. spoce at
the back ond both ends of the lathe and give the operator
a minimum working space 3V2-ft. wide ot the front.

if the lathe is to be bench-mounted, the bench should be
31 to 33-in. high, strongly built and svitably reinforced for
steadiness. The top, of seasoned wood, should be ot least
two inches thick. The top should be doweled, or five steel rods

3



COUMTERSHAFT
BRACKET

! ADJUSTABLE
HINGED FIM MOTOR BRACKET

FiG. 2—MOTOR BRACKET

with ends nuts should be run crosswise through the top and
the nuts turmed tight, pulling the boards together. Counter-
sink bolt holes on both edges. Plane the bench top level and
set the lathe upon it. Locote and drill four %-in. holes for
the feet, Use four machine belts to fosten lathe to the bench
and te cid in leveling.

LEVELING THE LATHE

It is very important that the lathe be level; if it is not, its
own weight will distort the lothe bed, throwing the head-
shack aut of alignment with the ways, and cause the lathe 1o
turn and bore to “taper.” It is impossible 1o do accurate
wark on a lathe that is not level and the machine will likely
be domaged beyond repair. Ploce an accurate and sensi-
tive maochinist's level {an ordinary level will not do) across
the top of the lathe. Mote any variations from the true level
and odjust by placing thin shims of metal, woad ar fiber
under the feet. Be certagin the lathe is level, both crosswise
and longitudinally, at the both headstack and tailstock ends.
When the lathe is level, bolt dewn tightly and check the
leveling, It may be necessary to loosen bolts and add more
shims. Remember, the lothe must be level, if it is to perform
accurately. When using flear Iugs, use Iug screws, bolts or
exponsion bolts to secure them to the floar. If the floor is
wood, vse lag screws; if concrete, drill holes with a star
drill. If the bolts are to be set in melted lead or sulphur,
bottoms of the holes should be enlarged slightly. W lead
sleeve expansion bolts are used, the sleeves should be
seated solidly before bolts are inserted. Shim up the legs
as necessary and check the leveling after bolting legs dewn.

After the lathe is in operation, check it from time to time.
If necessary, adjust the shims as o slight sogging of the floer
or compression of the shims under pressure may change the
level without your knowledge.

MOUNTING THE MOTOR

Wards Powr-Kraft Back Geared, Screw-Cutting Lathe s
designed to be driven by a 1750 R.P.M. VY2 HF motor, For
best results, use a Repulsion-Induction, Copacitor or three-
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FIG. 3—HEADSTOCK AND COUNTERSHAFT BRACKET

phase type of motor. Split-phase motors are not recom-
mended for this application. For industriol installations,
three-phase motors are particelarly recommended, if three-
phase circuits ore availoble as they usuwally are in industrial
areas. Outside industrial areas, the yser must depend on
single-phase circuits ond use Repulsion-Induction or Capac-
itor type motors., Most Repulsion-lnduction motors and some
Copacitor motors are wound so they can be used on either
110 or 220 volts; the latter is recommended wherever pos-
sible for steadiness. On the other hond, some Capocitor
motors can be wied only on voltages for which they are
wound; that is, o meter wound only for 110 volts connot be
vsed on 220 volts and vice versa. Capaciter motars that can
be used on either 110 or 220 volts ore provided with a
center tap.

Either before or after mounting moter te the Motor bracket,
check it for proper rotation. Motor should run clockwise
when viewed from the motor pulley end.

Correct rotation con be abtained by moving brush holders
on Induction-Repulsion motors to one side or the other of
witness mork on bruth holder mounting. Copocitor type
motors are given reverse rotation by removing cover from
terminal box ond reversing field-winding wires en binding
posts. In the cose of three-phase motors, any two leads can
be reversed to change direction of rotation. If there is any
doubt, consult wiring diagrom of connections supplied with
motor or infarmation given on name plote.

When lathe is in place, mount motor to motor bracket (Fig.
2] beneoth the countershoft, using four mochine bolts,
Do not tighten the bolts until position of motor has been
adjusted.

MOTOR BRACKET

The motor bracket is attached to the countershaft brocket
by o hinged pin and may be raised and lowered by a
bolt through the countershaft brocket as shown in Fig. 3.
Attach motar pulley to motor shaft—lorge pulley away
from motor. Align meter pulley with the T0-in. pulley on
countershaft by moving motor until the two are in line,



FiG. 4—HEADSTOCK WITH PULLEY ARRAMGEMEMT

Tighten bolts holding motor to bracket, but do not apply
belt to pulley until moter wires have been connected and
the motor tested for correct rotation os described above.

Connect wires that come from the “On-Off"' switch, in front
of headstock housing, to motor and current source as
shown in Figs. 2 and 3. With rotation of motor correct,
apply V-belt.

The combination of flot ond VY-belt drive used between
motor and countershaft has been found most successful in
applications where the driven pulley is much larger than
its driver, with a consequently large orea on the former.
The short, center distance between pulleys also makes its
wse preferable.

ADJUSTING THE BELTS

The belts are odjusted eqsily and accurately by means of
the four countershaft adjusting screws, the motor bracket
adjusting screws, the stud connecting countershaft and
the belt tension lever. Make all adjustments with the belt
tension lever in its forward position, which will swing the
countershaft inte o position directly above the motor.,

To move the countershaft forward or backward, thereby
tightening or locsening the flat belt, turn the stud connect-
ing the belt tension lever and the countershaft frame, and
adjust the four countershaft adjusting screws. Tighten screws
as much as possible with your fingers and then take on addi-
ticnal quarter turn on one side with the wrench, Meither
belt should be too tight. Excessive belt tension not enly
shortens the life of the belt but places vnnecessary strain
on bearings so power is lost through excessive friction.
When adjusted for normal work, o moderate pressure on
sither belt should depress it about 1% inches. Be careful
not fo get them too tight as excessive pressure can dis-
tart the bearings.

FiG. 5—BACK GEAR DRIVE

OPERATION

COUNTERSHAFT

The countershaft (Fig. 3} is locoted directly above the
motor and is controlled by the countershaft tension lever
conveniently mounted in front of the operator. The counter-
shaft spindle revelves on four self-lubricating bronze bear-
ings fitted into rugged steel sleeves with oil wells. The type
of self-lubricating bronze bearings used insures a smooth-
running spindle at aoll times with @ minimum of ahention,
for they actually absorb oil and give it up os required,
rather than simply hold a film of oil between the bearing
and spindle,

Eil:lringl in their sleeves are held in the countershaft bracket
by adjusting screws so the spindle can be moved back or
forward for adjusting belt tension.

The countershaft may be swung forward to release tension
on the belt, when lothe is not in operation or when spead
is to be changed, by moving the countershaft tension lever
backward. This lever is attached to the swinging counter-
shaft bracket by two links connected to each other by a
stud having right and left threads. By tuming this belt
tension odjusting stud, shown in Fig. 3, variations in belt
tension can be odjusted. The two-step pulley on the end
of the countershaft turns the three-step countershaft pulley
which, in turn, drives the headstock spindle pulley through
the flat belt.

POWR-KRAFT HEADSTOCK

The hecdstock on the Powr-Kraft lathe is made of high
grade semi-steel and fitted with a hinged cover that com-
pletely encloses the interior mechanism (Fig. 4). Cover
swings bock out of the way when belt is to be shifted.
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COUNTERIHAFT

FiG. 6—BET DRIVE ARRANGEMENT

When closed, the cover rests on rubber studs that absorb
vibrotion and prevent noise.

The headstock contains the heodstock spindle and bearings,
the bull gear, spindle pulley and back gears. Power from
the belt, through the spindle pulley, turns the bull gear or
transmits power through the back gears to the bull gear,
if lower speed or greater power are desired.

Alley steel has been used in making the headstock spindle
which has been mochined ond ground to o super finish,
The mose, which has an B-pitch, National form thread for
aftaching chucks and face plates, has been oceccurately
finished internally to a MNe. 3 Morse Taper. A reducing
sleeve, furnished with the lathe, permits use of the MNo. 2
Morse Taper headstock center. The 25 32-in. hole through
the headstock spindle permits stock as large as ¥ -in. to
be fed through the spindle, which will toke a Ya-in. drow
callet attachment,

The headstock spindle of Wards Powr-Kraft Lathe turns on
three rows of greose-secled New Departure ball bearings
that require no lubrication for the life of the mochine.
This eliminates daily core ond guarantees smooth, trouble-
free running with a minimum of friction.

The three-step spindle pulley and small spindle gear are
attached to form a rigid unit and revelve freely on the
spindle on self-lubricating bronze bearings. For direct drive,
the pulley is locked to the bull gear which is keyed to the
spindle. Connection between spindle pulley and bull gear
is made through a plunger-type lock locoted on the side
of the bull gear; when this lock is “in," pulley turns bull
gear with it; when “out,” pulley and small spindle gear
run free. Should it ever be necessory to remove the head-
stock spindle, follow the procedure below:

First: remove the take-up nut, the spindle gear, Woodruff
key, collar and bearing grease seal, in the order named,
from the left end of the spindle.

&

FiG. 7—GEAR TRAIM

Second: remove the four fillister head screws from the
bearing cap, then the bearing cop and next, the grecse
seal from the right end of the spindle.

Third: Loosen the set screws In the bull gear and with a
wooden mallet, earefully drive the spindle toward the
tailsiock end of the lathe, being careful to held the bull
gear and cone pulley so they will not drop as the spindle
is removed.

Important. Boll bearings can be ruined by improper hand-
ling. When pressing a bearing inte or out of the seaf,
pressure should be applied to the outer race only but,
when pressed onto or off a shaft, pressure should be ap-
plied on the inner race only. Bearings shouvld be carefully
kept free of dirt and grit and, except in extreme cases, must
not be topped inte place with o hammer.

BACK GEAR DRIVE

When slower turning speed or greater power is required
than could be obigined from o direct drive, the back geors
are used. The back gear mechanism on Wards Powr-Kroft
Lathe is totally enclosed within the headstock housing in-
stead of exposed as in the usual construction. Also, instead
of having to recch over the top of the headstock to throw
a back gear lever, the Powr-Kraft design controls the back
gear from o knob on front of the headstock housing os
shown in Fig. 5.

The back gear is mounted on o quill which turns on self-
lubricating bronze beorings on an eccentric shaft. Maove-
ment of the back gear knob is tronsmitted through a rack
and pinion which rotates the eccentric shaft that swings the
back gears inte mesh. When the knob is pulled aut, the
back gears are engaged and outomatically locked in
position by o lotch on the underside of the shoft where it
enters the headstock howsing. The lock is released by press-



SCREW GEAR

— STUD GEAR

SCREW GEAR

SCREW GEAR

'POWER FEEDING SPEEDS

THREADS FEEDS

" PER | STUD IDLER SCREW PER

INCH GEAR | DIAGRAM | GEAR GEARS INCH
4 64 A 72 32
4% 64 A 72 36
5 64 A 72 40
5% 64 A 72 44
) 64 A 72 48
6% 64 A 72 52
7 64 A 72 56
7V 64 A 72 60
8 32 A 72 32
9 32 A 72 36
10 32 A 72 40
11 32 A 72 44
1Y 32 A 72 46
12 32 A 72 48
13 32 A 72 52

14 32 A 72 56 N
16 32 A 72 64
18 16 A 72 36
20 16 A 72 40
22 16 A 72 44
24 16 A 72 48
26 16 A 72 52
27 16 A 72 54
28 16 A 72 56
30 16 A 72 60
32 16 A 72 64
36 24 B 72 36
40 24 B 72 40
44 24 B 72 44
48 24 B 72 48
52 24 B 72 52
54 16 B 72 36
60 16 B 72 40

64 24 B 60 64 0.0156

16 B 60 44 0.0152

16 B 60 46 0.0145

* 16 B 60 48 0.0139

16 B 60 52 0.0128

16 B 60 56 0.0119

16 B 64 60 0.0111

32 c 64 0.0104

32 C 72 0.0092

24 C 64 0.0078

24 C 72 0.0069

16 c 64 0,0052

16 C 72 0.0046

FIG. 8

ing up on the latch with the finger; this latch is on the
"underside of the shaft and cannot be seen and can only
be located by “feel.” The cone pulley and small gear turn
freely on the headstock spindle and are locked to the bull
gear, for direct drive, by a lock pin located on the side of
the bull gear (see Fig. 4). -

To engage the back gear drive, first pull out the direct
drive pin on the bull gear so the cone pulley.and small
gear turn free of the bull gear. Then engage the back

gears so the power is transmitted through the cone pulley -

and small spindle gear to the large back gear, and from
the small back gear to the bull gear. The bull gear, being
keyed to the headstock spindle, transmits its power to the
work on chuck, face-plate or center.

Never throw the back gears in or out of mesh while
lathe spindle is revolving.

SPINDLE SPEEDS

The following table gives the spindle speeds that can be
obtained by using the various belt positions shown in Fig.
6 both with direct drive and with back gear drive.

M.:'l':' v Spindle Belt Position
Position Buck Gear Drive Direct Belt Drive
3 4 5 3 4 5
1 30 56 104 179 334 620
2 70 131 244 420 780 |1 4?0

POWER-FEED GEARS

The outboard end of the headstock spindle is provided with
a gear (Fig. 7) which transmits ‘power through a gear
train to the lead screw for automatic feed and cutting
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threads. As the rate of feed depends upon the lead screw,
it is necessary to establish a definite ratio of the screw rota-
tion to speed of the spindle; this is done by varying change
geors in the gear train,

The geors moy be arranged on the gear bracket to drive
from three pesitions, the size (ond number of teeth] of the
gears in these three positions determining the ratio of
spindle speed to lead-screw speed. The three positions
are shown in diograms A, B and C in Fig. 8. By referring
to the toble for the threads per inch or feed per inch
wonted ond to the diagroms, the correct gear sizes and
their positions moy be found. Raoise or lower the gear
brocket to accommodaote the different size gears by loosen-
ing the nut just behind the lead screw bearing,

The gears are attached to the gear bracket so that when
the bolt holding them is loosened, they may be moved
along the bracket slot. Each belt halds twa gears, both of
which must be mounted whether they mesh in the train or
not, If one meshes with two others, it is an “idler” and the
unused gear is @ “spacer.” If both mesh in the train, they
form a "compound™ gear.

The chonge geors ore machined from semi-steel to insure
perfect teeth that will mesh evenly and smoothly with ather
units of the train. Each gear has a machined keywu}r and
fits over a keyed sleeve thal accommodates two gears;
the sleeves fit over the bracket belt and o washer serves
as a bearing between the assembly and nut.

When assembling a gear train, core must be taken to
ollow sufficient cleorance between the two meshing gears
sa they will not bind. A small amount of graphite grease
applied to the te eth will make them run smoothly and quietly,

FEED-REVERSING LEVER

The feed-reversing lever which projects from the gear train
housing is provided with @ positive lateh that lacks it in
each of its three positions: “Up,” "Down” and "Center."”
When set on "Center” or nevtrol position, the two gears—
ottached to the end of the lever and which turn on bronze
beorings—are free of the gear train, and all power feeds
are disconnected.

.When "Up,” the lathe carrioge is engoged to the lead
serew and it will meve from left to right, or the compound
rest will move from front to back of the lothe bed.

When “"Down,” the carrioge will move from right to left
and the compound rest will move from back to front

Mever change position of the reverse lever in either
direction while lathe spindle is revelving.

THE LEAD SCREW

Becouse the threod-cutting occuracy of o lathe depends
upon the precision of the lead screw, it noturally follows
that it is one of the most important ports of the lathe and
that no item of moterial er workmanship can be slighted.
The lead screw in Wards Powr-Kraft Lathe is mode from
alloy steel with an Acme thread that is accerately cut to o
pitch of Ya-in. (eight threads per inch); it is mounted at each
end of the bed in o large, cast-iron bearing fited with oil

LLAME BULI WKEMLA

FIG. 9—TAILSTOCK AND PRISMATIC V AND FLAT WAYS

cup. The lead screw should be cleaned and oiled frequently
to maintain its accuracy.

LATHE BED AND TAILSTOCK

The tailstock slides on a Y-way and o flot way of the bed, as
shown in Fig. 9, ond is locked in position at any point
glong the bed by tightening the clamp-bolt with the clamp
bolt wrench furnished with the lathe,

The tailstock spindle is operated by the tailstock hand wheel,
Turning the wheel clockwise runs the spindle out of the
tailstock. The spindle is made of special steel, finish-ground.
and has been reamed for o Me. 2 Morse Toper center.
Turning the handwheel counter-clockwise wuntil the spindle
recches its limit of travel, sutomatically ejects the tail center
The spindle is graduated up ta 2% -in. in increments of s-in.
for accurocy in boring and drilling. Tailsteek spindle is
tocked in place by tuming binding lever to the right. A
small receptacle is provided on front of the tailstock casting
for the white-lead and machine-oil mixture or heavy grease
wsed to lubricote the tail center when wark is mounted
between centers. The tail center is "decd,” that is, does not
revolve with the work and lubricant must be opplied to the
center hole before setting up.

For turning topers, the toilstock may be “set over” for a
total of 'Vie-in. by loosening tailstock dlamp and adjusting the
set-over screws from each side. To align the tailsteck again,
the witness mark on the tailstock will indicate the cpprox-
imate position. To cbtain the exact pasition, it is necessary
to place a 12 or 15«inch. check bar between centers. Toke
o light cut, then check the diometer ot eoch end of the bar
with @ micremeter. If there is o variation, odjust the set-over
screws and repeat until diameters ot each end of the check
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FIG. 10—LATHE CARRIAGE

FiG. Y1=THREADING DiAL

FIG. 12—UMDERSIDE OF COMPOUMD REST

bar are the same, The Powr-Kraft lathe bed is an extro-
heavy, one-piece hard-iron casting, alloyed to produce
moaximum wedr and s‘l'runglh. Extrg-wide [& '¥s-in. ocross
the ways|, extra-heavy walls, heavier and closer spaced,
boa-type eross ribs combine lo give greatest strength and
to make o most solid foundation for the units mounted on it.

