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Covel Acquires Wade Tool :

-.Covel Mfg. Co., Benton Harbor, Mich.!

has acquired from the Wade Tool Co.t;‘

: . Waltham, Mass., its line of hand turret

. lathes, finishing lathes, and toolmakers

W ape TooL Co. lathes. Manufacturing, sales, and serv-
ice of these lathes will be moved to
Benton Harbor. The Wade lathe linej

has been manufactured since 1872. Covelj
ew—eeDdS ade precision grinders since 1874.[

WALTHAM, Mass.
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"No. 7
> HAND SCREW MACHINE

. . . for modern, fast, economical production of second-
operation work. All rotating parts are ‘‘Dynetrically’’
balanced for vibrationless operation at all speeds.
Quick-acting collet closer allows swift and almost
effortless chucking and removal of work.

7" swing  Spindle speeds, 315 to 3300 RPM
1" collet with superior characteristics
4-to-1 Hi-Lo Speeds at finger tips
Spindle stops without stopping motor

Send for Catalog

LIV ABN TOOL CO., 56 River St.,, Waltham, Mass.



GENERAL VIEW OF STANDARD LATHE ON CABINET



Collet Capacity*

Swing

Distance between Centers

Length of Bed .
Length of Short Bed .

Taper
Lead Screw .

Travel of Tailstock Spindle

Spindle Nose

Slide Rest Travel .
Size of Tool . g
Weight with Standard

Equipment

and Compound Slide Rest
Weight same with Cabinet, Motor

Drive and Motor- °

No. 3

1/21/
7[/
175
321/
UL
No. 1 Morse
10 TPI
31/4//
115"x12 TPI
41/4”
5/16” X 1/21/

130 Ibs.

No. 5
3/1[/
7//
1 51/
32”
21!/

No. 2 Morse
10 TPI
31/4//
134"x12 TPI
41/4//
5/16// X 1/2//

140 lbs.

735 lbs.

No. 7
1”
7”
14’/
321/
21//
No. 2 Morse
10 TPI
31/4//
2"x10 TPI
41/4//
5/16” X 1/20

150 lbs.

750 lbs.

Standard g%épml‘

BED, HEADSTOCK, DRAW-IN SPINDLE, CENTER COLLET,
TAILSTOCK, HAND REST, DOG FACEPLATE, and CENTERS
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UNIT MOTOR DRIVE
The unit motor drive is used on the # 3, # 5 and # 7 Lathes when it is desired to drive from below. The
object is to drive the spindle of the lathe at speeds ranging from 200 to 2000 in geometric progression.

. The spindle speeds are as follows:

R 204 816

325 1300
520 2080

When a clutch is provided you get an instantaneous 4 : 1 ratio by simply throwing the lever. This fea-
ture is necessary for operations such as drilling at high speed and reaming at a much lower speed etc.

The simplified motor drive Fig. 2 gives the same speeds but does not give the instantaneous 4:1 ratio.
This high-low range is obtained by shifting the belt by hand.

Treadle operation gives the clutch action in starting and stopping, and leaves the hands free for
work,

The motor is mounted on an adjustable base. To tighten motor belt turn the screw clockwise. An ec-
centric is used to tighten the countershaft belts. See (160) Fig. 1. The main driving belt is tightened by
adjusting 3D- 171.

-
.

-

When it becomes necessary to replace the V belts be sure not only to get the correct number but also
to give both the lathe number and the belt number. To replace the V belts it is necessary to loosen 2 bolts,
(A) Fig. 1 and slide the two round bars toward the headstock, now remove the bolt at the right side of the
Counter shaft bracket entirely and the old belt may be slipped off and the new ones put in place. It is now
necessary to slide the base back into position and refasten the bolts.

The switch generally supplied is three position drum switch, the three positions being forward, stop
and reverse. Proper overload relays are also supplied. If the overload relay trips, be sure to find the
cause of the overload, and correct it before resetting.

The motor should be lubricated periodically according to the makers recommendations.

There are 6 grease fittings on this underdrive which should be greased at least every three months
with a good grade of ball bearing grease. Be sure both the gun and the fitting are clean before injecting
any grease.
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Fig. 2 Simplified Motor Drive
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