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INTRODUCTION

The Rockwell Metal Cutting Lathe you have just purchased is a PRECISION MACHINE
TOOL., built 1o the same high standards that have made the name Hockwell the bywond
for quality built, indusirial power tools for over a qoarter of a century.,

Teeat i as such by taking the time and care o see that it iz properly insialled and
censcienciously maintained.  You will find such time to be well spent and gain the
benefits derived from keeping vour lathe in perlect workiog comdition For iis el life-.

Hilore  leaving our Tactory, 1he l'l:-lF:-lr'[-' machine was thoeoughly aligned, tested and
inspeecbesd and the results of the more imporiant 1Es]s G g hown on the QUALITY L
TROL CERTIFICATE packed with it. Howewer, rough handling in shipment coula 1 birevw
the machine oar of alignment and befurn being placed in operation it should be thorough.
I¥ checked and readjusted where necessary.

[t is of the otmost importance theeefore, that you review this entire manual before in-
atalling or operating your lathe so that you may become thoroughly familiar with the
adjusiments and lunctions of il vanoos compongnis,

D Pocbmell Mprufacturing Co., T4 1 Prinded im U.S.&,
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INSTALLATION

SELECTING FLOOR SPACE

through inadguately con-
machinery or other

accumecy of your lathe,

Vibration tranamiited
grmicred  [locrs by
sources can impair the
Therefore, it is of utmost importance that the lathe
be mounted 10 a aclid, level foundation, preferably
concrele,

aljacent
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Fig. 1.
Lnless rsuhstauliu”:.' constructed, a wood floor

should be braced against mr_-'p;inp, and transmission
of vibration. Refer 1o Fig. 2 for floor plan dimen-
sions for 11" Metal Cutting Lathe.

CLEANING THE LATHE

The bed ways and all other machined and u:lp:iihl-"-.]
audaces of the lathe are profected with a coating
of rust preventive. This coating may be removed
with a soft cloth maistened with kerosene (do not
use acetone, gasoline or lacquer thinner for this
purpose.]  After cleaning, cover all unpainted
surfaces with a light film of good machine oil.

INSTALLING THE MOTOR

If your lathe was purchased complete with a Hock-
well motor you may disregard these instructions
becauze the motor has been mounted and the motor
pulley adjusted 1o give comect alignment of the
lower variable speed bell

For easier wiring, the motor junction bex should
be toward the front of the lathe.

L. Hlace the i"'”":' on motor shalt with key in
|||.| e, Do not tighten set scrow al this time, os
the motor pulley will be adjusted 10 give correct
alignment al the lower variable speed belt.

a

!i"l:lril\" IiII|I '.'-:1-=h*r.

the motor mounting plate,

and rublier bumper from

3; Place

mobor on motoe plate,  Install
mounting bolts, and fizhien
block of wood placed undor
will facilita e

ing the mator.

melor
nuts finger Ltight. A
II:‘l" III-H_E"""II malor EIE-|||"
inseion of the four bolts for mount-

f.  Turn the varable speed control lever counters
clockwise until the wvariable speed  pulley (A)
Fig. 3, is completely lowered.

3.  Adjust motor shaft to be parallel with varia-
Bule= speed pulley shaft,

. Tighten motor mounting nuts,

s

Fig. 3=A shows the comect position of the
controel mgulating pulley and cable when
the variable speed control lever is in the straight
up posilon.

apesd

VIEW WITH HANDLE STRAIGHT UP

OFF THIS SIDE  __
TO CLAMP ON — e

PULLEY BRACKET |_ i = :]

e —

__OFF THIS SIDE
“TO SPRING

=

POSITION OF SPEED CONTROL REGULATING PULLEY
WHEN SETTING CABLE TO PULLEY

Fg. 1-A



INSTALLING YARIABLE SPEED BELTS

. Turn the variable speed control lever olock-
wize and raise the variable speed pulley o max-
pmmem heighe,

2. Remove the two spindle Y-belts (A) Fig. 4,
from the jackshall pulley (BL Place the upper
variatile hE'rE'r'IJ belt ({3} on jl.il:.'!'.hh-lrl FH-I-]IE“F (1) aned
voriable speed pulley (D), as shown in Fig. &
Then reaszemble the two spindle V-heliz o by
jackshalt pulley as shown,

=

L

LEVELING THE LATHE

Place the cabinet on a level floor. I rocking
nccurs place metal shims between the bolt pads of
the cabinet and [loor.

2. Place a precision spirit level (A) Fig. 5,
rc.-e:|||.'|n*|.j' acroas the Veways at the headstock end
af the bed,

ik Adjust shims under the headstock end of the
cabinet until the bubble in the level is approxinte-
ly centered. Camefully note the exact position of
the bubble in relation Lo the grodustions on the
level,

1. Place lower varioble speed belt (E) Fig. 4, on
the variable speed pulley (D). Hemove nut, washer,
and rubber humper (F) from (e motor mounting plate
i mllow belt to be placed an motor |'.|I.I|.|.!"g'. Livwer
variable speed pulley 1o assist in this operation,
Heplace nunt, washer, and rabbier bumper (F) Fig. 1.
1. With a straight edge held on either outside
edge of the variable speed pulley and extending
down pasi the motor pulley, adjust the motor pulley
(by sliding the pulley in or oul on the motor shal)
unti] the lower variable h;u'rli belt is ]}ijll't with
the straight 1'--|!..:-e'.

screw  in the motor

Lt Then tighten the set

pulley,

/ “ﬂ

Fla. 5.

4. Withouwt wming the level end for end, move it
tor the tailstock end of the bed, and place it squane-
lv across the Y-ways.

