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INSTALLATION INSTRUCTICKS FOR 808-FC SCRE. CUTTING
L. THE
Mounted on Bench or Oek Cabinet

Ttem 1 - Receiving and Unpacking

If any damege is noticed to peckaging of maechine or narts, call
representative of delivering carrier to inspect condition before
removing crate or taking parts from boxes and enter claim against
the transportation company. The shipper holds receipt in good order
for the entire consignment.

Carefully unpack, using nail puller for removing crete, box
covers and braces. Avoid jarring machine or machine parts when
doing this. Leave the mounting on the skid on which it was shipped,
until mochine has been finally located. Check all items against
packing list. If any shortage cxists, re-examnine packing material
before discarding. oSmell pieccs may be lost unless all excelsior
and wrapping paper is thoroughly overhauled.

Remove slushing grease using fresh cotton waste or cloth and
gasoline or kerosenc. Tmmedictecly go over all polished and
scraped surfaces with an oiled rag.

Item 2 - Setting Up

Locate cabinct or beneh and level top in both dircetions,
lengthwise and crosswise. Insert strips of 1/4% cork or other in-
sulating meterial between bench or cabinct and floor and fasten
with leg screws or bolts - see floor -lant, print @

To Install Lathe - Serew the two jack nedestal bolts into the
pottom Face of the lathe bed. FPlace the sphorical washer found on
one of the pedestal bolts in the spherical dc-ression on the top
surface of the tailstock jack pedestal alrcady in position on the
bench top. Lift the lathe on to the jack pedestals and with the
flat washers in place apply and tighten the nedestal bolt nuts.
These nuts need not and should not be made up too tight. The
spherical washer on the tailstock jack pedestal and two steel bells
between the lathe bod ané the headstock jack nedestal provide a
three point mounting of the lathe and insure ageinst any distortion.

To Install Driving Belt - Remove thec tic block in the "U"
shaped bolt guard on bench or cebinet top, and pass lower 1loop of
endless belt down through the resulting slot. Place upner loop
of endless belt on smallest step of ncadstock cone pulley and pull
tight so lower loop will cngage the drivine cone pulley on the
speed box. Replace the tic bloek in the UM shapcd belt guerd.
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Thus digengaging lead screw and stopping all unnecessary wear on
this ultra-precision member., The carriage may be locked to the

bcd by clamp, operated by lever handle #58 located under the

front of the carriage angle, This feature is particularly valuable
when using the lathe for facing,

To Adjust Carriame Gib - The upner front dovetailed guidway
of the carriage apron and the rear slide block of the carrisge
sadcéle are gibbed o compensnte for wear., Tic front gib is tapered
and extends the length of the carriage. To adjuct the tension of
this gib looscn the slotted screw at the lerft ond of the carriage
dircetly above the lead scrzw and tighten the corresponding slot-
ted secrew #75 orint 608-26 gimilarly located at the right end
of the carriage. Tic slide block gib bearing on the rcar of the
bed is adjusted by three headless slotted seraws f37 print
608=-264,

To Adjust Carriage Fr.ction Clutch - the friction clutch con-
trolling the feced rod transmits sufficient power for the heaviest
cute To compensate for any wear, the stop serew #11 at the top
of the spring latch, left end of carriage is backed out, This
holds the slping friction lever #21 further "OUT" which in turn
tarows the clutch friction plunger 32 further "IN" by lcvercage
and increases the expansion of the internal cluteh ring if34. To
adjust the stop serew, just loosen the slotted locking screw #10
end after resettiny the stop serew, re-tighten the glocking screw,

Icem 8 = Tailstoek
(Nmmbergin text refer to print 608-22C)

The tailstock mouuts in any position on the lathc bcd and 1is
locked in place by binder haadle 30 located in the rcar,
Ssindle movement is obtained by hand operated ball handle end is
registered by fractional graduations on the upper periphery of the
soindle and by dial graduations to .001", Contor or other attach-
ment is automatically ejccted when spindle is fully retracted,
T-ilstock spindle can be adjusted off center by front and rear
scTews i#3%2

Ttem 9 - S5lide Rost
(Wumbcrs in text r:fer to nrint 608=9A)

, To adjust Slide Rost Foed Sur.::s =tighten slotted heced screows
#33 on the ends of lower and uphcer feed scercws,

To adjust Slide Rest Gibs = both slides arc fitted with gibs
to compensate for wear. The top slide is gibbed at the front so
all thrust fromwork is taken on the ungibbed surface. This 3zib
is adjusted by two Allcn screws with locik nuts #le Tue lower
zib is adjusted by four Allen screws with lock nuts #5l.
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Item 7 - Carriage
(Numbers in text refer to print GCu=-26)

Longitudinal travel is available through ball handle (:44.7)
rack and pinion. Power feed 1s Prom the feed rod and is obtained
by pulling outward the sloping lever 421 on the left end of the
carriage until the springa latch moves up and supports the lever in
its full "OUT" position. This engages a friction cluteh and es-
tablishes gear conncction from the feed rod to the feed rack on
the front underside of the bed. Feed is thrown out automatically
by the carriage stop clamped at any desifed position on the lower
dovetail on the front face of the bed. The conical point of the
stop screw eccentrilcally contacts a hole in the spring latch and
forces it downward releasing the sloping friection lever,

When cutting threads from the lead screw, the gear train for
the power feed may be disconnected by pulling out the knurled
round knob (#20), at the lower left front of the carriaze., This
saves wear on the gears and climinates their drag which is con=-
ducive to higher precision of thread cutting.

