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If we were asked what, in our opinion, is the oustanding requirement for a modern,
high-productive lathe, our answer would unhesitantly be Convenience of Control and
Ease and Smoothness of Operation. Realizing the absolute necessity for these chaf-
acteristics in a modern lathe, we have concentrated upon and emphasized 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 con-
venience 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 can say without fear of contradiction that the new
“AMERICAN"’ Pacemaker Lathe is unsurpassed in handling efficiency, while to our-
selves, we can honestly say that in our own opinion, it is the most convenient to handle,

the easiest to operate, the smoothest running and the fastest cutting lathe that has

ever been designed.
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ss in the art of metal cutting is definitely toward higher cutting
therefore, if, in the development

The trend of progre
speeds. What an inexcusable oversight it would be,
of a new lathe, the highest speeds of the present and probable higher speeds of the
future were not adequately provided for. The headstock of the new “AMERICAN"
for the high speeds made practicable by Cemented
pindle speeds for the great

Pacemaker provides not only
Carbide cutting tools, but supplies an ideal range of lower s
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

The low and intermediate ranges are secured thru hardened spur gears, while

range.
All gears are finish ground

the high-speed range is thru wide-faced, 20° helical gears.

except the large slow speed spindle gear on 18’, 20” and 22" 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 Japped on a ‘‘Michigan’’ Cross Axis gear lapping

machine.

Headstock Assembly




Headstock Drive showing Transverse Ribbing and Intermediate Supports for Spindle and Shafts

All speeds are selective, and in no way is it possible to simultaneously engage conflict-
ing gear runs. Should the prospective customer feel that he does not require the
close speed increments provided by the full range of 27 spindle speeds, the headstock
mechanism may be simplified to produce either 9 or 18 speeds, with a corresponding

reduction in price.

There are no sleeve or plain bearings in the head mechanism. Only short, stub shafts
are used and all are mounted on anti-friction bearings. This construction brings
the shaft bearings close to the gears when in the driving position and minimizes the
tendency to deflect under load. Shafts are made from heat-treated alloy steél, are

multiple splined and finished ground on latest model spline grinders.



Spindle Assembly showing Selective Triple Drive

The spindle, which is of unusually liberal proportions, isa hammered forging made from
special, high tensile alloy spindle steel and is mounted in large Timken Zero Precision
Taper Roller Bearings at the front and center and floats in a ball bearing at the rear.
This type of spindle mounting has proven to possess unquestionable merit for the
most advanced lathe service. The front and center bearings are opposed to provide for
easy adjustment without removing the head cover and to absorb spindle thrusts in
either direction, thus completely eliminating the necessity for the usual thrust washers
at the rear bearing. The center bearing also supplies a rigid support for the spindle
midway between the front and rear bearings and prevents deflection even under the
heaviest loads.

A very convenient and novel means is provided for adjusting the front and inter-
mediate spindle bearings. The removal of a small plate at the rear of the head exposes
the adjusting shaft, the movement of which actuates a worm and worm wheel which
in turn actuate the adjusting collar. This adjusting mechanism is self-locking, re-
sulting in positive and lasting adjustment. One turn of the adjusting nut supplies
.001” adjustment to the bearings.

The spindle nose is exceptionally large and is regularly provided with the almost
universally accepted standard key drive taper nose, although the cam lock type of nose
will be furnished on all sizes when preferred and specified by the purchaser.



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.

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 transmission 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.

LN
S

Diagram showing means for adjusting Spindle Bearings
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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 disc 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 of 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.
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Diagram of Clutch and Brake Unit
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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.

y
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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. It is very simple in design having but 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" lathes; No. 2 for 18"
20" and 22".

Standard Key Drive Taper Nose
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The cam-lock spindle
nose is offered for all
sizes of lathes up to and
including the 22" size.
This type of nose offers
quick and convenient
means for applying and
removing chucks and
face plates with em-
phasis upon convenience
of clamping such fixtures
to the nose.

The 6” diameter nose is
used on 14” and 16" sizes.
On 18", 20” and 22" sizes
the 8” diameter nose is
used. Chuck manu-
facturers supply steel
body chucks to fit
directly to Key Drive
Taper and Cam -Lock
noses without using
adapter plates, but the
type and size of spindle
nose must be specified
when ordering chucks.