The occuracy of the lothe bed ond the woys on which the
carriage and tailstock are mounted is of primary importance.
Te insure extreme accuracy in the bed, two prismaotic
V-ways and twa flat ways are used, They have been
planed, milled and precision ground to give the cccurocy
necessary for producing fine work. In order to retain this
accuracy, the instructions for leveling the bed, as menficned
earlier in this book, shovld agein be emphasized. With proper
care and normal use, there will be no oppreciable wear
on the bed er ways of a level lathe, but the surface may be
damaged by lack of oil or by abrasion. Be careful not 1o
drop tools or work on the waoys. Keep ways well oiled
when not in use te prevent rusting, wiping them off and
re-giling before continuing work and, if peossible, keeping
them covered during filing or grinding operations.

POWR-KRAFT LATHE CARRIAGE

The carriage of a screw-cutting lathe is divided inte four
parts, refer te Fig. 10: the tocl post, compound rest,
saddle and apron. Since the carriage supports the cutting
tool and controls its oction, it is a very important unit and
care hos been token occordingly to make it both occurate
and strong. The saddle, which moves longitudinally on the
front V-way and back flat way, completely eliminating use
of horizontal bearing plates, is machined from a semi-steel
casting and is held in place vertically by "gibs" that bear
on the underside of the front and back ways, the same os
on lorger and maore expensive lathes,

The apron, which is suspended from the front of the saddle,
contains the power mechanism for cross and lengitudinal
feeds, the longitudinal hand feed and threading dial.
The large hondwheel on the apron provides for manual,
longitudingl movement of the carriage through an accurate
rack and pinion. Pinion operated by the haondwheel is
supported on o bronze beoring and meshes with rack on
underside of front ways.

HALF-NUT LEVER

The carrinoge is moved alang the ways for thread cutting
and longitudinal power feeding by rototion of the feed
screw within the apron. Twe half nuts (alse called split nuts)
are operated by the half nut lever on the right end of the
apran, When the half nut lever is in "down™ position, the
nuts are open and out of contoct with the lead screw,
When lever is in “up” position, the nuts are clamped on the
thread of the lead screw, ready for thread cutting,

THREADING DIAL

Located on the right end of the apron, the threading dial
[Fig. 11} indicates the proper point at which to engage
the half net lever, when cuffing threads, so the tool will
enter the same groove for each cut. This eliminctes the need
far reversing the drive at the end of each cut and butﬁl'ng
the tocl out.
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The face of the threading dial is divided into four quarters
by markings on the face. When cutting threads of an even
number (12, 16, 20, 32, etc., per inch), the half nut lever is
engaged when the mark on the stationary part is in line
with any of the four points on the dial,

In cutting odd-numbered threads (5, 7, 9, 11, etc. per inch),
engage the half nuts when the stationary mark is in line with
“1” or "'2" on the dial. When cutting half-numbered threads
{4V2, 5%, 6V2, 114, etc. per inch) engage the half nuts at
the same point on the dial for each cut.

POWER CROSS FEED

The power cross feed on Powr-Kraft Lathes is driven by the
spline in the lead screw and a set of spur and mitre gears
controlled by a plunger-type handle on the apron. When the

handle is “out,” the cross feed screw and lead screw are,

engaged. Manual feed is obtained by turning the ball-
crank handle ot the end of the cross feed slide. This slide is
equipped with a gib that may be tightened through three
set screws on the outside of slide.

The cross feed gib should fit snugly and be adjusted when-
ever play develops. The Acme thread, cross feed screw is
borne on two self-lubricating bronze bearings. The polished
steel, ball crank handle of the cross feed is calibrated in
.001-in, for measurement of feed when set to take a
definite cut.

COMPOUND REST

This is mounted on top of the cross slide, on a base graduated
from O to 90 degrees as shown in Fig. 10. Two bolts, one
on each side of rest, hold the base in position. By loosening
these bolts, the rest may be moved through any desired
angle. The acme-thread screw of the compound rest turns
on two self-lubricating bronze bearings.

Movement of the compound rest is controlled by a polished
steel, ball crank handle by which the cutting tool may be
moved into the work for short tapers. Like the cross-feed
handle, the compound-rest handle is graduvated into .00 -in.
Fig. 12 shows arrangement of power feed mechanism.

LATHE CENTERS

The headstock spindle is machined to take a No. 3 Morse
Taper and is furnished with an adapter for a No. 2 Morse
Taper center. The failstock is fitted to take a No. 2 Morse
_ Taper center.

The tailstock center can be removed by turning the spindle
back to its limit of travel which will automaotically loosen the
center. The headstock center and sleeve must be driven out
through the outer end of the tailstock spindle, Use a Y2-in.
rod for this and hold center with a piece of rag to prevent
its falling and also to avoid injury from the sharp point.

While the tailstock ram or spindle should be kept oiled on
the outside, the interior should be kept dry. Before placing
either of the centers in the lathe, they (as well as the tapers
into which they, fit) should be wiped free of oil and dirt
for the presence of a bit. of dirt or even a slight film of oil
will interfere with the necessary close fit.
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FIG. 13—CUTTING ACTION OF TOOL BIT
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FIG. 14—CUTTING ANGLES

LATHE CUTTING-TOOLS

There is a great variety of cutting tools used on a lathe,
each shape being adapted to the work it is to do, the
material to be cut and the finish it will leave. Basically,
however, all use the same principle for all operate with a
“tearing” rather than a true “cutting” action; the cutting
edge of the tool tears a chip from the work and breaks it
into separate sections as shown in Fig. 13.

Because of this, the cutting edge of the tool must be sharp
enough to separate the chip from the work with a minimum
of power, but it must also be large enough to support the
cutting surface and carry the heat of friction away from
the point. These opposing requirements can be accomplished
by carefully working out the angle at which the tool will
enter the work and the angles of clearance between tool
and work.

Fig. 14 illustrates a cross-sectional and side view of a
too! bit in working position, showing names of the various
angles used for grinding and setting the bit. For efficient
performance, each of the angles and settings shown should
be specially determined for the particular kind of material
being worked, material the tool bit is made from, the cutting
speed, kind of lubricant or coolant used, if any, and whether
roughing, finishing, parting or forming work is being done.
Fig. 15 illustrates the seven bit shapes commonly used
and the working position of each, with the correct angles
for an average cut in mild steel at a.-gutting speed of 80
feet per minute, using high-speed tool steel bits and
machining without coolant. :

In shaping the bits, use a good, medium-grit grinding wheel
and be careful not to overheat and burn the thin edges.

"Cool the bit often to prevent drawing the temper,

A tool bit holder for holding Y by Y-in. tool bits (Fig.
16) eliminates the use of large and more expensive high-
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speed steel tools and also holds the bit at an angle that
directs a large portion of the cutting pressure directly
toward the base of the tool post. When using the tool
holder, the cutting end of the bit should be clamped as
close to the end of the holder as possible and the bit-
holding end of the holder should be as close to the tool
post as possible. This will give rigid support to the cutting
edge so that action of the work will not force it downward
to cause chattering and possibly breaking the bit.

HOLDING THE WORK

There are five common methods of holding work in a lathe —
between centers, in a chuck, on the face plate, in a collet
and on a mandrel.

Centering and Mounting the Work— Wherever possible,
the work is turned between centers as this method is the
most accurate and allows removing work from the lathe and
replacing it without affecting accuracy.

The first step in turning between centers is to locate the
center of the ends of the work, drill and countersink center-
holes. This operation isimportant and should be done carefully.
If square or hexagonal stock is used, lines may be scribed
across the ends from corner to corner, the point of inter-
section being the center.

If round stock is used, the center may be found either with
regular or hermaphrodite dividers as shown in Fig. 17.
When using dividers, open them to approximately half
the diameter and, laying the stock on a flat surface, place
one point on the work; with the other point of dividers
bearing on the flat surface, scribe a line across the end as
shown, Give the stock a quarter turn and scribe another
line, and continue until the four lines are drawn as shown
in the picture, If the dividers are held at the same angle
each time, the center of the small square will be the center
of the stock.

If hermaphrodite dividers are used, open them to approx-
imately half the diameter of the stock and, holding the
bent leg on four quarter-points of the circumference, scribe
four arcs across the end, forming a four-sided central
figure, the center of which will be the center of the stock.
Chalk rubbed on the ends of the stock, a thin copper
deposit made by applying a solution of copper sulphate in
water, and various lay-out compounds are often used to
make the scribing more easily visible, When the center of
the work has been located, place the point of a center
punch vertically on the center mark, striking it with a
hammer to make an indentation deep enough for the work
to revolve on the center points of the lathe.

The stock, especially if close to finish size, should be
tested between centers before drilling and countersinking
the center holes. This is done as shown in Fig. 18, by turn-
ing the stock, mounted between centers, by hand and
holding a piece of chalk so it will touch any high spots on
the work. If the chalk shows a "high” side, move the center
marks toward the high side by placing the work in a
properly padded vise. Then, holding the center punch at an
angle, drive it toward the high side, bringing it to a vertical
position for marking the final center location. '

Drilling and Countersinking Center Holes. When centers
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have been accurately located, a countersink drill is generally
used to drill the center hole to proper depth and counter-
sinking it to the 60 degree center angle in a single operation.
These drills are made in various sizes proportional to the
diameter of the work. No. 1 drill is used on small work to
He-in. diameter; No. 2 on work to 1-in.; No. 3 on work 14
to 2-in.; and No., 4 on work to 4-in, If center drills are not
available, the holes can be drilled and countersunk in
separate operations. The countersunk portion of the hole
provides a solid seat on the centers and the drilled hole
provides clearance for the sharp point of the centers which
should never be used to support work. If the countersunk
portion is too deep, only the outer edge of the work will
rest on the center and accurate work cannot be produced.
The same thing will be true if the countersink is not deep
enough or at an improper angle; the work will then very
likely rest on the point of the center and quickly destroy the
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FIG. 19—DRINLING AND COUNTERSINKING CENTERS

TAILSTOCK

FIG. 21—3 AND 4-JAW LATHE CHUCKS

end and make accurate work impossible. The center drill
is mounted in a chuck on the headstock spindle with the
work held on the tailstock center. With the spindle turning
at about 600 R.P.M., the tailstock ram is then turned out,
feeding the work into the drill as shown in Fig. 19. A cor-
rectly drilled and countersunk center hole is shown in Fig. 20.

Before placing work between centers for turning, fill the tail-
stock center hole with heavy grease or white lead thinned
with machine oil. No lubricant is needed for the head center
because it is “live” and turns with the work, Place end of the
work in a lathe dog so the tail extends beyond the end of the
work and into a slot on the face plate without interfering
with the headstock center. The work should now rest firmly on
both centers but should not bind. To test the mounting, place
a finger on the tail of the dog and move it back and forth in
the face plate slot. You should be able to do this easily but
not too easily. Also check to see that the tail of the dog does
not bear against the bottom of the slot. When the pressure
on both ends has been adjusted, lock the tailpost ram by
pulling forward on the binding lever.

MOUNTING WORK IN CHUCKS

Two types of lathe chucks are commonly used —the three-
jaw, universal or "'scroll” chuck and the four-jaw, independent
chuck pictured in Fig. 21. These are used for turning work
that cannot be readily turned between centers. In some cases,
the chucks are threaded onto the spindle nose while others
are bolted to an adapter plate that fits on the spindle. Be-
fore mounting a chuck or face plate, clean the spindle
shoulder and back of the chuck, and thoroughly oil threads
on spindle head and chuck. Turn the chuck on by hand,
being careful not to spin it up to the shoulder with a jolt as it
may jam, and never use lathe power to screw a chuck on or
off the spindle. A “sticky" chuck can be loosened by one of
the following methods. (1) Engaging the back gears while
the bull gear is connected to the spindle pulley so the spindle
will not turn, and turning the chuck by placing the chuck-
wrench in its hole and pulling on it. (2) Placing a block of
wood between the chuck jaw and lathe bed, engaging the
back gears, and turning the spindle by pulling the belt by
hand. Be careful when removing the chuck; you can damage
the spindle threads or the bed ways, if you let it drop. If you
must limit your equipment to a single chuck, the four-jaw in-
dependent is recommended as it will hold square, round or
irregular-shaped work in either concentric or eccentric posi-
tion. Each jaw is controlled by a head-screw, and the series
of concentric circles scribed on the face permit approximate
centering by moving all jaws to the same line or to the same
distance from the same line.

The work is then revolved by hand and a piece of chalk held
lightly against the work to mark high spots. The jaw opposite
the high spot is backed off and the opposite one tightened
until the work is centered. The three-jaw universal chuck is
self-centering (all jaws working from a single screw) which
saves time and trouble when centering round or hexagonal
work but which cannot be used for square or irregular shapes,

HEADSTOCK SPINDLE CHUCK

Fig. 22A is used for small-diameter work that may be passed
through the headstock spindle. It is similar to a drill chuck in
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FIG. 22

cperation except that it screws onto the spindle nose and is
hollow. Since it holds much the same type of work as the
collet chuck and is less expensive, it is often used in prefer-
ence to the collet,

Drill Chucks [Fig. 22B) are used both on the tailstock of the
lathe with the work turming, and on the headstock with the
work stotionary. Although a drill press is preferred for pro-
duction drilling and is generally used, there are many small
jobs of drilling, reaming ond tapping thot con be conven-
iently done with a lathe drill chuck.

Center Rest Chuck {Fig. 22C} is mounted in the tailstock by
means of o solid tapered shank that replaces the tailstock
center. The statienary bronze jaws provide an occurate sup-
port for turning round work where a center cannct be used.

MOUNTING WORK TO A FACE PLATE

Many irregular shopes are mounted for turning by bolting
directly to the face plote or by fastening to an ongle plate
which, in turn, is mounted on the face plate (Fig. 23). Be care-
ful when beolting down, not to spring the work on the plate
and vse the same care in screwing the face plate on the lathe
spindle os described for mounting chucks. Heavy work
mounted off center should be counterbalanced with weights
on the opposite side of the foce plate. To locate work occur-
ately on the face plate, use either o dial indicator or center
indicator.

DRAW-IN COLLET CHUCKS

Small work that must be very accurate is mounted in o draw-
in collet placed inside the headstock spindle as pictured in
Fig. 24.

The assembly consists of o draw-in spindle [A] thot is threaded
to the collet; o topered closing sleeve (B); o split holding
collet {C); spindle nose cap (D) and spindle nose cop wrench
(E). The topered closing sleeve fits into the headstock spindle
and adapfs it fo the collet. The work is placed in the split end
of the collet and the collet is closed by pressure applied to
the handwheel on the outboard end of the draw-in spindle.
Headstock-center and taper sleeve must be removed to in-
stall the collet chuck. Drive them out separately Il'lrough the
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FiG. 23—FACE PLATE

LATHE HEADSTOCK SPINDLE

FIG. 24—DRAW-IN COLLET ATTACHMENT

spindle. Mever use a collet for work more than (005 in. larger
or smaller than its rated diameter. A separate collet chuck is
required for each size of stock wsed. When removing the
collet assembly, unscrew the drow-in spindle o couple of
turns and press the collet loose. To remove the tapered clos-
ing sleeve, unscraw the spindle nose cap with spanner wrench
which forces the sleeve out of the headstock spindle.



FIG., 25—-MANDREL

FIG. 26— 0ILING DIAGRAM

MANDRELS

Holiow pieces, the outside of which are to be turned, may be
mounted on a mandrel {Fig. 25) and the mandrel mounted
between centers, ollowing the entire outer surface to be
machined instead of the limited surface that would be avail-
oble if the piece were held in o chuck.

Although mandrels are availoble that may be expanded to
fit any size hole by forcing out grips on the sides, o mandrel
is usually a simple piece of steel that is turned to a slight
taper, the ends flattened for the lathe dog, and the work
held to the mondrel by friction olone.

MAINTENANCE
LUBRICATION OF THE LATHE

The Powr-Kraft Lathe design provides for correct lubrication
with o minimum of attention; the boll beorings in the heod-
stock ore seoled in grease and require no further lubrication
for the life of the bearings. At 21 separate points in the
Powr-Kraft Lathe, there are self-lubricoting bronze bear-
ings; in ordinary construction, these would be ploin bearings
with oil holes. The self-lubricating bearings vsed have a
dense but absorbent texture that hos been H'-c}r{mghly im-
pregnated with lubricant. The correct film of lubricant is con-
stantly maintained ot the bearing surface without the neces-
sity of frequent renewal,

Those paints on the lathe reguiring regu‘fur lubrication [Fig‘
26) should be gone over every day the lathe is in use. Culti-
vate a definite routine—oiling the parts in o definite, regular
order so no ports will be missed. Use o good mochine oil no
heavier than SAE Mo, 10, wiping owoy excess oil that would
couvse dust and dirt to gccumulate, And l;:lw'u)rs follow the
basic rule of sofety —Do not aempt to oil the lathe (or
any ather machine) while it is running.

Use a long-speouted can and oil the fellowing peints
each time the lathe is vsed:

1-2 —Two oil cups on top of countershaft bearings.
3 —The spring ball well on top of tailstock.
4-5—Two oil cups on lead screw bearing brackets.

& —Hand-feed wheel. (A spring ball well is located in the
apron, behind the wheel, to receive oil for the hand-feed
shoft bearings.)

7 —The half-nut lever. (A spring ball well in the apron, be-
hind the lever, supplies il to the half nuts.}

8_The feed reverse lever. (A hole has been drilled in base
of the lever to receive il

9 —Bearings on mach of the change gears.

10—The spindle pulley. (Remove headless set screw on the
second step of pulley and ail freely before using the
boack gears.)

Keep the following surfaces clean, free of chips, and
covered with a film of oil at all times.

11 —The lead screw,

12—The cross slide.

13 —The compound slide.

14—The lathe bed ways [both ¥ and flat).

15—The outside of the tailstock ram.

