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OUTSTANDING ADVANTAGES

The description which follows will be devoted primarily to a portrayal of the remark-
able adaptability of this new Pacemaker Lathe to tool room requirements, to those
inherent characteristics which insure a permanency of its original accuracy, and to its
sensitivity and responsiveness which, in themselves, are largely accountable for the
universal popularity of this new lathe in the leading tool rooms throughout the world.

CONVENIENCE and EASE OF OPERATION

If we were asked what, in our opinion, is the outstanding requirement for a highly
satisfactory tool room lathe, our answer would unhesitantly be Convenience of Control
and Ease and Smoothness of Operation. Realizing the absolute necessity for these
characteristics in a modern tool room lathe, we have concentrated upon and empha-
sized these features, perhaps above all others, in the new ‘“AMERICAN’" Pacemaker.
It is next to impossible to adequately describe by words the degree of operative ease
and convenience inherent in this machine—the lathe must be seen, handled and
operated to fully appreciate how closely it approaches absolute perfection in this
respect. To our prospective customers we say without fear of contradiction that the
new ‘‘AMERICAN’’ Pacemaker Tool Room Lathe is unsurpassed in handling efficiency,
while to ourselves, we can honestly say that in our own opinion, it is the most con-
venient to handle, the easiest to operate and the smoothest running tool room lathe
that has ever been designed.




HEADSTOCK

The trend of progress in the art of metal cutting is definitely toward higher cutting
speedss What an inexcusable oversight it would be, therefore, if, in the development
of a neW¥lathe, the highest speeds of the present and probably higher speeds of the
future were not adequately provided for. The headstock of the new ‘‘AMERICAN"
Pacemaker provides not only for the high speeds made practicable by Cemented
Carbide cutting tools, but supplies an ideal range of lower spindle speeds for the great
variety of operations not included in the category of high-speed work. Twenty-seven
(27) spindle speeds are provided, in geometric progression, which may properly be
divided into three ranges—a low-speed range, an intermediate range and a high-speed
range. The low and intermediate ranges are secured thru hardened spur gears, while
the high-speed range is thru wide-faced, 20° helical gears. All gears are finish ground
except the large slow speed spindle gear on 18" and 20" sizes which, owing to its size,
is beyond the capacity of our Pratt & Whitney gear tooth grinders. On these three sizes
this large gear is finished lapped on a ‘‘Michigan’’ Cross Axis gear lapping machine.

Headstock Assembly







Spindle AssemBly showing Selective Triple Drive
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All gears employed throughout the entire head mechanism are made of alloy steel,
oil hardened. In addition to being accurately machined on the very latest and most
modern gear cutting equipment, they are finished ground for accurate tooth spacing
and profile. The entire head transmission is located in the headstock bowl, all trans-
mission mechanism being eliminated from the cover.

AUTOMATIC OILING

The entire mechanism of the new headstock is automatically oiled by a pump system
which forces thoroughly filtered oil directly to all the bearings, including the spindle
bearings, and sprays oil onto the tranmission gears. The entire starting clutch and
brake mechanism is also oiled directly by the pump system. The oil supply is carried
in the bowl of the headstock below the gear line to prevent churning of the oil by the
gears when revolving at high speeds. This is an important feature which is deserving
of consideration, for, experience has shown that churning of the oil by immersed gears
running at high speeds not only generates heat but rapidly destroys its lubricating
efficiency. A reversing type, packless pump driven from the initial drive shaft forces
the oil through a quick-cleansing metal oil filter to a flow indicator at the front of the
head, which constantly assures the operator that the oiling system is functioning.
An oil level gauge, also at the front of the headstock, shows at a glance the amount
of oil in the reservoir.
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medﬁ mant contributing factor to the unprecedented convenience and
,,ew lathe is the newly developed direct reading speed control.

