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THE UNIVERSAL USE OF HIGH SPEED STEELS, with their enormous capacity for high speeds and heavy
feeds, has revolutionized shop methods and created a necessity for machines of greatly increased power, wider
variation in speeds and with facilities for quick and easy handling, in order that the full efficiency of these steels
may be utilized.

THE OPPORTUNITY FOR GREAT TIME SAVING, reduction of costs and increased output per man is now
afforded managers of machine shops. Accuracy and quality of the work produced preserves the profitable
business thus gained through the adoption of modern methods.

ANALYZE YOUR SHOP EQUIPMENT, see that every machine tool is the best of its class. A weak spot in
your Lathe, Planer, Shaper, Drill or other department will unbalance your entire plant. Machine work for a
given job should reach the assembling floors at the proper time, correctly machined, so as to permit of erecting
with a minimum of hand labor.

IT IS MISPLACED ECONOMY to use a machine tool which cannot hold its own with the best. Such machines
should be disposed of and replaced by better ones. As there is always a market for semi-obsolete tools, these can
be sold to help pay the cost of new “‘profit-producing’’ machines.

HIGH SPEED STEELS, while enabling the machine operator to increase his output of finished work, at the
same time imposes greater stresses and heavier burdens upon the machine.

THE ORDINARY MACHINE TOOL of the past is entirely inadequate to stand up under such service and
will break down attempting to accomplish results possible with the up-to-date machine, designed especially to ac-
commodate the high efficiency of these steels.

THE DESIGN AND CONSTRUCTION of Modern Machine Tools requires the most exacting care, especially
that there be sufficient metal to resist all strains.
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A MACHINE MUST BE AMPLY HEAVY, but mere weight of metal does not of itself signify superiority over
other machines, nor does it alone insure increased “‘productive capacity.”

IT IS THE PROPER DISTRIBUTION of the metal throughout the machine which makes it capable of effec-
tive service.

“AMERICAN"” LATHES, PLANERS, SHAPERS AND RADIAL DRILLS arc of the most modern design and
extreme care has been exercised to properly distribute the metal so that they will have ample weight and stiff-
ness to resist the most severe strains and stresses of present day practice, but, at the same time, be not too cum-
bersome for easy handling by the operator.

WE CLAIM FOR OUR MACHINES that they are of the most advanced design, scientifically proportioned, cf
ample weight and built with the most exacting care. The general workmanship and accuracy of alignments are
of the very highest grade. Detailed descriptions and illustrations of same are found in our sectional catalogue.
Our Instruction Book, sent with each machine, will be found very helpful to those desiring information pertain-
ing to the installation and operation of our machines.

IF YOU HAVE ANY DIFFICULT MACHINE PROBLEMS to solve, send them to us. If we have a machine
which will do the work better and cheaper, we will say so. If not, we will candidly so advise you.

ANALYZE YOUR SHOP COSTS. You will be surprised what enormous gains can be made by substituting
more productive machines. Save time and preserve the accuracy and quality of your product. This is the dom-
inating feature of modern works management.

DO NOT HESITATE, but investigate the matter today and write us at your earliest convenience. This is a

subject very near your heart and pocket-book. Don't fail to try for reduced shop cost. :

OUR REPRESENTATIVE will call if you so desire.

Give us the opportunity to demonstrate the superior
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METRIC PITCHES 9
GEAR “EED BOX LEVERS
ON [_A-D B-D | A-C | B-C
STUD[M /v | M /M| Vi /MM /v
40| 5 10 |20 | 40
45| .s625|1.12512.25; 45
so| 625 |1.25 |25 | 5.0
55| .6875|1.375|2.75| 55
6o | .75 15 |30 | &0
65| .8125|1.625|3.25| 65
7ol vars [Mirst3s5 |- 1o
75| .9375|1.875|3.75| 7.5
80 |1.0 20 |40 | 80
85 |1.0625|2.125|4.25| 85
90 [1.125 |225 |45 | 20
95 |1.1875|2.375|4.75| 9.5
100|125 |25 [50 |10.01
PLACE 127 TOOTH GEAR ON GEAR BUX :

LOCK TUMBLER IN LOWEST HOLE

THE AMERICAN TOOL WORKS CO,

2411 U.S A

CINCINNATI.
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Metric

When specified by the purchaser, “American’’ High Duty Lathes
can be readily arranged to eut metric pitches in addition to the regular
range of English or Whitworth threads.

The method of eonversion from the English to the metric range
on these new lathes is unusually simple and efficient. There is absolutely
no change made in the regular design of the lathe nor is there any com-
plicated mechanism to apply in order to secure the desired result. The
only work incident to making the conversion is the replacing of the
original gear on the stud, the intermediate gear and the driving gear on
the quick change box with the proper transposing gears that are fur-
nished to produce the required range of pitches. Furthermore the
operation of this mechanism is so extremely simple that it is practically
impossible to malke a mistake in securing the desired pitch.

After the three transposing gears have been applied to produce
one metric pitch all the other pitches, shown on the index plate and
enumerated below, can be secured by simply interchanging the gear on
the stud with the particular gear shown by the index plate to be necessary

Pitches

for the desired pitch, and then setting the two compounding levers,
located at the left and right of the tumbler lever, to the positions as
indicated on the index plate.

After once applying the 127 tooth transposing gear to the box
it is not removed until it again becomes necessary to cut English or
Whitworth threads, when the original gear is replaced.

All gear combinations incident to obtaining the entire range of
metrie pitehes are caleulated with the tumbler lever in the first position
as it is shown in the above illustration. Therefore, when cutting metric
threads the position of this lever must not be changed.

