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TYPE LATHE MACHINE No

GENERAL NOTES

Ample and propes lubrcat<on n essential 1o ensne pood reinhy and list.ap Scuracy
Lubricniior of the Lathe {houkd starl 21 mson & o by been cleaned dnd belare sny machaniimg
are ppersted or shding parti maved

Da not fll oil welli sbove the level thown on che pil Lightl. 3nd uie only hgh grade ail with
an equivalent specficaton 1o thet frean on tha chart

W dificulty o eaper=tnged n maontaiaing tu'arre . facing and borvig operitong Lo wathin wbadard
limits, the chancet are that th 3 v chwied by the ‘atke being out of level. Mo complamey of
rhiy raqure have been fpund tp be ded 1o thil cavze, Wnd Ehe laths ghoold b carelullp re-levelied,
utiang b pood tenitive level

Plain Bearing Head Lathes srould ot be wied 2 the 1op 1pindle ipeeds until 3 lew dapi” heavy
work has been done on the Uower rpeedi. After 1ha, whan ning the oo Ipredi (ke Inthe
shauld b2 firpt staned wp o0 3 dower ipeed 1o warm ofy LUhe hagdilodk party

Hammen_ ipannert, ook, ¢t . thould not be placed on the bad thears or <hder  Thik prevent
scratching wnd ather 4Mage to rhe tame
VWhen remewing or replacing the chuck, plice 8 board or the bed Lo protect the wiya fram brusing,

CAUTIDON. —Cw not change spindle wpeeds or feads with the thafts revolvng any faster than
it pecessary Lo engage 1he pear properly the lathe should be vowed down or wopped to do
this When wopped, o Lhe geart do rol mesk woantly the {iioses cuceh & ke gy
engaged 1o revolee the gears thowiy

CHATTER.—™uy be due 1o the leliowing causer and thise should be cherwed over balore
aginng lor a wrvice call —

‘Work estending Lo lar lrom chisch chanpe rethed of chucking or wpport outer end
ih MMy o wirlh Lailgock centre

Too grest 1 distance between centrel wihaut wWpport, bie & WP

Gl grease or div) o between ipindle noe and flange srd chuch, these paity should be
cleaned belore mownting chuck or the spindle

Chrt becween centres and workpiece or bad firung centres In lag headstock or (aditock
End play in gpundie

improperly adjusted compound rest and saddle shipe or gib places

Cutting edge of roal below cenirg of spindie.

Too! top weak ar having 1oa much owerhang.

Toal insecurels clamped in Loal-ren.

Irtegular thaped wark and fixtures canting aut ol balsnce or intermicient cotling
Intorrect selecton of cutuing speed and feed

Tha praload ol the spindie besrings may be too low  Thi preioad thould be cheched
againit tha figure given an the bearirg adjusiment thedl and say necestary adjuiLment
made.

Wiperi Tor oed sheart vhould pe cleaned frequently ang sdjusted or reploced a3 required

SPARES —When ardering spares, clear description) ar shetches of pary thould be glven, and
In all cases it i1 Imparient ta quote the machme number govan on the lathe namep'ate or end of
bed ihears

Shoat IHa., |



IMPORTAMNT

THIS MACHIMNE MUST MNOT BE CLEAMNED DOWMN BY LUSING AN

A|RLINE, CONTRAVENTION OF THIS [IMSTRUCTION MAY TFREIUDICE
THE MACHINE ‘WARRAMNTY.

btas dumin b CrACE 1RG5 2897 ALL TyPES



LIFTING AND LEVELLING INSTRUCTTIONS
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LIFTIM G :—Wihan lifing, & sling rhawd pe pliceg sreund ane af 1wa &f ine middle cins of The ped betwesd the guidimg ways aad
snanthar jlinp grousd the pmgq 4 yiael har passang Il|r'r!|l.|=h the healzs pravided o gee bed The tedale shauld Bbe pEsgiEd 12 & tusiable
goaation dgr Bafancing. Tre sfings stgsld be packed clear o pacts feble 06 damige. vuch g fandibali, s