Cam-Lock Spindle Nose
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No. 1. Quick Change Gear Box—Exterior

The new quick change gear mechanism designed for ‘“AMERICAN" Pacemaker
Lathes is one of the most universal mechanisms of its kind ever developed. It cuts
every standard thread ordinarily used without transposing or adding gears, and by
the substitution of a very few gears can be quickly converted to metric, or vice versa.
Means is also provided thru the addition of a few gears to the quadrant and first
stud of the gear box to cut either a coarser or finer ranée than standard, also dia-
metral and module

pitCheS‘ To secure the No. 2. Quick Change Gear Box—Interior

full range of standard
threads and feeds, how-
ever, no substitutions
or additions are re-
quired as all changes
are made in the gear
box. On the 14" and
16" sizes a standard
range of 48 threads 1}%
to 92 and feeds from
002" to 118" is far-
nished, while on the
18”, 20" and 22" sizes,
a range of 60 threads
and feeds is provided
from 1 to 60 per inch
and feeds .003” to .200".




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.

OX

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.
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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.

Simplified Reverse for Leadscrew and Feed Rod.

In place of the old-fashioned swinging quadrant on the end of the bed to provide
reverse for the leadscrew and feed rod, this new lathe employs a very simple pull rod
which is instantaneous in operation and requires no manipulation of binder bolts.
This one feature in itself has materially reduced handling time and effort.

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

A mechanical feed reverse is regularly provided in the apron through a double bevel
gear through which the direction of the carriage may be reversed without reversing
the direction of the spindle or feed rod.
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Diagram of Mechanism for Reversing the direction of the Leadscrew and Feed Rod.
(This is standard equipment and is not what is known as ‘‘Leadscrew Reverse from Apron'’)



~ STREAMLINED .

TAILSTOCK

The streamlined tailstock has a very large diameter extension barrel, giving clearance
to the carriage bridge for short work. It is provided with four clamping bolts for bind-
ing it securely to bed, two rear bolts being carried to top of the barrel for convenience
in clamping. The barrel is solid, the spindle being clamped by a double plug binder
which clamps without affecting its alignment. The spindle itself is made over-size
and carries a very large center. Tailstock screw is provided with a ball thrust bear-
ing for absorbing thrusts.

The tailstock unit purposely has been made unusually massive and rigid to ade-
quately provide for the increasing severity of lathe service resulting from the high

efficiency of modern cutting tools. .
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The carriage construction is one of the outstanding ‘‘PACEMAKER"’ features. It is
unusually rigid, offering the greatest resistance to the cutting thrusts, yet is sur-
prisingly easy in its movement along the bed. Hardened wipers honed to perfectly fit
the bed ‘‘ways’’ exclude all chips and dirt and prevent scoring of the bed.

It has two vee bearings on the bed which insure long maintenance of original align-
ments and equal wear on the front and rear bearings. Due to the patented Drop Vee
Bed, the carriage bridge can be made very deep which, coupled with its large area of
contact on the wide angle bed vees, accounts, in a large measure, for its strength and




rigidity. The dovetail has been materially increased in width, giving the compound
rest a most substantial mounting which, coupled with its very wide bearing on the
widened bridge, provides a rigidity of mounting rarely encountered in other makes.

Both the carriage vees and the cross slide are adequately lubricated by means of
approved ‘‘one-shot’’ oiling systems whichfunction instantaneouslyand, at the same
time, prevent the oil drip and waste encountered in many automatic systems.

For rigidly securing the carriage to the bed, clamps are provided at the front and
rear with an adjustable gib at the rear for maintaining the proper contact with
the bed vees. The compound rest and cross feed screws are very large in diameter,
and have large, stainless steel, easily read, direct-reading micrometer dials.

The cross feed screw is surface hardened to about 70 scleroscope in such a manner
that the original accuracy is retained. It is equipped with ball thrust bearings
and a large automatically oiled, bronze compensating cross feed nut, which is
conveniently and quickly adjustable for wear.
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No. 1. Front View of Apron

]

The “‘PACEMAKER’’ Lathe apron is a substantial, compact unit using all heat-treated,
carefully processed gears and providing outer supports for all studs. The first stud
and rack pinion are anti-friction mounted, which contributes materially to the ex-
tremely easy and smooth movement of the carriage along the bed, which in turn
minimizes drag when chasing threads and eliminates the necessity of withdrawing
the rack pinion.