In order that the screw cutting mechanism may be properly set
for cutting both metric and English threads, two index plates, one
showing the combinations for mefric and one for English pitches, are
furnished with each lathe arranged for metric conversion.

Special threads and pitches not listed below can be obtained by
the use of additional compounding gears. However, those shown
below are considered sufficient for ordinary use.

20-inch | 24-inch M. P. 24-inch | 27-inch 30-inch 36-inch, M. P.
.5 9 ] 1.00 1.00 ‘ 1.00
s | 5625 | 1.125 [ 1.125 \ 1.125
625 625 | 1.25 \ 1.25 1.25
G875 6875 | 1.375 | 1.375 ‘ 1.375
T s | 75 B | i3 [=Fiis
T s1es [ 8125 ‘ 1.625 \ 1.625 | 1.625
875 875 1.75 1.75 | 1.75
9375 L9875 9375 | 9375 | 1.875 1.875 | 1.875
1w 1.00 1w 1.00 | 100 2.00 T 200 [ 2.0
1.0625 1.0625 | 1.0625 1.0625 \ 1.0625 | 2.25 ‘ 2.25 \ 2.25
1.125 | 1.125 | 1.125 1.125 1.125 | 2.5 2.5 5
1.25 1.25 | 1.1875 1.1875 \ 1.1875 2.75 | 27 2.75
1.375 ‘ 1.375 ‘ 1.25 1.25 1.25 ; | 3.0 | s.00 3.00
1.5 “ 1.375 1.375 1.375 3.25 | 3.25 3.25
1625 e G ‘ 1.5 T 3.5 ; = T
1.75 e 1.625 [ 1625 3.75 [ 0 2.7 | =eas 3.75
1.875 \ 1.75 1% [ 4.00 | 4.00 [ 4.00
2.00 | 187 1.875 1.875 4.5 | 43 B e 4.5
2.125 | 2.00 2.00 ‘ 2.00 5.00 5. 00 5.00 j 5.00
2.25 2.25 | 2a2s 2.125 | 2 5.5 5.5 5.5 5.5
2.5 2.5 2,25 2.25 2. 6.00 6.00 6.00 6.00
2.75 2.75 2 375 2.375 2.: | 6.5 6.5 6.5 ‘ 6.5
3.00 3.00 2.5 2.5 2.5 | 7.00 7.00 ‘ 7.00 ‘ 7.00
3.25 3.25 2.75 2.75 | 2.75 _I 7.5 s \ 7.5 | 7.5
3.5 3.5 3.00 3.00 | 3.00 | 8.00 8.00 | 8.00 8.00
3.75 3.25 3.25 3.25 9,00 9.00 9.00 9.00
4.00 3.5 | 3.5 | 358 10.00 | 10.00 10.00 | 10.00
4.25 3.75 3.75 | 3w | 1100 11.00 11.00 \ 11.00
4.5 | 4.00 £.00 | 400 12.00 12.00 12.00 \ 12.00
B0 _\ 1,25 4.25 4.25 13.00 13.00 I 13.00 13.00
5.8 5.5 | 4.5 4.5 4.5 ‘ 14.00 14.00 | 14.00 14,00
6.00 6.00 ‘ 4.75 4,75 | 4.75 | 15.00 15.00 | 15.00 | 15.00
6.5 6.5 | 00 5.00 | 500 i s Il e e
7.00 I ‘ 5.5 515 e [ s ‘ T S e
7.5 5 | G.00 | 6.00 0D | wmewes | mesewe e 0 meleen” |70 GO
5.00 8.00 | 65 \ | s [ wmen | e T -
8.5 8.30 | 7.00 | N T T |7 e |
9.00 9.00 ‘ 7.5 T [
TR .00 8.00 | eeeee T e T e |
...... ; 8.5 8.5
o L 9.00 | 9.0 T e |7 e |l i ol st
............. 9.5 | os [ e
10.00 10.00 s e R T T R R 2
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CIRCULAR NO. 5.

Code Word: LADLE.

14-inch “American” High Duty Lathe

With 4-Speed and 8-Speed “Patented”” Geared Heads for Belt or Motor Drive, 9-8peed, Double Back Geared Head
and 8-Speed Single-Back Geared Head, Cone Pulley Drive.

Built in Any length of Bed, from 6 ft. up, advancing by 2 ft. Lengths.

Stanaard TEnEEHOF Betl o uwmmn it s s rodiotats ot isiuae aisinisiosaods 6 ft.
6-ft. Bed takes bet. Centers, tailstock flush, Geared Head. . .3 ft. 115 in.
6-ft. Bed takes bet. Centers, tailstock flush, Cone Head. . ... 3 ft. 124 in.

Dia. Hole through Spindle, to elear bar. ... ................... 134 in.
Size of Tool ordinarily used.. ... ......ovovroreonon .. 14 in. x 1 in.
et CBTtars; MIDTEE  wiuis e ses wopmie Gors e tonimrons Seximins e oo w52 3 No. 3
Feed to Compoiind Restop sladBi: vuw v wommn vweai smmms smms v 414 in.

Swings over Wings of Carriage. ......... oo, 16}4 in.
Swings over Carriage Bridge. . ... ..o .9%% in.
Width of Driving Belt———Geared Heads———4 & 8 Speed.... 3 in.
Dia. of Driving Pulley — R e e 10 in.
Speed of Driving Pulley, r. p. m. (8 Speed Geared Head) ........... 390
Speeds of Driving Pulley, r. p. m. (4 Speed Geared Head). ...547—340
Width of Driving Belt——Cone Head. .. .................00 215 in.
Din. of Cone Blepsin: v sess s wutes somss wws .534-634{-814-934 in.