To engage the lead screvw and nut for thresd cutting the eccen-
tric ball nandle lever j#63 at the extreme right end of the apron
is swung upward to a vertical position, The carriage is fitted
with a safety interlock 31 print #608-20A to prevent simultane=-
ous engagement of the lead screwv end power feed, .Tith the operat-
ing lever moved to the left the luad serew nut may be engaged and
with the operating lever moved to the right the friction clutch
can be engaged, Thus when eigher feed is cnpaged, the other feed
is prevented,

A threading dial used to pick up threads without reversing the
lathe, is locatced on the risht end of the carriasze. /hen any
radial graduation mark on the revolving dial comes into line with
the Pefcreonce mark, thue lead ser w nut may bz thrown into cngage=
ment to feed the tool along the work until the ond of the cut is
reached. The lead screw nut may be thrown out by swinging the ball
nandle downward and the carriage quickly run back by hand withoug
reversing the lathe, '/ith the carriage back to re-starting pos-
tion, the lead screw nut is thrown in when the proper radial gradu-
ation mark (same mark on which first cut was started) on the
ravolving dial comes into 1line with the reference mark., The tool
will accuratuly pick up its cut.

Power goross feed is obtained from the feed rod and is trans-
mitted to th: slide rest through a cam-mounted driving gear flh,
srint 608-26A, in the front top of the carriage angle. The drive
ing gear is protectod from chips and dirt by a guard closed by .
handle #10 print 608-26A on frent of carriage angle, when power
cross feed is not in usc., Tae cam-moulted driving gear 1s raised
by lever #3 orint 608-26A to engage glide rest lower fecd screw
internediate gear 24 print 608-9A when power cross feed is
required.,

When power rod feed is in use and not thread cutting is to be
done the pinion on the left mui of the lead screw #3, print
608-23 under the sliding guard, should be moved to the righte.
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Item 6 - Quick Change Gear Box
(Rumbers in text refer to print 608=20)

The driving gear is keyed to the spindle at the left of the
roar headstock bearing and drives the quick change gear box
through switch and stud gears. By knurled knob this driving gear
can be moved along spindle to three detented pesitions, In right
detented position the drivingz gear engages the sJitch gear
through «intermediate gear which through quick change gear box
moves the lathe carriage to the right. In center detented posi-
tion the driving gear is out of mesh and all speed gearing is
stopped. In left detented position the driving gear directly en-
gagew the switeh gear, which through quick change gear box moves
carriage to left.

The drivingz stud, driven by the switch gears is permanently
fitted with 18 and 30 tooth gears #66 and j#67, The upper gear box
shaft carries a sliding compound gear ‘48 with 60 and 72 teeth,
This gives two selective ratios, one to four and one to two from
the driving stud. Compound gearing as tubulated in print GT-12 of
this manual, drives from the upper pgear box shaft to the sliding
tumbler gear shaft, For standard thread pitches ten ta one
hundred and forty-four per inch 70 on to 70 and 28 on to 112 com=-
pound gears are used, For thread pitches less than ten per inch
special geers, 4L to 1 ratio (80-20? are used, Tiis set up re-
quires an idler connecting gear mounted on a stud on the quadrant.
The gear box provides four groups of seven thread pitches. Each
group im controlled by positioning the compound gear ifh$ on the
upper shaft and the sliding compou..d gears yl and ife on the
tumbler shaft. Two additionel thread pitches, 30 and 120 are
obtained by swihging the gear box so as to mesh the 60 tooth gear
of the slidinz compound #L48 on the upper shaft, with the 18 tooth
stud gear #66, The thread pitches within each group are control-
led by the setting of the index lever. A plate on the front of
the gear box indicates the location of the lsver for gach piteh
of thread

3y mountin: pickeoff year on the auxiliary quadrant provided,
additional threads mav be cut, see print GI-12 of this manual,
Pick-off gears for 11-1/2, 15 and 27 pitch threads are included
with standard lathe e-uipnent. hen pick-off zears are used,
the index lever must be out of cngagement,



Ites 5 - 608-PC Headstock
: (Numbers in text refer to print 608-5C-12)

. The back gears are thrown in and out of mesh by ball handle

475 on the left end of eccentric shaft. 4 knurled-head pin 62
in the web of the gear inside left end of headstock sheave 1is

pulled out to disconnect gear from sheave when using back gears
ind is pushed in to engage hole in sheave web when using open
elt.