- mechanical control ever furnished on a lathe.

ds only two levers are used to secure the entire range
peed head, the entire range is secured thru one

thus eliminating the necessity of the operator
eeping lever positions in his mind while chang-
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STARTING CLUTCH and BRAKE

This very important unit of the new Pacemaker Lathe is unquestionably an out-
standing example of masterly machine tool design. It is a highly developed, complete
and compact unit, mounted on anti-friction bearings. It is solidly bolted and doweled
to the head, provides an outboard bearing for the initial driving shaft and carries a
patented hard plate multiple driving clutch and brake, operated by either of two
levers, one located at the head, the other attached to and traveling with the apron.
This entire unit is automatically oiled by means of the pump system with pure, filtered
oil. The outstanding characteristics of this mechanism are its tremendous pulling
power, its dependability and its extreme ease of operation. The clutch, itself, is com-
posed of a series of plates made from the best saw blade steel, with each alternate
plate die formed to cause it to spring away from the mating flat plate the instant the
pressure of engagement is removed. This action completely frees the adjacent plates
of contact when the clutch is released and overcomes any tendency for the plates
to drag and cause spindle creepage. This clearance of the plates also permits the oil
to flow in ample volume to thoroughly lubricate the mechanism and to carry away
any heat that might develop under severe service. Adjustment for the driving clutch
is very convenient. The adjusting mechanism is located outside the headstock at
the end of the initial drive shaft. The multiple disc brake is self-adjusting for wear.

HARDENED PLATE
MULTIPLE DISC BRAKE
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HARDENED PLATE
MULTIPLE DISC CLUTCH




TYPE OF SPINDLE NOSE OPTIONAL

Two types of spindle noses are offered for the customer to choose from. The character
of the work to be done by the lathe should be carefully considered, and the type of
spindle nose selected that is best suited to the service.

Type No. 1. Standard Key Drive Taper Nose

This type of nose is the most recent development in spindle noses and is offered for
all sizes of ‘‘AMERICAN’’ Pacemaker Lathes. For the more severe classes of service
it is preferable to the Cam-Lock type. Itisvery simple indesign, having but a few com-
ponent parts, is substantial and long lived. It consists primarily of a locating and
seating taper for guiding and seating chucks, face plates and fixtures, has a sub-
stantial driving key and a large locking collar for securely holding the fixture in place.
Application and removal of chucks, face plates and fixtures are accomplished quickly
and with the greatest safety, as the taper prevents the fixture from falling when the
locking collar is released.

This type of nose is offered in two sizes: No. 1 for 14” and 16”"; No. 2 for 18" and 20"
lathes.

Standard Key Drive Taper Nosz
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QUICK
CLAMPING
TAILSTOCK

Quick Clamping Tailstock. (Fig. No. 1)

6” Tool Room Lathes a quick clamping (lever operated) tailstock is
dard equipment. The purpose of this type of tailstock is to provide
wvenient clamping and unclamping and thus to increase the ease and
eration. Clamping and unclamping are accomplished through a




QUICK
CHANGE
GEAR

No. 1. Quick Change Gear Box—Exterior

r mechanism designed for ‘‘AMERICAN’’ Pacemaker
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No. 2. Quick Change Gear Box—Interior




Means is provided for the addition of extra gears for cutting special threads and
pitches.

This new quick change gear box is a complete unit of the tumbler gear type, securely
attached to the outside of the bed where it is most easily accessible. It is 1009, anti-
friction in design and contains only heat-treated alloy steel gears and shafts. Likewise,
the gears from the spindle to the quick change box are all anti-friction mounted.
The tumbler itself is locked in its various positions by a spring locking pin which
materially reduces vibration and wear between the cone and tumbler gears.

ONE-SHOT OILING for Quick Change Gear Box

An instantaneous ‘‘one-shot’’ plunger oiling system provides adequate lubrication to
the entire gear box. Actuation of the plunger supplies sufficient oil to the distrib-
uting reservoir to thoroughly lubricate the entire mechanism for a whole day’s work.

- End Door Open—Exposing All Head End Mechanism
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Chasing Precision Leadscrews

tool room lathe is a precision threading
““AMERICAN”’ by a precision quick
cut and accurately machine-

nal cost to the purchaser, a

recently developed,
d and developed for




each pitch, inch or multiple, by means of precision gauges, clock indicators, and a
master nut. 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. Consequently, we have no hesitancy in
guaranteeing the accuracy of our leadscrews for the most exacting tool and gauge
work.