The control for both the cross and longitudinal feeds is through convenient and easily
operated drop levers which actuate clutches of the well-known ‘‘automobile’’ spring
control type. Thelongitudinalfrictionistheconetype, while the crossfeed is through a
safety angular tooth type. Both units are held in engagement by heavy coil springs
the same as the automobile
clutch and consequently rarely,
if ever, require adjustment.

Both are disengaged positively
and instantly without effort,
even under the heaviest cuts,
by means of a cam, actuated by
the drop type control levers.

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 auto-
matically disengage itself.




The oiling of the entire apron is accomplished by means of an instantaneous ‘‘one-
shot” oiling system. Actuation of the plunger supplies sufficient oil to distributing re-
servoir 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.

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 clear-
ance 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
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.

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.

Rear View of Apron
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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 cor-
rect point for engaging the half nuts for the thread being chased, and carries instruc-
tions to guide the inexperienced operator so as to avoid mistakes.

The bed has been made unusually rigid by increased depth, thicker walls and heavier
ribbing. A special mixture is used, containing 409, 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
over the bed and addi-
tional carriage bridge
thickness. In our opin-
ion, the vee bearing is
much easier tokeep clean
and consequently offers
greater resistance to cut-
ting and wear than a flat
bearing. When wear does
occur, the 4-vee bed
wears more evenly than
one using a vee and a
flat bearing, for it is
perfectly obvious that a
vee bearing and a flat
bearing will not wear
equally. The 4-vee bed,
in providing 2 vee guides
for both the carriage and
the tailstock, insures
longer life for their align-
ments, resulting in the
maintenance of accuracy
over a longer period of
service than is possible
with any other type of
bed.

The carriage vees are
thoroughly lubricated
by means of the ‘‘one-
shot’ oiling system in
the apron.
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R
Diagram Showing Standard Motor Mounting

“AMERICAN" Pacemaker Lathes are built only in the motor driven type. The motor
drive consists of either A. C. or D. C. constant speed motor, mounted inside the cabinet
leg under headstock, and connected to the initial driving unit of head, preferably by
multiple vee belts, although a silent chain may be substituted if preferred.

The motor mounting includes a hinged motor plate to permit motor adjustment
to compensate for belt stretch. For the maximum horse-power motor recommended

for each size lathe, see specifications, page 38.

For lathes driven by adjustable speed motors in frames too large for mounting inside

of the cabinet leg a platform mounting
is provided at the rear of the head end

Motors of the following maximum round diameter are
the largest that can be mounted inside the headstock

cabinet leg. Connection to the head s R
driving sheave is made thru multiple l i
Vee belts. Adjustment for the motor rln——— . W | e ‘ S — ’ -

to compensate for belt stretch is sup- |
7% | a7e | 1

plied.

15147
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Standard equipment upon which the base price is determined includes 18-speed geared
head arranged for motor drive, but exclusive of the electrical equipment. Compound
and steady rests, thread dial, either English or Metric quick change gear mechanismes,

large face plate, small face plate, stainless steel compound rest and cross feed dials and
necessary wrenches.

At extra cost we can, when ordered, equip these lathes with patented ball bearing
taper attachment, chip and coolant pan, coolant pump and connections, leadscrew
reverse with automatic chasing stops in both directions, Nose type collet chucks,
either Key Operated, or Wheel Operated, collets for both types, power rapid traverse
for carriage, follow rest, chromium plated wheels and handles and additional gears for
quick change gear mechanism for chasing extra coarse threads, metric pitches,
diametral or module pitches.

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.

The Key Operated chuck takes a maximum size collet of 13{” on all sizes.

The Wheel Operated chuck accommodates a maximum size collet of 134" capacity
on the 14" and 16" sizes and 134" capacity on the 18", 20", and 22" sizes.



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"’
Pacemake 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.
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No. 1—Diagram of Power Rapid Traverse Mechanism

This control lever actuates either of the two contacting bands, which causes it to grip
the hub of its traverse nut, which in turn imparts the traverse to the carriage. The
operation of this mechanism is absolutely fool proof. It is so constructed that in event
of the carriage being accidentally run into the headstock, the tailstock or any other
interference, the engaged contacting band will simply slip and no damage will result.