X Adjust shims wnder the tailstock end of the
rabinet until the bubble comes to rest at the same
position as when the level was w1 the headstock
end of the bed,

6,  Place the leve] (B) Fig. 5, lengthwise on the
ceefileer -:r ihe hed and shim ||r|[i| bubble is HFI-'|'II"I1'lii--
n|:|||'l:.' contersd,

Repeat Steps 3, 4, 5, and 6 until readings are
-1F>I'F'“i'““t‘"|? the = ami.

ll-
i, FEasten the cabine¥o the [loor.,



ELECTRICAL RECOMMENDATIONS

A constant speed high starting torque, 1 hp, 1725
pm motor is recommended. The motor pulley sup-
plied with the lathe is designed o fit a motor
shalt 1/9" in diameter. However, these molor
pulleys are also available with 5/8', g L L
and | 1/8" bore. The motor mounting plate of the
lathe is designed to accommedate most motors
made in Rockwell No. B 1/2 and NEMA 143-143T-
145-145T-182-182T frames. Wiring diagroms are
included with the Rockwell Switch kits made avail-

abile for uae with this lathe.

Make sure alectrical
rharacteristics
are the aame,

3 PHASE
230 VOLT
&0 CYGLE
POWER
SOURGE
To conpect to power source
use heavy enough wire, Your power source.

Nameplate on motor,

H P 1 Phase J Phase

L #12
A 4




HEADSTOCK CARRIAGE TAILSTOCK

=AW CHUCHK II_-|HEAI:| CHASING DIAL—— —— RAM

DRIVE SELECTOR LEVER EE:EF’-EIE'-’;‘LF_':LE'TM;-NUTE— /= RAM CLAMP LEVER

FEED REVERSE LEVER _|_\ 'i:‘-UTCHLLE'.'rEl% _Li’.'ﬁ'i— ,n" ,u'll II,—I:LAMF' NUT
CROSS SLIDE — J ! .-'I r HANDWHEEL

QUICK JHAMGE COMPOUND SLIDE
GEAR BOX

THREAD AMD FEED
CHART

LEFT TUMBLER
LEVER

RIGHT TUMBLER
LEVER

RACHK FOR

VARIABLE SPEED DRIVE POWER
CONTROL LEVER VFEEDING
SPINDLE SPEED
e LEAD SCREW

Tig. &,



OPERATION AND CONTROLS

The following is an explanation of the operating controls of the Rockwell
11'" Metal Lathe. An experienced la'::Et operator knows that there is
always some difference between the location and type of control between
different lathe models, even though the purpose of the controls is similar
between one lathe and ancther. The novice should study these explana-
tions carefully before tuming oo the power, to avoid damage to the lathe
or injury to himself.

All operators will profit by a knowledge of how the controls operate and
how they are to be set for standard lathe operstions like turning, boring,
facing, and thread cutting, or special lathe operations like milling, drill-
ing, reaming, knirling, and others.

CAUTION: Belore turning on the motor for the first time, be sure that the
Feed Reverse Lever of the Outhoard Gear Train is set in the peutral
position. Do not tum the Control Lever for the Variable Speed Drive
until the motor is running. Then immediately rotate this control lever in a
connter-clockwise direction to cause the lathe to run in o slow ronge
before other controls are manipulated. Until yow are familiar with the
contrels, 1t 13 better to manipulate them with the lathe running slawly,



HEADSTOCK CONTROLS

DRIVE SELECTOR LEVER

SAFETY LOCK -OUT D1SE

Hrive Selector Lever — Direet ||Iil.-1:, lnose EF:IiIIl“i'.
Incked spindle, and back gear drive are obtained
by simply ahifting the single drive selector lever
to the desired position. SHIFTING FROM ONE
POSITION TO ANOTHER MUST BE DONE ONLY
WHEN THE MOTOR 153 OFF AN THE SPINDLE
5 AT HEST. THE MOTOR SHOULD NEVER BE
STARTED WITH THE LEVER IN LOCKED 5PIN-
DLE  Always check b pll.-n]l.il.:-lt of the lever b=
fore starling Lhe motor,

Direet Drive = In direct drive the shifler lever arm
rides in the groove ring af the bull gear and pushes
the bull gear to the left engaging the dog clutch
IIIII".':'!"--

Lowse Spindle - In loose spindle neither the dog
cluteh niwr the boack gears 15 -e-Hg:n_I;F"-.]. The sgpin-
dle is free to b motated by hand. This facilitates
the location of work in chucks, inspection of work,
or the physical checking of work with indicators
T i) R e
Lowked Bpindle
back Eears are o nza e flie .-.pilll”l:' iz in lecked
position.  In this position, the spindle cannot be

When both the dop eluich and

roliled.
Back Gear Drive
halves ane disengaged. [

In back gear the dog elutch
back sears drivee (he
gpindle atr the lower spindle spreds because of the
5 tés 1 reslietion sl of the EOOTS,

In oddition 16 the convens
ience of 1he single drive selector lever for selects

":.1 L-:_:. I_l:-"l'.-' il [hare

Wi any dipve E:u'-.-:ll'l-'ul, yaur lathe has a ]'ll:-“ii.l.i‘rl'
foolprool [ese=k=tsuat [t makes
dumige 1o the drve impossible, even il a change
in drive |'|_.||iali||||h 1= .:||||_-r|pr|--.l "-'l'i[ll [I'I"" mistor

[ERIE]] |I:_r|.

.h.:l'-e-lj. which

BULL GEAR

Fis. T.

DIRECT DRIVE
SHIFTER LEVER ARM

J=J'W CHUCK

When the drive selector lever is engaged for back
gear drive, loose spindle or direct drive, it is
nomally impossible for the operator to pull ot of
this drive position with the motor running. By &
sudden jerk, the lever can sometimes be withdmwn
from the locating hole while the motor i running,
but no harm can be done, since this action auto-
matically disengages the direct drive dog clutch
in the headstock.

