INSTRUCTIONS FOR 608~PV SCRIVW CUTTING LATHE
MOUITED Ol KNEE-HOLE CABINET

Item 1 - Receiving and Unpacking

If any damage is noticed to packaging of machine or parts, call
reprexentative of delivering carrier to inspect condition before re-
moving 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 crate, box
covers and braces., Avo @ jarring machine or machine parts when do-
ing this. | Le¢ave the la%he with mounting on the skid on which it
was shipped, 'until mac&ine has been finally located. Check all
items against; paclkding 118ti If any shortage exists, re-examine
packing material wefore descarding. Small pieces may easily be lost
unless all excelsior and wrapping paper is thoroughly overhauled,

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

Item 2 - Setting Up

Mechine should be moved close to its location on its skid, lag
screws then removed and machine placed carefully on its prepared
position in accordance withn floor plan print i# in this
menual., Fasten to flooring with four 1/2" lag screws or bolts,
Level machine using precision level lengthwise and crosswise an
lathe bedways.

Item 3 = Assembling lMachine

A Installing Juick Change Gear Dox =

Attach the ' uick change gear box to the left end of the
bed after first rcemoving the two Linder bolts from bed, Locate the
gear box by engaging the two driving pins on tie end of the lathe
feed rod with the correspondinz holes in the cone joar chaflt,.
Fasten the gear box to end of lathe bed "rith hei :inder o0ol%b
through radial slot in rear and tee binder bolt ringer tizht and
screw in binder handle used for locking gear box in position after
swinging ‘to engage proper stud gear. See Juick Change Gear Box,
pring #608-20, and Bed, Print #008-23, a part of this menual.

B Installing Compound Slide Rest =

Carefully wipe and oil contacting slide surfaces, Place
slide rest on top of carriage engle with clamping tee bolt engaged
in tee slot of slide rest base, Glide rest can be held in any ,
position on carriage angle by clamping botl operated by the binder
herndle at right, If power cress feed is used, the guard slide in
front end of carriage angle is rotated to the right exposing the
driver gear. Mount slide rest almost flush with the front of the
carriage angle so as to permit driving gear to be swung upward
by small handle at front rizht side of carriage angle to mesh with
slide rest gear under front end of slide rest base,
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Itom 4 - Lubrication

The headstock spindle bearings arc equipped with wick feed o0il
cups and should be kept well fillcd. Other lubrication points on
lathe arc cquipped with small spring oilers, or oil holecs marked
"OTL", They should reccive scveral drops of oil oncc or twice a
day or shift. Use a high grade machine oil for ALL lubrication,
n oil film should bc maintainecd on all slides and finished
surfrsces to prevent rust.

Item 5 - Headstock
(Numbcrs roefer to print 608-5C=124)

- The back gears arc thrown in and out of mesh by ball handle

%62 on the left end of eccentric shaft. A knurled-hoad pin i#50
in the web of the geer inside left end of hcadstock sheave 1s
pulled out to disconuect sear from sacave when usin; back gears &
is pushed in to cngage hole in sneave web when using open bult.

To Adjust Spindle - to adjust the rear spindle bearing #10 ro=-
move drew-in spindle #5. Romove spindle gear 47 after loos:ning
set screw ;#38, being careful not to losc ball #36 end spring #37.
“*ith smell scraw driver turn the slotted hsad screw at the bottom
of the bearing. Tuerning this sercw rizht handcd comdresses the
aslit beariu: and compensates Tfor weare To adjust the front
s :indle bearins 34 loosen the round slotted hasd serew +l4 inside
the wob of the 1 rage soindle gear at tho left of the hcadstock
ghoave and '<th & serav driver or other flat tool .ngajze the slot
in the adjustinz nut A5, Turnin: this nut ri bt handed draws
the spindle into ths tasered front bearin:, . The Jront bearing
should be snut without being tizht. .lways adjoot the spindle at
normal operating temperaturc. After adjustin; tie front spindle
bearing, tighten the locking scrow 714 to hold the sctting.