No. 2—Power Rapid Traverse, End View

A further safety feature is provided by the
control lever, which must be held in engage-
ment by the operator. The moment he re-
leases this lever, it automatically snaps back
to the neutral position, which disengages the
contact band and stops the carriage traverse.

SAFETY FEATURE

An outstanding safety feature is the automatic
declutching of the traverse handwheel when
the power traverse is engaged. This import-
ant feature protects the operator against the
danger of a rapidly revolving handwheel when
using the power traverse.



Although the chip and coolant pan is an accessory that must be specifically ordered
(except on tool room lathes on which it is standard equipment), all Pacemaker Lathes
are regularly arranged to receive it at any time either beforeor after the lathe is shipped.
The standard cabinet legs are regularly 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.
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A new and greatly improved ball bearing taper attachment, providing a maximum
capacity of 6” taper per foot, is now available for all “AMERICAN’’ Pacemaker Lathes.
This new attachment is the very last word in accuracy, ease of control and frictionless
operation.

Twenty-four (24) permanently sealed anti-friction bearings reduce frictional loads,
especially on the steepest tapers, to a fraction of those encountered on the standard
type of plain bearing attachment, resulting in faster work, with better finish and of
greater accuracy.

The anti-friction bearings employed in this mechanism are concealed in such a manner
that they are never exposed to dust,dirt or chips, which in itself is a decided advantage,
as such an application eliminates the necessity of cumbersome guards, exposing the
entire mechanism to the view of the operator at all times. A very simple wedge adjust-
ing means is provided to compensate for any wear that might occur in the anti-friction
bearings.

To insure permanent accuracy and minimize wear, hardened and ground steel con-
tacting surfaces or ‘‘ways’’ are supplied for the anti-friction bearings, both in the
sliding shoe and the bottom slide. These surfaces are extremely hard and are kept
scrupulously clean by improved Duprene wipers.

This new taper attachment is of the carriage type with telescopic cross feed screw
control. Bolted to and traveling with the carriage, it is always in position for instant
service and is so designed and its weight so distributed as not to destroy the easy and
sensitive movement of the carriage along the bed.



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.

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
knurled knob and fine pitch screw. The sliding shoe which contacts the taper bar is
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-
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.

The telescopic cross-feed screw is
) P Showing Anti-friction Bearing Application to Taper A ttachment
of large diameter and made of a and hardened steel ‘‘ways"

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.

A dirt guard shields the cross feed
screw and nut from chips and dirt.
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A great variety of tool rest and tool
holder combinations is available to select
from, facilitating the choice of just the
proper tooling arrangement for the work.
The selection of the most advantageous

tool rest and tool holder combination Combined Compound and Plain Block Rests
(Fig. No. 511)

for the character of the work to be per-
formed is very important to the ultimate
value of the lathe inasmuch as the actual
volume of work produced is often largely
dependent upon the correct tooling for it.

Compound Rest’ with 4-Way Tool Block mounted on
Top Slide and interchangeable with other Tool Posts.
(Fig. No. 503)

Turret Tool Block mounted on Compound Rest Bottom Combined Plain Block Rest with 4-Way Tool Holder at
Slide and quickly interchangeable with standard swivel front and Adjustable Block Rest with High Duty Tool
and top slide (Fig. No. 505! Holder at rear (Fig. No. 514}



For intensive production serv-
ice a complete assortment of
duplicating and measuring
equipment is available con-
sisting of automatic longitu-
dinal stops, positive cross-feed
stops, accurate scale fitted to
bed for quick and accurate set-
ting of stop dogs, built-in anti-
friction tailstock center, pat-
ented direct-reading cross-feed
dials and a wide variety of

rests and tool holders.

The design, application and
use of these various units are
thoroughly illustrated and de-
scribed in the “"AMERICAN™
Multi-Production Lathe Cata-
log which also contains inter-
esting examples of the effect-
iveness of this equipment.

‘*“American’’ Multi-Production Lathe (Fig. No. 3)
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Automatic Longitudinal Stops (Fig. No. 1)

Positive Diameter Stops (Fig. No. 2)
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( J 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