The spindle, of course, cannot rotate with the
drive selector lewver in the locked Hp‘ind|E" posi=
tion and the motor should not be turmed on while
in this position,

The drive selector lever can be disengaged from
any position peeliminary to selecling another
pasition. If, however, Lhe motor is tumed on at
thia paint, after pulling out from oné position bul
before selecting the next position, the safety lock-
out feature prevents the inexperienced operatos
from going into direct drve or locked spindle
position by preventing the lever from estering the
r.q'i|'|'1-r'l.‘: hale,

To restore the drive selector lever to normal operat-
ing condition after reaching the condition descrnbed
in the above paragraph, the opemior should first
bring the spindle to o stop by shutting the mator
off, and then drop into the back gear or the loose
apindle  position.  The operator can then select
whichever drive condition he desires in the normal
way with the mowr off and spindle stationary,



OUTBOARD GEAR TRAIN

Feed Heverse Lever Fhiz Lever has three posi-
fions and shifts gears in the Cotboard Gese Train
whic:h transmits power from the spindle of the lathe
1o the Quick Change Gear Box, When the lever is
in the up pos=ition the l=ad screw rotates inoo dimec-
Lion opposite 10 that of the spindle and when the
lever iz in the down position the lead screw and
apindle rolate in the same When Lhe
lever is in the center (peutral) position the Quick
Change Gear Box is disconnected and the |ead

siew does nol rolale.

| irection.

VARIABLE SPEED DRIVE

Fig. 9.

b

Loy A Cund

The wvarable spaed contral  |ever  should oo
moved except when 1he motor is running
puiling unnecessary steain on e variable speed
drive pulley assembly. The
elockwize Lo make the lathe run faster and counter

dowm,

CHRLTed Il"l-l"I: 1 ||IIII"'|

i Il"\l; I-\,W:.-d_' o '-Il.'-!- il

The infinite owember of speed ranges betwesn A5

and 153 apmdle epm obtainable by the wse of the
vartable speed drive o 1lie host ver-
sl il means of poswer transmission avallobile, The

i .-||'I'-_'l-'|:|lli.'\-|:|‘.".i
1

moakes 1T ond

|G esp positiom o Lhe spred  Fa e

by e § | reduction through 1he back eears,

ter A rpm.

:_Ill Eil I_-'|_J:

The spindle sperds in back gear ore 15
[hee spindle speds 1T

i dprect drive

2]
Iy

Two square bead screws (A and W) ame provided
on the variable .-:|-1|'|| pulley bracket.
in Fig. 9.
allow the lathe o be aperuted through its Tull range.

[(Ber drawing

Thess seppws are set at the lactory 1o

bor dnexpereenced siudent npEEralors, for reepeliiave
Lwis dliameter '-x--r'n. or {ar cther ras HLs, il (EXRRErTY TTEm
th tar other than

'.I".'\-li'..'l:.l-l' !.I.'I”'

limes Ly cpd s
[actory-sel maximum or minimum spindle speeeids
'|'h|.~ 15 l|-:l||' Lk Al =1ERE I||-' I¥wa sgquam '|'.'.'|:|

L I Sk R

Adjust sceew (AN Tor high il -[|'l--| amd merew
Ir;: Fll! I! ki :"\."III.'J_" _'\.Ill'l'll_



CARRIAGE

TOOL POST

SWIVEL BASE

T!LH |:|I:E||' {:Irl'.l."t'.[l! ineludes I!I‘:.F' Afra, :-m_:l-:_:lll',
cross slide, compound slide and tool post,  The
i|:||'r1rl||.|||:|' of the -t::l.!'ri.:'lgl* cantal  be l::l'i'r_'.‘!"'l'_ll]'lllu-
siged for it is the unit which suppors and controls
the metion of the tool.

The micrometer collars for the -:'||r|i|:4|u|||,| slide and
cross slide are both of the "direct reading™ type.
For example 1f vou advance the cmoss slide one
imark o Ihﬁ [ nﬂur, Liie -_]i.;umr_'l:-e:r u[ I||l:"' 'u.'ur'k ||i.r"|"r"~
will be redeced 002", although the 10o] will move
only 001", In other words, you *“‘read™ the
diameter of the work piece “'directly” [rom the
collar.

One boog amd 1wo shon withess marks are [ound
nexl Lo the micrometer collar [or Lhe compound
slide, and the collar has a mark for each .0DL™
The two short wilness macks [orm a
vepnier so that a movement of 0005"° can be meas
sumed, When the oo slide s set at 20 de-
grees Lo Lhe apindle, moving in one mark advances
thes ol ,I:_'Il'_:li", bt takes. .(H '::" -el“l the diam=ter,
At all angle settings of the compound other than
0 degrees, the tool still moves 001" per mack,
but the amount the diameter of the work is reduced
is less than thmt “directly read®™ and it will be
thie F'41:-.||;4 t of the gine of the amgle at which the

e ment,

|1UnI|,|r||J:1| Is =t

The carriage lock screw must always be loosened
Ill'rl'hh' ‘r:,'i“'-l Lo Er'l_'ll l-i||' -I'i.ll'liu‘]ll.ﬂ i.i]‘llll.t: :IJ" I_I'li.
When firmly tightened, this screw will guard against
passible movement of the camiage when facing,
cutting off, and doing other operations where the
bl fored ix o moved only |:l‘:-' [eoding the cross

glide of |'r'r||||-':-l.||3-.| alide.

COMPOUND SLIDE
CARRIAGE LOCK SCREW
CROSS SLIDE

THREAD CHASIHG
ClaL

Fig. 10.

The apron handwheel is torned clockwise (o move
the -'::j_rriaz_'e towand the 'I.il:ii,g.ltm:.h;1 amd counter
clockwize ta move il toward the headsioek, Belore
using thiz handwheel, be sure that the cariage
lock screw is loose, the half-nuts are disengaged
from the lead screw, and that the cluich for power
feeding is discngaged.

The feed selector lever has three operating posi-
tions. The clutch lever and the lever for hall-nuts
must he se1 in the disengaged positions, and then
the leed selector lever is shifted by pulling out
on the handle ball to retract the plunger from any
one of the throe holes in the apron. A spring
causes the plunger to enter the selected hole when
the hendle ball is released.

The upper hale is for longitudinal power feeding,
the center hole for threading, and the lower hole
for power cross feeding.