Te Replacc Headstock Belt - Remove the belt and back geer
guerds, Remove the tic block in the "U" openning in cabinet top.
Tooson lever sercws #27 and romove gear shaft lever j767, Looson
the two sct screws #64 holding the hasck zear ghaft beerings. Inscrt
flat tool in slots provided on underside of H»earings and pry
bearinzs from their mounting., Remove shaflt 33 nnd back gear
32, 5lip the vee bélt off the driving sheave ond pull the lower
loop through the "U" opening in cabinct top. Replace with ncw
vee belt and reverse the scequence of operations to rcasscmble.
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Item 6 - Quick Change Gear Box
(Numbers 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 he moved along spindle to threc detented »nositions., In right
detented position the drivingz gear engages the siiteh gear
through +intermediate gear which through quick cliange 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 switch gear, which through quick change gear box moves
carriage to left,

The driving stud, driven by the switch gears is permanently
fitted with 18 and 30 tooth gears #66 and #67., The upper gear box
shaft carries a sliding compound gear 48 with 60 and 72 teeth,
This gives twe 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 gear 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 con-
pound gears are used, For thread pitches less than ten per inch
special geers, 4 to 1 ratio (80-20) are used, Tihis eet up re=-
quires an idler connecting gcar mounted on a stud on the ruadrant.
The gear box »rovides four groups of seven thread 3Jtcnes. Each
group im controlled by positioning the compound gear iF4C on the
upper shaft and the sliding compou..d gears #1 and #2 on the
tumbler shaft, Two additional thread pitches, 30 and 120 are
obtained by swihgingz the gear box so as to mesh the 60 tooth gear
of the sliding compound #48 on the upper shaft, with the 18 tooth
stud gear i#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 lever for each pitch
of thread

37 mountin: plckeoff gear on the auxiliary quadrant provided,

additional threads may hbe cut, sce print GT-12 of this manual.
Pick~off gears for 11-1/2, 15 and 27 pitch thrcads are included
with standard lathe e-uipnent. ‘han pick=off 7eers are used,

the index lever must be out of ecngagcment.
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Item 7 = Carriage
(Numbers in text refer to print 6056-26)

Longitudinal travel is available through ball hanéle (#47)
rack and pinion. Power feed is from the feed rod and is obtained
by pulling outward the sloping lever #2] on the lecft end of the
carriage until the spring latch moves up and supports the lever in
its full "OUT" position. This engages a friction c¢lutch and es-
tablishes gear connection 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. Tiw conical point of the
stop screw eccentrically contacts a hole in the spring latch and
forees it downward releasing the sloping friction lever.

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

To engage the lead screv and aut for thread cutting the eccen-
tric ball handle lever #63 at the extreme right end of the apron
is swung upward to a vertical position. ¥ne carriage is fitted
with a safety interlock i#31l print #608-20A to prevent simultane-
ous engagement of the lead screw end power feed., 7ith the operat-
ing lever moved to the left the lcad screw nut mey be engaged and
with the operating lever moved to the right the friction clutch
can be engaged, Thus vwhen eigher fced is cngaged, the other feed
is prevented,

A threading dial used to pick up threads without reversing the
lathe, is located on the right end of thc ecarrizze. “/hea any
radial graduation mark on the revolving dial comes into line with
the Peference mark, the lead ser W not may bo thrown into cngage-
ment to feed the tool along the work until the cnd of the cut is
reached. The lead screw nut may be thrown out by swinging the ball
handle downward and the carriage quickly run back by hand withoug
reversing the lathe. 'Jith 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 line with the reference mark. The tool
will accurately pick up its cut.

Power geross feecd is obtained from the feed rod and is trans-
mitted to th: slide rest through a cam=-mounted driving gear F1h,
srint 608-26A, in the front top of the carriage angle. The drive-
‘ing gear is protected from chips and dirt by a guard closed by
handle #10 print 608-204 on front of carriage angle, when power
oross feed 1s not in usc. Tie cam-mounted driving gear 1ls raised
by lever ;#3 print 608-26A to engage slide rest lower fecd screw
internediate gear #24 print 608=9A when power cross feed is
raequired,

When power rod feced is in usc and not thread cutting is to be
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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 facinge.

To Adjust Carriame Gib = The upper front dovetailed guidway
of the carriage apron and the rear slide block of the carriage
saddle are gibbed to compensate for wear. Tic front gib is tapered
and extends the length of the carricge, To adjust the tension of
this giv loosen the slotted screw at the loft end of the carriage
directly above the lead sgcraw and tighten the corresponding slot=-
ted screw #75 print 608-26 aimilerly located at the right end
of the carriage. Tiic slide block gib bearing on the rcar of the
bed is adjusted by three headless slotted screws #37 print
608-26A,

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

Item 8 - Trilstock
(Nmmbersin text refer to print 608-22C)

The tailstock mounts in any position on the lathe bed and is
locked _n pliue by binder handle ;30 lccated in the rear.
o andis Govewent is ov%einsd vy haund operateld ball nanllce «ad is
resistered by fractional graduations on the upper periphery of thne
soindle and by dial graduations to ,001", Centor or other attach-
ment is automatically e jected when spindle is fully retracted.
Tzilstock spindle can be adjusted off center by front and rear
screws #32,

Item 9 - Slide Rost
(Numbcrs in text rafer to nrint 608-9A)

~ To adjust Slide Rost Feed Scr.:.s -tichton slotted heed scrows .
#33 on the cnds of lower and upncr foed screws.