LEVELLIMNG . —The Lethe ghowh] B jal slih sdjusting s{re=s o5 g oA pleied und witl bolte in fosipea, ane laobey shen peidg files
. Aftgr dha sanaracid holes ard 3wl lewnlling o pédamoiinhed by migare gl the adjustirg MEr TR I fme® dey, Shd using B0 FECUTRE LpicH
lgwil [ (MIOE" Im |07

The l=vel should be placed crosawkie an xddle tsp ang 2 ngthwae on ehe bas vhear ol the bed, 1|z saddie bereg moved dlorg the bed
for chedking (ratgwing of the Jefarenr pasvions  The bed shacld ke levellod imicatly v rhe crasswise dozerion and Irom end oo ead
N rhap hereprhoavide divac han wiiag 1he frang dnd rédr sdjueeng erpws af gemene aads &l lathe anly  Mave rha gaddle up ja the shuck
teghyan 1ha lrant séipw 3t & pntl the bobsle in ite level U2E movey (& 1 —dvatpiand I Jawid £pad QMO8 ger divibian an 10°) gt
Bring back 50 lewel ysing COMTESEOTRNE QeI ALTE

Should The Larlie kewe acnea (2er chem 15 sBigacid N0 b L gllad sttt gha L3030 omena@gTely Do r f3ch 1o is gad f_ sh Cogafedie and
bengUht=ise direcrion kL theve poiers

MOTE;—Locknurs am sdgus g seraws thawld b ogPiednd immodiotal e gl vt cdgurimini B pHe detirable e ki thic fmaciing
13 near ghe floor 35 possdil . Grooong o noa recasnmended v by rauaes ineenvemignee whan re-levelbing. Bolare conevmumg ihe lahe
thoukd be Fully odled to instrucnions gewen on pepLare sfeel

Taks 5 finskhang gur along 3 bar prajecoag 137 frem oive Chuck god check domever by rocromeres The ba thould be parailel re sartie
AT en ¥ T quatids they bima, chaek an ap amd gide &f bor asmg & dal ndleres from saddle a5 pacallzaugm ol sgicdle wo on
mppertian thad | Blewasg Lo fager al par. &dcer lgselimg werewy gp seiveme LETT HaMD EMD al thi bed only 18 2Arcec] any
Inactwricy  Take @ locther lgha cut wo check meswle

Wihi#h lusalling and L dng deals 500 ooerecl Lhe heddemg dowd Balel Phoubd De tejhrened gnjofing Lha LRe Teeel 1f nal dalasbed  &Q
ng time thauld leve¥ing be cgorroled slh Phe hgldang doela by nEpped Lrghd,

It ahigubd B raaliad rhar (he whela pu-poid g Lhd Ppvelling opdesuan e $advavdar 16 represiude tha comcinigme wnde wrbich @ Lniha
has been busle and spzpected as Dh5G sorby Herw 2! pfeng 1 done wirh the bod bavelied bor moc bolied down and. therefore, frég
[rpmn atress  Alikough there s vo prowsion for mownciag a spnon lewel peoghe Fast heodieock, pacalbelam ol spindie 1050 o~ Inspection
Shee Db LRis funenen ard if repeaed afoer incrallanon. as asplakned sbove shoukd assure cogrerr ignmesn o headstock g oed.
Tha level sl tha lsha should ba ehacked periadicaily. say every & manthi

Sheet Mo, 92 TYPES 15 & |T LATHES
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RECOMMEMNDED LUBRICAMNTS

FOR ALL TYPES OF LATHE (EXCEFT NC)