A smoll amount of graphite grease should be kept on the
teeth of all gears in the heodstock, the opron and hond feed
rack on underside of the front way.
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LATHE BELTS

The Powr-Kraft Lathe comes equipped with an endless flat
belt of cotton web and rubber composition. To get maximum
belt life, relax tension on it when the lathe is not in use and
keep it free of oil; oil not only causes deterioration of the
rubber but slippage and power loss as well,

Using a flat belt on the lathe makes it unnecessary to remove
the spindle when changing the belt. This arrangement has
two distinct advantages: First, the belt may be changed
quickly and easily with a minimum of effort; it may be laced,
glued or hooked on the spindle, a simple procedure when
compared to removing the spindle to install an endless belt
“over it. Second, there is no risk of losing the alignment that
has been so painstakingly and accurately achieved at the
factory through the use of precision gauges. Because of the
high-grade materials used and the accurate workmanship in FIG. 27—LACING BELT
assembling the headstock, it need not be taken apart, under
ordinary circumstances, during the life of the lathe, However,
should it be necessary, for any reason, to remove the spindle,
it may be done as explained in the spindle description. Fast-
ening the belting over the spindle pulley is a simple matter
and may be done in either of the following ways:

1—The belt, if laced, may be joined by either gut or raw-
hide laces as follows: Cut belting to length, square ends and
punch 10 holes as shown in Fig. 27. Start the laces through
holes A and B, pulling both ends through, and working one to
the right and one to the left as shown. Do not cross one layer
of lacing over ancther on pulley side and do not allow
laces to kink or twist, or belt will not run smoothly, Fasten
ends as shown. If round gut is used, cut shallow grooves be-
tween holes on pulley side.

2—If belt is to be glued, make allowance for overlap and
taper or “skive” the overlap at each end so ends will join as
shown in Fig. 26A. Two-ply belts should be split and each
ply tapered. Full directions are usually furnished with the
belt cement; follow them carefully.

3..Simplest and quickest method, and the one now most
commonly used, is by means of wire hooks—(Fig. 28). A
number of different types are available (see Wards latest
General Catalog) which are easily attached by forcing
sharpened ends of the hooks through the belting, bending
them over and cutting the rawhide pin to length,

It should be kept in mind that the smooth or “grain” side of
leather belting should run next to the pulley because the
smooth surface of the belt eliminates air pockets between
the belt and pulley, and slippage is reduced to a minimum. FIG. 28

NOTICE TO CUSTOMERS: We reserve the right at any time to increase any price, if merchandise costs make an increase expedient. Prices are subject
to an additional charge to cover any applicable sales tax, use tax, occupation tax or other tax affecting our purchase or sale of merchandise.
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HOW TO ORDER REPAIR PARTS

" Should you need repair parts for your Lathe we must have
all of the following information to fill your order correctly:
Complete Name and Number of Part as listed in the
parts list, Complete Name and Model Number of your
lathe as shown on name plate attached to the headstock.

Complete Serial Number as stamped on top of Lathe
Bed at right end.

Wards do not pay transportation charges. You pay shipping
charges from Chicago.

When ordering parts for parcel post shipment be sure to
include enough extra to cover postage. Any excess over
actual charges will be refunded. If there is no agent at your
station, do not send money for charges if shipment is to be
made by express or freight. Pay agent when goods arrive.

LA-119-1

0793

LA170  1A223  LA-187

LA-123 LA-219 0617- LA-124 LA-128

LA-286 0588 0631

0793
LA-120-2-A

LA-109-1
LA-194

v 0168

LA-195

w

LA-11-2 HEADSTOCK ASSEMBLY

PART NO SHIPFING PRICE PART NO. SHIPPING PRICE
KO. Req'p | MNAME OF PART WEIGHT EACH NO. REqp | NAME OF PART WHEHT EACH
LBS. | OL. Les. | oz.
LA-102 1 Headstock......... 20 14 $15.00 LA-123 1 Back Gear 70T. .., 3 8 $2.50
‘1 LA-109-1 1 Spindle........... 3 12 13.95 LA-124 1 Back Gear 28T.... '8 1.80
1A-118-2-A 1 Cone Pulley & Cone LA-125 1 Eccentric Shaft..... 1 12 1.80
Pinion Assembly,. LA-126 1 Quill Sleeve w/2 of
consists ofi— 0617..ccvuin .. 1 14 2.40
LA-118-2,119-1, LA-127 1 Bushing w/0614.... 8 45
193, 0441, & 2 LA-128 1 Bushing w/0613.... 12 45
of 0793........ 9 11.45 LA-129 1 Shifter Gear....... ) 10 .60
LA-119-1 1 Cone Pinion Gear LA-130-1 1 Retaining Collar....| - 12 .85
w/0793........ 1 3.15 LA-131 1 Retaining Collar. ... 8 .65
LA-120-2-A 1 Bull Gear Assembly, LA-132 1 Take-Up Nut....... 14 95,
consists of:i— LA-133 2 Bearing Covers..... 4 .20
LA-120-2, 345, LA-170 1 face Plate 6" (Not
346, & 0315.... 3 8 5.45 Shown)......... 4 2.50




LA-11-2 HEADSTOCK ASSEMBLY (Cont.)

SHIPPING

SHIPPING

WLy oo | W me ||| o o | W |
LBS. o1. . LBS. | OZ.
LA-187 1 Center..covaveanas 10 $2.25 0315 1 Socket Set Screw
LA-193 i Lock Screw. ....... '3 .05 e—18 x %..... 3 $.10
LA-194 1 End Bearing Cap... 2 4 2,50 0322 2 Socket Set Screw
LA-195 1 Grease Seal Cap... 4 25 Ne—14 x Hs.... 3 a5
LA-215-1 1 Spindle Gear. . ... . 8 .80 0441 1 Headless Set Screw
LA-219 2 KOy veororanronas 3 .05 a—20x % .... 3 .05
1A-223 1 Sleeve.......cuvee 12 2,25 0542 2 Washer.....oo0e0s 3 .05
LA-240 1 Key.oovriannen e 3 .05 0584 2 Self-Tapping Screws 3 .05
LA-247 1 Bellville Washer, ... 4 05 0588 4 Self-Tapping Screws 3 .05
LA-259 1 Take-Up Nut....... 4 40 0613 1 Oilless Bushing. .... 3 .15
LA-286 1 Switch Plate. ., ..... 3 .20 0614 1 Oilless Bushing...... 3 .20
LA-296 2 Front Clamp....... 1 65 0617 2 Qilless Bushing. . ... 4 .25
LA-345 1 Plunger........ . 2 40 0631 1 Switch.viueesaeaas 1 175
LA-346 1 Spring......... ‘ee 2 10 0632 1 Cable............ 8 35
LA-679 1 Flat Belt. .. ....... 8 275 0840 1 W'idr'f. Key Yo x Y2 3 05
053 2 Hex. Hd. Cap Screw 0643 1 Key..ooveuurennns 3 *05
Hhe—l4d x1... 3 .05 0650 1 Ball Bearing #77506 14 3.25
0168 3 Fil. Head Cap Screw 0651 1 Ball Bearing #45507 1 12 7.60
%—18x % ..... 3 .05 0793 2 Oilless Bushing. . ... 5 40
LA-3 TAILSTOCK ASSEMBLY
SHIPPING : SHIPPING
| ol wmcorer | Weaw || oer | M oy | wian |
LBS. oz. LBS. oz,
LA-105 | Tailstock (See Note).| 12 — $12.00 LA-225 1 Tailstock Clamp. .. . 1 8 $.45
LA-106 1 Tailstock Base [See LA-263 1 Knob with 0694....| — 3 .15
Note)eveesnonas 5 — 2.40 LA-269 1 Handle........... — 4 35
LA-121 1 | Hondwheelwith2¢e| 2 | 7 2.50 LA-274 1| Jam13 —Hex Nut.| — 3 10
LA-146 1 | Tailstock Screw.....| — [ 8 | 140 047 ! | Sa. Hd. Machine
LA-147 1 | Tailstock Spindle....| 1 8 430 o461 ) Hez‘:l'“/:;l?‘sg b I 10
LA-148 1 Scl:ew Retainer.....| -— ‘12 1.35 Yo—16x2.....| - 3 10
b3 } | spindieXey....... N pe 0531 1| JamNut%—24...] — | 3 | 05
- inding Plug....... [ .30
LA-176 1 | Tailstock Wrench...| 1 A5 0543 Vo Washerooooovenninl — 3 05
LA-177 1| Binding Lever. ..... — | 12 75 0626 1| OiCep........... - 3 05
. 0642 1 Woodruff Key %2 x .
LA-185 1 Tailstock Stud. ., ...| — 3 A5 Vs . 3 05
LA-186 1 Tailstock Plug. ..... —_ 2 KoL N A ’ .
LA-187 1 Center..oovvuuenns e 10 2.25 Note! — Tailstock and base are matched and machined as a unit.




0641

LA-101
0627 LA-104

LA-6-W BED ASSEMBLY
PART NO SHIPPING PRICE
NO. Reqp | NAME OF PART WEIGHT EACH
LBS. o1,
LA-101 1 Bed.............. 15 — $43.20
LA-104 2 Bed Support....... 22 —_— 3.15
LA-154 1 Rack....vvvvuvnen 3 — 4,50
LA-165 1 Lead Serew........ 8 — 7.20
LA-166 1 Bracket—Left with
T0627.. 0 e 3 — 3.40
LA-167 1 Bracket—Right with
0627 0vcvinnnn. 1 — 1.60
LA-169 1 Collar with 0314.,.| -~ -] A5
LA-239 1 Collar..vveneuians — 4 .30
035 4 Cap Screws. ...... — 3 .05
037 8 Cop Screws....... — 3 .05
0314 1 Socket Set Screw...| — 3 .10
0519 1 Hex Nut....... ves|  — 3 .05
0627 2 Oil Cups.eveevnen| — 3 .05
0641 1 Woodruff Key.....| — 3 .05
0905 é Fillister Head Screw . — 3 .05
LA-49-3 COMPOUND REST ASSEMBLY
LA-152 1 Compound Rest
Screw...oovin..| — 6 $ 1.35
LA-171 1 Graduated Collar
with 0431...... . — 8 95
LA-173-1 1 Cross Feed Nut..... — [-] 75
LA-180 1 Swivel Pin,..... ves| — 3 .20
LA-181 2 Swivel Lock Bolt....| — 2 15
LA-182 1 Compound Gib
(Base)ooevvurs.| — 4 35
LA-183 1 Compound Gib
(Top)eeeevannnn . — 4 .35
LA-235 1 Tool Post Screw....| — 4 50
LA-236-1 1 Tool Post Block.....] — 3 55
LA-237 1 Tool Post Ring...... — 4 75
LA-244 1 Tool Post..oivvunns — 12 1.90
LA-244-A 1 Tool Post Complete . 1 é 4,40
LA-250 1 Wedge.,...ov0ve| — 4 70
LA-254-1 1 Bushing......oovne] —- " 10 .50
LA-265-1 7 Gib Screw........] — 8 .05
LA-269 1 Handle........... —_ 4 35
LA-298 1 Key.ovseeninas e — 3 .05
LA-335 1 Handwheel w/269 . — 1 275

037

LA-165 035 LA-167 0627 1A-104

0694 LA-173-1 1A-691
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LA-49-3 COMPOUND REST ASSEMBLY (Cont.)

PAR.T NO. SHIPPING PRICE PART FNO SHIPPING
NO. Reqp | NAME OF PART WEIGHT EACH NO. Reqp | NAME OF PART WEIGHT thcH
LBS. 0Z. LBS. 0Z.
LA-671-1 1 Swivel............ 4 - $5.90 0466 2 Rd. Hd. Screw 10-
LA-683 1 Compound Rest Top 32xVa..... el — 3 $.05
w/254,183 & 2 0521 2 Jam Nut %6 - 18, . — 3 .05
of 0694........ 4 — 7.40 0530 2 Jam Nut %6 -24 ... — 3 .05
LA-684 1 Chip Guard....... 2 — 1.20 0646 1 " Tool Post Wrench—
LA-691 1 Compound Base Comb......... d 0 — 8 .60
with 180, 182 & 0694 2 Pin.......... PR — 2 .05
2 0of 0694...... 4 — 8.25 0966 L 2 Washer.......... Jgd 0 — 3 - .05
LA-697 1 Compound Rest Nut. [ — 8 .85
0148 1 Fillister Hd, Cap
) Screw %e-18x %4 | -— 3 .05
0310 1 Socket Set Screw
%-20x%..... o 3 .05
0431 1 Headless Set Screw
8-32xV....... — 3 .05 LA-196-A
) LA-189
LA-197
LA-122-A
% - ]
7 .\ ‘ : a "\ LA354-A
osn——@ & " G&\m-aso-l
o \0688 0522 0. 0549
LA-15-1 APRON ASSEMBLY
PART NO SHIPPING PRICE PART NO SHIPPING PRICE
NO. REQ'D NAME OF PART WEIGHT EACH NO. REQ'D NAME OF PART WEIGHT EACH
LBS. | OL. Les. | O
LA-122-A 1 Apron Handwheel LA-544 2 Half Nut Pin.......|] — 3 $.20
with 268........ 3 [ — $2.75 05 4 | Hex.Hd.Cap Screw | -
LA-154 1 Rack (see lathe bed) Ya-20x 1..oouuoo| — 3 .05
LA-155 1 Rack Pinion Gear. .. 1 11 3.60 035 1 Hex, Hd. Cap Screw
LA-156-1 1 Rack Pinion Stud ...| — 8 .65 B-16x Tovend| — 3 .05
LA-158 1 Hondwheel Pinion . . 1 — 1.10 0269 2 Socket Hd, Cap
LA-161 1 Cam (See 354-A) . Screw 34-16x1..| — 3 10
LA-164 1 Cam Shaft Lever ...| — 8 45 0309 1 Socket Set Screw '
LA-188-A 1 Miter Gear with Va-20x Ya..... . — 3 .10
0615, ciiunnnns — 14 3.00 0521 1 Jam Nut #¢-18..... — 3 .05
LA-189 1 Miter Gear with Key | — 8 3.00 0522 1 Jam Nut 3-16.....| — 3 05
LA-191-A 1 Idler Shift Gear 0523 1 Jam Nut 7¢-14..... - 3 05
with 0612....... 1 — ;1.50 0531 1 ~Jam Nut Y5-24..... —_— 3 05
LA-192 1 Idler Shifter Shaft. . . — 8 ¥ .80 0540 1 Washer....ooveuen —_ 3 .05
LA-196-A 1 Bearing with 0618.. 1 — 1.50 0549 4 lockwasher Y4 x 7. — 3 .05
LA-197 1 Stud..... N é .50 0612 1 Qilless Bearing..... — 3 15
LA-256 1 Collar with 2 of - 0613 2 Oilless Bearing..... — 3 15
0309.......... 0 — 5 70 0615 1 Oilless Bearing.....| — 4 .20
LA-268 1 |Handle...........} — | 6 40 0618 1 | Oilless Bearing.....| — 6 .25
e p | fondlerseeeeaeenl | 4 e 0626 2 |OilCwpeceeeenn] — | 3 05
-350- ProfN. covvavnnnn — X
LA-351-1 1 | Half Nut Plate.....| 1 | — 275 0640 1| Woodruff Key s x
LA-352 1 | Half Not with 2 of Mowoieinennn) — 3 03
544, 0uurnnnans 1 8 2.80 0688 1 PinYax1l.....o0vd] — 3 .05
LA-354-A 1 Cam shaft & Cam 0905 1 Fil. Head Screw (see
161 iiivinannns 1 — 1.65 lathe Bed}....... r
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LA-103
0585
LA-228-1

LA-514 \M

LA-255-1

LA-23-1 GUARD ASSEMBLY

PART NO ' S ne PRICE PART NO  SHIPPING PRICE
NO. Req'p | NAME OF PART WRHT EACH NO. Reqp | NAME OF PART WEISHT | EacH
LBS. 0. 1BS. 0Z.
LA-103 1 Threading Chart....| — é $ .50 0539 4 | Washer...........] — 3 $.05
LA-228-1 1 Guard...... Ceeran 15 4 5.80 0540 2 Washer........... — 3 .05
1A-230 1 Hinge Pin.........| — 3 10 0585 2 Drive Screw....... — 3 .05
LA-255-1 1 End Guard........ 4 — 1.20
LA-330-A 1 | Hinge Bracket LA-4-2 REVERSE GEAR ASSEMBLY
. Assembly....... . 8 1.40 .
LA-331 1 | Hinge Block. .. . ... 8 80 LA-135 ! | Handle Spring. . ... - 3 $ .05
LA-514 1 | Knobeueeveurnnn.s — 4 45 LA-136-1 1| Plunger Spring. ... - 8 05
018 4 Cap Screws %s-18 x ' LA-137-2 1 Reverse Gear
O 3 05 Bracket......... 3 -] 4,80
019 9 Cap Screws %618 x LA-137-2-A Reverse Gear
[ R — 3 .05 Bruc‘kei Assembly
consists of LA-
135, LA-136-1,
LA-137-2, LA-
139, LA-140-2,
and LA-145..... — — 585
) LA-138 1 Reverse Gear Shaft. | - 14 95
N LA-139 1 Plunger Lever,.....| — é S0
0533 LA26T LA144 0816 LA-140-2 | Plunger. ....ovuus. — 3 .40
LA-142 1 Oiler, . vvivevnnn. — 3 .05
LA-143-1 1 Lock.....oovuunnn — 4 .50
LA-144 2 Pinion Stud . ..... . — 8 35
LA-145 1 Handle Pin........ — 3 .05
LA-149 2 Stop Pin with one of
0305 and 0307 .| — 3 35
LA-216 2 Idler Gears with
0616.......... — 12 .90
t:_:i:-z LA-217 1 Reverse Gear.,,...| — 12 95
\ LA-261 1 Spacer. . v.iviaiias — 4 .30
LA-137-2.A LA-139 0305 1 Socket Set Screw
LA-135 10—32 x %s. ... — 3 .10
0307 1 Socket Set Screw
LA-1361 1032 x %....| — 3 .10
LA-140-2 0489 2 Rd. Hd. Screw 10—
24xY%....n.. — | 3, 05
0509 2 Hex Nut %s—18 ... | — 3 .05
0533 1 Jam Nut Y4—20. .. — 3 05
LA-143-1 0616 2 Bearing Oilless..... — 4 20
0641 1 Woodruff Key %2 x
WP . — 3 05
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LA-292