INDEPENDENT LEADSCREW and FEED ROD

There can be no conflict between the leadscrew and feed rod. These units are entirely
independent of one another and can not function simultaneously. A small, easily
operated lever at the right-hand side of the box selectively engages either the leadscrew
or feed rod. When the leadscrew is in operation, the feed rod is at rest; consequently,
there is no waste motion with its resultant wear and power consumption. The original
accuracy of the leadscrew is thus preserved, resulting in accurate functioning over a
long period of service.

The feed rod is regularly supplied with adjustable stop collars for automatically
stopping the carriage traverse in either direction.

CARRIAGE STOPS and REVERSE (Leadscrew Reverse)

A highly developed and perfectly dependable carriage stop and reverse is regularly
furnished, which stops the carriage and reverses its motion through a two-sided, single
tooth clutch in the thread and feed gear train. By means of this the direction of rota-

CREW LEAD ACCURACY
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Automatic Chasing Stops

hanging the direction of the
tirely within the head and
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PATENTED
METRIC

QUICH
CHANGE
MECHANISM

Metric Quick Change Gear Box

The patented Metric Quick Change Mechanism of ‘‘AMERICAN’’ Pacemaker Lathes
is one of the most universal as well as one of the simplest and most convenient mechan-
isms of its kind ever developed. It is new in design, embodying the latest features of
superior machine tool construction and offers a versatility of operation that is un-
surpassed. This new mechanism without any changes in or additions to the standard
equipment provides a wide range of metric threads and feeds as disclosed by the
accompanying charts. However, by the simple addition of a few gears this entire range
‘may be converted to English threads and feeds or a coarser range of threads and feeds
; than standard, or mo-
dule or Diametral Pitch
leads may be provided.
The versatility of this
mechanism is not only
amazing but a decidedly
valuable feature as it pre-
sents almost unlimited
possibilities in the realm
of thread and worm pro-
duction.
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Head End Feed Gearing
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The thread and feed
charts that follow testify
decisively to the univer-
sal character and great
possibilities of this new
quick change gear mech-
anism.
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Diagram of Carriage and Compound Rest (Fig. No. 1)

ction is one of the outstanding ‘‘PACEMAKER” features. It is
 the greatest resistance to the cutting thrusts, yet is sur-
ement along the bed. Hardened wipers honed to perfectly fit
all chips and dirt and prevent scoring of the bed.

1 the bed which insure long maintenance of original align-
ont and rear bearings. Due to the patented Vee Drop
made very deep which, coupled with its large area of
ees, accounts, in a large measure, for its strength and

ew and Compensating Nut. (Fig. No. 2)







No. 1. Front View of Apron

s and providing outer supports for all studs. The first stud
i-friction mounted, which contributes materially to the
movement of the carriage along the bed, which in turn

ng threads and eliminates the necessity of withdrawing




Both the longitudinal and cross-feed units are provided with overload safety features.

The longitudinal friction will slip when overloaded, and the cross feed clutch will
automatically disengage.

The oiling of the entire apron is accomplished by means of an instantaneous ‘‘one-
] 1 . - . . . . - .

shot™ oiling system. Actuation of the plunger supplies sufficient oil to distributing

reservoir to thoroughly lubricate the entire mechanism for one day. The ‘‘one-shot’’

system delivers an adequate supply of oil, but does not supply it in the wasteful
abundance of some other systems.

MECHANICAL APRON CONTROL

This unit provides means for instantly starting and stopping the lathe spindle from
the apron. The control handle is located at the right-hand side of the apron and
operates the multiple disc clutch in the initial driving unit, as well as a powerful
brake. A secondary lever is located on the control rod close to the headstock for con-
venience when changing speeds and examining work close to the face plate or chuck.
Both of these control levers are designed to operate with a minimum of effort.

COMPOUND REST

The compound rest, while very rigid, is exceptionally sensitive and amazingly easy to
operate. The top slide hand wheel is set at an angle so as to provide additional clearance
and to facilitate its operation.

The swivel is rectangular in form and has greater bearing contact with the bottom slide
than is possible with the circular swivel used on many designs. It is also graduated

Rear View of Apron




on both sides to facilitate setting. Full length taper gibs are used on both the com-
pound rest top and bottom slides, and are located on the right-hand side, where they
are free from the tool thrust under normal working conditions.