With the feed selocior lever in the center hole and
the half-nuts engaged for threading, the lever is
locked, and cannot be shified for power longitu-
dinal or cross Feeding until the hall-nuts are dis-
engaged.

The Thread Chazsing dial speeds up the operation
of cutting external or internal threads, The Car-
risge can be traveled back .||r:-|1g the Bed I‘itEIi.-j]';.'
h',.' means of the Apron Handwheel with the hall-
fils disengaged, insiead of .~.'|.::|u.|}' |:|:.-' renns ol
reversing the Lead Screw with the half-ruts en-
gaged, The function of the Thread Chasing Lhal
is tao tell you just when to drop the half-nuts anto
the Lead Serew so that the tool will repeatedly
fallow the same EOVE S the thread is being

formed.



The Thread Chasing Dial rotates whenever the
Lead Screw is rotating {except with the half-nuts
engaged) and is divided by the foor numerals
i1, 2, 3, and 4} one each quaner circle on the dial,
Watching these numemals pass Lhe single witness
mark, tells you when to “drop® the hall-nuts onto
thee Lead Serew pecording o the lollowing system.

Pitch or Poalbticn for
Threads Example Subsequent
per Inch Plﬂlﬂ
ki Pitch 53§ Threads per inch Barme posithon only
L{ Piech #14. 544, 614, 1114 Opposite peosstiomns
only — 1 Peosilions
Dielicl Ptz £ 7.9 41,13, 13 Any of 4 Poadtions
Ewen Pitch 4, 6,8, 10, 12, 14, 16,
e, through T34 Any of 4 Positions
Pitehes in B, 16, 24, 31, 40, 48, Dvop in any powition
Multipley of & 56, 64, T2, BOD, BE, 06, cutting dial
ete, need not b e,

The thread dial is used and referred to when cut-
ting threads, When 1/4 threads are being cut, or
I!I,H-I'H]:Ii!:' 3 3/4 threads) drup the half-nuts in on any
one of the Tour numbers of the thread cutting dial.

However, you must drop the half-nuts on the lead
screw, [or subsequent passes across the stock,
on the same number yvou started with. If you start
with the No. | position on the dial, you must keep
dropping the half-nuts when the thread cutting dial
indicatea the No, 1 position. Il you stant with
No. 2, you must use No. 2 position etc.  As stated
above, any one of the four numbers can be used
when stating to cut 1/4 threads.

When cutting 1/2 theeads  (for example 4 1/2
threads), you can start on any ome of the four
numbers. After you have once stamted, you muost
make sbsequent passes by dropping the hall-
nuts on either the same pumber you started with or
the number opposite it on the dial. For example,
if you start with No. |, subsequent passes can be
made by dropping the hall-nuts in either the No. 1,
or No. 3 position, and if No. 2 is used, half-nuts
can be dropped in the No. 2 or ¢ positions. I you
start with Mo, 4, the No. 4 and No. 2 position can
be uzed, ete.

If the thread being cut is an odd number per inch,
that is 5, 7. 9 11 etc., you can start with any
number on the dial and on subsequent passes, you
can drop the half-nuts on any one of the four num-
bers, that is 1, 2, 3, ana 4,

=

If the number of thieads bizing cul is B, or any mu |-
tiple of 8, that is B, 16, 24, 32, 10, 48, 56, ele.,
it is not necessary 1o mead the thread cutting dial.
Just drop the hall-nuts on the lead screw anytime,
which alza applics 10 subsequent passes thal might
be made.

This does not mean that the thread cuetting dial
cannot be wsed with cutting these threads, the
dial can be used il the operator so desires.

Aockwell 11" Lathes are equipped with a bailt in thread
stog, as shown in Fig. 10-A. This photograph shows the
bottom side view of the stop [or elarity.

This exclusive built in thread stop enables you 1o cm
threads faster and the chance of emor is minimized.

Fig. 10 A

When cutting threads the compound slide is usually set
at 29°, and the proper tool holder and thread cutting tool
i= adjusted in melation o the stock. Push in the kourled
knob (A) Fig. 10-A to engage the thread stop and Lum
the ecross slide hendwhesl clockwise wmtil it engages
the stop, Move the compound slide in until the cutting
tool just touches the work. Back out the cross slide and
move the carriage until the tool is away from the work
and clear of the end. Then move the cmss slide in
againsl the stop aml proceed cutting by engaging the
half-nuts.

When you are finished with the Tirst cut, disengage the
half-puts, back out the cross slide, manually return the
coarringe 1o the stating position and move the cmoss
alide in. The stop enables the cross slide to be in the
same position for each successive cut and the ool is
advanced by the compoand slide for depth of cut,

To return the carviage 10 the starting position withool
this featire, you must reverse the rotation of the lead
screw (which is & ven slow procedure} or remember a
mark on the micrometer eollar of the cross alide when
yonp originally posivion the cross slide, The lotter methed
increases il p:u-.\-'.i.!:-lii['g.‘ af e,



QUICK CHANGE GEAR BOX

« LEFT TUMBLER LEVER

h.

i

RIGHT TU r.-f;.'._t R LEVER

o igs
TR T

Fig. 11.

Fifty-four threads from 4 o 224 per inch can be
cut by shifting the left and right wmbler levers
and by changing one sted gear in the gear train,
This is a gear type transmission which allows the
operator to guickly select 534 differem speeds of
the Lead Screw. These speeds are really 54
different ratios relative to the speed of the spindle
of the headswock.

There are two input speeds of the gear box, ob-
tained by exchanging the 24 woth and 43 tooth = tud
gears mentioned above. The 48 tooth sted gear
should be used ooly far c hasing theeads 4 |||r|r|;||-_r!|| T
pitch. The 24 tooth swd gear should be used
for all other threads amd for all power feeding.
If this mle iz viclaed, the theead and feed chart
on the Quick Change Gear Box will pot give cor-
fecl readings.

With the Quick (hange Gear Box set for any of
the eighteen (18} thread pitches from 4 through 14,
the power feads which could then theoretically be
usesd, are too [nst for all practical purposes.