THIS NEW MODEL “AMERICAN” LATHE represents an important advance in design and the highest degree of development found in this class of tool, which we
unhesitatingly recommend as being capable of fulfilling the most exacting requirements of power, rigidity, durability, accuracy of alignments and convenience
in operation. The severe duty required of a lathe of this size has been given careful study and every vital point is fully developed. Our years of experience in
designing and building machine tools have resulted in the development of this new lathe which we particularly recommend for High Speed, Heavy Duty

Shop Service.

MASSIVE DESIGN of this machine deserves particular mention. The metal is
properly distributed so as to insure the utmost rigidity, thereby overcoming
practically all chatter and vibration, which results in true, smooth work.

ABUNDANCE OF POWER is available, far surpassing the efficiency of the
most improved high speed steels. A minimum of power is wasted through-
out the drive of the machine because of the reduction in the number of run-
ning parts, together with the most direct form of drive to the main spindle
and through the feed works; This, coupled with excellent lubrication, insures
the highest percentage of power delivered to the tool. Steel gears are liberally
distributed throughout the machine where our experience has found them
necessary, are of the coarsest pitch practicable and cut from the solid with
special cutters, no range cutters being used.

EASE OF OPERATION. All levers, hand wheels and controlling mechanisms
are placed conveniently for the operator, making the machine a desirable tool
to handle.

THE SINGLE BACK GEARED HEAD provides 8 spindle speeds, and is de-
signed for a medium class of work. The cone steps are of large diameters
and of wide face, thusinsuringamplebelt area. Fourdirect spindlespeeds are
afforded and 4 reduced speeds. All shafts are of high grade steel, accurately
ground and run in high quality phosphor bronze bearings: having efficient
oiling facilitiss. Sight-feed oilers are furnished on the spindle bearings.

CARRIAGE is very heavy, especially in the bridge, which is particularly deep
due to the drop “V” bed, and is widened to such an extent, as good practice
and judgment require. Has full continuous bearing of 21 in. on the “Vs.”
Carriage is gibbed its full length on the back and a clamp is provided on
each end at the front, the right hand clamp being used for binding to the bed.

LEAD SCREW is extra large, 1% in. diameter, and chased 4 threads per inch
permitting engagement of half nuts at any point with the use of the thread
dial when fractional threads are desired. It is made from high carbon,
ground stock, chased from a Brown & Sharpe Master Screw and carefully
tested on a special apparatus built for that purpose, thus insuring a lead screw
of great accuracy and long life.

SPINDLE is of high carbon, hammered steel, accurately ground and has hole
to clear 12{ in. bar, its entire length. DBearings are of the best quality
phospher bronze, and equipped with “sight-feed” oilers. Is of extra large
diameter, which design insures the highest degree of rigidity and power.

APRON is tongued, grooved and firmly bolted to carriage, extending its entire
length. It i double, giving all shafts a double bearing. Both longitudinal
and cross feeds are reversed thru lever from front of apron. Cross-feed is
obtained thru a friction and can be instantly released under heaviest load.
Half-nuts are controlled by lever from front of apron. All the gears and
pinions in apron arc steel, of wide face, coarse pitch, and cut from the solid
with special cutters. Convenient means for thorough lubrication are pro-
vided from the front, A non-interfering dovice is provided, making it im-
possible to simultaneously engage feedirig and screw-cutting mechanism.
Thread Dial is regularly furnished and is arranged to be instantly disconnected
from lead screw when not in use.

COMPOUND REST is of very heavy construction. Top and bottom slides are
fitted with full length taper gibs, having end screw adjustment thus provid-
ing continuous, accurate bearings.  Swivel is a complete circle with 2 clamping
‘bolts in the base, and is graduated on both sides forany angleup to 90 degrees
each side of zero. Its bearing is very solid on account of the extra wide
carriage bridge tep. Slide screw has micrometer adjustment

QUICK CHANGE GEAR MECHANISM deserves special mention, being designed

on entirely original lines, representing many features of excellence, including
steel gears. It provides a range of changes, for feeding and screw cutting,
which is practically unlimited. Forty-eight standard changes areshownon the
index plate, listing threads from 2 to 112 threads per inch, including 11 34 pipe
threads, and feeds from 8 to 448 cuts per inch. There are 32 fundamental
changes provided by the quick change unit, which in combination with an
auxiliary quadrant and a pair of compound gears on end of bed produce the
following threads, 2, 234, 2 14, 234, 274, 3, 334, 3%, 4, 434, 5, 54, 534, 6, 6 4,
7,8,9,10, 11, 1133, 12, 13, 14, 16, 18, 20, 22, 23, 24, 26, 28, 32, 36, 40, 44, 46,
48, 52. 56, 64, 72, 80, 88, 92, 96, 104, 112. The rate of feed is 4 times the
number of threads at the same setting. The index plate is located on the
feed box directly over the :alizling tumbler and clearly shows how to obtain
each thread and feed. The feed mechanism is a complete unit, embodying
what is usually carried in two sections. It consists of a gear box on front
of bed with 2 levers and steel sliding tumbler, tne latter working in conjunc-
tion with a cone of 8 steel gears, Cone of gears and tumbler gear are of
Brown & Sharpe «20-degree involute pointed tooth type. which provides an

exceptionally strong tooth and permits of instant engagement while running
without the tumbler gear riding on the top of cone gear before dropping into
place. In the quick change mechanism the lead screw and feed rod operate
independently, the lead screw being used only for thread cutting and the feed
rod for all other feeding purposes.