To .djust Spindle - To adjust the rear spindle bearing ;15
remove draw-in spindie #7. Remove spindle gear 49 after loosening
set screw 749, being careful not to lose ball #47 and spring i#48.
With small screw driver turn slotted heed screw ¢t the bottom of
the beering. Turning this screv right hended compresses the split
bearing and compensates for wear. To ad just the front spindle
bearing ;;23 loosen the round slotted head screw #15 inside the web
of the large spindle gear at the left of the headstock pulley and
with a serew driver or other flat tool engage the slot in the
ad justing nut ;716. Turning this nut right-handed draws the spindle
into the tanered front bearing. The front beering should be snug
without being tight. xlways adjust the snindle it normal operat-
ing temperature. After ad justing the front gpindle bearing,
tighten locking screw #15 to hold the setting.

To Replace Headstock Belt - Remove thzs tie block in the g
shaped belt guard on cabinet top. Loosen lever SCI'CW #27 and re-
move gear shaft lever i3, Loosen the two sel screws 437 holding
the back gear shaft bearings. Insert flot tool in slots nrovided
on underside of bearings and pry bearings from thelr mounting.
hemove shaft 33 and back gesr ro2. 51ip belt off the driving
pulley and pull the lower loop through the U7 opening in cabinet
top. Replace with new belt and reverse the sequence of operations
to reassemble.
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To Tension Driving Belt and Level Bed - Jack pedestals on which
lathe bed rosts provide height adjustment for tensloning underncath
driving belt and leveling bed. Looscn the pedestal bolt nuts under
the bench top. Insert a short picece of 1/4" or 5/16" round stock in
the holes of the upper collars end turn left handed to raise the bed
and to inercase the belt tension. When subsequently raising bed to
tighten belt be surec to turn the headstock and tallstock Jjack screws
the same number of holes to keep the bed level. Tighten pedestal

bolt nuts and set screws in pedestal bases after edjustment is com-
pleted.

Item 3 - Assembling Ilachine

A Installing Quick Change Gear Box

isttach the quick change gear box to the left cnd of the
bed after first removing the two binder bolts from bed, Locatc the
gear box by engaging the two driving pins on the end of the lathe
Tecd rod with the corresponding holes in the cone gear sheftl.
Fasten the gour box to end of lzathc bed with hex binder bolt
through radial slot in reer and tec binder bolt through radial slot
at bottom. Bring round nut on tee binder bolt finger tight and
screw in binder handle uscd for locking gear box in position after
swinging to engage proper stud gecr. Sco Quick Change Gear Box,
print 608-20, and Bed, »rint 608-23. .

R Installing Cocpound Slidc Rest

Carefully wipe «nd oil contacting slide surfaces. Place
slide rest on top of carriage angle with clamping tse bolt engaged
in tee slot of slide recst base. Slide rest can be held in any
position on carrisge angle by clamping bLolv oporated by the binder
handle at right. If power cross feed is used, the guard slidc in
front end of carriage engle is rotated to the right oxposing the
driven gear. ilount slide rest almost flush with the front of the
cerriage angle so as to nermit driving gear to be swung upward by
smell handle at front right side of carriage angle to mesh with
slide rest gear under front cnd of slidec rest basc.

Item 4 - Lubrication

The headstock spindle bearings érc cquipped with wick feed oil
cups and should be kept well filled. Other lubrication points on
lathe are equipped with small spring oilers, or oil holes marked
"OIL" . rey should rceeive scveral drops of oil once or twicec a
day or shift. Usc a high grudc maenine oil for &ll lubrication.

:in oil film should bc maintaincd on «ll slides chd finished sur-
faces to prevent rust.



Tten 10-C - The Speed Box icotor Drive

The constrpt speed motor is controlled by drum type reversing
switeh. Whilg Jatho is in use the motor should rua continuously.
Correct spinc Jpecds cre obtaincd through engagemont cr dis-
engagement of back geurs, cnd position ox flat ériving belt in
cone pulleys and selective high or low in spced Dbox.

Twelve spindle spceds arc cvailcble, six with baek gears cn-
gaged tnd six with opcn belt (beck goars éisengiged). Spoed box
provides scleetive high end low spindle spocds in 3 to 1 ratio.

Aftor sctting back gears cnd flat driving belt for desired
spindlc spceds, the lathc should be operated cntiroly by s»ced box
control lover, mounted on the cabinct dircetly in front of the
headstock. With the control lever in center position the speed
box clutch is in neutral andé power from thc motor is not trans-
mittod to the conc driving pulley. 4Also in this position an auto-
matic breke cpplics t» the inner rim of thc conc ¢riving pulley.
Lith the control lever in the right indented position the speoed
box transmits its high spccd to the driving pulloy and in leoft
infentcd position its low spcecé. Brake automaticclly discngages
whon eontrol lcver is in cithor opcreating positions. To roversco
the spindle, roversc the motor drum type switch.