MICROMETER BALL STOP

To facilitate threading operations a micrometer ball threading stop is provided as
standard equipment on Pacemaker Tool Room Lathes. This stop permits the with-
drawal of the tool from the cut up to three revolutions of the cross feed screw without
disturbing the tool setting. At the end of each cut this permits the quick withdrawal
of the tool to the starting point; the tool may then be quickly advanced to the original
depth, after which additional depth may be secured thru the compound rest top
slide screw and nut and accurately determined by means of the stainless steel com-
pound rest top slide micrometer collar. When circumstances prevent the use of the
top slide screw for securing additional depth of cut, the ball stop unit may be used
as a “‘slip-stop’’ for this purpose simply by loosening the binder screw slightly. This
permits it to yield under pressure and thus to provide additional depth for succeeding
cuts through the cross feed screw.

This stop is quite versatile as it will function in both forward and reverse directions
and may be used for both external and internal chasing operations. Furthermore, on
occasions it maybeemployed as a positive single diameter stop for duplicating diameters.
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THREAD DIAL

A thread dial conveniently located at the right-hand side of the apron in full view
of the operator is regularly furnished. This dial is marked plainly to indicate the
correct point for engaging the half nuts for the thread being chased, and carries in-
structions to guide the inexperienced operator so as to avoid mistakes.

PATENTED 4-VEE BED

The bed has been made unusually rigid by increased depth, thicker walls and heavier
ribbing. A special mixture is used, containing 407, steel scrap and other ingredients,
which produces a semi-steel of approximately 40,000 pounds tensile strength and a
scleroscopic hardness of 35 to 38 degrees. The outstanding characteristic of this
special metal is the close-grained, wear-resisting surface it provides for the carriage
bearings.

- - _ ™. " &=

: “AMERICAN’’ Pacemaker beds provide 4 large vees for the carriage and tailstock
| guides, the two inner Vees being dropped below the outer Vees to provide greater swing
i over the bed and addi- ““American’’ Four Vee Bed
tional carriage bridge
- thickness. In our opin-
- ion, the vee bearing is
- much easier tokeepclean




MOTOR ADJUSTING
MEANS

late to permit motor adjustment
norse-power motor recommended
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A substantial 3-jaw cast-iron body steady rest is
regularly furnished as standard equipment. When
desired, and at additional cost, this rest may be
furnished with a cast steel body to better adapt
it to very severe service.

" 2

Larger than standard capacity steady rests in both
cast iron and steel bodies are also available, the
capacities of which are shown under specifications
on page 55.

STEADY RESTS (Roller J

When machining work at the high surface speeds
permitted by cemented carbide cutting tools, plain
jaw steady rests are often found to be inadequate
owing to the rapid wear of the plain jaws. We
have, therefore, developed and are prepared to
furnish anti-friction mounted roller jaw steady
rests with approximately the same capacities as the
plain jaw rests as indicated on page 55.

FOLLOW RESTS (Plain Jaw Type)

A more substantial follow rest has been designed
for work requiring a follow rest support. This new
rest has a three-bearing support on the carriage,
two on the carriage wings and one on the carriage
bridge. This triple support construction imparts
a degree of rigidity to the rest that is absent in
other designs having fewer supports. This rest is
provided with round jaws with wedge-shaped tips,
affording an area of contact with the work equal to
the full diameter of the jaw. Thewedge tips also per-
mit closer setting of the jaws, an advantage on small
diameter work. See page 55 for follow rest capacities.

FOLLOW RESTS
(Roller Jaw Type)

For work revolving at surface speeds
too high for plain jaw rests, we offer our
new type triple support follow rest with
anti-friction mounted roller jaws. For
capacities of these roller jaw follow
rests, refer to page 55.

m M- -

b B Plain Jaw Follow Rest. (Fig. No. 3)




POWER RAPID TRAVERSE for CARRIAGE...
PATENTED...FOOL PROOF

The power rapid traverse for carriage in its highly efficient and simplified form has
become a very desirable feature for any size lathe regardless of bed length. It has
proven conclusively to be such a time and work saver that its additional cost is saved
many times over during the life of the machine.