ASSEMBLY SHELL CASTROL MOBIL GULF
—_— p—— ————————— ——————— =I—
Torse IL 32
HEADSTOCK VITREA 27 HYSPIN AWS. 22| D.T.E, 24 HARMONY #8
THREAD & FEED TOMMA 313 MAGHA BD VACTRA NO. 2 |  GULFWAY 52
GEARBOX
APRON, SADDLE & TONNA 33 MAGHMA BD . VACTRA NO. 2 | GULFwAY 52
SLIDEWAYS
ELECTRICALLY Tuddo T 3z
VITREA 77 HYSPIN AWS. 32| D.T.E. 24 HARMONY 8
OPERATED TURRET
RELIEVING LT, TONMNA 13 MAGMNA BD . VACTRA MO, 2 GULFWAY 52
INCLUDING G/BOX
LUNZER INTEGRAL
REVOLVING CENTRE ALVAMIA EF? SPHEEROHL EPL 2 MOBILPLEX 47 ﬁLI:JJLF{E:E'DW
MYDRAULIC COPYING | yeyius 13 HYSPIM AWS, 48 | D.T.E. 25 HARMOMNY 54
LT | F ALY
OlL MNIPPLES & TONMA 33 MAGHA BD VACTRA NO. 2 | GULFWAY 57
OIL GUN |
|

NOTE| THE NUMBER OF OQILS HAS BEEN KEPT TQ A MINIMUM, QUANTITIES & REGULARITY OF
CHAMNGES ARE LISTED FOR EACH MODEL OMN SEPARATE DIAGRAM & LUBRICATION SHEET,
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SADDLES AND SLIDES

The saddie is locked to the bed by means of the lever on che cop of the right-hand addle wing,
this should, if possible. be locked when surfacing.

The top slide can be locked by means of the square-headed screw ac the frenc of the wop dide.

Each division of the saddle-screw dial represents ‘00| in. movement of the cool, likewlie che tool
moves “001 in. per division of the top slide dial.

There are felt wipers 3t the ends of the bed shear covers and these should be renewed as
required,

THE SQUARE TURRET

This is of che automatic type 3nd anti-clockwise movement of the lever unlocks the wrrer,
Itfts the locating plunger and rocates the turrer to the next station; the locking motlon is of
course reverse tathis. The turret can be locked inintermediace positions when thisfs necessary,
The dimensions of the turret and the tool size are given on the capacity charc.

TAILSTOCK

The position of the spindle clamping tever can be adjusted by slighdy turning the nuc with 2
tommy holes at the bottam of the ¢clamping bol.

Slight long tapers can be turned by offsetting the tailstock from its shoe with the screws
provided.

To remove the centre retract the spindle fully when che centre will be autemacically elecied.

The ¢cover at the end of the tailstock carries a felc wiper for keeping the ipindle and bore clean:
this should be renewed when necessary.

Sheet No, 10 TYPES 15, 17, 18, 21, 22 & 25 LATHES



THE MOTOR DRIVE

This is by a flanged motor and vee-rope drive. For adjustment of ropes the motor is mounted
on an adaptor plate with 4 bolts engaging slots in the main motor support braclket. To adjust,
it is only necessary to slacken the fixing nuts and lower by the adjusting screws provided.

THE ELECTRIC CONTROL PANEL

Il necessary, this can be easily removed by disconnecting the wires at the panel from the switch
and push-buccon scacion and taking out the screws in the fixing straps, when the panel will
pull ouc. Switch off at the isolating switch before removing the cover over the panel chamber.

FAST HEADSTOCK

The moctor is started and stopped by means of the push buttons on the contre!l unit on the
fast headscock; these operate the starting panel. Spindle speeds are cbrained by means of the
set of 3 operating levers at the front, the speeds being self indicating. The spindle should be
stopped by means of the clucch-operating lever belore changing soeeds.

Feed reverse and coarse pitch operating levers are also situated at the front of the headstock.

A work steady for supporting bar work is fixed act che extreme end of the spindle and is fitted
with 4 Allen grub screws for gripping the work.