15

Therelom:, in practice, the 48 iooth siud gear
should pot be used for power [eeding, and the
power [eeds are not shown on the op lwo rows of
the chart where threads 4 through 14 are indicated.

Some practice is required to get on Lo moving the
tumbler levers smoothly from lell 1o dght or vice
WETHE , ?||:|'_11l.' operylors r::1.|-'r|-:1 the index fi EEr af
their right hamd down along the lever, and exern
a clockwise twisting pressure with their wnst when
moving Trom right to left. A counterclockwise
iwisting pressure wsing either the left or right
hand, is used to move either lever from lelt to
right,  When the tumbler lever cannot be lowered
easily into the new position, the spindle should
be wmed slightly by hand, or jogged with the
motor, to @l the gears to mesh,

The left and right tumbler levers should be shilted
only with the motor off, to aveld clashing the grear
which might damage them, especially at high
speeds.  Both are shifted in the same fashion.



TAILSTOCK

RAM CLAMP LEVER

HANDWHEEL

Fig. 11.

The box wrench which comes with the lathe is used
to lonsen of I:igllh-ll th {'.lamp Nut thal Y 1]
the Tailstock to the bed.  With the Clamp N
loose, the Tailstock can be moved by hand along
the bed, or con be:removed from the bed entirely
by sliding it off the end,

The Tailstock can alss be moved or “offser” for
taper turning by means of the two Offset Adjusting
Screws. First loosen either screw, and then tight-
&0 the other to "'offset’” the tailstock. The amoant
of movement is measured by the witness marks on
the outboard end of the tailstock, The Clamp Nut
must he loose before this adjostment is made.
After the desired “offsei™ is edvisimed, ILghmn
previously loosensed Screw, and check again to be
sure the aetting has not shifted, For straigh
turning and most every job excepl taper turning,
the witness marks must be in line with each other.
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The Ham '::I-c'll'l'll.r Lever iz loogened to release the
Ham for feeding in or out.

The Handwheel is rotsted in a clockwise direction
1o cause the Ham to feed out, and counterclockwise
to retract the Ham. Turning the Handwheel counters
clockwize will also eject or free from the Morse
taper hole of the ,Ram a center, a taper shank
drill, etc., after the ram has been etracted to s
certain point.

The iop of the Ham s grrn-luntml in ane sixteenth
inch (1/16") divisions, which can be used for
reading the amount the Ham is fed out, for drilling,
etc, It has a tang slet for positive drive.of twist
drills and other toola with o tang-type No, 3 M.T.
shank, Complete retraction of ram automatically
gjects center. CAUTION: A dril pin should never
be used in the tang zlot 1o remove twizt drills and
ather lools. The Ham has a withess mark at center
height for easy positioning of cutting tool.



SERVICE ADJUSTMENTS

HEADSTOCK

ALIGNING BED WAYS PARALLEL TO SPINDLE

l.  Mount a 4 jaw chuck on the spindle and insert
a ground and polished west bar, approximately
1 1/2" to 2" in diameter and about 16" long.

2. True up the test bar by indicating 1 1/2"
and 13 172" from the chuck. Rotate the test bar
against an indicator at these positions see Fig. 13
The total indicator reading should not exceed
0005 at either 5 peMl.

FOCATON  SHOWA VEATIGEL TOR CLARITY

Fig. 14.

b If an adjustment is necessary, loosen two
bolts (A} Fig. 15, located at the front and rear
of the right hand riser block under the tailstock,
adjust bushings (B} and retighten bolts (AL He-
peat Step 3 and adjust further if necessary.

a5 Oceasionally the lathe
pnd  alignment  adjesiments

should be rechecked
made il necessary.
[f the lathe turns or bores a taper, it 15 an todi-
eotion the machine is no longer in alignment.

IMGRCATORS. 0w vENTAL POl CLLBITY

o nr"lﬁ_lr_i

— ﬁ_J
mL 2

| 5“‘-'——
f_ fras ﬁu [l =

Fig. 13,

3.  Moumt the indicaror on the teol post in a
horizontal position, as shown in Fig. 14, and move
the indicator 12" aleng the test bar by feeding
the carriage. The total indicator reading should
not exceed 0005,

Fig. 15



ADJUSTMENT OF SPINDLE BEARINGS

l. [ the smndle should develop end plav or
spin too freely, loosen two 2t sorews (A) Fig. 1o,
and IiE“hI-e’-Il thrust nul (B) wntil the end play is
removed and the spindle turns with & slight drag.
THEMN BACK OFF THRUST NUT (B FIG. 16,
10 BEGREES TO PROYIDE PHOFER PRELOAD
OF THE BEARINGS. HRetighten set screws (Al

2. ohould you [ind the bearings running above
145 di'g"'t'“'“-. farenheit the following !'\ll'l_lll'll:il.ll'l_
ahould be used o loosen 1 ke preload on the rioller
b Arings of the lathe 5 g e, |.oosen [wn &el
serews LA |"ip_r. 16, and |oosen thrust nut (B)
180 degrees. Using o wooden malle, strike the
chuck end of the spindle, (he sure 1o protect the
threads on the spindle).  This impract will move
the beanmgs apart. Now adjust bearings #s de-
scribiesd in Step |

ADJUSTMENT OF BACK GEARS

| . Mo adjustment of 1he back EEars I8 Necessanry,
sipce all the parts ame fuctory fitted and the teeth
meshed with proper back lash and the whole as-
sembly dowelled. [, however, the back Erars have
been disassembled, realign the witness marks
(A and B) Fig. 17, as described in Siep #6 on Page
25 under Removing and Replacing Qutboard Spin-
dle Bearing, Spindle V-Belts, and Back Gears.

ADJUSTMENT OF DIRECT DRIVE DOG CLUTCH

If the dog clutch will not entirely disengoge for
loose spindle, or back gear settings, make the
following adjustments:

1. Place lever (A} Fig. 18, in a vertical posi-

B
Licws as = hown,

Hemove wo semews (B) Fie. 1H.