SPECIAL THREADS AND FEEDS. It is frequently necessary to cut odd
threads, either coarse or fine, and metric pitches, on the same lathe. This
has been amply provided for on the above lathe. By means of the Auxiliary
Quadrant, which is regularly furnished, and the use of special gears any thread
or feed can be obtained. Metric pitches are obtained thru the English Lead
Screw and transposing gears. These special gears can be furnished by us at a
slight additional cost, or customer can cut them to meet his requirements.
This feature is of inestimable value as it provides for all emergencies of the
above nature and fits the lathe for a wide range of work, from the finest threads
to coarse worms.

TAILSTOCK is of massive proportions with long, continuous bearings on ways.
It is of the double clamping stud type with the back bolt running to top of
‘barrel for convenience in clamping. Tailstock barrel is solid, of large dia-
meter and equipped with an improved form of plug-binder for clamping the
spindle. Tailstock is provided with set-over feature for turning tapers and is
of the off-set type, which allows the compound rest to be set in a plane parallel
to the bed. Spindle has exceptionally long travel, is graduated in inches,
and actuated by a hand wheel. When spindle 151 extended, it is given an
extra support by a projecting nose on tailstock, which is further reinforced
by a wide rib, extending from the tip to the base, insuring exceptional rigidity.

BED is of deep section, exceptionally heavy and thoroughly braced by cross
box girths at short intervals its entire length, affording a degree of rigidity
sufficient to resist the heaviest cuts without vibration. Is our “patented”
drop “V” pattern which gives great additional swing and permits of adding
considerable metal to depth of carriage bridge. This insures much greater
stiffness to resist the downward thrust of the tool than the equivalent widen-
ing of the bridge, as on other lathes. Bed is further strengthened by a web
cast through the center. V’s are large and accurately scraped. Wall at
tail-stock end is cut out to permit of slipping tailstock off without taking out
the bolts. Gear boxand lead screw are tongued and grooved to bed, thereby
insuring accurate and permanent alignment. Steel feed rack is of best
quality, with teeth cut from a solid bar.

SPECIAL LUBRICATION. This has been made a feature on the machine and
every bearing has been carefully provided for, including “sight-feed” oilera
for spindle bearings, thus insuring long life and freedom of motion to all parts.

(ConTINUED ON PAGE 2.)




FIGURE NUMBER 5-C.

Code Word. LADLEALARM.

THE DOUBLE BACX-GEARED HEAD is the ideal type for a lathe which is to
be used for a gereral class of work, due to the fact that it will accomodate
such a wide range. The cone diameters are large and the back gear ratios
unusually high, which insures ample power for taking heavy cuts on large
diameter work, while the three direct spindle speeds are suntable for turning
work of smaller diameters at hlgh -:peede. and for finishing, Nine (9) Spindle
Speeds, three (3) direct, three {(3) reduced and three (3) double reduced
are provided which cover a mcelv graded range, he step diameters
are exceptiona’lv large, being 6 14 inches, & inches and 9 34 inches for a 214 inch

belt, thue ~g ample area for belt contact. All shafts are of high grade
steel ar v ground. Bearings are bushed with a high quality of
~h- 1 are thoroughly lubrlcated The spindle bearings are

ced oilers,

DOUBLE FRICTION COUNTERSHAFT is regularly supplied (except with Mo-
tor Drive), for the single back geared, the double back geared and 8 speed
Patented Geared Head types, which, furnishes one forward and one reverse
speed. When conditions do not require a reverse speed this can be used as an
addmonal forward speed. Tr]ple Friction Countershaft is regularly fur-
nished with the 4 Speed Patented Geared Head Drive.

REGULAR EQUIPMENT, upon which base price is determined, includes large
and small face plates, compound, steady and follow rests: thread dial, coun-
tershaft for belt drives, and wrenches also instruction book for the in-
stallation and operation of our machine tools.

AT EXTRA COST, we can equip this Lathe with improved taper attachment,
turret on carriage, turret on shears, turret tool pust 4 speed and 8 speed “pat-
ented” geared heads [ur Lelt or

gears and index plates for s~




Circular Number 13.

Motor Drive thru “Patented’” Geared Head.

Figure Number 13-M.

Code Word:—LAPELTORY.

18-inch “"American” High Duty Lathe

With 4-Speed “‘P. tented”” Geared Head for Belt or Motor Drive, 9-Speed, Double Back Geared Head
and 8-Speed Single-Back Geared Head, Cone Pulley Drive.

Built in Any length of Bed, from 6 ft. up, advancing by 2 ft. Lengths.

Santard Tensthof Betit: waows: vsss sy s e BRGNS 6 ft.
O-ft. I d takes bet. Centers, tailstock flush, Geared Head....2 ft. 3 in.
6-ft. T 1 takes bet, Centers, tailstoek flush, Cone Head. ... .. 2 ft. 3in.
Dia. 1 through Spindle, to elear bar i

Size ¢ ol ordinariiy used............ 55
Taper anters, Morse.. .................
Feed npound Rest top slide,............. ..

Swings over Wings of Carriage............oooiiiiii s, 2014 in.
Swings over Carriage Bridge..... S R S A s e O A Ty
Width of Driving Belt—————Geared Head........... i s ) 1
Dia, of Driving Pulley——— i el —— 12 in,
Speed of Driving Pulley, r. p. m. “ ... ............ 455 & 283,

Width of Driving Beli— Eote Hegam: sy siieet w4 faaiss 314 in.
Disz, 6f Cone SEEPS - v wowns cawin sumes o

THIS NEW 10ODEL "AMERICAN” LATHE represents an important advance in design and the highest degree of development found in this class of tool, which
we unhes:. atingly recommend as being capable of fulfilling the most exacting requirements of power, rigidity, durability, accuracy in alignments and convenience in
operation. The severe duty required of a lathe of this size has been given careful study and every vital point is fully developed. Our years of experience in de-
signing and building machine tools have resulted in the development of this new lathe which we particularly recommend for High Speed, Heavy Duty Shop Service.