The clutch and brake through which the drive is taken on the pulley shaft are self adjusting
and should need no attention, if trouble however does occur our advice should be sought,

Sheet Ng.? TVPES 15, 17, i8 & 21 208B & 245B LATHES



OILING DIAGRAM
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INSTRUCTIONS FOR USE OF
SCREWCUTTING DIAL

This s a mott uselul aid to screwcuttng although w3 wse b imited wo cercan threads and pitches
Whaere applicable it enables the nuts co be engaged withour danger of cross threading. The dial
may be used whan cutting any pitch which s rontaned 3 whole number of times in a length
afl 8 in. From this it will be teen thal the whale numbery of threads per inch can be cot, sha
threads per inch anding in eighths, quarters and halwes. vig 1] 2§, I tpi  One revoluton of
the dial iv equivalent to B in lengeh ol thread an the serew Ay the dal i divided inta 14
divisiany, the aluerapte angt bemg numbered | (o 8, thed from one sumbered dvision to the next
it § of a revolutsan pnd is equivalent to | in ol serew thread. It will be wedn therelare, Lhal when
custing a screw having s whole number of threads per inch the wpindle will make » whole number
al revalutiant in ang Inch length, snd 43 Lhe leadut rew hhewne makes 3 whole number of revolu-
tians 1a the came distance the leadscrew nuts can be engaged st sny rumbered division an the
dial. Fram thit ot follows chae o che thresds per inch o the serew Lo be col 1§ an even number,
a whole number ol thresds is canwained wa | in. and Lhe nuts may be engaged st any of the 14
divisiens on che dial  Similecly odd numbers can only be engaged st 3oy numbered divinon,
threads ending in halves engaged every guarter revoluton of the dial, thraads ending in guarten
avery hall revolution. chreads ending in eighthyevery revolunon  For linear inch prchel, convert
the pitch vo an equivalent number of threads par inch (viz | inches piech -~ || cpl} and follow
the abave ruled Il the number ol 1 p+ ‘s netther & whole number sor doss not end in | | or |
then the dial cannot be bued, in which cate the sgrew myit be cwl completely withaur dis-
engaging the nwts and by iaing the ierew reverie mechanam, or spindle reverse 1o run the
saddle bach wath the nuth engaged  There wrr corisn other specal applicationt of the dia) and
Infarmitson an any parmiculsr case will be sopplied by our techaaal department on requeit

Sheet Ne, 11 ALL TYPES



SCREWCUTTING INSTRUCTIONS

When setting the change gears It Is Important that there should be 2 small amount of backlash
between each set of gears. This ensures that the drive to the s¢rew wilt be smooth and that no
undue stress Is se¢ up on the change gear studs which might lead to breakage. No difficulty
should be met with in mounting the change gears if they are set as shown In the diagram on
the plates. If the screwcutting motion has been standing for any length of time ali the parts
concerned should be lubricated together wich the change gears.

Reverse to the scréw for normal pltches Is by the reverse lever on the front of the fast
headstock operating a single tooth ¢lutch running at the same speed as the spindie. Consequently
the clutch may be used to run back the saddle to the starting position when cutting metrie
or odd pltches. This reverse lever should not be operated at speeds above 140 r.p.m.

Alternatively the spindle may be reversed by the lever on the head and the saddle traversed
back at a quicker speed If desired.

Coarse pliches are obtalned by means of the coarse pltch operating fever on the headstock
which causes the gearbox drive to be taken from 2 driving shaft in the headstock instead of
from the spindle. Reverse for screwcutting when using coarse pltch motion must be by reversing
the spindle.

For accurate screwcotting le is essential that 2l shides should be ad|usted properly without
baéklash and locked when paossitle.

As the leadserew thrust is taken on ball bearings, there should be no wear, and  there is a2ny
shackness it will be caused by the checknuts hecoming loose. These can easlly be examined
and ad|usted if necessary.