3.  Place lever in loose spindle position as

shown  in J1i|.:'. 1"-|', and remove sceew (A) and ||i||
(H). Then remove lever (C) from shafl,

4. ﬂ'.||1'|"||||.1_. remove cover () |"i.f__r. 19, aflter
I Care should be
taken Lo hold shalt (E) in place so that it will not
withdmw with cover plate.

first |'-e-||'u:-vi-:|r_' |'|ﬂ|r|.'|£||i|1g HEPEWE,

Fis. 10.

ADJUSTING SAFETY LOCK-OUT FEATURE

The .-..tl'--l:r lock-out dise (A) E"i|.."'. ..”., MLUEL b ad-
I||r.h;|!-e'-|: =0 i i pnl i|:| conlact will; ||'||" h-*ll_ﬁ .||||'
fot more than /16" away lrom the belts, when
the motor 1= tumed off and the drive selector
lever E"I"."[{iIF‘."\:""I.‘I in any af the [our positions.

This adjuztment szhould hbe
periodically or checked immediately if it is pos-
sible to disengage the drive selector lever from
the hole with the motor running.

'i'i:"ill-\.‘i-.”.:r ..IIHFH"I_|!'!J

To adjust, remove headstock cover, loosen nat
{B) and tum safety lock-out dise (A} Fig. 21 in
ar oul o that it i= not in comtact with the beltas
and not moe than 116" away from the belis.
Then loek nu (B) Fig, 21, This adjustment should
be made with the drive selector engaged,

2. Make cluich adjustment by loosening lock
nut {A) and tuming screw (B} Fig. 20.

6. Check clearance by rotating spindle. Clutch
should be completely disengaged when the lever
iz in the loose spindle position.

7. Tighten lock nut {A) Fig. 20, and reassemble
handle and cover.




ADJUSTING DRIVE SELECTOR LEVER

If it ever becomes impassible to pull the drive
selector lever our of whichever drive position in
which it is being used, even with the spindle sta-
tionary, the following adjusiment &hould he made:

i Remove the dive selector lever and cover
b

plate by Tollewing Steps 1, 2, 3, and 4 under

ADJUSTMENT OF DIRECT DRIVE DOG CLUTCH.
2, Move the flat spring (A} Fig., 22, up or down
until there is equal clearance beiween the dog plale
(B} and the cam (1} The zpring 1z moved wp or
down by lossening screw () which holds one end

of the spring sgainst the headstock body casting.

OUTBOARD GEAR TRAIN

ADJUSTING BACK LASH

Proper Lack-lash of the gears of vour lathe has
heen set at the faciory, however, alter considero=
ble wse, adjustments may be necessary.

To establish back-lash between gears {A) and (1)
Fig. 23, when the {eed reverse lever (C) 15 in the
up posilion, and between gears (A} and (D) when
the feed reverse lever is in the down positien,
l,l'.'rH""'!'"E Fi ] {I'I‘I.Inll'rq

1. Place a strip of wrapping paper between
gorars (A} and (B} Fig. 23, and place the feed
reverse lever itn the up position.

L Hotate the gears expelling paper and continue
through one full revolution of larger gear 1o make
cerlain 0o i-iillljll.g oCCcurs at any prrint. In other
words there should be some back-lash eiween
any given point of the gears' mating circumfer-
B,

3 If an adjustmem is necessary, loogen 1wo
acrews (E) Fig, 23, and move the bracket (F)
urtil the desired bock-lash is obtained. Then
tielien 1wo seews LR

Fig. 13.

1. When proper back-lash biwesn gears {4)
and (B) Fig. 23 is obtained, proper back-lash will
awtomatically he ohtained between gears [A) and
(0.
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CARRIAGE

GIB ADJUSTMENT FOR COMPOUND SLIDE

| A gib s ;:-rrn'i.||1--'|. Lo i lge i il :|||:|:. bestswasii g
the mating dove wiled wavs of the compound slide
and swivel base, Should the compound zlide mave
too freely o bind, it is necessary to readjust the

gib (A) Fig, 24.
2 To make this adjustment, first be sure that
the mating surfoces are clean and coated with a
thin [ilm of light machine oil, Then adjust the
three hexagon socket cone pointed set screws
(A) Fig. 25

& Each set screw should be loosensd or tight-
precd .'|||||'|:-'v:i||:|.'|!-'-|'r' I||-- Lame amoint 1||1|i1I ] !’I’_H'I-C‘Il
snwgg, 5lding {it 15 ohtained.

Fig, 13.

COMPOUND SLIDE FEED SCREW END PLAY ADJUSTMENT

1. To remove end play of the compound slide
feed sorew, I|;:||I|'|| nat {4) |'-i|.:, 26.

GIB ADJUSTMENT FOR CROSS SLIDE

l. Follow the same procedure for adjusting the
cross slide gib (B) Fig. 24, as for gib adjustment
for the compound slide.




CROSS SLIDE FEED SCREW END PLAY ADJUSTMENT

L. To remove end play of the cross slide feed
lopsen lock nut (A} Fig. 2V make the

seTew, 2y
adjustment by tightening nut (Bl

When comect
adjusiment is obtained tighten lock-nut (A} Fig. 27,

Fig. 20.

ADJUSTING HALF-NUTS

The half-nutz can be adjusted Tor wear by closing
them in further on the theeads of the lead screw,
as [ollows:

. [loss the half-nutzs by tuming lever [A)
Fig. 29, vlockwise as far as it will go.

oL Loosen two et screws (B Fig, 29, allowing
hob (L) to wum freely on shaft, CAUTION: To

retain the siop parts of the hub in thei o
place, alwavs keep the hub (C) against the apron.
1. With the hall-nuts closed, move lever (A)
Fig. 29, counterclockwise a {ew degrees and re-
tghlen sl screws (B,

1. Cheek to make sure lead screw does not bind
when halfsnuts are ¢ losed,

1%

POWER FEED CLUTCH ADJUSTMENT

Loosen set screw located on left end of shait
{A) Fig. 28, and rotate lever (B) clockwise full
turns, not hall turns, umil proper tension is ob-
tained, and retighten set screw,
adjusmment is ton tight and ooe full tum counler-
clockwize proves o be too loose, a half tum is
necessary. This means that the stop bracket
2} Fige 28, must be rotated 50 as to have the
stop part on top for proper operation of the clutch
lever.
(3 and slop (L) togelher until disengaged from
clutch shalt. Do not lose the relative position of
the stop to the lever when disengaged, but care-
fully rotate the stop (C} 1/2 tum and reassemble
to clutch shaft.

