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JOB NAME lathe Center

BLUE PRINT NUMBER: Ol-A-14

INFORMATION: The accuracy of a lathe center determines the sccuracy
of the lathe. Always check the center in the gpindle

end for runout.

PRIMARY SKILL LEARNED: 1. Twrn taper with taper attachment.
2. Mount tool post grinder.
3. Grind centers.

PRECAUTIONS: 1. Allow 1/32" for grinding after hardening.
2. lap center holes before grinding.
3. Check for runout before grinding point.
L. Protect ways on lathe when grinding.
5. Check speed on tool post grinder before turning
on grinder.
STOCK : High Speed Steel (Size according to taper required)
OPERATIONS: . Cut off stock to size.

Face off and center drill.

Turn taper to required dimension.
Turn "A" dimension.

Turn 1/4L" diameter.

Turn 60 degree angle.

Harden.

Lap center holes.

Grind "A" dimension.

Grind taper to fit taper gage.
Grind 60 degree angle.
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LATHE CENTERS (2)

Pig, 1

Place on centers and turn the
taper using the taper attachment,
Allow for grinding. Turn the step
on the tapered end. Fig, 2

Fig. 3

Set the compound rest to 30°
and turn, fgom the 1/4i" diameter
out, the 60 angle, Pig, 4

Harden and temper.
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Figo 5

Rough grind the excess metal
on the frént, Pinish grind the
point to 60° in the lathe. The
point must fit the center gage.

Use 1 1/3" diameter tool steel,
cut off to the proper langth. Face
and center drill both ends in a
three jaw chuck, Fig. 1
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Pig. 2

Reverse the piece on centers,
protect the turned portion with
soft copper, and turn the outside
diameter. Allow for nding. Turn
the 1/4" diameter, 1/2" long., Fig. 3

Pige. 4

Orind the "A™ dimension to the

print sisze, In the cylindrical
D grinder, Next, grind the taper to
th

e "D" dimension, To fit the

taper gage. Fig, 5
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