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ACCURACY

Hardened and lapped master for_spindle noses Drilling jig for quick change gear boxes
and face plates (Fig. No. 2)
(Fig. No. 1)

Accuracy is unmistakably the outstanding essential of a high quality tool room
lathe; not merely accuracy of alignments, but inherent accuracy of each and every
piece that goes into the machine —accuracy of machining, accuracy of bearings,
accuracy of fitting—the kind of accuracy, in fact, that lasts, and guarantees high
quality and dependable service for a reasonable period of years.

The first requisite for the production of a high quality product is an organiza-
tion that understands the meaning of quality and knows how to secure it. The
next essential is an equipment of modern machinery, of jigs, templates, gauges,
aligning and measuring instruments and a knowledge of their uses. Then there

come the selection and use of the various materials best suited
to the requirements and last, but not least, there must be an
honest and sincere desire and determination on the part of the
manufacturer to produce a quality product.

Testing lathe beds on planer table
(Fig. No. 3)
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ACCURACY

Testing cross slide alignment Testing headstock and tailstock alignments
(Fig. No. 1) (Fig. No. 2)

That none of these qualifications is lacking in The American Tool Works
Company is conclusively evidenced by its many years of successful participation
in the tool room lathe industry, by its maintenance of leadership and by the
character of its clientele, including, as it does, the largest, the most successful
and the most prominent units of the metal working industry, both in this country
and abroad. The American Tool Works Company’s organization extends over a
period of fifty odd years. It has been developed with discretion and care and is
eminently qualified, from the standpoint of sincerity of purpose, knowledge and
experience, to produce the very highest standard of quality product.

PRECISION LEADSCREWS

One of the major requirements of the modern tool room lathe is a precision
threading mechanism. This requirement is met in the ‘‘American’’ Tool Room
Lathe by a precision quick change gear threading mechanism including precisely
cut and accurately machine-lapped gears and, as regular equipment without addi-
tional cost to the purchaser, a precision, minimum error, tested and guaranteed
leadscrew.

Leadscrew testing machine
(Fig. No. 3)
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PRECISION LEADSCREWS

Our precision leadscrews are produced on a highly specialized, recently de-
veloped, super-accurate leadscrew lathe which has been engineered, designed and
developed for the express purpose of producing leadscrews of great precision.
The utmost care is exercised in the production of these screws, and an exhaustive
accuracy test is made upon completion, a record of which is retained for reference
and upon which our accuracy guarantee is based.
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Record of ‘‘American’ Precision Leadscrew test made by the U. S.
Bureau of Standards.

(Fig. No. 1)

All precision leadscrews are first roughed out to within approximately .015"
of the finished size and are then removed from the lathe and set up on end
to season. After seasoning they are returned to the leadscrew lathe and finished
from the master screw, after which they are carefully tested for accuracy on a
machine built especially for that purpose, which measures the pitch of the screw
in .0001”. Readings can be taken at each pitch, inch or multiple, by means of
precision gauges, a clock indicator, a master nut and a 24 inch diameter microm-
eter dial. Every leadscrew is tested separately and individually in this machine,
and, in addition, each screw, after it has been installed in the lathe, is again tested
for the production of accurate threads, by means of a master thread gauge bar.
Consequently, we have no hesitancy in guaranteeing the accuracy of our lead-
screws for the most exacting tool and gauge work.

O R T O AN

Bar for testing the accuracy of threads cut by ‘“American’” Tool Room Lathes
(Fig. No. 2)

HEADSTOCK—100°, ANTI-FRICTION

The unit of paramount importance in a tool room lathe is the headstock,
for uponits design and construction largely depend the quality of the finish and the
smoothness of the cut. In excellence of design and construction the ‘‘American’’
is outstanding. The ‘‘American’’ geared headstock is simplified to the highest
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HEADSTOCK—1007, ANTI-FRICTION

PRESSURE OIL
LINE TO CLLTON-

Headstock and Clutch Assembly
(Fig. No. 1)
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degree. Only three shafts including the spindle are employed, providing plenty
of space inside the headstock bowl to permit the use of large diameter and wide
face gears. All gears are hobbed. All gears are made from alloy steel forgings,
heat treated and hardened. Each mating pair of gears is machine lapped under
predetermined load in the most modern gear-
lapping machines to insure smooth and quiet
operation. The back geared speeds are thru
helical gears. The selective speed gears are of
the spur tooth type, with machine rounded
teeth adopted for quick and easy engagement,
thus avoiding the use of objectionable friction
or jaw clutches in the speed-changing mechan-
ism. All speed changes are made through slid-
ing gears except the high-speed run, which is
through a slip gear automobile type of clutch.
Slip gears slide on multiple splines.

The ‘‘American’’ Geared Head is 1009, anti-
friction. The starting clutch and brake unit,
all shafts including the spindle, and every loose

Example of fine finish produced by ‘‘American’ sleeve are anti-friction mounted. There is not
Geared Head Lathes. This finish was produced at

750 feet per minute, .003” feed in 1045 steel. Note one plain bearing throughout the entire head_

the complete absencz of gzar or chatter marks even

d gnification. .
e s stock mechanism.
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PATENTED GEARED HEAD

Interior of Geared Head (Fig. No. 1)

Twelve (12) spindle speeds in geometrical progression are provided covering
a wide range, which may be varied materially to suit the nature of the work to be
done. Speeds as high as 2000 R. P. M. are permissible with this head.

AUTOMATIC OILING

The headstock is 1009, automatically oiled. The entire mechanism, including
the starting clutch and brake unit, the shaft and spindle bearings, the locse
sleeves and all the gears, are oiled by the
pump located in thehead. Thestarting
unit is oiled directly from the pump
under pressure thru the hollow drive
shaft, providing a constant supply of
cool, filtered oil for this entire mechan-
ism. All oil is forced through a metal
oil filter before passing to operating
mechanism, thus insuring the use of
only clean, filtered oil and effectively
guarding against the dangers of dirty
oil. The pump delivers oil to the reser-
voir in the head cover which serves as a
distributing tank for supplying oil to
the bearings and gear teeth. Patented Gear-Lapping Machine (Fig. No. 2)
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