LA-294

LA-690

0558 0161
LA-293 0549
0587 LA-291 03 LA-397
Y i
~

P10
P——1a29
™ \0587
I~ /
“~3
1A-292
—LA-175
LA-294
LA-198
LA-199  LA-168 LA-174
LA-269 0531 LA-299
LA-50-2 SADDLE ASSEMBLY
SHIPPING SHIPPING
PART NO. WEIGHT PRICE PART NO. WEIGHT PRICE
NO. Reqp | NAME OF PART EACH NO. Req'p |- NAME OF PART EACH
1s. | oz s, | oz
LA-153 1 Cross Feed Screw LA-689 1 Bushing with 2 of
with0640.......| 1 | — $3.30 0612...vevvv.| 1 | — 18120
LA-168 1 | Gib Spacer........| — 8 15 LA-690 1 | Saddle......ouuus 19 | — 19.60
LA-174 1 | Saddle Lock Nut....| — 5 a5
LA-175 1 | Saddle Lock Screw .| — | 3 20 03 3 H‘f}' T,;,g"";“w _ 3 05
LA-190 1 | Cross Feed Idler " X :
Gearn.nnnnnnnid — 4 50 0161 2 | Fill. Hd. Cap Screw
LA-198 1 | Washer.eooovvenn| — | .3 .05 : B—20 x 1% ..o| 3 05
LA-199 1 Front Gib...evuuns 1 4 70 0430 1 Headless Set Screw
LA-269 1 Handle......ouvus — 4 35 8—32x¥%.....| — 3 .05
LA-290 ! | Wiper—Rear Right.} — 2 15 0531 2 | Jam Nut %—24. .. — 3 .05
LA-291 1 Wiper—Rear Left..| — 2 15 Vw3
LA-292 2 | Wiper—Front...... — | 2 15 0549 3 | lock Washer Yax7ie| — | 3 05
LA-293 2 Felt—Rear........ — 2 .10 0558 2 Lock Washer Y4....[ — 3 .05
LA-294 2 | Felt—Front...... o= 2 .10 0587 4 | Drive Screw 6—32
LA-298 Vo KeYeerreiiniinon| = 3 .05 Vool — 3 05
LA-299 1 | Handwheel with 268 | 2 7 2.60 ) ] :
LA-397 1 | Saddle Gib. ...... 1 8 75 0612 2 | Oiltess Bearing.....| — 3 A5
LA-687 1 Graduated Collar , 0640 1 Woodruff Key ¥4 x
with 0430...... g 8 .80 Yaeiiiinnnianas) — 3 .05
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0309

LA-349

0541

0522

o

LA-306
LA-307R

0551

LA-303

LA-7-1-W DRIVE ASSEMBLY

SHIPPING SHIPPING
Pl | oo | NAME OF pARY WEIGHT e o’ | mea | NAME OF paRT WEIGHT PRIcE
_LBS. | oL LBS. | OZ.
LA-301 1 Motor Bracket...... 13 8 $5.60 *LA-349 1 Motor  Pulley V4,
LA-302-1 1 Countershaft ' Y% or %" bore... 3 — $4.95
Bracket......... 4 8 2.50 LA-912 1 Pulley with 0317... 7 — 7.20
LA-303 1 Hinge Bracket...... 7 8 1.65 0145 1 Sq. Head Bolt...... —_ 8 .05
LA-304 1 lever........... ‘e 2 14 .90 0202 2 Hex. Hd. Cap Screw — 3 05
LA-306 1 Adjusting Bolt. ..... —_ 4 .30 0309 2 Socket Setscrews ... — 3 10
LA-307-R 1 Head, Right....... — [ 40 0310 - 2 Socket Setscrews ...| — 3 a0
LA-307-L 1 Head, Left........| — 6 40 0317 1 Socket, Sefscrew . ...| — 3 .10
LA-308 1 Stud Pin.......... —_ 8 55 0510 1 Hex Nut.......... — 3 .05
LA-310 1 Stop Pin.......... — 3 .10 0522 2 Jam Nuts. . ....... — 3 .05
LA-311 1 Hinge Pin......... — 8 15 0523 1 Jam Nut .....uvens —_ 3 .05
LA-316 1 Cone Pylley, ., ..., 7 — 8.10 0541 4 Washers..cooouvu| — 3 05
LA-317 1 Shaft...ooeviennnn 2 3 .70 0551 2 Lock Washer....... — 3 .05
LA-319 1 Collar............ — 5 .30 0714 2 Groove Pin........ — 3 .10
*LA-328 1 V-Belt............ — ] 1.20 0799 2 Qilless Bushing. . ... — 3 .20
* Not included in purchase of Drive Assembly only.
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LA-238 LA-264 LA-275

LA-12-2

LA-321-2

0797

LA-323-1

0520

LA-260

4

0557 0528

LA-324

©)
i

LA-214

LA-56 SHIFTER RACK ASSEMBLY
PART NO SHIPPING PRICE
NO. REQ'D NAME OF PART .WEIGHT EACH
LBS. o1,
LA-238 1 Spring....oiinenn. — 6 $ .05
LA-241-A 1 Shifter Rack com- .
plete...... ceene 1 8 1.95
LA-242 1 Knob...voesrnnans — 4 .25
LA-243 1 Collar.....ovvvnn| — 3 .30
LA-264 1 Latch Key. ..ooouu.|  — 3 .10
LA-275 1 Pin.cosvieinennsad — 1 .05
0310 1 Socket Set Screw
. Va—20x Yo....| — 3 .10
LA-12-2 DIAL INDICATOR ASSEMBLY
LA-12-2 1 Dial Indicator As-
sembly Complete. 1 8 $ 3.30
LA-321-2 1 Housing...ooevvuse 1 — 2.10
LA-322 1 Digliverivinrnnaas — 3 ~20
LA-323-1 1 Shaft.....ooouenn g — 6 4. .15
LA-324 1 €27 — 3 .65
LA-332 1 Screw.....ovnens| — 4 A5
[ 0797 2 | Oilless Bearing.....| — 3 .10
0984 1 Washer....oovnans| — 2 .05
LA-5-2 COVER ASSEMBLY
LA-116 1 Guard...ovvvianan 6 — $ 1.90
LA-117 2 Hinge Brackets.....| — 3 .30
LA-224 2 Hinge Pins.........| — 3 a5
LA-260 1 Knob...vvvvrunens| — 2 35
04 2 Hex Head Cap
Screws Y4—20 x
eeeiinnaanns —_ 3 .05
0520 2 Jam Nuts......... N 3 .05
0528 1 Jam Nut......... J 0 — 3 .05
0557 1 Washer....... vees|  — 3 .05
LA-8 CHANGE GEAR ASSEMBLY
LA-227 1 Change Gear
Bracket......... .3 12 $ 225
LA-231 2 Compound Bushing..[ — 5 .60
LA-232 2 Washer.....ovvens| — 3 .05
LA-233 2 Washer..ooeveveas| — 3 05
LA-234 2 Stud, v v vavinnnns]| — 12 ©70
037 1 Cap Screw %—16
x1% ... veed| — 3 ' .05
0509 2 | Hex Nut %—18 ... — 3’ .05
0576 2 | Square Nut %—16.| — 3 .05
*CHANGE GEARS
LA-200 1 Change Gear 16 T..| — 4 * .55
LA-201 1 Change Gear 18 T..] — 4 60
LA-202 2 Change Gear 24 T... — 4 b5
LA-203 2 Change Gear 32 T.. 1 — 70
LA-204 1 Change Gear 346 T.. 1 — 75
LA-205 1 Change Gear 40 T.. 1 — .80
LA-206 1 Change Gear 44 T.. 1 — .90
LA-207 1 Change Gear 46 T.. 1 — 95
LA-208 1 Change Gear 48 T.. 1 — 1.00
LA-209 1 Change Gear 52 T.. 1 — 1.05
LA-210 1 Change Gear 54 T.. 1 2 1.10
LA-211 1 Change Gear 56 T.. 1 4 1.20
‘LA-212 1 Change Gear 60 T.. 1 -] 1.30
LA-213 1 Change Gear 64 T.. 1 8 1.40
LA-214 1 Change Gear 72 T.. 1 12 1.55

84P-3C-1

* Six Change Gears are installed on the lathe proper, the balance (11)
are shipped as separate items with the lathe.
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LA 1240-2 GEAR BOX ASSEMBLY
(Page 1 of 2)
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NOTE: Drawings are not actual size.



LA-1240-2 GEAR BOX ASSEMBLY

2mmeTing

(Page 2 of 2)
B.M.K-203 24" Centers Access.
B.M. K-205 36" Centers Access.
B.M. K-206 31" Centers Access.
B.M.K-1118 9"Q.C. Lathes
B.M. K-1278 10& 11" Q.C. Lathes
| Shipping Weight Shipping Weight
Key Key
No. Description PartNo. |Qty. [ Lbs. | Ozs. || No. Description PartNo. |Qty. | Lbs. | Ozs.
1 |Double Gear, 32/16T. |LP-1002 1 36 |Gear, 16T. LP-1005 1 4
2 |Double Gear, 32/16T. |LP-1076 3 37 |Gear, 18T. LP-1006 1 6
w/ Oilite 38 |Ollite Bearing Q14-00621 2 3
3 |Gear, 16T., w/ Oilite LP-1004 1 41! 139 [Drive Shaft LP-1100 1 w1
12 |Oilite Bearing Q14-00802 3 4 40 [Woodruff Key Q12-00640 2 3
13 |Drive Screw Q07-00584 4 31{ 41 |Gear Box 10D-31347 1 11
*114 |Thread Chart LP-1785 1 3 42 |Grooved Pin Q11-00702 2 1
315 |End Guard LP-1981 1 3 43 |Hex Hd. Cap Screw Q01-00021 3 3
16 |Hex Head Cap Screw  |Q01-00003 2 3 44 [Oilite Bearing 214-00800 1 3
17 |Washer 24A-30157 2 4 45 \Washer LP-1079 1 3
18 [Collar LP-1302 1 4 46 |Retaining Ring Q15-01199 1 3
(Not Included on 10 & 11" QC Lathes) 47 |Gear, 20T. LP-1007 1 6
19 [Hex Nut Q09-00519 1 3 48 |Gear, 227. LP-1008 1 6
:’3(1) (Woodruff Key Q12-00643 1 3 49 |Gear, 23T. LP-1009 1 6
Oilite Bearing Q14-00790 2 3 50 |Gear, 24T. LP-1010 2 6
22 {Stack Shaft LP-1147 1 1 51 |Gear, 26T. LP-1011 1 6
23 |Slider Shaft w/ LP-1145 |LP-1146 1 14 52 Washer 24A-31272 3 3
24 |Collar w/ Set Screws  |LP-1264 1 5 53 |Hex Nut Q09-00726 1 3
25 |Soc. Set Screw Q06-00308 2 3 54 |Gear, 24T. LP-1013 1 6
26 [Oilite Bearning Q14-00616 2 3 56 |Oilite Bearing Q14-00617 1 3
27 |Gear Box Lever, LH LP-1340 1 1 57 [Collar LP-1471 1 6
28 |Bushing LP-1343 2 3 58 |Soc. Set Screw Q06-00314 1 3
29 {Gear Box Lever, RH  {LP-1341 1 1 69 |Key LP-1393 1 3
30 |Handle Gear, 40T. LP-1014 2 8 62 |Gear, 28T. LP-1012 1 6
31 |Pin LP-1193 2 3 64 |Plunger LP-1187 2 3
32 |Slider Gear, 22T. LP-1016 2 6 65 [Spring LP-1229 2 3
33 [Soc. Set Screw Q06-00305 3 3 66 |Knob LP-1331 2 4
34 |Spacer LP-1191 1 3 67 |Soc. Set Screw Q06-00309 2 3
35 [Grooved Pin Q11-00708 1 3
Note:
*IFor Accessory Gear Boxes
(B.M's K203, K205, K206) Order
14{Thread Chart LLP-1785 1 3
41|Gear Box 10D-12615 1 11
1{For 9" Q.C. Lathes Order
4{Thread Chart LP-1785 1 3
15{End Guard 08A-20213 1 3
39(Drive Shaft 17A-20285 1 1
41|Gear Box 10D-20211 1 11
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. LOGAN ENGINEERING COMPANY - Chicago, 1.

, 4901W LAWRENCE AVE.



auick
HANGE GEAR

CABINET LATHE
With Automatic Apron

&

Mo. B25 Complete as shown, less motor, F.O.B. Chicago . . $495.00
Mo. 825-1 Complete with No. AC-241 Lever Tailstock As-

sembly replacing regular tailstock, less motor

F OB Chieaga o iivl s il wipliniann $512.50
The Logan Cabinet Lathe is particularly adaptable to tool room
work, for maintenance, for training, or for production. The friction-
feed automatic apron travels over a rugged, warp-iree bed that is
ground to within .0005" of absolute accuracy. The total run-out
of its headstock spindle 12 inches from the bearing is less than
.001". The lead screw is held to within .002” in 12 inches. The

AC-241 LEVER TAILSTOCK ASSEMBLY spindle turns on a double row of preloaded, grease sealed ball
Can be furnished with the Quick Change Gear bearings, and at 40 other vital points throughout the lathe friction
Lathe in place of failstock shown in above illus- is minimized by self lubricating bronze bearings. Four large
sitoke, 23, Hand wheel spmiie tomee) 3o drawers in the strong tubular steel cabinet may be used for tool
Fitted for No. 2 Morse Tape: Shank. : : storage. Each drawer has an individual lock. Left hand compart-

ment contains underneath motor drive and countershaft. The entire
cabinet stands on a 3-point base, assuring a steady installation on
any iloor. All moving bells and gears are completely enclosed.

QUICK CHANGE GEAR BOX

The Logan Quick Change Gear Box provides 48 threads and feeds in either direction
to the carriage of the lathe, By adjusting the two levers, screw threads from & o
234 per inch are quickly available and by changing the 24-ccth stud gear for the
4B-tooth stud gear furnished with the lathe, additicnal threads from 4 to 7 per inch
are aveilable. Similarly, longitudinal power leeds from 0015 to .1000% per revalu-
tion af the spindle may be obtained. Power cross feeds are .25 times longitudinal
feeds. Entire assembly is sturdy and accurate with precigion cul steel gears and
geli-libricating bearings.

I LOGAN ENGINEERING CO, =« CHICAGO 30, ILL




UNDERMEATH DRIVE

The motor drive assembly of the Logan Ne, BZ5
Lathe iz completely self confained and iz enclosed
in the left hand compartment of the cabinet. For
easy, sale belt changing, the handy lever at the
right of the drive compartment iz pulled cutward
to release flat belt tenzion. Mechanizme for adjust-
ing drive belt tension and flat bell fension are
easily accessible. A Multiple V-Bell Drive transmits
pewer [rom cone pulley to lathe spindle. All mov-
ing parts of the underneath drive are completely
enclosed, yet easily reached. We recommend
ardering electric motor with the lathe which pee.
mits us to ship with motor mounted and adjusted
In poalion,

AUTOMATIC APRON

Operates from a spline in the lead screw through a
worm drive and friction clutch for both longitadinal
and crogs feeds. For cutting threads an additional
lengitudinal drive operating from hali nuts on the lead
screw i used, It iz impossible o engage both drives
at the same time. Worm and gear operate in a bath of
oil, assuring long life. Steel cul gears, sturdy con-
slruction and precision machining combine to make &
rugged and accurate assembly.

BALL BEARING HEADSTOCK

To assure sustained spindle accuracy, the Ingu
headstock is equipped with precision, “pre-loadied’”
New Departure Ball Bearings, The spindle turns
with maximum freedom, with less friction, less
wear, permilts higher opersafing lathe speed and
enables the user to take every advantage of mod-
ern high speed cutting methods. No lubrication of
these bearings is evér needed. Fast, safe, easy
back gear shifting i= asswred by placing contral
knob of patented Logan Back Gear Shifter Rack al
operator’s finger tpe (See arrow in illustration.)

l- Collet cepacity 58" with push type col-

lets wsed in Legan Mo, AC.210 Produe-
ton Collet Chuck or No, AC-201 Spead
Collet Chuck.

Collet capacity 14" with draw-in collets
uzed in an AC-166 Production Collet
Chuck ar an Mo, AC-151 Draw-in
Collet Chuck.

NOTE: Push type collets give greater
capaclty, have greater holding power
and clope concenirically on the work
without pulling it away from the stop

CArACITY OF LATHE
Swing over bed a.'n.d :a.ddle

winga .. _ 1ok
Swing over Ba.l:tl:tle croae sl:da- LB
Distance between centers........ 24"
Collet capacity with push type

collela vl aie sy E
Collet caparcity with draw-in

colleta ...l s Ly

THREADS AMND FEEDS
Quick change gear box and aatomatic

apron,

Worm drive from lead screw apline
for power feeds.

Friction clutch on power feeds,

Longitudinal feed 0015™ to 1000 per
spiadle revolution.

Cros=s feed .25 times longitudinal feed,

Hall nut drive from lead scrow thread
for thread cutting.

Threads—48 selections RH or LH 4 1o

224 per inch.
Lead screw diameter and threads per
ROy e o b e ncs, s H ok e "B
BED
Width of bed actoss ways. ... ...5LE"
Bed lemgth .. ........0000a0e 434"

Precision ground ways; 2 prismatie
"W ways and 2 flar ways.

HEADSTOCK AMD SPINDLE

Front besring—double row ball bear-
ing

Hear bearing—single mow ball bearing

MNote: Sealed, pre-loaded New Depar-
ture Ball Bearings of the highest
precision lype are used

Back gear shaft bearings—sel! lubri-
caling hronze bearings

Hole through spindle. . g

Morae Taper with udnptm' Nr_'n B-Ht:a ¥

Size of centere used, Morse Taper No. 2

Spindle nose diameter and threads per
inch . B LR ]

Width of :nm puIIE-f al-aps lar bell 1

LIEE TR

SPECIFICATIONS
Width al face of bull gear and beck
5

qgears
Multiple V-Belt Drive carries power

from cone pulley to lathe Epdnd]e.
Face plate dizmeter.. ...B"
Number of spindle spuedﬂ ..12
Spindle a-p-bad:. back gears

eﬂg .30, 58, 70, 104, 131, 244
Spindle n.peedz direct belt

driven. 178, 334, 420, 620, 780, 1450

CROSS SLIDE AND COMPOUMD REST
Cross alide gradualed in thousandths.
Trowml oo i e e 6"
Crose {ped screw mounted on self lu-
bricating bronze bearings
Compound reat top slide graduated in
thousandths. Trawel......... .. 215"
Top slide screw mounted on eelflu-
bricating bronze bearings
Compound rest swivel—graduated 90°
in beth directions
Tool post opening for ool holder

11111111111111111111111

shank. ... ... ociiiiviiees 5" x 3"
Sige of cutter bite used . ... ... 14" sq.
TAILSTOCK
Spindle travel . o 2%‘
Spindle g'mduaﬁa:n.l A SR
Motse Taper center. _.......... Ne, 2
Tailstock tup will set over I.q:r taper
lIJ.tn:ng ik

UMDERMEATH DRIVE
2 Speed "V Motor Fulley

R 1| T e DR P 27T
2 Speed counterzhelt
flat pulley. ., BoE 8%

40 x1:" ¥V Balt umed on Ila.f of 2 step
countershaft pulley and in V of
mofor pulley

3 Step flat belt cone pulley mounted
om eountershaft, Widih of step
face ... "

Countershaft mnu.'ﬁl.-d. on w]f luhncal
ing bronze bearings.