Il, however, this

To do this, loosen sel screw miale |ever

Fig. 19,



REMOVING END PLAY FROM LEAD SCREW

i. M foed seleclior lever (A Fig, 300 in the
miclidle note b,

. Move lever for halfenuts (I3} Fig. 30, dewn to

thread cutting position,

i Loosen sel screw () and move collar (D)

Fig. 30, against boss of castng (EL

. Tuen apron handwhee] (F} clockwise HEFF"-i:IIJHE
light pressure,  Alter clockwise miation of apron
handwheel has stopped, tighten set screw (C) in
il lar {135, L-e'l:'|||1:|,:' collar against the enpd of cast-
ing boss (E), Fig. 30. Fig. 30.

BELT TENSION

BELT TENSION FOR SPINDLE V-BELTS
o
To dncreass wension on the spindle V-Belts (Al the
jackshaft mounting bracket (B} Fig. 31, must be
. ghifted down, This may be done as follows:
! I Loosen st (] Fige 31, on the motor mownt-
: 1ng |:-|.:'|.[|- 2 e variahle ~.'||-:-|'|| drive belis (1) and
- i (E) havve considerable play.
- 2, Loosen nut {F) Fig. i1, and tighten screw ((3)
L antil the -|-i||lfl|-' Belra (A have the desired tension.
_ 1 Flhen tighten not (8],
[
BELT TENSION FOR VARIABLE SPEED BELTS
: |  lreosion adjusiment Tor the variable spead belts €[2)
i L and (E} Fig. 31, is mude by tightening or loosening
it o | the puls (000 and (11} on thee motor mounting plate,
Fig. 31.

TAILSTOCK

REMOVING EXCESS PLAY IN TAILSTOCK HANDWMEEL

[, Tev remisve cxeess play in the tatlstock hand-
sl

whesl, tighten the sell locking wut (A} Vig. 32,

Fig. 31

i



LUBRICATION

LUBRICATION CHART FOR
1" METAL CUTTING LATHE

@, ﬂ@fi} G?(i?@

@

W=t =
QO —SsSGuP ) _:‘%_@
i3
U =S
e—— O
[ ] @ l-_.
@® oL palLy (3) GREASE EVERY
@) OIL EVERY 50 00 HOURS
HOURS (@) GREASE AS
REQUIRED

POINTS "I & *2 REQUIRE TEXACO REGAL OQIL -BR 8 0
POINTS *3 REQUIRE TEXACO REGAL STARFAK *2 GREASE OR EQUIVALENT
POINTS *4 REQUIRE TEXACO MARFAK *O GREASE OR EQUIVALENT
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MAINTENANCE AND REPAIRS
HEADSTOCK

REPLACEMENT OF SPINDLE AND TAPERED ROLLER SPINDLE BEARINGS

The spindle and the tapered roller spindle bear
ings are precizion made and precision mounted
and if it should ever be necessary to replace them,
we suggest Lhat the entire headstock be returned
to the factory where this precizsion work can be
perfoemed Lo restore new machine accuracy, Charg-
es [or the work will be based on currenl paris
prices for each part replaced, plus a labor charge.
Send the entine headsiock assembly prepaid and
insured ta:

Rockwell Manufactering Company
Bellefontoine Division
Bellefontaine, Ohis

ATTENTION:  Service [kepartment

REMOVING AND REPLACING VARIABLE SPEED BELTS, FEED REVERSING GEAR BRACKET,
OUTBOARD SPINDLE BEARING, SPINDLE V-BELTS, AND BACK GEARS

= .:...
[P ASSEMBLY VGJ
| Set drive selector lever to direct drive posi- |I
picsf, .__l |
T |
T | mgerew not () Fip, 33, on the motor moarni= | |
img plate, . i T
f Y o I
1, Haise the motor and remove lower variable ""/: &1 .
h|:||"-e'l| belt (E] Fig. Ak 1:"-"=:| I-_. - ':._-___.-'"'
= ’ o b
. Raise the variable speed pulley (]) Fig. 33, | Ly
z ; e ST
by moving the variable speed contrel lever, |_h'- ; i T J-]L "
lease tepsion on spindle belts {A) by loosening =1
nut (F) and serew () Fige 33, Remove spindle nEs |
Liesliz UAT from jackshalt pulley  {K). Then emove -
the i variable 4.|'||."'-e"l.'| belt (I3 | |:'__' .4:..
; LA
: T = )
s




5. Remove outhoand gear cover and headstock

omeery

f. Loosen bolt (A) Fig. 34, of the gear train.
Rotate the gear bracket (B} counterclockwise
disengaging the gear train,

Hemove net (0} Fig. 34, washer (D), and
reyErsing gear bracket (EL

Fig. 34,

H. Hemove shoulder bushing {(A) Fig. 35, by
removing 1hree screws {B).

Fig. 335.

L, Lovmen set screw {A) Fig. 36, and remove
.‘-I.lllll”l' nut (B), CAUTION: Care should be taken
not o lose brass plog below set scew (A),  He-
move pear W, key (D0, amd spacer {E) .|'1i:t:._ 6.




10. Hemove four cap screws from oulboand bear-

AL el iRer,

11. Hemove outboard bearing retainer (A) Fig, 17,
by screwline twe 37816 = 2" screws into the ’_:Irrs'.ﬂ.'li
hales as shown., Tighten the two screws N-«nh
until the outhoand bearing retainer pulls free, The
outboard bearing 1 with the outhowsrd

M FESFIM N ENS

bearing relainer.