The new motor driven Power Rapid Traverse now applicable to all sizes of ‘*‘AMERICAN"’
Pacemaker Lathes is an outstanding development which in design and operation is far
in advance of other mechanisms of this character. It is so sensitive that it may be
operated with one finger and is absolutely fool proof in its functioning.

This mechanism consists essentially of a full length traverse screw with right and
left-hand threads and a pair of opposed babbitt-lined nuts with large diameter hubs
over which raybestos contacting bands are fitted. It is embodied in a compact self-
contained unit attached to the rear of the carriage where it will not interfere with any

of the other operating members of the lathe, the only member brought to the front '
being the directional control lever which is conveniently located on the left-front
carriage wing.

Motor Driven Power Rapid Traverse




DIRECTIONAL TRAVERSE LEVER-
AT FRONT OF CARRIAGE
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No. 1. Diagram of Power Rapid Traverse Mechanism

ever actuates either of the two contacting bands, which causes it to grip
traverse nut, which in turn imparts the traverse to the carriage. The
chanism is absolutely fool proof. It is so constructed that in event

g accidentally run into the headstock, the tailstock or any other
gaged contacting band will simply slip and no damage will result.

ire is provided by the

be held in engage-

- The moment he re-

atically snaps back

CARRIAGE

TRAVERSE BAND ADJUSTMENT




PAN (Integral Chip and Coolant Pan with Reservoir)

All Pacemaker Tool Room Lathes are regularly equipped with chip and coolant pans.
The standard cabinet legs are provided with oil troughs for catching chips and coolant
and draining the coolant into the pan.

The pan itself is made of heavy sheet iron with rolled edges and carries a settling tank
and strainer in order to provide for the use of a coolant system by simply adding the
coolant pump and connections.

The pan is removable and may be quickly removed, cleaned and replaced. The rear
cabinet leg is regularly provided with a coolant sump and provisions for mounting
the coolant pump.

Application of Coolant Pump and Piping
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Ball Bearing Taper Attachment

ed ball bearing taper attachment, providing a maximum

is now available for all ‘‘AMERICAN’’ Pacemaker Lathes.
ery last word in accuracy, ease of control and frictionless

ty of cumbersome guards,
t all times. A very simple
wear that might occur in

1d steel con-
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F The U-type supporting bracket, tied rigidly together at the top into a complete box

section, effectually resists the severest stresses and distributes them equally throughout
the box section, preventing a concentration of stresses at any one location. The taper
bar support, which slides on the base of the U bracket, has a very large bearing area
on the bracket, giving a solid and unyielding support to the taper bar.

{ l The taper bar bearing on the bar support has been made unusually large to resist the
thrust of the sliding shoe and to insure extreme accuracy on steepest tapers.
A very sensitive adjustment for the taper bar, for accurate settings, is provided thru a
, U knurled knob and fine pitch screw. The sliding shoe which contacts the taper bar is
i rectangular in form, is of generous proportions, and is equipped with adjustable anti-
friction bearings, resulting in a smooth, steady, frictionless movement along the bar.

The clamp dog is of generous proportions and is clamped to the bed by two heavy
bolts and a large area clamp under the outer vee. To insure smooth and easy move-
i ment of the dog along the bed when unclamped and traveling with the carriage, an
; auxiliary draw bar is provided close to the bed bearing, which, when clamped to the
dog by the bolt provided for that purpose, directs the pull of the carriage close to the
bearing on the bed and eliminates the cramping tendency which would otherwise
be encountered were all of the moving effort applied at the outer end of the dog.

E The telescopic cross-feed screw is
of large diameter and made of a
fine grade of steel heat treated and
hardened. It is provided with a
bronzed-lined journal in the yoke
and is equipped with ball thrust
bearings at each end. The cross feed
nut is made of heat-treated bronze
and is automatically oiled. It is of
the two-piece compensating type,
with wedge adjustment for wear.

Showing Anti-friction Bearing Application to Taper Attachment
and hardened steel ‘‘ways”

A dirt guard shields the cross feed
~ screw and nut from chips and dirt.