MASSIVE DESIGN of this machine deserves particular mention. The metal is
properly distributed so as to insure the utmost rigidity, thereby overcoming
practically all chatter and vibration, which results in true, smooth work.

ABUNDANCE OF POWER is available, far surpassing the efficiency of the
most improved high speed steels, A minimum of power is wasted through-
out the drive of the machine becauge ot the reduction in the number of run-
ning parts, together with the most direct form of drive to the main spindle
and through the feed works. This, coupled with excellent lubrication, insures
the highest percentage of power delivered to the tool. Steel gears are liberally
distributed throughout the machine where our experience has found them
necessary, arc of the coarsest pitch practicable and cut from the solid with
special cutters, no range cutters being used.

EASE OF OPERATION. All levers, hand wheels and controlling mechanisms
%rehpla(cned conveniently for the operator, making the machine a desirable tool
o handle.

MOTOR DRIVE THROUGH “PATENTED” GEARED HEAD, The method
of motor application to ""American’ Lathes is extremely simple and efficient,
only three gears being used in connecting the armature and the main driving
shafts. A variable speed motor, cither of the direct or alternating current type,
is located on top of the “patented’ geared head, and connected to the main
driving shaft through spur gearing. Four mechanical speed changes are
provided which, multiplied by the number of working contacts on the con-
troller gives the total number of spindle speeds obtainable in either direction.
Spindle speed range is from 11 to 320 r. p. m, The motor is under constant
control through the controller handwheel, conveniently located on right end
of carriage, where a dial indicates how the controller is set, This drive is
absolutely fr.e¢ from vibration.

THE FUNDAMENTAL SPEED CHANGES are made through the manipulation

of the levers on front of headstock. Motor speed can be comparatively high,

600 to 1200 R. P. M., thereby keeping down the size and first cost of same.
Head is under constant control through 2 sensitive but powerful friction
clutches, by means of which the lathe can be started and stopped without
stopping the v stor.

SIZE OF MOTOR depends upon the nature of the work to be handled. We

prefer to have you specify size of motor desired, after having made a thorough
investigation of the usages to which the lathe is to be put, so that a motor of
the proper “horse-power’’ will be supplied. The services of our engineering
department are at your disposal to properly determine the range of speeds and
size of motor particularly suited to your requirements. If the lathe must
stand up to continuous hard work, a large motor must be used, whereas, if
it is intended only for a general line of work, a motor of normal power will be
amply sufficient. . Power of motor should be from 6 to 12 H. P.

CARRIAGE is very heavy, especially in the bridge, which is particularly deep
due to the drop ”V” bed, and is widened to such an extent, as good practice
and judgment require. Has full continuous bearing of 28 in. on the "Vs."”
Carriage is gibbed its full length on the back and a clamp is provided on
each end at the front, the right hand clamp being used for binding to the bed.

LEAD SCREW is extra large, 154 in. diameter, and chased 2 threads per inch
permitting engagement of half nuts at any point with the use of the thread
dial when fractional threads are desired. It is made from high carbon,
ground stock, chased from a Brown & Sharpe Master Screw and carefully
tested on a special apparatus built for that purpose, thus insuring a lead screw
of great accuracy and long life.

SPINDLE is of high carbon, hammered steel, accurately ground: and has hole
toclear 132 in. bar, its entire length. Bearings are of the best quality phospher
bronze, and equipped with "sight-feed” oilers. Is of extra large diameter,
which design insures the highest degree of rigidity and power.

QUICK CHANGE GEAR MECHANISM deserves special mention, being designed
on entirely original lines, representing many features of excellence, including
steel gears. It provides a range of changes for feeding and screw cutting,
which is practically unlimited. 48 standard changes are shown on the index
plate, listing threads from 1 to 56 threads per inch, including 114 pipe
threads, and feeds from 8 to 448 cuts per inch. There are 32 fundamental
changes provided by the quick change unit, which in combination with an
auxiliary quadrant and a pair of compound gears on end of bed produce the
following threads, 1, 11, 114, 134, 14, 114, 154, 134, 2, 234, 234, 234, 274,
3,3%,3%4, 4,44, 5, 5%, 534, 6,612 7, 8 9, 10, 11, 1114, 12, 13, 14, 16, 18,
20, 22, 23, 24, 26, 28, 32, 36, 40, 44, 46, 48, 52, 56, The rate of feed is 8
times the number of threads at the same setting. The index plate is located
on the feed box directly over the sliding tumbler and clearly shows how to
obtain each thread and feed. The feed mechanism is a complete unit, em-
bodying what is usually carried in two sections. It consists of a gear box
on front of bed with 2 levers and steel sliding tumbler, the latter working
in conjunction with a cone of 8 steel gears. Cone of gears and tumbler gear
are of Brown & Sharp ""20-degree involute pointed tooth type, which provides
an exceptionally strong tooth and permits of instant engagement while run-
ning, without the tumbler gear riding on the top of cone gear before dropping
into place. In the quick change mechanism the lead screw and feed rod
operate independently, the lead screw being used onlv for thread cutting and
the feed rod for all other feeding purposes.