Adjustable motor mounting bracket.
Lever operated belt tension release for
changing belt steps.

CABINET STAMND
Tubular stee] construction
Left hand compariment confaina under-
neath motor drive and countershait
Four drawers provided for tool storage
Lugs provided for bolling to floor
Qil pan has drain ln ceater rear

LATHE EQUIPMENT (Included in Price of
Latha}
1 6" Face Plate 1 Neo. 3-No. 2 Morss
260" Centers | Tapor Adomior
[=! er
1 Threading Dial  and Wreanch
1 Threading Charnt]l Tallslock Wrench
Parte List and Instruction Book

SELF LUBRICATING BRONZIE BEARINGS
at 40 separate points in lathe where
plain bearings are ordinarily fur.

nished,
OVERALL DIMENSIONS (Including Counter-
shaft Assembly)
T i 55 15"
Width ... ... L 201"
Height 52
MOTOR

Use ¥ or ¥ HP, 1750 HP.M. Motor
I lathe iz ordered without motor
epeciiy:

1. Bore of motor pulley to be fur
nished with lathe,

2. State whether 0636 or 0633 Drum
Switch should be supplied. (See
HAecessory Circular for deserip.
tion of drum switch.)

SHIPPING WEIGHT

Mo, 825 Cabinst Model Logan Lathe
loss mobor. . .......cccnvnn 625 lha,

FRINTED 1M W, 8 &,




Legar

With Automatic Apron

Mo, 820 Complete As Shown, Less Metor, FOB, Chitago. ... oooovie e, 532500

Mo, 820-1 Complete with Mo, AC-241 Lever Tailstock Assembly Replocing Regu-
lar Tailstock, Less Moter, F.O.B. Chicoge

............................... $342 .50
A I TAlLST X - Ma. B15 Bench Model, same ar Ma. 820, less pan and legs. F.O.B. Chicago....5300.00
-3 E oC - & 0B, i s F
Can be § _laﬂ] sd with the Quick Change Gear Lafbe Me. 815-1 Bench Meodel, same oz Ne. 820-1, less pon and legs. F.O.B, Chicags..5$317.50
in place of tailsleck shown in above illusiration of The Logan MNe, B20 Quick Change Gear Lathe with friction feed automalic aprom

tho lathe if specified in your order. Lever siroke, :
234", Mand wheel spindle travel, 234, Fittod for has been bullt lo more exacting requirements than herstofore has been considered

Ho. 2 Morse Taper Shank,

possible in thiz field. Typical of the high standard of guality and accuracy are
construction specifications such as—bed ways ground to within 001" of complete
eccuracy—ftotal run out of headstock spindle 12 inches from the bearing less than
001" -~lead screw held to within .002" in 12 inchee—all moving parts protected by
ball hearings or self-lubricating bronze bearings. Shmilar fine construction through-
out the lathe assures a durable, dependable machine of exceptional performance.

‘ QUICK CHAMGE GEAR BOX

The Logan Quick Change Gear Box provides 48 threads and feeds in either direction ta
the carriage of the lathe. By adjusting the twe levers, screw threads brom B 1o 234 per
inch are quickly avallable and by chenglog the 24 footh stud gear ler the 48 tooth stud
gear lurnlshed with the lethe, additional threads from 4 to 7 per imch are available,
Similarly, longitudinal power leeds fram 0015 to 1000 per revelution of the spindle
may be obtained. Power Cross leeds are 25 lmes lengltudinal feeds. Entlre assembly
ie sturdy and accuraie with precision cut steel gears and sell-lubricating bearings,

LOGAN ENGINEERING CO. « CHICAGO 30, ILL,




COUMNTERSHAFT ASSEMBLY

The patented counterchaft aeeembly uszed in
the Na. 820 Logan Quick Change Gear Lathe
is carried om a three point suspension and is
completely insulated by rubber at all points of
comtact to prevent wvibration being transmitted
to the lathe.

All pulleyes and belts are completely guarded
vet readily accesalhle. When guard B raised
belt tension iz aulamalically released. The en-
tire unit is designed to appear as & streAim-
lingd part of the lathe.

AUTOMATIC APRON
The Logan Automatic Apron operates from a spline in the lead

screw through a worm drive

and friction clutch for both longi-

tudinal and cross feeds. For cutting threads an additional longitudinal

drive operating from half nuts
safely feature of design makes i

on the lead screw thread is used. A
t impossible to engage both drives at

the same time. The worm and gear operate in a bath of oil, assuring
long life. Steel cut gears, sturdy construction and precision machin-

ing combine to make a rugged

and accurate assembly.

BALL BEARING HEADSTOCK

When the cone pulley guard is raised as shown
at left, belt tension is automatically released
tor quick belt change.

The ball bearing spindle mounting is advanced
design. It is more exponsive but preduces finer
results. Special New Departure preclzslon hear-
inge, grease sealed and pre-lcaded give great-
er accuracy, less friction, and less wear. Thay i
require no adjustment or Jubrication during
their entira life.

Callet Chucle.

Collet capocity 3" with push type collets used in Logan
Ne, AC-Z10 Production Collet Chuck or No. AC-201 Speed

In Callet Chuck.

NOTE: Push type ccllets give greoter capacily, hove greater holding power
and clese concentrically on the work withcu! pulling it away from the stop,

Collet capacity 2" with drow-n cellets used in Logom
AC-166 Production Collet Chuck or Lagan Neo. AC-151 Drow-

SPECIFICATIOMNS

CAPACITY OF LATHE
Swing aver bed and saddle

WRAR - o B T Ay 10t
Swing over saddle cross slide. . 63"
Dislance betwesn centers. . 24"

THREADS AMD FEEDS

Quick change gear box and aute
malie aprom.

Worm drive from lead screw spline
for power feeds

Frictian elutch an power feeds.

Lengitudinal feed .00L5" to 1000 par
epindle reveolution.

Cross feed .25 times longitudinal
fead.

Half nut drive from lead screw thread
fer thread eutting.

Threads—48 selection: BH or LH—4
1o 224 per inch.

Lead screw diameter and threads per

Width of face of bull gear and

back gears «.oovveiinsinnonnas WY
Face plate diameter......cvuvucus &
Humber of spindle speeds. ....... 12

Spindle speeds, back gears

engaged. .. 30, 56, 70, 104, 131, 244
Spindle speedsa, direct belt

drlwen. 179, 334, 420 620, 780, 1450

CRO55 SLIDE AND COMPOUMND REST

Cross alide graduated in thousandtha.
Travel ...vicaiicanrvaaniones Bly™

Creas feed screw mounted on selfs
]uh:ritﬂi:l'l.g' branze bﬂt:r:ihl:_m

Compound resl top slide graduated
in thoveandihs, Travel......, 2u"

Tap alide screw mounted cn ssli.
lubricating bronze bearinge,

Compound rest swivel—graduated
90% in beth directicns.

Tool post opening for tool holder

. - R i s Ipx¥”
iy s Size of culler bits used. .. ....%4" sq
BED TAILSTOCK

Width of bad across ways, .. ﬁ”.‘ria-" Splndle travel ,.......c0000e.. 338"
Bed length .....c.o000uens Spindle graduations ,..........0Wg"
Precisien ground ways: 2 p-rmma.lic Morse Taper center ...........Ne, 2

"V ways and 2 flat ways. Tailsteck top will ast over for
Hpar WEMENG o ccoiianniaaas Tae"

HEADSTOCK AND SPIMDLE

Front bearing — double row ball
bearing.

Hear bearing—single raw ball bear-
ing.

Note: Sealed, pre-lcaded New De-
parture Ball Bearings of the high-
ezl precision type are uszed.

Back gear shaft bearings — self
lubricating bronze bearings.

Hele through spindle,.......25/32"

Morse Taper with adaptor. No, 3:.Ma, 2

Bize of centers used, Morze

PREREE . oo f i e aiie wk “i.No, 2
Spindle nose diameter and threads
par nely s e S ) 1a"8

Width of cone pulley steps for balt. 17

T4 IS

COUNTERSHAFT ASSEMBLY (Imel. in Price
of Lathe)

2 Bpead "V" Motor Pulley

T5" BOTE . ...ccovrarrnaars 334"
2 Speed countershoft flat
Pl ool e B3 x10”

51" V Belt used om flat of 2
gtep ccuntershafl pulley and in ¥V
of mctor pulley.

d Step flat beli cene pulley meount.
2d cn countershait, Width of step
DEOW. . i b s s v 5 s 1"

Countershall mounted on selflubri-
cating bronze bearings,

Adjustable moler mounting bracket
furnizhed with countershafli as-
sambly.

Countershalt assembly  independ-
ently supported on patented 3
polnl suspension.

Countershaft assembly completely
insulated with rubber toc prevent
vibratien being fransmilted o
lathme

Countershaft and all pulleys com.
pletely ancleged and guarded.

Autematic belt 1ension relsase when
guard for cone pulleyvs is raized
to change belt stepa.

LATHE EQUIPMENT (Included in Prics of

Lathe)
1 B"Face Plate 1 HNe. 3-Ma, 2 Morae
2 B0° Centers Taper Adapter

1 ThreadingDiat | 100l Fast Helder

1 Threading Chart 1 Tailstock Wrench
Parts List and Imstruction Book

OVERALL DIMEMSIONS (Insluding Counter-

shaft Assembly}
LRI s vt e i 54
Wy i e e e aa e
Hliglli ....... R b 484"

SELF LUBRICATING BROMZE BEARINGS
al 36 separate points in lathe where
plain bearings are ordinarily
furnished.

MOTOR
Use %3 or ¥ HP. 1750 R.P.M. Motor
If lathe & ordered witheut motor
epeciiy:

1. Bore of maotor pulley te be fur-
nished with lathe.

2. State whether 0538 or 0639 Drum
Switch should be supplied. (See
Accassary Circular for deecrip-
tion of drum switch.)

SHIPFING WEIGHT
No. 820 Logan Lathe with legs, chip
pan, and countershaft assembly,
less motor ...............560 lba

PRIMTED IM U.E.A,




T

No. 830—Complete As Shown, Less Motor—F.Q.B. Chicago................5425.00

The Logan No. B30 Hand Screw Machine fills the specific need of industry for a
small turret lathe to eliminate the necessity of tying up heavy equipment for turning
out small parts. It is on accurate and durable tool designed for the severe requirements
of present day, continuous production. The turret heles are bored from the headstock.
The bed is precision ground and the preecision pre-loaded ball bearing spindle mounting
is the latest engineering development in design. Turret and cross slide are provided
with cdjustable gibs, to compensate for wear. The machine is built throughout to
rigid and exacting specitications lo give acccurate results and troublefree service.

COUNTERSHAFT ASSEMEBLY

The patentad countershalt assembly used
in this mochine ig corried on a three potn
suspenalon and i completely insulated by
rubber at all poinis of contocl te prevent
vibration being tronsmitted to the lothe,

All pulloys and belta ore completely
guarded yel readily accessible, The entire
unil is designed to appear as o sirecmiined
part af the [athe

BALL BEARING HEADSTOCK

When the cone pulley guard is raised as
shown ai right, belt tension is automatically
relegsed for quick bell change.

The ball bearng spindle meouniing is
advanced deslgn that is more expensive
and produces finer resufts. New Deporture
grease sealed prelogded precision bearings
give greater accurtcy, less friction, less
wedar ond require no adjustment or Jubri
eortion,

| LOGAN ENGINEERING CO. + CHICAGO 30, ILL.




PUSH TYPE COLLET

Uaed with the Logan LA 32-34 Bar Feed shown
al left, Also with Logan Collet Closers AC 210
and AC 201. A supariar cellet. mode of alloy
teol steel, correctly heot treated for moximum
wear, preclslon greund inside aond out. Sizes
1I/16” to %" round by 32nde. Work must be
within 005" of collet size. Shipping weight,

LOGAN BAR FEED

The Logan Ber Feed, with o moximum copacity of %" round stock, s
oflered for use with the No. 830 Hand Screw Mochine. Tt doss net fit other
models. No. AC-50 push lype collete ore used in sizes from 1/16" ta 35"
by 32nds. Moximum feed per stroke, 2. The patented com acticn, which
locke the collet and operates the bar feed, ia so designed thot there is no

{ﬂ:ild;'hgi h:‘rll::kl:lainq locked and no lecking acllen while bar [ belng f o i

ed, Feed an ing mechaniam is predected by a shield, not gh in MNa. AC50—P .

illustration. Easily attached or detached, g i g R A e R

Ho. LA=-32-34 Bar Feed—Shipping welght 45 hs.. ... ... ... ... £95.00 — ||
e m— —

SPECIFICATIONS

CAPACITY OF LATHE

Swing over bed. . ...._........ . 10"

Swing over cross slide........... 415"
BED

Width of bed ocross ways_ ., 615"

Bed Jength ..c.cvuvvnmrnnvn o d3%W”

Precislon ground ways — 2 prismatic
"V ways and 2 flat ways.

HEADSTOCK AND SPIMDLE

Spindle mounted on matehad,
grease-secled, preloaded New
Deportura Ball Bearings of high-
e=1 pracision type,

Back gear shalt bearings — self
lubricating bronze bearings.

Hele through spindle .......... 254"
Maximum cellet capeeity_ .. ....... 5"
Spindle nose diameter and threcds

POr IO i e e s 14748

Width of cone pulley steps for belt, .1

Width of foce of bull gear and
bock gears . .....ooooeenn .o, BT

Number of spindle epeeds. . ... ..... 12

Splndle speeds, bock gears
engaged. . ... 30, 56, 70, 104, 131, 244

Spindle speeds, direct balt
driven. . 179, 334, 420, 620, 780, 1450

Drum Type Motor Reversing
Switch and Cord.

BIELL-1EM

CROS5S5 SLIDE

Maximum stroke of cross slide. ., 31"
Adjustable doubls tool poate,

Tool posts equipped with adjust.
oble wedgea.

Tool pest tool slats, .. ... LT 1%,
TURRET

Diameter of hurzet head, ... ........ s

Six position with adjustable stops.

Turret holes, diometer .. .... 56"

Turret holes bored from headstock
of lathe,

Moximum stroke of turret... ..., 41"

COUNTERSHAFT ASSEMBLY
(Incl. in Price of Lathe)

2 Speed “V* Molor Pulley %

A S L S S 23a"4"
Z Speed countershaft flat pulley
.......................... #54".10"

51" x " W Balt used on fiot of 2
step countershaft pulley and in
V of motor pulley.

3 Btep flat belt cone pulley mount-
od on countershalt

Width of step face.................1"

Countershaft mounted on aslf-
lubticating bronze bearings.

Adjustable motor mounting broclk.
et furnished with ecountershaft
aszembly,

Countershalt assembly independ.
ently supported on potented 3
point suspenzion,

Countershait aesembly completely
inaulated with rubber 1o prevent
vibration being tronsmitted to
lathe.

Countershaft and all pulleys com-
pletely enclozed and guarded.
Autematic belt tension release
when guard for cone pulleys is

raised to chonge balt steps,

OVERALL DIMENSION (including
Countershaft Assembly)

B L - ||
Height .........0ciiianena. . 50"

SELF LUBRICATING BRONIE
BEARINGS

at 12 separale points In lathe where
plain bearings are ordinarily furnished,

MOTOR

Use ¥ or %% H.F. 1750 R.P.M. Motor,

If lathe iz ardered without motor specity:
l.Bore of motor pulley to be fur-
nished with lathe

2. State whether 0636 or 0639 Drum
Switch should be supplisd. (See
Acceasory Circular for description
af drum switch.)

SHIPPING WEIGHT

Mo, 830 Hand Screw Mochineg, less
E VL —— L TN

FRINTED IN U. 5 &,




QUICK CHANGE GEAR BOX

The Logan Quick Change Gear Bex provides 48
threads and feeds In either direction to the car-
riage of the lathe. By adjusiing the two levers.
ecrew threads from & to 224 per inch are quickly
avallable and by changing the 24 tooth stud gear
far the 48 tocoth stud gear furnished with the
lathe, additional threads from 4 te 7 per inch are
available. Similarly, longitudinal power leeds
frem 015" to 10007 per revelulion of the
epindle may be obtained. Power cross feeds are
J25 timesz longltudinal feeds. Entire assembly i=
glurdy amd accurate with precision cul steel
gears and selflubricating bearings.

QUICK CHANGE GEAR

TURRET LATHE
With Automatic Apron

No. 840 Complete as shown, less motor. F.O.B. Chicago $525

This lathe combines turret lathe production with the advantages of
a quick change gear box and automatic apron. It is versatile, accu-
rate and fasl, resulting in efficient. low cost production. Typical of
its advanced Logan design are such features as Precision Preloaded
Ball Bearing Spindle Mounting; Adjustable Gibs to compensate for
wear of turret and cross slide; and Self Lubricating Bronze Bearings
protecting all wvital points. Guaranteeing accuracy are such con-
struction specifications as bed ways ground to within 001" of
absolule accuracy; total run out of headstock spindle 12 inches from
the bearing less than .001"; lead screw held to within 002" in 12
inches; and turret heoles bored from the headstock. Even greater
wverszatility is obtained by ordering with the lathe the compound rest
assembly and tailstock assembly shown on the next page.