“AMERICAN* UNIVERSAL
RELIEVING ATTACHMENT -

§

Cutter Relief. (Fig. No. 1

A new and greatly improved relieving attachment has been developed along strictly
modern lines for the ‘“‘AMERICAN’’ Pacemaker Lathe. This attachment is fully
universal and provides for right and left-hand leads as well as for end, internal and
external, plain, angular and spiral relieving operations. It may be used either with
or without a taper attachment. Because of its desirable built-in features, this new

attachment must be ordered with the Lathe as it can not be applied after the Lathe
is shipped.

The outstanding characteristic of this new universal relieving attachment is its con-
venience and ease of adjustment for the different types of relieving work. For example,
the change from external to internal relief is accomplished merely by transferring
screw ‘‘A’’ in the top slide from the ‘‘Push’’ to the ‘‘Pull’’ position, while to vary the
depth of relief a convenient quick-acting adjusting screw is provided in the top slide.

‘‘American’’ Tool Room Lathe with Relieving Attachment

AMERICAN




The full range of 25 standard flutes is secured through
the quadrant and change gears supplied with the
attachment; however, additional flutes may be relieved
by the application of additional change gears.

Spiral relief is accomplished by simple change gear
combinations. However, when relieving spiral work a
spindle reversing means is essential for the carriage
return, for when returning the carriage for the succeed-
ing cut its travel must be reversed with the half nuts
engaged at the same time the relieving attachment
and the work are reversed in order to maintain the
exact register between the lead of the leadscrew, the
lead of the work and the reciprocating mechanism.
For this purpose electrical reverse to the spindle through
a reversing motor and electrical apron control for the
reverse are strongly recommended.

Spiral Relief (Fig. No. 1)

The relieving attachment drive unit, consisting of the
main drive and change gears, all anti-friction mounted,
is located at the end of the headstock and is an integral
part of the Lathe. The hinged cover at the head end
completely encloses this mechanism, thus thoroughly
protecting it and at the same time making access
quick and convenient.

Internal Relief (Fig. No. 2)

The relieving attachment drive is taken from the
spindle through gearing to the splined shaft which
connects with the relieving rest. Incorporated in this
drive is a selective slip gear unit actuated by a pull
rod for selecting the correct drive for the attachment
- when used either with or without a sub-head. This
unit also provides a neutral point for completely
~ disconnecting the relieving attachment drive at its
source when the attachment is not in use.

83 8 83 8 888

ve mechanism also provides means through
tooth, one-way driving clutch for disconnecting
rest when the lathe spindle is reversed,
reciprocal action at that time.




Relieving Attachment Gearing

An outstanding improvement in relieving attachments is the use of but one cam in
the new ““AMERICAN"’ for the entire relieving range. This is a single lobe cam which,
by eliminating the inaccuracies resulting from uneven wear on multi-lobe cams,
insures the same amount of relief on each flute of the work; thus the work produced
by the new ‘‘AMERICAN’ sets a new standard of accuracy.

rther insurance of accuracy, a special relieving rest of very substantial con-
is supplied as standard relieving attachment equipment. This rest is quickly
eable with the standard compound rest, only a few minutes being required
e change. By confining the use of this especially designed rest to relieving

cy is maintained over a long period of service.

leving tool holder is also a very substantial unit firmly
of the relieving rest. A very valuable side adjustment
the rest setting, is provided through a convenient ad-
sible the adjustment of the tool to the work to compen-

2 ting of the tool in relation to the work. The

S

also greatly facilitated by a fine tooth clutch

ection which is located on the left carriage
cam until the tool is brought into proper

enient and rapid than changing




Whenever a relieving attachment is furnished, the Lathe should be driven by a two-
speed, 2 to 1, 900/1800 r. p. m. motor in order to provide the slow spindle speeds essen-
tial to satisfactory relieving operations. With this type of motor the following spindle
ranges are available:

L-«J...) - L- —D

Size of Lathe Type of Head Speed Range
14" and 16" 18-speed 8.5 to 1000 r.p.m.
14" and 16” 27-speed 7.5 to 1000 r.p.m.
18" and 20” 18-speed 6.5 to 800 r.p.m.
P 18" and 20" 27-speed 6 to 800r.p.m.
SPECIFICATIONS
' B . 14"—16" 18"—20"
Largest work relieving attachment will handle... 97¢” 13"
BERtaeeliel ronape. ... 0 to %" 0 to %"
i Number of work flutes relieving attachment will accommodate — 2, 3, 4, 5, 6, 7, 8, 9,
! B a5, 16, 17, 18, 19, 20, 21, 22, 23, 24, 25, 26.