SPECIAL THREADS AND FEEDS. It is frequently necessary to cut odd
threads, either coarse or fine, and metric pitches, on the same lathe. This
has been amply provided for on the above lathe. By means of the Auxiliary
Quadrant, which is regularly furnished, and the use of special gears, any thread
or feed can be obtained. Metric pitches are obtained thru the English Lead
Screw and transposing gears. These special gears can be furnished by us at a
slight additional cost, or customer can cut them to meet his requirements,

This feature is of inestimable value as it provides for all emergencies of the
above nature and fits the lathe for a wide range of work, from the finest threads
to coarse worms,

1
TAILSTOCK is of massive proportions with long, continuous bearings on ways
It is of the quadruple clamping stud type with back bolts running to top of
barrel for convenience in clamping. Tailstock barrel is solid, of large dia-
meter and equipped with an improved form of plug-binder for clamping the
spindle. Tailstock is provided with set-over feature for turning tapers and is
of the off-set type, which allows the compound rest to be set in a plane parallel
to the bed. Spindle has exceptionally long travel, is graduated in inches,
and actuated by a hand wheel. When spindle is extended, it is given an
extra support by a projecting nose on tailstock, which is further reinforced
by a wide rib, extending from the tip to the base, insuring exceptional rigidity.

BED is of deep section, exceptionally heavy and thoroughly braced by cross
box girths at short intervals its entire length, affording a degree of rigidity
sufficient to resist the heaviest cuts without vibration. Is our “‘patented”
drop ""V” pattern, which gives great additional swing and permits of adding
considerable metal to depth of carriage bridge. This insures much greater
stiffness to resist the downward thrust of the tool than the equivalent widen-
ing of the bridge, as on other lathes. Bed is further strengthened by a web
cast through the center. V’s are large and accurately scrapel. Wall at
tail-stock end is cut out to permit of slipping tailstock off without taking out
the bolts, Gear box and lead screw bearings are tongued and grooved to bed,
thereby insuring accurate and permanent alignment. Steel feed rack is of
best quality, with teeth cut from a solid bar.

(Continued on Page 2)




Circular Number 26.

Motor Drive thru “Patented” 4-Speed Head.

Figure Number 26-M.

Code Word:

LABELTORY.

20-1nch

‘American’”’

High Duty Lathe

With 4-Speed “‘Patented’” Geared Head for Belt or Motor Drive, 9-Speed, DoubBle Back Geared Head
and 8-Speed Single-Back Geared Head, Cone Pulley Drive.

Built in Any length of Bed, from 8 ft. up, advancing by 2 ft. Lengths.

Standard Bength o Bod: =i sumsspesens sumraisg s peiles was 8 it.
8-ft. Bed takes bet. Centers, tailstock flush, Geared Head. .
8-ft. Bed takes bet. Centers, tailstock flush, Cone Head.. ... 31t 10 in.

Dia. Hole through Spindle, to clear bar...................... 14} in.
Size of Tool ordinarily used.cwves, cvnn o ws dvawn v 34 in, x 114 in.
Taper of Centers, Morss. . oous e van s s s s s s No. 4.
Feed to Compound Rest topslide,........................... 74 in.

Swings over Wingsof Carriage............oooivviiana ..
Swings over Carriage Bridge. . ...................

Width of Driving Belt———

Dia. of Driving Pulley———
Speed of Driving Pulley, r. p. m. ¢
Width of Driving Belt———Cone Head
Dia. of Cone Steps. ......oovriiiriiinn e .

THIS NEW MODEL "AMERICAN" LATHE represents an important advance in design and the highest degree of development found in this class of tool, which
we unhesitatingly recommend as being capable of fulfilling the most exacting requirements of power, rigidity, durability, accuracy in alignments and convenience in

opera.tlon The severe duty required of a lathe of this size has

been given careful study and every vital point is fully developed. Our years of experience in de-

signing and building machine tools have resulted in the development of this new lathe which we particularly recommend for High Speed, Heavy Duty Shop Service,

MASSIVE DESIGN of this machine deserves particular mention. The metal is
properly distributed so as to insure the utmost rigidity, thereby overcoming
practically all chatter and vibration, which results in true, smooth work.
Its massive proportions admirably take care of the enormous avaxlable POWEer.

ABUNDANCE OF POWER is available, far surpassing the high efficiency of
the most improved high speed steels. A minimum of power is wasted through-
out the drive of the machine because of the reduction in the number of run-
ning parts, together with the most direct form of drive to the main spindle
and through the feed works. This, coupled with excellent lubrication, insures
the highest percentage of power delivered to the tool. Steel gears are ],J_berally
distributed throughout the machine where our experience has found them
necessary, are of the coarsest pitch practicable and cut from the solid with
special cutters, no range cutters being used.

EASE.OF OPERATION. All levers, hand wheels and controlling mechanisms
are placed convementiy for the operator, making the machine a desirable tool
to handle. This feature is of particular value on a lathe of this size, where
expensive work is being machined and every delay costs money.

MOTOR DRIVE THROUGH “PATENTED GEAREDIHEAD. The method
of motor application to ‘'American’ Lathes is extremely simple and efficient,
only three gears being used in connecting the armature and the main dnvmg
shafts. A variable speed motor, either of the direct or alternating current type,
is located on top of the * p'u:ented” geared head, and connected to the main
driving shaft through spur gearing. Four mechanical speed changes are
provided which, multiplied by the number of working contacts on the con-
troller gives the total number of spindle speeds obtainable in either direction.
Spindle speed range is from 9.6 to 295 r. p. m. The motor is under constant
control through the controller handwheel, conveniently located on right end
of carriage, where a dial indicates how the controller is set, This drive is
absolutely free from vibration.

THE FUNDAMENTAL SPEED CHANGES are made ihrough the manipulation
of the levers on front of headstock. Motor speed can be comparatively high,

600 to 1200 R. P. M., thereby keeping down the size and first cost of same.
Head is under constant control through 2 sensitive but powerful friction
clutches, by means of which the lathe can be started and stopped without
stopping the motor.