To adjust Slide Rest Gibs - both slides arc fitted with gibs
to compensate for wear. T.e top slide is gibbed at the front so
all thrust fromwork is taken on the ungibbed surface. This gib
is adjusted by two Allcn screws with lock nuts #l. Tiue lower
3ib is adjusted by four Allen screws with lock nuts #5Le
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Ttem 10A - Variablc Specd Drive
( numbers in text rofer to Variablz Speed Drive Print
9188-16W)

The ‘Jorthinzton Variabls Speed Drive is powered by a sinele

specd motor. The entire drive is completely wired per print #
enclosed, and tested in the faetory., Main power lin. of

proper cleetrical char-cteristics siould be connceted to leads of
recar of cabinet. (Motor should turn clockwisc viewed from left
end when control lever is in forward position). If lathe is
equipped with disconneet line switch, electrical control compart-
ment door must be closed béfore disconneet switeh can be thrown
to "ON" position. Start, Stop and Reverse switeh is m-unted on
pedestal at rear of headstock and en electro-mccnanical interlock
prevents line current from passing through the dram switch until
finger contacts arc gngaged.

The speed control and indicator assumbly is mounted on front
o? cabinot. To increame speed move lover to rignt, to dccreasc
~oced move lever to left. Ball handlé #1 locks lever in pe:zitiou
*r turning clockwiso. Alweys rclcasc same by turning count:r
- nokwisc before moving luver. Never try to chango positic. of
<aged lever when drive is not runninge.

If hocdstock driving voo belt is chansed, heixht adjustiw.t to
snre corrwet blo tunsion may bu obtalaad by turning jaek

cLpow (220 countur-clocimisc to ©i hiton, clocicwisc to looson belt.
To tension motor b.lt loosen nut (03 and Llover bolt idloer rulley
60 to propor bolt tonsion. To tension varianle specd drlve belis
turn scrow #& cloeckuisc to ti htin, couanter--loc'ciisc to lows ene.

1 m

Grease gun fittings 76 arc provided to lubricate motoptvhich
ghould be greascd yoarly with a good grad of lizht motor grcasc.
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Ttcm 10B - Motor Jackshaft Drive
(Numbers in tuxt rofcer to llotor Jackshaft Drive
Print 918R-16) (No Brak: is furnishcd)

The motor jackshaft drive is powurad by a two speccd motor., The
cntir: arive is completely wired per print enclosed, and
testcd in tho factory, Main power linc of proper clectrical
charcotoristics should bc connceted to leads at rcer of cabinet.
(lotor should turn clockwisc vicwed from loft end vhen control
lover is in forward position). If lathc is c~uipped with disconncet
1linc switeh, clcetrical control compartment door must bo closcd b=
foro disconacet s .tch can bo thrown to "ON¥ position. Start, Stop
and Revorse suiteh is rounted on Hodestal at roar of hecadstock and
an clcetro=-mechenical interlock provents line current from passing
through the drum switeh until fincer contacts are engoseds

To obtain proper production spcado, three ranzes arc availsble
by shifting vue belt on 3-StoH motor and jac'tshaft skcaves. Ro-
lcasc lotehing heondle -1 by swihging fomard, t'us bringing motor
plate and motor forward. Shift bolt manuslly for spoud deeirad
refoerring to chart on control luvers Lock latching handle ;71 by
pushing back. Never run drive with motor in forward position.

If headstock driving vee belt is clanged, halght adjustnent to
sceurc corrcct boclt tension may be obtained by loosening hex stud
clemping Holts iF47 and turning jackscr W £i6 counter=-clockwige to
tishton, clockwise to looscn Hlet. J~cizshaft is mounted in self-
alizninz bell bearings, but alignmont of sheaves must oo gmaintained.
“ltoration of hemdstock drivingz belt ordinarily rcquircd a
corrus sonding toensioning of motor vec belt on threc step shoaves
which is accomuanied by turning toggle rod nut ¥23 clockwisc to
tighten, counter clockwise to loosenf belt, After adjusting toggle
rod nut #23 hox nuts ;5 on cither side of motor should be slightly
tightoned to scoure proper lockings action of latching handle i

Motor is providcd with greease fittings which should be greased
yeerly with gcod irada of/lisght motor grcasce