I LOGAN ENGINEERING CO. « CHICAGO 30, ILL. |




BALL BEARING HEADSTOCK

When the cone pulley guard is raised as
shown at left, balt tension is automatic-
ally released for guick belt change,

The ball bearing spindle mounting iz ad-
vanced design, Special New Departure
precision bearings, grease sealed and
pre-loaded give greater accuracy, less
friction, and less wear. They reguire no
adjustment or lubrication during thels
entire life.

AUTOMATIC APRON

The Legan Automatic Apron cperates
from a spline In the lead serow

LA-3 TAILSTOCK ASSEMBLY

The LA-3 Tailstock assembly iz the
same ag Jurnished with the acrew
cutting lathes, This assembly when
ardered with the Neo. 840 Lathe, wil
have the tallateek malched with head-
stock at factery. Furnished with
wrench but less 60° center. When
used with Na, 840 Lathe, order LA-223
headstock adapler sleeve and B0
centers extra. Shipping weight, 24 lhs.

Mo. LA3—Tailstock Assermbly $20.00

LA-49-1 COMPOUND REST ASSEMBLY

Same as furnisked wilk bench lathe,
romplete with tool post, Flis wavs in

place of double tool posl ercss slide,

through a worm drive and friction Shlpping welght, 13 Ihs. £240.00

clutch for bath lengitudinal and cross

feeda. For cutting threads an addi.

tienal longitudinal drive operating from hali nuts on the lead
serew thread is used, Tt iz imposaible to engage both drives
at the same fime, Worm and gear operate in a bath of oil,
assuring long Itle. Steel cut gears, sturdy eonstruction and
precision machining combine to make a rugged and accu-
rate assembly.

Cuollet capacity 34" with push type collels used in Logan Mo, AC.210 Collet capacity 15" with draw-in eollets used in Logan AC-166 Fro-
Production Caollat Chuck or No. AC-201 Speed Callet Chuck. duetion Callet Chuck or Logan Mo, AC-151 Draw.in Collet Chuck.

NOTE: Push type collels give greater capacily have greater heldmg power
and close concentrically en the work without pulling it away rom the stop.

SPECIFICATIONS

CAFACITY OF LATHE

Bwing ever bed and zaddle
WA R e e Y e 10%"™
Swing over saddle crosa slide..4%"”

THREADS AMD FEEDS
CQuick change gear
matic apron.
Worm drive from lead screw spline
far power feeds.
Friction cluich on power feads.
Lengitudinal teed 0015 to . 1000" per
spindle revalution.
Cross feed .25 Umee
fead.

Half nut drive from lead screw thread
for thread cutting.

Threads—48 selections RH or LH—4

box and auto-

longitudinal

to 324 per inch.
Lead seraw diameter and threads per
inch, 4a"-8.
EED
Width of bed acrass ways. ... G184
Bod length ... 0veenrnnvnnon 4307

Precision ground ways: I prismatic
TV oways and 2 flat waya.

HEADSTOCK AMD SPINDLE
Front bearing double row ball
bearing.
Hear bearing—single row ball bear-
o

ne.

Note: Sealed, pre-lcaded New De-
parture Ball Bearings of the high-
est precision type are used.

Back gear shalt bearings — sell
lubricating bronze bearings.
Hole through spindle. .. ... ... 25733

Morse Taper with adaptor. No. 3-No. 2
Size of centers used, Morse

TRPaL e i Me. 2
Spindle nose diameter and threads
- 01 gL T TP . o

21544 13M

Widih of cone pulley steps for belt. 1"
Width of face of bull gear and

back gmaTE .....ccreeerniiens W
Face plate diameter.............. 6"
Number of spindle speeds. ....... 12

Spindle speeds, back gears
engaged. . 30, 56, 70, 104, 131, 244
Spiadle speeda, direct bait
driven. 179, 334, 420, 620. 780, 1450

CARRIAGE AND CROSS 5SLIDE

Crose slide graduated in theou-
sandths, Travel .......00oun 0. B

Cross foed screw mounted on selfs
lubricating bronze bearings.

Adjustable Double Tool Posts.

Teol Posta equipped with adjust-
able wedges.

Tool past! tool slots. ... .TAe" ® 194"

TURRET
Diameter of turret head. . o il
Six position, self mdexl.'ng. wllh ad-
justable stope,
Turret holea, diameter. . L3

Turret holes bored from hﬂl-d.alcct
of lathe.

Maximum streke of turret, ..., .. 414"
COUNTERSHAFT ASSEMBLY (Inel. in Price
af Lathe)
2 Bpead "V Molar Pulley
BR BOI@ .0y cwearnsieansss o vrd”
2 Bpeed countershaft flat
P T S g10"

517xb4" W Bell ueed on flat of I
step countershatt pulley and in ¥
ol motor pulley.

3 Step lat belt cone pulley mount-
ed on counterzhaftl. Width of step
2 R e R R "

Countershaft mounted cn self-lubri-
cating bronze bearings,

Adjustable motor meunting brackes
furnished with countershaft as-
:¢L‘ﬂh|?,

Ceountershaft assembly independ-
ently supported on patented 3
point suspension.

Countershaft assembly ecompletely
insulated with rubber to prevent
vibration being transmitted to
lathe.

Ceountershait and all pulleys coms
pletely encleaed and guarded.
FAutomatic balt tension release when
guard for cone pulleys is raised

to change belt steps.

SELF LUBRICATING BROMZE BEARINGS

at 35 pointa In lathe where plain
bearings are ordinasily furnished,

OVERALL DIMEMSIONS (Including Counter-
shaft Assembly)

1T |11 R G e Y S S 54
b L S LSRRt | o
MOTOR
Use Y or Y3 HP. 1750 RP.M. Motor
Ii lathe iz ordered withow! meber
apecify:

1. Boare of moter pulley to be fue-
nished with lathe.

2, State whelker 0636 a7 0639 Drum
Switch should be supplied. (Sea
Accessory Circular for deserip
tion of drum swiich.)

SHIFFING WEIGHT
MNo. 840 Logan Lathe with legs. chip
pan, and countershaft assembly,
leEs MO0, ... oiein i 395 lhba,




-—ry =

MANUFACTURING

TURRET LATHE

No. 850 Complete As Shown, Less Motor, F. O. B. Chicage .. ... ... ... .... £450.00

The Logan No. 850 Manufacturing Turret Lathe is an accurate, durable tool
developed for continuous production of small parts. Within its capacity its output
will equal in quality and quentity that of larger, costlier machines, thereby releas-
ing them for heavier work. Thus it fills the urgent needs of today. Built to rigid and
exacting specifications it can be depended upon for accurate work and long service
life. Features of its design include: precision ground bed, precision pre-loaded ball
bearing spindle mounting, adjustable gibs to compensate for wear of turret and
cross slide. The turret holes are bored from the headstock. Added versatility is

obtained bg ordering the LA-49-1 Compound Rest Assembly and the LA-3 Tail Stock

Assembly

COUNTERSHAFT ASSEMELY

The patented countershaft as-
sembly used in this machine is
carried on a three point suspen-
sion and is completely insu-
lated by rubber at all points of
contact to prevent vibration be-
ing tremsmitted to the lathe.

All pulleys and belis are
completely guarded yet read-
ily accessible. The entire unit
is designed to appear as a
streamlined part of the lathe,

escribed in Logan Accessory catalog.,

BALL BEARING HEADSTOCK

When the cone pulley gquard
is raised as shown at right, belt
tension is automatically re-
leased for quick belt change.

The ball bearing spindle
mounting is odvanced design
that is more expensive and pro-
duces finer results. New De-
parture grease sealed preload-
ed precision bearings give
greater accuracy, less friction,
less wear and require no ad.
justment or lubrication.

I LOGAN ENGINEERING CO. e CHICAGO 30, ILL. '




HAND WHEEL COLLET CHUCK

Fits No. 850 Manufacturing Lathe or others
with 144" x 8 thread spindle nose. Caparity:
round work up to %" diometer which may
be fed through lothe spindle. Its positive grip
closea concentrically on work without longi-
tudina]l movement of collet and with no slip
or twist, Minimum overhang assures accu-
raey. Only thres moving parts, No keys orf
digmeter closing wheel, of
specially processed plastic,. Back plote in-

wranches., 7"

cluded,
Ho. AC-201—Shipping wt. & lbs......

PUSH TYPE COLLET

Used with wu?cm Collet Clogsers AC 210 and

th the Logan LA 32-34 Bar Feed,
A superior collel, alloy ioal ebeal, heal treaisd
for mowimum wear, precision qrm.md inside ond

AC 201, ond

out. Bizes 1/16" to 55" by J2nds
MNo. AC-50—Shipplng wi., 6 oz. each. ..

§19.50

.54.50

PRODUCTION CGLI.I:'I'
ATTACHMENT

For Push Type Collets, 32" Coparity

Provides a gquick aocting collet closer
which can be aperated while lathe spindle
is in metion, The contrel lever operates
through two ball bearing rollers running
in agroove onoutside surface of the chucl
bady which actuates two hardened clos-
ing flogers, closing the sollet soneentric.
ally. The werk can be brought against a
stop and locked in position without longi-
tudinal movement. Chuck iz attached to
apindle by & back plate which musl be
fitted 1o the particular lathe oo which the
chuek is used, giving a high degree of
ascuracy, All parts of clesing mechaniam
precision ground in place.

Ne. AC-210—Shipping wt., 25 |bs.. . 549.50

FRODUCTIOM COLLET
ATTACHMENT

For Drow-in Collets Up te 12" Copocity
The Logon Production Collet Attachment
for draw-in collets has " capaeity and
can be easily attached to Legan Lathes
within a few minutes by any average
mechanic. The altachment is lever oper-
ated, opens and closes while the lathe
spindle is in motion. Easily adjustable lo
provide any deslred collet tension. Order
the No. AC 30 Draw-In Collet listed below
for this attachment.
Neo. AC-166—For use with No. 815, 820,
B25, 40 and 850 Logan Lothes $39.50
No. AC-185 —For use with No. 200 and
He. 210 Logan Lathes........$39.50

DRAW-IN COLLET

Heat treated tool stesl, ground inside ond
out fo insure oocurocy, One end of the collet
Is threaded for hollow drow bar and the
other end fits laper in closing sleeve. Shees
tor round work 1/168" 1o 1a™ by 3Znds.

Mo. AC-30—Shipping wt.. 14 lb. ea. $3.75

Callet capacity %" with push type col-
lets used in Logan Neo. AC-Z10 Produc-
tlan Collet Chuck or No, AC-201 Speed

Collet Chuck.

Collet capacity 2" with draw-in collets
uged in Logan AC-166 Preduction Collet
Chuck or Logan Mo, AC-15]1 Draw-in
Callet Chuck.

NOTE: Push type collets give grecier
capacity, have greater holding power
and close concentrically on the work
without pulling #t away from the stop.

SPECIFICATIONS

CAPACITY OF LATHE
Swing over bed and aaoddls

winga ...,
Swing over eross a]id-e

THREADS AMD FEEDS
Raeversible power longitudingl feed.
Reversible power cross feed.
Lead Screw diometer and threads
per in. .... L. 3508
Threads—46 quchoru El-l ar
1H . 4218 per im
[u.d.epa-ndaui r:]m:ng- gnuﬂ;n—l'? fur-
nished (6 en Lathe and 11 esxtra)

ML L
A

Width of face of chonge gears., 745"
BED

Width of bed ocrose ways. ... 6154,"

Bed Jength ... 00ceivaicnicassn 4316

FPrecision ground ways, 2 prismatis
V" ways and 2 flat ways.

HEADSTOCK AND SPINDLE
Spindle mounted on matched.
grease-sealed, preloaded Mew
Departure Ball Bearings of high-
- est precision type.
Bock gear shall bearings — self
lubricating bronze bearings,
Hole through spindle.. 254"
Epindle nose diameter and threads
per in. ... Ii-"z"B
Width of cone pullq- ntnpa for belt. .
Width of face of bull gear and
bockgears . ....ccovvvninnnnna, %5
Humber of spindle speeds. ......... 12
Spindle speeds, back gears
engaged .., .30, 58, 70, 104, 131, 244

[ILTERETE

Spindle epeeds, direct belt
driven ..179, 334, 420, 820, 780, 1450
Drum Type Motor Reversing Switch and
Cord
CARRIAGE AND CROSS SLIDE
Crozs slide groduated in thou-
sandths, Travel ..o oennnn. ., &
Crosa feed screw mounted on self-
lubricating bronze baarings.
Adjustable Double Tool Posts,
Tool Posts equipped with adjust

able wedges.
Tool poet tool slots...... Tqg" » 199"
TURRET
Diomedter of turret head. ........... 5
Six position with adjustable stops.
Turret holes, diameter ........... £

Tuerat holes bored from headstosl
of lathe.
Maoximum stroke of turret..... .. 414"
COUNTERSHAFT ASSEMBLY (Inel.
in Price of Lathe)
2 spaad Y Metar Pulley 35"

Borh i e 23p". 4"
2 Speed countershoil flot pulley
.......................... a%a".10"

S1"x4e™ WV Belt used on flat of 2
step countershall pulley and in
V of motar pulley.

3 Step flat belt cone pulley mount-
ed on countershafi. Wldth af
step face ....... aral®

Countershelt mwnlad on la]i-
lubricating bronze bedarings,

Adijustable motor mounting brack-
et furnished with countershafl
assembly.

Countershaft assembly independ-
ently supported on patented 3
point suspension.

Countershaft assembly complete-
ly insulated with rukber to pre-
vent vibratien being transmined
o lathe.

Counterehaft and all pulleys com-
pletely enclosed ond guarded.

Automatic belt tensicn release
when guard for cone pulleys is
raised to change belt steps.

OVERALL DIMENSION (Including
Countershaft Assembly)

Tanehh i s e e 34"
Widbh i o™
Haighl ooeensneanssiianessnsa.. 507

SELF LUBRICATING BROMZIE
BEARINGS

at 19 separcte points in lathe where
plain bearings are ordinarily furnished,

MOTOR

Use ¥4 or ¥ H.P. 1750 RP.M. Motor.

Ii lathe is ordered without mator specify:

L Bore of mostor pulley o be fuz-
nished with lathe.

I, Stote whether 0636 or 0633 Drum
Switch should be supplied. (See
Aecessory Circular for description
of drum swiich.)

SHIPFING WEIGHT

No. B50 Logan Maonufocturing Tus-
rot Lathe, less motor........535Ibs

PRINTED I8 U8, A,




BACK GEARED
SCREW CUTTING LATHE

-

No. 200 Complete as Shown, Less Motor and Switch, F.O.B.
Chicago ....coviiiiiiinniiniineannnncns, T T $225.00

Mo. 200-1 Complete with No. AC-241 Lever Tailstock Assembly
Replacing Regular Tailstock, Less Motor and Switch, F.O.B.

UG s i s bl Sy T e $242.50

No. 0436 Drum Heverslng Swilch for 1 phase, 3 phase ond DO Motors, (Mot
el T T e e $5.00
AC-241 LEVER TAILSTOCK No. 0639 Drum Reversing Switch for capacitor type molors. .. ................ $5.00
ASSEMELY The No. 200 Logan Back Geared Screw Cutting Lathe is a fine pro-
Will be furnished with the Floor model Lathe duction tool developed for the shop requiring « high speed lathe
i pliciod oF Th ohsmili tailiiosk sehn gt of sustained accuracy. ﬁi_:Tvuncefﬂ. design, sound engineering, expert
fied. Lever stroke, 294", Hand wheel saindle workmenship and rigid inspection all contribute to its excellence.
travel, 2%". Fitted for No. 2 Morse Taper Its specifications include meany superior features including: Pre-
gk loaded, grease-sealed precision ball bearing headstock spindle; pat-

ented countershalt assembly with three point suspension and rubber
mountings; precision ground ways—2 prismatic V-ways and 2 flat
ways. Also furnished as a bench type, Model 210.

I LOGAN ENGINEERING CO. . CHICAGO 30, ILL.




END WIEW SHOWIMNG
COUNTERSHAFT ASSEMBLY

COUNTERSHAFT
ASSEMBLY

The peaienled eounlar-
sheaft cssembly used in
thi= mechine ls carmied
cn a three polnt suspen.
aion and is completely
insiloted by rubbar ai
all points of contoct to
prevent vibration being
transmitied o the Jathe.

All pulleys and balis are
completely guorded vet
readily accessible, The
enlire wnil is designed
1o gppear s a stream.
lined part of the lathe.

BALL BEARING
HEADSTOCK

When the cone pulley
gquard is raised as
shewn ot right, belt
lension is culamalically
réleasod for quick beli
change.

The ball beaiing spin-
dle mounting is od
waneod design thot s
more expensive and
produces finer resulls,
MNew Depariure grease
sealed, preleaded
bearings give greater
daccuraey, less friction,
less woor ond regulre
ne cdjustment cor lubsi-
cation.

HEADSTOCK AND COUMTERSHAFT
WITH GUARD RAISED

Collet copocity 52"

Cellet Chuck.

with push type collets used in Logan
HNo. AC.-210 Production Cellet Chuck ar Mo, AC-201 Speed

in Collet Chuck.

Colle! copacity 2" with drow-in collete used In Logon
AC-165 Production Callet Chuck ar Logan Ne. AC-150 Draw.

NOTE: Push type collstz give greater capacity, hove grecter holding power
and cloge concentrically on the work without pulling if away from the stap,

CAPACITY OF LATHE

Bwing ever bed gnd saddle winge . 10%4"
Ewing owver saddle cross alide. .. .. .B1&"
Distance batween CeDIErB. ... .q0 0. 247

THREADS AND FEEDS

Reversible power longitudinal feed
Rewersible power cross feed
Lead Serew diameler and threads

Per M. ..o iiaaaas .8
Threcds—46 selections RH
- M G e R P R 4218 per in.

Indep-e:mdcnl chenge gears—I17 furnished
(6 on Lothe and 1] extra)

Width af face of change gears. ... .. P
BED

Width of bed ocross ways......... [

Bod - Joaghh: o vu iy iy s v 434"

Precision grownd ways: 2 prismatic "V
weiys and 2 flat woays.