SIZE OF MOTOR depends upon the nature of the work to be handled.” We
prefer to have you specify size of motor desired, after having made a thorough
mvtxngatmn of the usages to which the lathe is to be put, so that a motor of
the proper '‘horse-power’ will be supplied. The services of our engineering
department are at your disposal to properly determine the range of speeds and
size of motor particularly suited to vour requirements. If the lathe must
stand up to continuous hard work, a large motor must be used, whereas, if
it is intended only for a general llne of work, a motor of normal power will be
amply sufficient. Power of motor should be from 6 to 12 H. P, s

CARRIAGE is very heavy, especially in the bridge, which is particularly deep
due to the drop V'’ bed, and is widened to such an extent, as good practlce
and judgment require. Has full continuous bearing of 30 in. on the "Vs.”
Carriage is gibbed its full length on the back and a clamp is provided on
each end at the front, the right hand clamp being used for binding to the bed.

LEAD SCREW is extra large, 134 in. diameter, and chased 2 threads per mnch.
permitting engagement of half nuts at any point with the use of the thread
dial when fractional threads are desired. It 1s made from high carbon,
ground stock, chased from a Brown & Sharpe Master Screw and carcf'ully
tested on a spELnl apparatus built for that purpose, thus insuring a lead screw
of great accuracy and long life.

SPINDLE is of high carbon, hammered steel, accurtately ground and has hole
to clear 1{4 in. bar, its entire length. Bea.rmgs are of the best quality phospher
bronze, and equl'pped with “’sight-feed” oilers. Is of extra large diameter,
which design insures the highest degree of rigidity and power.

QUICK CHANGE GEAR MECHANISM deserves special mention, being designed
on entirely original lines, representing many features of exceilence including
steel gears. It provides a range of changes for feeding and screw cutting,
which is practically unlimited. 48 standard changes are shown on the index
plate, listing threads from 1 to 56 threads per inch, including 11214 pipe
threads, and feeds from 8 to 448 cuts per inch. There are 32 fundamental
changes provided by the quick change unit, which in combination with an
auxiliary quadrant and a pair of compound gears on end of bed produce the
following threads, 1, ]/ 13, 134, 17, 135, 138, 1/4, 2, 217, 2/ 2;/ 214,
334,34,444,0 5% 53,6, 6%, 7, 8,9, 10, 11, 111, 12,13, 16, 18,
20, 22, 23, 24, 28, 32 36, 40, 44, 46, 48, 52, 56, The rate of feed is 10
times the nu_mber of threads at the same setting, The index plate is located
on the feed box directly over the sliding tumbler and clearly shows how to
obtain each thread and feed, The feed mechanisni is a complete unit, em-
bodying what is usually carried in two sectioms. It consists of a gear box
on front of bed with 2 levers and steel sliding tumbler, the latter working
in conjunction with a cone of 8 steel gears. Cone of gears and tumbler gear
are of Brown & Sharp 20-degree mvolute pointed tooth type, which provides
an exceptionally strong tooth and permits of instant engagement while run-
ning, without the tumbler gear riding on the top of cone gear before dropping
into place. In the quick change mechanism the lead screw and feed rod
operate independently, the lead screw being used only for thread cutting and
the feed rod for all other feeding purposes.

SPECIAL THREADS AND FEEDS. It is frequently necessary to cut odd
threads, either coarse or fine, and metric pitches, on the same lathe. This
has been amply provided for on the above lathe. By means of the Auxiliary
Quadrant, which is regularly furnished, and the use of special gears, any thread
or feed can be obtained. Metric pitches are obtained thru the English Lead
Screw and transposing gears. These special gears can be furnished by us ata
slight additional cost, or customer can cut them to meet his requirements.

This feature is of inestimable value as it provides for all emergencies of the
above natureand fits the lathe for a wide range of work, from the finest threads
to coarse worms.

TAILSTOCK is of massive proportions with long, continuous bearings on ways
1t is of the quadruple clamping stud type with back bolts running to top of

barrel for convenience in clamping. Tailstock barrel is solid, of large [dia-
meter and equipped with an improved form of plug-binder for clamping the
spindle. Tailstock is provided with set-over feature for turning tapers and is
of the off-set type, which allows the compound rest to be set in a plane parallel
to the bed. Spindle has exc e§t,1ona11y long travel, is graduated in inches,
and actuated by a hand whe When spindle is extended it is given an
extra support by a projecting nose on thtock which is further reinforced
by a wide rib, extending from the tip to the base, insuring exceptional rigidity.

BED is of deep section, exceFmonany heavy and thoroughly braced by cross
box girths at short intervals its entire length, affording a degree of rigidity
sufficient to resist the heaviest cuts without vibration. Is our “‘patented”
drop ”V* pattern, which gives great additional swing and permits of adding
considerable metal to depth of carriage bridge. This insures much greater
thﬁ'n&cs to resist the downward thrust of the tool than the equivalent widen-
ing of the bridge, as on other lathes. DBed is further strengthened by a web
cast through the center. V's are large and accurately scraped. Wall at
tail-stock end is cut out to permit of slipping tailstock off without taking out
the bolts, Gear box and lead screw bearings are tongued and grooved to bed,
thereby insuring accurate and permanent alignment. Steel feed rack is of
best quality, with teeth cut from a solid bar.

(Continued on Page 2)




“Patented” 4-Speed Head, Belt Drive.

Figure Number 26-G.

Code Word:—LABELTHER.