Relieving Rest with Cover removed to show depth adjusting means

V'- '




SUB-HEAD (Speed Reducer)

| Diagram of Sub-head

i The sub-head or speed reducer, asitis sometimes called, is a valuable unit for operations
such as relieving wide forming tools, hobs with long leads and cutters with large
number of teeth, also for coarse worm cutting and chasing long leads—in fact, any
operations requiring very slow work speeds.

‘This attachment, which is fitted directly to the spindle nose and securely clamped
~ to the bed, provides a speed reduction of 6 to 1, resulting in the very slow work speeds

tions as an indexing face plate, being suitably marked for the chas-
ds. 7 This entire unit is anti-friction mounted, is provided with
- machine-lapped helical gears, automatic lubrication, and

' the range of the standard threading
a sub-head or a coarser thread range
prepared to furnish for such




operations a coarse threading attachment con-
sisting of a special quadrant and suitable change
gears to modify the regular thread range to cut
threads twice as coarse as the standard range.
(See page 23.)

This coarse threading attachment either may
be furnished with the Lathe or applied after
the machine is shipped.

"
[
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) COLLET CHUCKS and COLLETS
)
)
J

Two types of collet chucks may be furnished
for either Cam-Lock or Standard Key Drive
Taper Spindle Noses: the Key Operated nose
type and the Wheel Operated nose type.

Micrometer Carriage Stop. (Fig. No. 1)

The Key Operated chuck takes a maximum
size collet of 134” on all sizes.

The Wheel Operated chuck accommodates a
maximum size collet of 13¢” capacity on the
14” and 16" sizes and 134" capacity on the 18"
and 20" sizes.

. MICROMETER CARRIAGE STOP

: The micrometer carriage stop, furnished as _

standard equipment on the ‘“AMERICAN” gt e -Tooe C°};fitg C;‘;‘“”z)(smg'e“)

- Pacemaker Tool Room Lathe, is provided for e

: locating the carriage or tool with

to the work. It is a positive stop,

is used in connection with hand feed
ust not be used in combination

‘of a body casting
ew with knurled
graduated for
- Hardened
 the front

Chuck. (Fig. No. 3)




SIZES 14 16” 18° 20" ‘
Swing Over Carriage Wings.. . ... .. 1615" 1815" 201" 2215"
g Over Compound Rest. . ... .. 974" 114" 1315" 15" ‘
Over Taper Attachment. .. . 974" 11y 135" 15°
Over Connected Plain Block
‘Adjustable Rear Rest. . .. .. 6" 6” 8" 8"
:n Centers Tailstock ‘
.......... 30" 48"
None None
197 2 ‘
...... 8125 8850
510 510
8425 9150 (
660 660
9625 10850
710 710 ‘
210 260
60 65
20H. P. 20 P,
3234" 3254
Timken Timken
Timken
~ Ball Bearing




DIMENSIONS

SIZES 14" 16° 18* 20"
. BED
RepthvobBed, L i Lo ; 137 11 1275" 1275"
Width of Rack and Pitch. ......... 15" x 10P. 75" x 10P. 114 " x 8/10P. 114" x 8/10P.
CARRIAGE
263," 2634" 3214" 3214"
“ i a5 e
67 67 104 104
48 48 60 60
113" to 92 115 to 92 1 to 60 1 to 60
48 48 60 60
.002 to .118 .002 to .118 .003 to .200 .003 to .200
g 136" 134 134"
- 14 Pitch 14 Pitch 15 Pitch 14 Pitch
14 1815" 1815"
634" 834" 8%4°
4" 6" 6"
2T x 14 AR S %" x 1"




& MANUFACTURED UNDER ONE OR MORE

OF THE FOLLOWING PATENTS:

1,854,672
1,910,334
1,926,996
1,926,998
1,938,906
1,966,409

1,971,956
1,982,612
2,011,318
2,018,363
2,074,961
2,173,557

OTHER PATENTS PENDING
THE AMERICAN TOOL WORKS CO.

CINCINNATI, U. S. A. 4591

Trade-Mark Reg.
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