HEADSTOCK AND SPIMDLE

Front bearing—double row ball bearing.
Rear beoring-—single row boll bearing,
Nate: Secled, preloaded New Deparlure
Ball Bearings of the highest precision
type are eeed.
Back gear shaft bearings—saelf Iubricat-
ing bromze bearings.
Hole through spindle. . ............. "
Morse Taper with adapler. Mo, 3. Ne, 2
Size of centors used, Morse Taper No, 2
Spindle nose diometer and threods
TR i ok o 1%4".8
Width af cone pulley steps for belt. .. 1
Width of face of bull gear and back

[+, o r: o AP e B B o Bg~
Fuace plote diometer. .. .......... el |
HNumber of spindle speeds. .......... 12

0L BN

SPECIFICATIONS

Spindle speeds, hack gears
engaged. ..... a0, 55, 70, 104, 131, 244
Spindle speeds, direct belt
driven....178, 334, 420, 620, 780, 1450

CARRIAGE AND COMPOUND REST

Cross slide groducted in thousondths,
Treowal = o i Bl

Creas feed screw :m:runlad on saill' lubszi-
cating bronge bearings,

Cempound rest top slide groducted in
thousandths, Travel ..... Lot

Top alide screw mounled on aetl Iubn-nu'l
ing bronze bearinga.

Compound 195t swivel—groducted 967
in both directions.

Tool post opening for tool holder
shank

....................... Tpxla"

Size of cutter bite used..,....... %" &g
TAILSTOCK
Spindle travel . ooveiiiiaiiii .. 214"
Spindle graductions ....veiiieasioy"
Morea Taper center, . ... ......... No. 2
Tailstock top will sel over lor toper
L1 o

COUMTER SHAFT ASSEMBLY
{Included in Price of Lathe)

2 Bpeed "V Motor Pulley %" Bore
............................ 235" 4"

2 Speed countorshofl
flot pulley ...ovvesennannes B56"x8%"

40"x12" V Bell used on floi of 2 step
countershaft pulley, Width of stop foce
................................. b

3 Step flot belt cone pulley mounted on
countershalt. Width of eteo foce_.. 17

Countershefl mounted on seli-lubricoting
bronze hearings,

Adjustable motor mounting brocket fur-
nished with countershofl czeembly.

Countershaft  mssembly  indevendently
supported on patented 3 point suse
pension.

—

Countershaft assembly completely insy.
leted with rubber to prevent vibration
being tronsmitted to lathe.

Countershaft and all pulleys completely
encloasd and guarded.

Autometic belt tension release when
guard for cone pulleys is roised to
changs belt stepa,

LATHE EQUIPMENT
{Included in Price of Lathe)
&" Face Plate 1 Mo & -No 2 Morse

2 EB0° Centers Teper Adaptor
17 Chonge Gears 1 Tool Post Holder

1 Threading Dia] and Wrench

1 Threading Chart | Tailsteck Wrench

Partz List and Instruction Beook

SELF LUBRICATING BROMNZE
BEARIMNGS

at 11 sepoarate points in lathe where
plain bearings are crdinarily furnished.

OVERALL DIMENSION
(Including Countershaft Assembly)

Lemath ...l 54~

Width ..o iiiiiiiian R A ag

1 P, - SRR S 48"
MOTOR

Uee '3 or Y2 HP. 1730 AP.M, Motor
If lathe iz ordered withoul molor specify:

1. Bore of molor pulley toe bhe fur
nished with lathe.

L Stote whether 0636 or 0639 Drum
Switch should be supplied. (See
Accessory Circulor for descriplion
of dmm switch,)

SHIPPING WEIGHT

Mao. 200 Logan Lathe with legs, chip pan,
and countershalt gssembly, less
IR L e s e 520 lbs.

FRINTED 1IN U,8,A




AC-241 LEVER TAILSTOCK
ASSEMBLY

Will be lumished with the bench lethe in place
of the regular foilstock when specified. Levar
sirolee, 234", Hand wheel spindle travel, 233",
Fitted for Mo, 2 Morse Taper Shenk.

END VIEW SHOWING COUNTERSHAFT ASSEMBLY

When cone pulley guord is roised, belt ten-
sion is outomatically released for guick belt
change.

10" Swing; 24" Between Centers

MNe. 210 Complete Az Shown, Less Moter and Switch, F.O.B.
RTINS e s AT SR ..%$200.00

Neo. 210-1 Complete with No. AC-24]1 Lever Tailstock Assembly
Replacing HRegular Tailstock, Less Motor and Switch, F.C.B.

T e o - RN . 1 -1
Me. 0636 Drum Reversing Switch for 1 phase, 2 phun.g ond DC Mofors, (Mat for
comorlon TUEBB] o e S A e W e T A T e e e DD
No. 0639 Drum Reversing Switch for capacitor IR MOIOTE. « 0 v uvvas i nnnnsss £5.00

The No. 210 Logan Back Geared Serew Cutting Lathe is a fine pro-
duction tool developed for the machine shop requiring a high speed
lathe of sustained accuracy. Advanced design, sound engineering,
expert workmanship and rigid inspection all contribute to its excel-
lence, Its specifications include many superior features including:
Pre-loaded, grease-sealed precision ball bearing headsteck spindle:
patented countershaft assembly with three point suspension and
rubber mountings; precision ground ways—2 prismatic V-ways and
2 flat ways. Also fumnished as a floor type, Model 200.

COUNTERSHAFT ASSEMBLY

The potentsd coumtershafl assembly used in this mochine Is carried on o three point
suspension and is completely insulated by rubber at all points of contact to provent
vibration being tronsmitted to the lothe,

All pulleys and belts ore completely guarded yet readily occessible. The eotire unit
iz designed lo appear a2 o etrecmlined part of the lathe,

I LOGAN ENGINEERING CO. . CHICAGO 30, ILL.




FAM, LEGS AND PEDESTAL

EASILY CONVERT-
ED INTO
FLOOR MODEL

The Loegan Ne. 210
Bench Model Lathe is
quickly and easily con-
verted into a floor
model by slmply moanl-
ing the lathe on the
lege, pan and counter-
shaft pedestal as shown
in the illustration at lefi.
Meo. 415 Set..... $15.00
Consists of legs, =hal-
lowr chip pan, 1" deep,
and countershaft pedes-
tal lag.

Ne. 418 Set. ... . $28.00
Consists of legs., drip
pan 1% deep. and
countershaft pedestal
leg.

BALL BEARING
HEADSTOCK

When the cone pulley
guard iz raised as shown
at right, boll tension is
automatically released
for quick bell change,

The ball bearing spindle
mounting is advanced
design that ie more ex-
poensive and produces
finer results. New De-
parture groass -sealed,
pré-loaded bearings glve
grealer accuracy, less
friction, [ess wear and
require no adjustment
or lubrication,

HEADSTOCK AMND COUMTERSHAFT
WITH GUARD RAISED

Collet Chuck.

Cellel capacily %™ with push type collets used in Logan
No. AC-210 Froduetion Cellet Chuck or No. AC-201 Speed

Collet copaocity 2" with draw-in colletz used in Loga
AC-165 Production Collet Chuek or Logan No, AC-150 D-r.:m
In Collet Chuck.

HNOTE: Puah type collete glve greoter capacity, hove greater holding power
and close concentrically on the work without pulling it away from the stop.

CAPACITY OF LATHE

Swing over bed and saddle wings, 10427
Swing over saddle croes slide..... Glg™
Distance between centers.......... a4

THREADS AND FEEDS

Reversible power longitudinal feed
Reversible power cross feed
Lead Screw diomeler and threads

PEE M. i e 34
Threads—46 selections BH or
LH. : R .. 4216 per im.
Indap-anl:lam c]:-;ml;l:l gu-::r: -17 furnished
{6 on Lothe ond 11 extral
Width of foce of chonge gears. ... "
BED
Width of bed across ways........ B
Ped Ienth . ...covcvmnnnecuareai 438"

Precision ground woye: 2 prismatic "V
ways and 2 {lat ways.

HEADSTOCK AND SPINDLE

Front bearing—double row ball bearing.

Heor buminq—sj_ng]ﬂ raw ball I-_'naazing.

Note: Sgaled, preloaded New Departure
Ball Beorings of the highest precision
type are used.

Back gear shoft beorings
ing bronze bearings,
Hele throwgh spindle. ... ... ... .. H
Morse Toper with adaptor. . No. 3-No. 2
Size of cenlers used, Mores Taper. .No. 2

Spindle nose dicmeter ond threads

-1 g ARt L e
Width of cone pulley steps for balt,, . 1"
Widih of foce of bull gecr and

self lubricat-

bock geomk ..cviiimerivineiies W
Face plate diameter. ... .. ... ...... B
Number of epindle speeds........... 12
Spindle speeds, bock gears

engaged. .. ... 30, 56, TO, 104, 131, 244

Spindle epeeda, direet balt
driven....179, 334, 420. 620, TBO0, 1450

TOAA 1T

SPECIFICATIONS

CARRIAGE AND COMPOUND REST

Crose slide graduoted in thousondths,
E Loy - e i et SRR 1

Cross feed scrow mounled on seli-lubri-
cating bronee becrings.

Compound rest lop elide graducted in
thowsandths, Travel

Top slide screw mounted on sell- :Iu.h:u
ceiling bronse bearings,

Compound rest ewivel — graduated 907
in both directions.

Taocl post opening for tool holder
shognk ...... g™

Sizn of culter bila used. ...,%":q.
TAILSTOCK
Spindla travel .......ciciieneiens 23"
Spindle graduatione ............... "
Morse Taper cemter............... No 2
Tailstock top will set owver for
beper MWERRT . ceviriinrnnnicaanddy”
COUNTERSHAFT ASSEMBLY
(Included in Price of Lathe)
2 Speed "V Motor Pulley
B BO o b e T 234
2 Bpeed countershaft
flat pulley ., .00 oo, BB "x8%Y

407x12™ W Belt used on flat of 2 step
counterghafi pulley and in ¥ of molor
pullay.

3 Step flat belt cone pulley mounted on
countershafl. Width of step faes....1"

Countershaft mounted on self-lubricating
bronze bearings.

Adjustoble motor mounting brockel fur-
nished with countershaf! assembly.
Countershaft ossembly independently
supported on patented 3 point suspen.

glon,

Countershalt ossembly completely insu-
lated with rubber o prevent vibrotion
being tronsmitted to lathe.

Countershoft and all pulleys completely
enclosed and guarded.

finlomatic bell tension release when
guard for cone pulleys s rojaed to
change bell steps,

LATHE EQUIPMENT
(Included in Price of Lathe)

1 & Foce Plate 1 No. 3-Neo. 2 Morse

2 80" Centers Taper Adoptor
17 Change Gears 1 Teol Post Holder
and Wreach

1 Threading Dial
1 Threading Chart | Tailsteck Wrench
Parta List and Instruction Book

SELF LUBRICATING BROMNIE
BEARINGS

at 2% separate points in lathe where plain
bearings are ordinarily fumished.

OVERALL DIMENSION
{Including Countershaft Assembly)

Bl S TR g 54

Wihdth .o e "

Heloly 355 e Saiiamrgl
MOTOR

Use ¥ or 2 HP, 1750 RP.M Motar
If lothe iz erdered without melor specify:

1. Bore of motar pulley te be fur
nished with lathe.

2. Stote whether 0636 or 0633 Drum
Swilch should be supplled. (See
Aecessory Circular for description
af drum gwitch,)

SHIPPING WEIGHT

HNo, 210 Logan Lathe with countershalt
assembly, less metor. .. ... ... 420 lhs,

PRINTED IH U, 5. A







HAND WHEEL COLLET CHUCK
Fits Logan Lathe Spindles or other lathes with a 1'%" x 8

thread spindle nose. ity: Round work up to %" diameter
which may be fed through lathe spindle. Iis positive squeeze
grip closes concentrically on work without longitudinal move-
ment of collet and with no slip or twist. Minimum overhang
assures accuracy. Only three moving parts. No keys or
wrenches. Closing wheel is 7" in diameter of specially pro-
cessed plastic and located within easy reach of operator. Uses
No. AC 50 Push Type Collet shown at right above. Shipping
weight, B lbs,

No. AC-201—Logan Speed Collet Chuck with back plate $29.50

‘ PRODUCTION COLLET ATTACHMENT
For Push Type Collets, %" Capacity

The Logan Production Collet Attachment
shown ot left provides a quick acting collet
closer which can be operated while the lathe
spindle is in motion. The control lever operates
through two ball bearing rollers running in a
groove on the outside surface of the chuck body
which actuates two hardened closing fingers,
closing the collet concentrically. The work can
thus be brought against a stop and locked in posi.
tion without longitudinal movement, The chuck is
atteched to the spindle by meons of a back plate
which must be fitted to the porticular lathe en
which the chuck is used, giving a high degree of
accuracy, All parts of the closing mechanism
are precision ground in place. The No. AC 50
Push Type Collet used iz quickly and easily
changed. Collets not fumished, but may be
ordered in ired size from 1/18" to %" by
32nds, as listed below, Shipping weight, 25 Ibs.

No. AC 210—Production Collet
BHoEhrment . i viim wvs s ssmd Ui s ie $49.50

PUSH TYPE COLLET

Used with Logan Collet Closers AC 210 (above)
and AC 201 (at left). Also with the Logan LA 32-34
Bor Feed shown on page 3. A superior collet,
made of alloy tool steel, correctly heat freated
for maximum wear, precision dgmund inside omd
out. Sizes 1/16" to g;:: round by 32nds. Work
must be within .005" of collet size. Shipping
weight, 6 oz. each.

Ne. AC 50 —Push Type Collet......... .. .54.50

CHUCK BACK

For AC 207 and AC 210
Collet Chucks
Threaded to fit Logan
1%:" B-thread spindle.
Face semifinished. Same
s furnished with AC 201
and AC 210 Chucks. To
be fitted to chuck for use
on one parficular lathe,
but connet afterwards be
used with occuracy on
other lathes, Shipping
weight, 4 lbs,
MNe. AC 221—Chuck
Back ...........53.25

Page 1




DRAW-IN COLLET CHUCK ATTACHMENT

Used to chuck work belween %" aond 4" diom. with extreme coouracy. Consists
of hollow draw bar, topered closing slwva. spindle nose cop ond spindle cop
wrench. Drow bor extends through headstock spindle of lathe and is threadsd at
end to draw collet lote oecurately ground closing slesve. The spindle nose cap,
when unscrewed, withdraws closing sleeve. No. AC-30 collet listed of right. Ship-
ping welight, 4 1bs.

Me. AC-150 Drow-in Collet Chuck Attachment for No. 200 and Neo, 210 Lothes wp
to Serial Mo, 24890, ... v cvvverrriimarananinsrninsadnranre §21.00

For Ne. 200 and Ne. 210 Lathes, Serigl No, 24891 and ever. . .$21.00

Draw-in Collet Chuck Attachment for Ne. B15, 820, 825, 840 und 850

Me, AC-150-1
HNe. AC-151

Mo. 513—FOUR TOOL, SQUARE Ho, 515—5IX TOOL, HEX
TURRET TOOL POSTS
These versafile tool post turrels great-  wear, Shipping weight, 4 lbs,

Iy speed up production and sove Hme on
runs of parte by eliminating many sec-
ond aperation jobs, Either turret mounts
in the Teo slof of o compound rest. Both
the squore ond hex burrels have twelve
indexing peositions ovalloble. Accommo-
dates tools up to %" ond is easily set
up. The self conteined, indexing mech-
gniem iz accurote and positive, Case
hardensd construction insures long

Page 2

Me. 313—Squore Tool Post Turret (215"
sguears} for No. 200, No. 210, 815,
820 aond 825 Lathes..........-$23.00
Me. 514—Some o No. 513 for No. 830,
No. 840 ar Mo, 850 Lothes. .. .. §23.00
Mo, 515—Hexogon Teol Post Turret (37
hex.) for No. 200, Ne. 210, 8135,
No. B20 ond 825 Lothes. .......$25.00
Mo, 516—Same as Ne. 515 for Neo 830,
No. 8B40 or Mo, B50 Lathes. ... . $15.00

PRODUCTION COLLET ATTACHMENT
For Draw In Collets Up te 12" Copaocity

The Logan Production Collet Attachment for
draw-in collets has 12" capacity and can be
ecsily attached to Logan Lathes within a few
minutes by any average mechanic. The at-
tachment is lever operated, opens and closes
while lathe spindle is in motion. Basily ad-
justable to provide any desired collet tension.
Order No. AC 30 Drow-In Collet shown below
in required sizes. Shipping weight, 12 1bs.
Mo. AC 165—For Logan No. 200 and

210 Tatheg i v £39.50
MNo. AC 166—For Logan No. 815, 820,
825, B40 and 850 Lathes. . ........... $39.50

DRAW-IN COLLET

Heat-trected lasl stesl, greund inside ond cutside to
insure ocourocy. One end of the collet is threaded for
hollow drow bor ond the other end fits toper in closing
gleave. In sizes for round work ™ ta 4" diom. by 32nd’s.
For sotiafoctory results, stock should not be more than
005" lorger er smaller than collet size, State size wonied.
Shipping welght, 4 b, ecch.

Mo, AC-30 —Split Holding Collet.o.uvveveenieensas $3.75

TURRET TOOL POSTS
Automatically Indexed and Locked
Autoractie, enehond indexing and locking of these
Turset Tool Poste leaves the cther hond free for power
erpag slide movements or other elmolionsous operotiona.
34" square, they occommodale standord 36" tecl Lits.
Fast octing, easily cperated cam lewer locks the turret J.I;.
place for eoch of four positions, assuring occurale opers-
tion. Easily inatelled on the Logom No. B30 Hond Eﬂ"ﬂh
Machine and on the Legon Moo 840 ond Moo 850 'I‘und*
Lathes. Simply mount sclidly on the front of 1he cross 2
and key in ploce. Shipping weight, 10 peunds. -
Mo. 517 For Double Tool Post Cross Slide i
with zingle front slat. .