BELT DRIVEN "PATENTED” GEARED HEADSTOCK is furnished for those
who require a wide range of spindle gspeeds and great power. The head is of
the Compound Geared type, and is identical with that used for Motor Drive.
12 Spindle Speeds (8 forward and 4 reverse or 12 forward and no reverse),
9.6 to 205 R, P. M. are obtainable thru the geared head in connection with
the Triple Friction Countershaft regularly furnished. An index plate con-
spicuously located on the head indicates plainly how to obtain the different
speeds, Some idea of the power this head will transmit can be gained from
the fact that the maximum gear ratio afforded is at the unusually high rate
of 28.7 to 1. The head is massively proportioned and possesses sufficient
rigidity to resist ali strains to which it may be subjected. The extreme sim-
plicity of this head is an importantfeature. Only 6 gears areused to produce
4 fundamental spindle speeds. The gears arecut from the solid with special cut-
ters, are of wide face and unusually coarse pitch and are test@d foraccuracy on a
special gear testing machine. Thedriving pulley is of large diameter and affords

a large area of belt contact. It runs on a massive bronze bushed steel sleeve,
thus relieving the driving shaft of all belt strains. The Pulley has an im-
proved automatic oiling system which insures proper lubrication at all times.
2 sensitive but powerful friction clutches are provided which are controlled by
a convenient lever, by means of which the gears in the head can be stopped
or slightly moved without interfering with the driving belt, thus permittin
speed changes to be easily made. All shafts in the head are of crucible ste:
and are accurately ground. The headstock bearings are of the best quality
of phosphor bronze with excellent lubricating facilities, including sight feed
oilers for spindle bearings. This headstock can be quickly and easily con-
verted into motor drive at any time after installation, by simply removing
pulley drive unit and placing a motor on top of headstock, (a flat surface
being regularly planed off on each head before leaving our plant) and connect-
ing motor to driving shaft “of head through spur gearing. A triple friction
countershaft is furnished, with two forward and one reverse speeds.

3-Step Cone, Double Back Geared
Figure Number 26-C. Code Word:—LABELALARM

Figure Number 26.

4-Step Cone, Single Back Geared Head

Code Word:—LABEL

THE DOUBLE BACK GEARED HEADSTOCK provides 8 Spindle Speeds, 3
direct, 3 reduced and 3 double reduced speeds. These speeds cover a nicely
graded range, suitable for a wide range of work. The step diameters are
exceptionally large, being 924 in.—1134 in.—14 in. for a 4 in. belt, thus pro-
viding ample area for belt contact. All shafts are of high grade steel and
accurately ground. Bearings are bushed with a high quality of phosphor
bronze and are thoroughly lubricated. The spindle bearings are provided
with sight-feed ailers.

vad and firmly bhaltad to cos

: _ADRON o tonanedemnon ; inzeewsonding.ite-entir
! length. It 1s double, giving all shafts a double bearing. Both longitudinal

and cross feeds are reversed thru lever from front of the apron, and not at
headstock as on most lathes. This feature is of especial value on long beds,
where operator is far removed from head. Cross-feed is obtained thru a fric-
tion and can be instantly released under heaviest load, Half-nuts are con-
trolled by lever from front of apron. All the gears and pinions in apron are
steel, of wide face, coarse pitch, and cut from the solid with special cutters.
Convenient means for thorough lubrication are provided from the front.
Rack pinion can be withdrawn from feed rack when screw cutting, A non-
interfering device is provided, making it impossible to_simultaneously en-
gage feeding and screw-cutting mechanism. Thread Dial is regularly fur-
nished and is arranged to be instantly disconnected from lead screw when
not in use.

COMPOUND REST is of very heavy construction. Top and bottom slides are
fitted with full length taper gibs having end screw adjustment thus provid-
ing continuous, accurate bearings. Swivel is a complete circle with 4 clamping
bolts in the base, and is graduated for any angle up to 90 degrees each side of
zero. Its bearing is very sclid on account of the extra wide carriage bridge
top. Slide screw has micrometer adjustment.

THE SINGLE BACK GEARED HEADSTOCK provides 8 spindle speeds and is
designed for a medium class of work. The cone steps are of large diameters
and of wide face, thus insuring ample belt area. 4 direct spindle speeds are
afforded and 4 reduced speeds, As in the other types of heads, all shafts are
of high grade steel, accurately ground and run in high quality phosphor bronze
bearings. having efficient oiling facilities. Sight-feed oilers are furnished on
the spindle bearings.

—SPECIAL-EUBRICATION— “Piris fras-been madt s feature 61 the machine ang

every bearing has been carefully provided for, including “sight-feed” oilers,
for spindle bearings, thus insuring long life and freedom of motion to all parts.

DOUBLE FRICTION COUNTERSHAFT is regularly supplied (except with Mo-
tor Drive,) for the single back geared and the double back geared types, which
furnishes one forward and one reverse speed. When conditions do not require
a reverse speed this can be used as an additional forward speed. Triple Fric-

I1:3io_n Countershaft is regularly furnished with the Patented Geared Head
Tive.

REGULAR EQUIPMENT, upon which base price is determined, includes com-
pound, steady, follow and full swing rests, thread dial, countershaft for belt
drives, and Wwrenches also instruction book for the installation and opera-
tion of our machine tools.

AT EXTRA COST, we can equip this Lathe with improved taper attachment
turret on carriage, turret on shears, turret tool post, "patented” geared head-
stock, for belt or motor drive, double back geared headstock, extra gears and
index plates for special fine, coarse or metric threads.
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LATHES,

PLANERS, SHAPERS, RADIAL DRILLS.
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Oct. 4, 1911.
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