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The Meeting
Our  usual  meeting  space  is  unavailable  for 
holding  the  March  7th meeting.  However, 
Howard  Gorin  has  arranged  for  members  to 
tour the Waterworks Museum in Chestnut Hill. 
Parking  may  be  limited  so  try  to  arrange 
carpooling.  The  museum  is  located  at  2450 
Beacon St., Boston. Their website is:

http://www.waterworksmuseum.org/

Miscellaneous Ramblings

Not much to ramble on again this month 
except to say what a wonderful Model 
Engineering Exhibition we had this year. Many 
thanks are to be given but I always hesitate to 
start least I forget someone, but here goes:

First, to Norm Jones and Bill Bracket for 
engineering and assembling our new manifold 
for the air supply. Then we have Ray 
DesChamp who spent the day operating and 
giving a wonderful history/explanation of the 
Linotype machine on the first floor. Next I want 
to thank Howard Gorin for getting Ray for us 
and also the use of the air compressor from 
Canizio Contracting in Lexington MA.

The really big thanks goes to Our Ladies 
Auxiliary under the able leadership of Gail 
Martha assisted by great volunteers: Leslie 
Jones, Sue Bracket, Lisa Baker, Terry Groff 
and Bea Boucher. The efforts of these fine 
ladies provide us with the funds to make the 
show a financial success for us.

Our new treasurer David Baker deserves a 
word of thanks. In past years David has had 
quite a number of pieces of his creations 
operating, this year he had just a couple small 
steam engines on his table but he devoted the

Next Meeting
Thursday, April 4th, 2013
Charles River Museum of Industry
154 Moody Street
Waltham, Massachusetts

Membership Info
New members welcome! Annual dues are 
$25  (mail  applications  and/or  dues 
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strip is the gib and the other was glued in place with 
Loctite®.

The spacer is used because I want the brass strips 
supported by the steps of the soft jaws but the step is wider 
than the brass is thick. I tried putting both strips on one step 
and the spacer on the other soft jaw. This did not work 
because one of the strips inched up a little. So I made two 
passes and both strips stayed firmly bedded.

Gib Screw Hole Photo by R. G. Sparber

The casting has been set up in the vise and the gib screws 
are being set. There is not much metal between the wall of 
the hole and the top of the clamp support block. I chose to 
put the gib screws 0.120” from the edge so the force on the 
gib would be centered. The problem with doing this is that 
I'm very close to breaking through.

Gib Screw Break Out Photo by R. G. Sparber

Like I said, there is not much room. In hindsight, it would 
have been better to set the clamp plate with the 3 screws in 
place. It would have backed up the thin aluminum area and 
prevented the breakout.

This looks bad but is not a big deal. I just filed the damaged 
area flat so it does not interfere with the clamp. Yes, I know it 
is there but, given the countless little screw-ups I've done on 
this project, I may not even remember this one.

Part Build Up Photo by R. G. Sparber

The assembly so far is looking good.

Marking Casting Photo by R. G. Sparber

It is now time to transfer the exact center of the slide to the 
front face of the casting. I know that my slot is 0.625” wide. 
Using my digital height gage, I set zero at the lower face of 
the slot and then came up by 0.3125”. This height was then 
marked on the casting.

Marking Casting 2 Photo by R. G. Sparber

I then placed Reference 1 down on the surface plate and 
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zeroed my height gage at the top of the slide plate. I then 
touched down on the top of the casting area that holds the 
slot. Dividing this number in half gives me the center of the 
slot in the vertical dimension. I then scribed a horizontal line 
on the front face of the casting, transferring the center of the 
slot to the front of the casting.

Casting on Mill Photo by R. G. Sparber

The casting is now back on my mill. Reference 1 is clamped 
to one knee. Reference 2 is pressed up against a second 
knee. I then used a spud to get the center of the spindle 
aligned with my scribe marks.

Note that I keep my vise as far to the left as possible on my 
mill table. That gives me room for setting up a clamp system 
directly on the table without having to disturb the vise.

Casting on Mill 2 Photo by R. G. Sparber

This is another view of the set up. Reference 2 is in contact 
with the knee on the left.

With the casting aligned and secured, it was then a simple 
matter to step drill through both the down slide and slide 
castings. I started with a 1/8” drill and ended with a 25/64” drill 
which is the tap drill for a 7/16”-20 thread.

Tapping Hole Photo by R. G. Sparber

The casting was moved to my bench vise. A 7/16”-20 tap was 
placed in the slide's hole. The shank of the tap fit into the 
down feed's hole. A strip of copper sheet was wrapped 
around the shank to keep it close to centered and the hole 
was tapped.

Down Feed Assembly Photo by R. G. Sparber

For all of my minor errors, the resulting part looks good to 
me. My guess is that a typical machinist makes many minor 
mistakes when making a one-off part. If they are making a 
second identical part, they get a second chance to get it all 
right. The procedure would be modified so future parts would 
not suffer from these mistakes.

I did forget one step. The outside of the feed screw support 
must be cut flat so it can accept the feed dial pointer. I'll 
leave this for another day.