When cutting very coarse leads, the ruts should be engaged and disengaged with the lathe
stopped, using the driving cluteh to stare and stop the saddle traverse. The top slide should
also be locked during each cut to obviate any digglng of the tool due to the Jarge hellx angle
of coarse lead screws.

As the rack plnion and handwheel shaft are mounted on ball or roller bearings ro adverse
effect on the screwcuttlng Is experienced from drag of the pinion tn the rack.

The leadscrew motiofi should be disconnected when not In use,

CLEANING OR REPLACING LEADSCREW NUTS

This s easily done by removing the thread indicator bracket from the side of the apron when the
nuts will pull out.

Sheet No., 12 TYPES IS, 17, 18, 2I, 22, 25, 26 & 30, 20SB & 245B LATHES



TOTAILLY ENCLOSED GEARBOX

Thig ratally enclosed box has 24 ¢hangesr —hich cogather with 3 2 change in (ha rear 2nd gerrbox gives 48 chyagey
afl leed 3nd 48 difierent threads wicthauc alearation ca change goar<, The lever 3t tha top right-hand end ig ured
lar disconnsciing e {eadscraw fov share tatarnals. NOTE =1 the gcrewcutting motion is not being vied (o7
1 long period the changa whagic chould be gwung aur of mash,

NOTE.—Tso sparste the tap gearbox feed chunga knob. the gesrbox chould bz run slowly aad the Sousnm
{aed ¢hinge laves put into neutral pasicion.

A safety spring-lnsded coupling transmics the feads chrough the long feed saoll to the apron. Tha slipping load
it pre~say and cannac be adjuscad.

Fewds coarsar chaa thoge shown on che charr can be obialned by engaging the coarse plich rotia. Thiy lncreares
tha faad by the casrsa pitch rano. Thege vary coarse (zads can only be uted on the lower hatl of the speed ranga,
10d should ba used with diicretion,

Longicudinal feads coarser thas <020 ins, or ¢rote leadt cadssas than -Bi0 ing. should o e yied asoor 410 rop.m.

Crocs leads are hall the Longicudingl faed numbers. e hall the fced {n Iaches. Choange whaels (or 3l
trandard types of thresd ire thown in the 3ccompraylapg charu, togathar with the Aecasisty lormuiz (of
obiaining the changa gears lar spectal threade ynd pitches.

LUBRICATION, —See otling chare.
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TOTALLY ENCLOSED GEARBOX

(Continued)

An alrernative method af findlng change gears for threads and pitches not on the charis I8 o
select 3 thraad or plteh near o the ane required. {rom the appropriate charc, 3nd modMy the
change gear ratlo glven on the chare in proporcion to the chread or piteh raquired.

Rat(o required =

Gear ratlo on chart x Pitch required or Gear ratio on charc T.P.) celecced

Pltch selacred TP requireg

MODULE PITCHES B.A. YHREADS.

S010100 | CHANGE | SIY UVERS 10 THIS{ TAL | CHANGE 5|<| cHaNGE
4| 68| cEARS [2]3T4al6] 81veR2] GEARS 2':4 2 GEARS
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DIAMETRAL PITCH CHART
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INSTRUCTIONS FOR CUTTING
MULTIPLE START SCREWS

For ali multiple start screws the coarse pitch ratio must be engaged to use the following method
of dividing.

The starts can be obtained by marking che spindle or chuck flang and cthe main headstock,
the spindle or chuck flange being divided into the number of starts required. Then 2. 3, 4, 6,
or 8 starts can be obrained by pulling out of engagement che driving pinion (shown In skecch),
operated by means of the lever giving fast and slow speed ranges on the fast headstock. and
leaving the lever In the neutral position approximately as shown.