No_ 518 For Double Teal P'I:I.I‘b Umﬂ S]J-dEl

with double {ront siot.. Fmrhd




LOGAN BAR FEED

The Logon Bar Feed, with a maximum
capacity of %" round stock, iz offered
for use with the No. 830 Hand Screw
Machine. It does not fit other models.
When used in connection with No. 830, a
highly efficient continuous production
moy be obtoined. Maximum feed per
stroke, 2. The patented cam action,
which locks the collet and operates the
bar feed, is so designed that there is no
feed while bar is being locked and no
locking action while bar is being fed.
Feed ond locking mechanism is protect-
ed by o shield, not shown in illustration.
Easily attached or detached. Order No.
AC.50 push type collets as shown on
page one in sizes required. Shipping
woight 45 lbs.

MNo. LA 32-34—Bar Feed......... $95.00

Right End Wiew of Turret Assembly

| Six Position . . . Self Indexing . . . Improved Design . . .
Accurate to Within .002" . . . Will Fit Bed of Any Logan Lathe

The Logan Turret Assembly is an improved design with
heavy durable construction, fine materials and careful work-
manship. Actual war production experience in hundreds of
plants has proved its effectiveness in the machining of small
ports. This Turret Assembly is identical to the turret furnished
in Logan No. 830, B0 and 850 Turret Lathes. It can be fitted
to the No. 200, 210, 815, 820 and 825 Logan Lathes; however,
careful workmanship in fitting is required. When possible,
we recommend purchasing a No. 830, 840 or 850 Turret Lathe
as o complete unit to obtain maximum utility and accuracy.

BRIEF SPECIFICATIOMS:

Diometer of turret head, 57, , . six positions with adjustable stope | .
sel! indexing . . . moximum stroke of turret, 484", . . fursished rough hored
2/16" and mus ba finished bored to 58" dlometer by the purchaoser while
octually in position on the lathe on which it is to be used. Shipping weight,
75 Ihe.

LA 40-51 Turred Assembly | .., veeeseo. 520000

TAILSTOCK TURRET

Finger tlp control rotates wols in direct line with splndls, Compect, aceurate, and
durable. Body, which is 215" in diometer, is mode from close groined semi-steal
costings, The aix %" bered hales are held 1o closs tolerones, Operating lever hes
a positive, hardened toper pin which works in tapered indes heles, thus preventing
any side play. Tocls shewn are not included. Shipping weight 3 lbe,

No. 519—Turret (Mo, 1 Marse Taper Shonkl. ..o oien 518,95
Mo, 521—Turret {Ne. 2 Morse Toper Shonkd. .. ..., .. ..., iR 18.%5

Page 3




3-JAW, 5-INCH UNIVERSAL CHUCK

This new medium duty Universal Chuck is built on an entirely new
principle, which makes it capable of heavier, better and more accurate
work than heretofore obtainable in this price range. The main body of
the chuck itself is threaded for 1%2"-8 thread spindles, and requires no
separate back plate. Due to itz new and greatly improved design, it has
less overhang, less vibration and gives heavier cut-off capacity without
sacrifice of accuracy. It is precisely machined from highest quality mate-
rinls. Complete with set of heat treated outside grip and inside grip
jows and wrench. Shipping weight, 12 lbs.

Mo. 439—5"—3-Jaw Universal Chuck. .....ccoviiirinnrnresns $24.50

4-JAW INDEPENDENT CHUCK

A strong and accurately built medium
duty chuck. The body is a one-piece semi-
steel casting with the outer edge and the
entire face ground. Chuck has four reversi-
ble jows with independent screw adjust-
ments. For either round or irreqular work.
Jaws are heat-treated alloy steel with
ground steps for firm inside or outside grip.
Hc:rl:lened CI].].EI]F steel screws have socket head for wrench. Chuck body is
fitted for 1%2"—8-thread lathe spindle. Shipping weight, 13 lbs.

No. 444—6"—4-Jaw Independent Chuck with Wrench. . ..., ... .. $17.50

COMMUTATOR KIT

A complete unit designed especial-
ly to hold ormature shafts rigidly
during reconditioning. It contains a
Jacobs Armature Driving Chuck, % to
%" capacity, and a Center Rest Chuck
alse ¥ to 3" capacity, Both chucks
are equipped with No. 2 Morse Taper
Arbors to fit the headstock and tail-
stock of the lathe respectively, replac-
ing the centers. The kit is boxed com-
plete as a set and includes mounting
and operating instructions. Shipping
weight, 9 1bs.

Mo. 459—Jacobs Commutator
it $18.00

FOR :
45 ammaTume Lo
woRH
B s ST ERCRR OM L3 THE

L A
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JACOBS HEADSTOCK CHUCK

Screws on to the 14" —B-lhread spindle of
lathe, Has hollow bedy lor helding small di-
ameler work running through spindle. Ship-
ping weights, 32 and 4% lbs

Mo, 453 Heodetock Chuek, V- 3. .. .513.50
Mo. 454—Headstock Chuck, % - %".... 1625

JACOBS DRILL CHUCK

A strang eceurate deill chuck for either heod-
stock or toilstock, Requires No. 2 M.T, Arbors
shown below to mount in laothe. Shipping
weights, 214 and 3% 1bs.

Mo. 451 —Drill Chuck, 0-%". . ... ... ... $ 675
Mo, 453 Drill Chuck, %", .......... 1075

REST CH a3

N

JACOBS CENTER REST CHUCK

The Center Rest Chuck requires Ne. 2 Morse
Taper Arhor below to mount in the tailstock
of lethe for supperting centerless work auch
os armoture shofts, Hos three  adjustable
bronze jows in which shaft rototes. Shipping
weight, 3 lbs.

Me. 455—Center Rest Chuck, 44 - 34", ., .4$9.00

DRILL CHUCK ARBORS

Use to lit chucks to No. 2 Morse Taper in
headsteck or toilstock of lathe. Shipping
waicht, 34 lbs.

Mo, 447 —Arbor for 451 Chock..........% 72
Heo. 448—Askor for 452 and 455 Chuck.. .72
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LEVER TAILSTOCK

Supplies the added advantages of a
production tailstock and can be set to
cperale as o standard tailstock. Lever
stroke, 2%". Handwhee! spindle travel
23%". Fitted for No. 2 Morse Taper. When
ordered with lathe, it iz factory fitted 1o
luthe bed and matched to headstock. Fur-
nished on lathe in place of LA-3 tailstock
at extra charge of $17.50. Shipping weight,
30 Ibs,

Ne. AC241. .. ................... $37.50

COMPOUND REST ASSEMBLY

Same os furnished with Me. 200, 210, 815, 820,
ond E25 Logon Lothes, Fits Mo, 840 or B850 Turret
Lathes in ploce of deuble tool post cross slide. Com-
plote with teo] post ond wrench, shipping wi., 13 1bs,

AUTOMATIC FEED CONTROL

Easily Installed—Quickly Adjustable
For Four Different Stop Seiings

Fost and accurcle in operation, this new Automatic
Feed Coniral iz ecsily instolled on Logon Neo 200 and
Mo 210 Back Geared Screw Cutting Lothes and on the
Ho, 830 Monulocturing Turret Lathe, The device is quick-
1y adjustable for four differemt stop ssttings, which stop
the lathe corriage instently gt cny pre-determined polat
by disengaging the half-nuts. The Automatic Feed Con-
irol does not interfers with other lathe controls, and, if
deeired, can be mode inoperative in a minute or bwo.
Paye for Mzell throngh speeded work, reduced speiloge.
and conserved monpower. Shipping weight, 8§ lbs.

Mo, 425 _For |othes with serial numbers
wadee: BOAR o e e $29.50

Mo. 425.1—Far lathes with sericl numbers
el BB S R e e e e 29.50

v Ryt
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DOUBLE TOOL POST
CROSS SLIDE

Same as furnished with the

No. 840 and No. 850 Turret
Lathes, Fits cross slide on No.
200, 210, 815, 820 and B25
Lathes, replacing standard
cross slide and compound rest.
Manual feed by hand wheel or
power cross feed. Adjustable
tool post wedges included. Ship-
ping weight, 18 lbs,

Neo. LA-29—Deouble Tool Post

Croes Slide .......... $24.00

TAILSTOCK ASSEMBLY

The LA-3 Tailstock as-
sembly is the same as fur
nished with the screw cutting
lathes. This assembly when
ordered with the No. 840 or
850 Lathe, will have the tail-
stock matched with head-
stock at factory. Fumished
with wrench but less 60°
center, When used with No.
840 or 850 Lathe, order LA-
223 headstock a er sleeve
and B0° centers extra. Ship-
ping weight, 24 lbs.

Mo. LA-3—Tailstock

qart e #"

DOUBLE TOOL POST
CROSS SLIDE

Same as furnished with No. 830
Hand Secrew Machine. Fits any
Loguan Lathe bed. Lever operated
cross slide has adjustable stops
with a maximum travel of 3", Ad-
justable wedges for tool holder
slat included. Shipping weight, 30
1bs.

MNe. LA-25 Double Tool Post
Cross Slide ............ $38.00




ANTI-FRICTION CENTER

The live center which turns with the work eliminates friction
between work and centers, permitting faster turning, and deeper
cuts on heavier work. Equipped with grease sealed, pre-loaded,
precision bearings held in place by a one piece housing, hard-
ened and ground to exacting tolerance. Thrust load is carried by
a Timken Roller Bearing and the radial load by New Departure
Ball Benring{s. Bearing housing 1-11/16" diameter. No. 2 Morse
Taper Shonk. Centerpiece angle 60°. Shipping weight, 2 lbs.

MNo. 595 —Anti-Friction Center... ..........oiiiinnnan £22.50

MICROMETER CARRIAGE
STOP

The Logan Micrometer Carri-
age Stop is used to locate the
cartiage position with accuracy
on the lathe bed. The graduated
micrometer collar is clearly
marked in thousandths, easy to
read. Seiting may be locked for
duplicate work. Shipping
weight, 3 lbs.

| No. AC-234—Price......$11.50

DOUBLE CARRIAGE 5TOP

With an adjustable screw in
the end of eoch finger this
Logan Double Carriage Stop
can be aecurately set for two
desired positions. Either finger
of stop can be quickly brought
into position. The stop clumps
to the lathe bed for use on
either side of the carriage. Ship-
ping weight, 3 lbs.

Mo. AC-226—Frice ...... $5.50

CARRIAGE STOP

Provides positive position
stop for lathe carriage. May be
used either to the right or left of
carriage. Adjustment screw
with locknut for accurate ad-
justment. Clamps, over front
V" Way on any Logan Lathe
bed. Shipping weight, Z lbs.

Neo.AC-225 .. ... ...... $3.00

r
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CENTER DRILL AND COUNTERSINK

Tool steel. Drills and countersinks proper
bearing for lathe center,

Mo. 575—60° Countersink Drill, 1/16".% .30
Mo, 575—60" Countersink Drill, 3/32", .35
MNe. 575—60° Countersink Drill, 1/8"., .40

[
60° CENTER

Hardened and ground teol steel Mo, 2
Morse Toper Shank. Shipping weight, 2 1b.

Mo. LA-187—&60° Center.............. $2.00

FOLLOWER REST

Mounts on corriage and follows cutting
tool, supporting thin work. Adjustable ma-
chined jaws, cast-iron frame, with screws for
attaching. Shipping weight, 5 lbs.

Mo. AC-196—Follower Hest........... $4.25

CENTER REST

Clamps o inner ways of lathe bed to sup-
port long pieces, Adjustable jaws. Top is
hinged for easy inserting or removing of
shaits. Cast-iron frame, machined castiron
jaws. Shipping weight, 8 lbs,

Mo. AC-189—Center Reat............. $6.25
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STRAIGHT TOOL HOLDER

RIGHT-HAND TOOL HOLDER

LEFT-HAND TOOL HOLDER

LATHE TOOL HOLDERS

Drop-forged, heattreated ond hardened
steel tool holder. Heat-treated alloy steel set
screw. Tool holder shonk measures 36 x%:".
Shipping weight, 1 1b.

KNURLING TOOL HOLDERS

Zali-centering rollers form medium
diomond knurl. Skipplng welght, 1 1b,

Me. 555 ~Knurling Toel ........ $3.50

Me, 565 Extra Knurls, Choice af fine,
medium or ecarse Diamond.
Frice per polr, ....cvveeiveas £1.15

BORING TOOL HOLDER

Reversible yoke for right or ledi-
hand work, Shipping weight, 1% Ths,

R.H. CUTTING-OFF TOOL

With ready ground high-speed stesl
blode, Hardemed clamp locks blade

rigidly. Shipping welght, 1 lb.

Mo, 554—Teol Holder, RH.
Cut-adf . ... . i $1.8s

STRAIGHT CUT-OFF
TOOL HOLDER

With ready ground high-speed steel

MNo. 552—Tool Holder, Straight

C | A S i P
Ne. 551--Tool Holder, Right-Hand ... 1.50 Gl
No. 550 —Tool Holder, Left-Hand ..... 1.50
e

BLANK CUTTER BITS

Unground blonks. Measures Ya"x'4"x2",
High speed steel, heatireacted, recdy to
sharpen. Shipping weight, 1 Ib.

MNeo. 560 —Blank Culter Bits, Set of 6,..%1.10

STANDARD LATHE DOGS

Heavy drop-forged steel
with sgquare head alloy steel
sel screw.

No. 580—Lathe Dog, %",

Shipping weight, 4 oz.. .60c
No. 580—Lathe Dog, 34",

Shipping weight, 5 oz...70¢
No. 580—Lathe Dog, 1",

Shipping weight, 7 oz.. .90¢
No. 580—Lathe Dog, 142",

Shipping weight, 10 oz.. 1.00

...... £1.50 Mo, 556— Boring Tool Helder,

blode. Hardened elamp locks blode
rigidly. Shipping weight, 1 lh.

R

BORING BARS

Highapeed stee!l {ip welded on ta
carbon steel shonk. Shipping weight.
2, 2, 3, 4 and 5 ounces.

THREADING TOOL HOLDERS

For cutting 60° V Threads. Re-
shorpen by grinding top edge only.

Mo. 570-A —Boring Bar, Yxd" ... .40c T&"x¥" shonk, Skipping welght, 1 1b.
Mo, 570-B—Boring Bor, fied 4™ (. _55c Ma. 553 Tool Helder. Threading . $3.00
Me. 570-L—Boring Bar, %x5” ....65¢ Ne. 563—Extra Gutter only...... $1.95
Mo, 570-D-—Boring Bar, " ... .. T8¢
Me. 5T0-E—Bering Bar, 2ax7" ..., .95¢

CLAMP TYPE LATHE DOG
Helds round, hexogonal or

rectangqular work. Made of
heavy dropforged steel ma-
chined and hordened. Ship-
ping weight, 2 lb.

No. 585—Clamp Lathe Dog,
| e e et $2.40

FACE PLATES

fAccurately machined
gray iron face plates fitted
for 1%2" — 8-thread lathe
spindle nose. Shipping
weight, 4 and & lbs.

No. LA-170—E" Face

Plate oo $2.25
MNo. LA-344— 8" Face
Rlote: aissssisme 3.75

2 Step, V-Groove
MOTOR PULLEY

This motor pulley
is available with
three separate
bores, made for 12",
%", ond 34" shafis,
Specify the size of
bore required when
ordering. Shipping
weight, 3 lbs.

Mo. LA-349. . . $4.95

CHUCK BACK PLATE
For 5" and &"
Chucks

Threoded for Logan
13", E-thread spindles.
Unfinlshed foce allows
for mochining to assure
gecurate fit on chuock.
Mode n bwo sizes, 5
chuck size shipping
weight is 3% lhs. B
chuck size hos shipping
weight of 7 lbs.

Me. AC.101—For 5
Chuck ......... 53.00

Me. AC-104—For &"
Chuck ......... $4.50
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HEAVY DUTY COOLANT PUMP
High Pressure — Gear Type

Conserves the life of cutting tools and the time of the machine operator
by outomatically applying the cooclant in the exact amount end to the
exact spol needed. This light weight, portable coolant pump operates
independently of the machine tool. Delivers coolant or culting oil to the
cufling operation—irom a full stream to a few drops. Easy to install—
easy to clean and maintain,

PUMP: Gear type, positive acting, precision-built. Hardened steel
gears and pivol; high stress casting; replaceable OILITE
bearing. Equipped with by-pass safety vealve. All parts

- easily accessible.

MOTOR: 1/25 HP. 115 V. AC 60 Cy. 1 phase; thrust protected type,
with built-in fan. Equipped with 2 oil cups.

CONTAINER: 7% gal. capacity; size 16"x8%"'x12" high. Equipped with
5" bowl screen strainer. Corrosion resistant finish,

EQUIPMENT: 4 ft. of %" Neoprene hose with flow control pet cock and
12" of flexible feed spout. 5% ft. of rubber-covered electric
cord with plug and motor switch.

CAPACITY: 90 gallons per hour; pressure 20 lbs. (depending on the
coolant viscosity).

SHIPPING WEIGHT: 38 lbs.

Mo. 525 Coolant Pump Complete. . .................. viva..s..557.00

DRUM REVERSING SWI'TCH ELECTRIC
Fi MOTORS
itsalllogan

Lathes. Capacity, up 1/3H.P.Single
to1HP and 550 Volts ~ nose 1750 REM

ph :
AC. May be used to M;._—,I;ulful {rqal;

replace toggle switch cycle, sleeve
on Logem Lathes for bearings, single
heavier service. Ship- end shaft. Ship-

ping weight, 2 lbs. {‘g:q weight, 33
No. 0636 —For use MNo. 1100
with 1 phase, 3 Motor . $20.95
phaseand DC 1/2 H.P. Single Phase 1750 RPM Capacitor Moter, 110-220V
motors. Not for ca- B0 cycle, sleeve bearings, single end shaft. Shipping weight,
T 49 1bs,
pacitor types 35.00 G 1105—Motor ... ovveeenennn.l T $26.95
No. 0639 —For use 1/2 H.P. Three Phase 1750 RPM Motor, 220-440V 80 eycle,
with capacitor type sleeve bearings, single end shaft. Shipping weight, 49 lbs.
motors ...... $£5.00 Mo, 1110 Mobor . ...ouiviniiimiis sirnahanvsssssass $28.50

All Frices F.O.B. Chicago

LOGAN ENGINEERING COMPANY
4901 LAWRENCE AVENUE, CHICAGO 30, ILLINOIS
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