Stay Tuned for part 35 from R. G. Sparber next month.

Keep sending me email with questions and interesting 
shaper stories.

My email address is:

KayPatFisher@gmail.com
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Circuit Corner
Nick Jones

Editor: This is a compilation of pictures and text published by Nick Jones 
on the EDMHomeBuilders site. I hope I correctly extracted the meat 
of his postings. Nick can be reached at: nick@lydwood.co.uk. GG

This was done with Ben Flemming’s original RC EDM design 
which I built a good few years back.

I don't use it that often but when I do I'm usually in trouble 
and  this  time  was  no  exception.  There  are  descriptions 
against  the  photos  but  in  short  I  wanted  to  realign  the 
headstock on a fairly large lathe and when undoing the cap 
screws  which  attach  the  headstock  to  the  main  bedway 
casting,  one of  these sheared.  On this  machine  they  are 
concealed  in  recesses  within  the  headstock  casting,  so 
there's no access directly above to drill them out or use any 
sort  of  stud  extractor.  I  figured  that  this  little  EDM could 
probably hold an electrode on the end of arm to get in there 
and spark a hex into the sheared off 5/8" UNC stud. This is 
the first job I've done with the part not in the EDM tank but it 
worked really well. It took probably 2 hours to spark a 1/4 
hex  about  1/4  Deep but  a  lot  less  hassle  than lifting  the 
entire headstock off the lathe.

This  is  the  Colchester  Mastiff  Lathe.  It's  a  decent  size 
machine and will swing about 32" diameter in the gap.

Here's the broken 5/8 UNC cap screw. The rest of it is deep 
down inside that recess in the headstock casting. It would be 
a lot of work to remove the entire headstock to gain access 
to drill this out.

Here's a graphite electrode mounted in a brass bar. There's 
a 1/4" hex on the electrode and also centre flushing

The  electrode  is  roughly  centered  on  where  it  needs  to 
plunge,  the surface of  the rest  of  the cap screw is  about 
1.25" down in.

The electrode is  plunged down to the  top of  the job  and 
centre flushing pipe connected, ready to spark out
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Here's the complete set up. The Servo head is conveniently 
mounted onto the lathe's toolpost and the electrode is on the 
end of the brass bar, within the lathe's headstock casting.

The  tank,  with  pump,  filters  etc  is  on  the  headstock  and 
supplies the centre flushing to the electrode. Most of the fluid 
is caught and reused. There's actually only a small flow once 
the electrode starts entering the work.

The  end  result  is  one  very  awkwardly  buried  broken cap 

screw is extracted from the lathe's headstock casting. This 
broke when I slackened it, not when I did it up, but it was 
very tight! I guess it must have "nearly sheared" when the 
last person in there tightened it.

7



Upcoming 
Events

Bill Brackett

To add an event, please send a brief description, time, place 
and a contact  person to call  for  further  information to  Bill 
Brackett at:   thebracketts@verizon.net or 508-393-6290.

March 7th at 7PM –  Chestnut Hill Water Works Museum         
In lieu of the NEMES meeting, Howard Gorin arranged a  
tour of the Chestnut Hill Water Works Museum.   They have 
limited parking, so please try to carpool.                                  
2450 Beacon St. Boston  MA 
http://www.waterworksmuseum.org/

March 23-24th Midcoast Model Festival
Owls Head Transportation Museum Owls ME
http://www.ohtm.org/ 

April 4th  Thursday 7PM
NEMES Monthly club meeting
Charles River Museum of Industry 781-893-5410
Waltham, MA                                                       
http://www.neme-s.org 

April 12-13th

Cabin Fever Expo - Bus Trip
Must contact Dick Boucher ahead of time 978-352-6724
http://www.cabinfeverexpo.com/ 

April 20-21  NAMES Expo
Toldeo, OH
http://www.namesexposition.com 

April 13-14 Woods Hole Model Boat Show 2013
Wood Hole MA (Happens every other year) 
http://www.woodsholemuseum.org
(508) 548-7270

April 14th  9:00am The Flea at MIT
Albany Street Garage at the corner of Albany and Main
Streets in Cambridge                                  
http://www.mitflea.com/ 

April 28th  Belltown Antique Car Club
Gas and Steam Show
East Hampton Ct
http://www.belltownantiquecarclub.org/shows/engine
%20show%20main.htm                   or 
http://tinyurl.com/dyh6zoc 

MEMBERSHIP FORM 

For 2013 Calendar Year 

Name ____________________________________________________

Address ____________________________________________________ 

____________________________________________________ 

____________________________________________________ 

City _________________________State______ZIP______________ 

Phone (_____)_______________________ New [  ]

(_____)_______________________ Renewal [  ]

EMAIL ____________________________________________________ 

Please enclose form in an envelope along with $25 cash or 
check made payable to NEMES. Dues can be brought to the 
next meeting or mailed to our treasurer: 

David Baker 
288 Middle St. 
West Newbury, MA 01985

8