The spindle is then turned the requisite amounc and che pinion can cthen be re-engaged; care
should be taken not to disturb any ocher motion whilst chis is being done. As the gear on the
spindle has 72T, any number of starts which will divide into 72 can be cuc in chis way,

To obtain 5 or 7 leads proceed as above but dlsconnecc gearing by moving coarse pitch lever
back into neutral instead of the fast—slow spindle speed lever. This engages a 35T gear
which divides by 5 or 7, as chis gear runs 10 times faster than the spindle it is necessary to be
accurate In marking che chuck for che number of leads reguired.

Before dividing. all backlash should be removed, with the work and leadscrew turning in the
direction of cutting.

Infermatlon on any particular case will be supplied on request by our rechnical deparcment.

MEUTRAL

aadl

L

When using the coarse pitch ratio for feads of | in. and under or 25 mm. and under, the gearbox
levers should be set to 10 times cthe t.pi. indicated at the top of the column containing the
desired lead on the screw pitch charc

Sheet No, 16 TYPES IS, i7, 2058 LATHES



INSTRUCTIONS FOR TAPER TURNING

Thig strachmane wll curn caper wark up (o 4 inches per (oot on damecer or W0 Incloded angle.

When tapering it 1s only necessary (o se¢ the guide bar s¢ (he required angle, The guide bas
is lacked by meang ol the 2 adts expoied on remaving (he plugs lrom ¢he dbarc. The L Allea
sacket bead serews ia (he guide black shauld also be locked when wapering. The taddle screw
is located in the guide black by ball thruce bezarings, and being telescopic wich it driving pinion
puctheg or pulls the cragg slide with ic: thus adjustiment o the cut can be made in the ordinary
way by meang of the g3ddle serew handwhee) and dial.

Thera ¢hould be no backlash oA the caddle (¢rew nucs. 3nd adjustment (o thete can be made
by grinding the getting place. which 1¢ tiotted co (it off. by merely thekeaing the 2 Allea fixtag
serews. Before datng (hit (he backlash ¢hauld be measured by means of the saddle screw gial,
t3king tnto aceabne che hacklash between the key and keyway of (he telescapic Joint. The
taddle vea guard can be removed by slickening hack the 2 gryb werews marked (A) on diagram.
which hold the glard Nxing plag,

The (nurled knob for seeting cha caper should only be used with (he long guide bar approxi-
mately central wich ha saddle screw ocherwice it will be diflicule o operace.

IMPORTANT.—The <wivelling puide bar snd gulde black must be always locked by the (wo end
boles 20d the 2 Allen screws alter making 2ay adjuscmenc coit. even though the (apers actachment
ls noc in uge, a¢ che bar (akes the (hruge from ¢he <3ddle screw,

If che motion has bean scanding see that le 15 well clesned and lubricaced befare ure.

SETTING PLATE TO REMOVE COVER 5LACKEN
FOR ADJUSTING NUTS /THE TWO GRUS SCREWS A"
S \AL SN SeS 8 Y}‘\ I Vs //// / // ////.‘ Vg //

7 . Y V3 7 7 7
Ve o
COVEP\ ./,’./_A” ,/:;77 s 7/ y /ﬁ H:/ Yy, 1// Z
/C.',/‘.'// '//< ;‘\\'j \

I |

AP
H——F—
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INSTRUCTIONS FOR CUTTING

MULTIPLE START SCREWS
(Continued)

For example, the lsvers should be set ce 20 c.p.i.or 40t pt. for#in. lead or in. lead re spactivaly
and usa tha changa whaels indicatad for thace leads,

When using che coarse picch ratio for multiple start scraws designated in rp.i., for example
}2 t.p.i. 3 scares, the gasrbox leavars chnould be sat to the .p.i. on chart found in tha following

Mmanngr.—

t.p.i. of work % 10
Number of scares

{.p.i. on chart =

If ¢che t.p.l. thus found ic not on the chart, converc the same L.p.i. (o an aguivalant Inch pitch.

The change gears required, if not on the chart for serew pitches, may be found from:—

N N R Pizch required x t.p.i, sec for
—Or=— X T =
S p 8 1
Example | —To cut 4 starts 8 t.p.lii—
8 x 10
t.pil on chairt = p = 20 r.p.i.

Tharafore sat levars to 20 ¢.p.\. 3nd coarse pitch.

Example 2. —To cut 3 starcy B Ep.is—

8 | BO C.p.i.
t.p.i. on chart = ><3—- = ;P S 3/80 in. pitch.
I x (20¢t.p.isatlory 3 45
CI'\ r —_— —_— = — =
ange gearg 0 =%
45/60
Therefore sec levers to 20 €.p.i.. also to coarsa pitch and use change gears NJS = or
30/40

Sheet No. 16A TYPES IS5, 17, 16 30 & 2058 LATHES
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INSTRUCTIONS FOR SPINDLE BEARING
ADJUSTMENT

PLAIN BEARING SPINDLE

Before starting up the spindle, the motor should be set on and left to run a few minutes to

atlow oil to circulate around all bearings, especially the front bearing. For che first few weeks

it is advisable to run the head by steps up to the top speeds if they are required. If in any

difficulty consult us for advice.

The spindle bearings should not require adjustment for some years if the oil in the head has been

renewed with clean oil periodically. (See oiling diagram.)

BEARING ADJUSTMENT

1.

Note:

Remove set screw in nut “C" and adjust nut until torque to turn spindle when in neutral
position is 30-40 1b. in. Torque can be measured by the pull on a light spring balance
attached to a string carried around the lathe chuck, turning the spindle slowly.

Remove chuck and measure accurately to -001 in. distance “X" between flange of spindie
and machined face of cover “E™.

Slacken nut “'C" about four turns and knock spindle forward until rollers of bearing
“D” are clear of outer race.

Remove two halves of ring "A’ after taking out screws “B". Take care not to bruise

faces of ring.

Tighten nut “C’’ and at the same time turn spindle to squeeze out oil from front bearing
until spindle can only just be moved by chuck key. Knock inner race of bearing D"
forward so that rollers clear outer race.

Measure new distance "“X'". Add to this size -007 in. and subctract the sum from first
measurement of ““X". The remainder is the amount to be machined of the width of
split ring. The ring faces must be parallel to -0005 in,

Slacken nut “C"" two turns and knock back the bearing D" until split ring can be replaced
and lightly fastened.

(X3

Replace chuck and tighten nut “'C" until torque to turn spindle steadily is 40-50 Ib. in.
A new hole for the dog point of the set screw in nut “"C"” may be required. Tighten

screws ‘B,

The constant -007 in. gives the clearance for oil film thickness of -00037 in. in the front
bearing. and correct torque ensures a proper bearing temperature.

Sheet No.20 TYPES 15, 17, 17T, 20SB LATHES



INSTRUCTIONS FOR SPINDLE BEARING
ADJUSTMENT (Continved)

] N] £
1
g v :
77 ey caE TRy \ | [/
3 ; AN \ A
B CE 1o = A T N AN EAIRCIE P LEN AT A S 7/ +TTOZT T N TETETTT S VP SIS LI I VoK z 7
L]
2 SCREWS "B" —— !
11 ' "%_
BEARING D" ! '
LI e O T X T 7 777 7 PR 77 7T 7 Y o777 TP R P T [T o
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7] 5 {,//
I . ' /{ /
NUT ¢ —
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ROLLER BEARING SPINDLE
FEFEr To Spes ! 30

To obtain correct adjusument of taper roller bearinge 74 and 76 (See spare paris sheer).

1, Remove set screw In not 72 and adjusc nut until terqus to turn spingle is 40-50 tbuan.
The torque can be measured by the pull on a light spring balance attached to a string
carried round the lathe chuck, turning the spindle slowly.

2. A pew hole {or the dog point of the set screw in nut 72 may be required.

The torque given above should not be excceded as this may cause overnearing of the bearings.
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