Fig. 38.

Fig. 37,

liemove spindle spacer (A) Fig. 38

Remove the four mounting bolis and the two

the

I
mounting platea thal hold the headstock

lathe Led.

Fig. 39.

14. Heswwe the headstock [rom the lathe bed
and lay it an itz side with the drive selector up,

as shown in Fig: 39,

15, Hemove holt (A) Fig. 39, from the bottom of
the headsteck and remove headng (3} which sup-
ports - ower hack gpear shaft (02

2

4

19, Loosen sct serew (I in collar (E) Fig. 39,
slide bock gesrs {F)] 1o the right just far
to remove belis,
17. HRemove belis {G) Fig. 39, by zlipping them
through the vutboard spindle bearing hole, past the
end of 1he spindle (1), back through the outbeand
spindle  bearing hole, and down past the back
Fid {IFh,

e niugh

Do mot remove shaft {C),

s



REASSEMBLY

Heverse Step 18 to assemble new spindle
V-Belts around Spindle Pulleys.

2. Fasten shoulder bushing (1) Fig. 39, o
headstock.
3. Put selecior lever (31 Fig. 39, ino direct

drive position.

-1 Push
Fig. 39,

shaft () inte shoulder bushing {])

I Replace bearing (B) and bolt (A) Fig, 19,
Care must be taken to see that witness mark on
bearing (B) is toward the outside and pointing up
toward the apindle.

&, Check to see if witness mark on shalt (C)
Fig. 39 and bearing (B} coincide (with selector
lever still in direct deivel. I not, remove bolt (A)
wid bearing (B) and prpeat Steps 4 and 5 rototing
the shaft until geors mesh in the comect position
si that the wilnezs marks on bearing (B3) and shaft
(CC) coincide. The gears refemed to are the small
grar o shafi () and the small gear on the inboand
end of the shaft which is rotated by the drive

selector.  The proper engogement of these gears
ig necessary for the witness marks 1o coincide and
for the proper backlash setting of the back gears.

7.  Move buck gears (F) to leflt side and {asten
with collar {E} amd =¢1 screw ([ Fig. 39,

H. anlar:= spacer (A} Fig. 38, with chambe e
end toward the outside.

q Insent exiended loose ends of belis |!:r4||.|.|!!|r
bed and chip pan opening while placing headstock
on lathe bed,

14,

dowin,

[1. Fasien the headstock to the lathe bed wsing
the four mounting bolts and 1we mounting plates,
End of headstock should be approximately flush
with end of ways of bed befors 1.lEi1I!E]1inﬂ bz,

12. Reverse Steps | through 13 under REMOY-
ING AND REPLACING VARIABLE SPEED BELTS,
FEED REYVERSING GEAR BRACKET, OUTBOARD
SPINDIE BEARING, SPINDLE V-BELTS, AND
BACK GEAHRS.

Reach through cabinet door and pull belts

QUICK CHANGE GEAR BOX

REPLACING LEFT AND RIGHT HAND TUMBLERS

1. Disengage from gear box by
lovsening set screw (A} Fig. 40 and moving lead
screw to the right a few inches,

lrad screw

& Hemove three screws (B3] Fig, 40 and remave
gear boy from the lathe,

o Loosen set screw in collar (A Fig. 41, and
remove the caollar.

4.,  Slide the shafi (B} to the left as viewed in
Fig. 41, and remove and meplace the tumblers (C)

amd {E)).

B Hoverse the above

sembling the gear box.

instructions when reass
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CARRIAGE
REPLACING CROSS SLIDE FEED SCREW AND NUT

Fig. 41.

1. Remove nut {A) and handwheel assembly (B) Fig. 42.

2. Remove two screws [C) and Nange (D) Fig. 42

3. Loosen two set screws (E) and remove collar (F) Fig. 42.
4. BRemove two screws ((G) and remove cover (H) Fig. 42.

5  [Hemove two set screws (1) Fig. 42.

6. Remove nuts (J) and bushing (K} Fig. 42.

7. Remove the feed screw (L) and feed shaft (M) Fig. 42 by threading them owt through
the rear.

E. Remove screw (N) and feed nut 00) F:ig. 42

9. When reassembling make sure the feed screw (L) runs freely through the feed nut
{0} before tighwening screw (N) Fig. 42.

[T




REPLACING COMPOUND SLIDE FEED SCREW AND NUT

F

A ﬁ/" e
| a0

\* .,.rir_ QB

L. Remove nut (A) Fig. 43, and handwhee| assembly (B).

-

A\

i
e
: ’
g ﬁﬁé
ol gl

Fig. 43.

i Remove three screws (C) and thrust bushing (D) Fig. 43. Then remove the com-

pond slide feed serew (B} by tuming 11 counterclockwise,
L.  Loosen set screw (F) and remove the feed nut (G) Fig. 43

3. When reassembling make sure the compound feed screw (E) runs freely through the
feed nut (G} before tightening sel screw (F} FLE. 13,

REPLACING HALF-NUTS, POWER FEED CLUTCH, AND WORM

To make repairs to the apron it is first advizsabls
to remove the carriage from the bed, as follows:

| Remove the wilsieck from the lathe.

2. Remove the two screws on the |ead screw
braclket and remove this lracket from the right

hand side of the bBed,

X, Loosen the three cap screws (A) Fig. 14,
enough =o that the apron will drop about o quarter
af an inech,

Fig. .



Fig. 45

4. Move the camiage to the right amd off the
lathe bed,

o The hali-nuts, power feed clutch, and woe
can now be replaced. Fig. 45 shows an interior
wiew af The apron,

fi. When reassembling the apron be sure 1o
engage the I-..r'}' in the worm gear (A E"','g. 35, inta
the kevway in the lead screw and move the carraoge
ontn the be=d,  When Lightening the theee screws
(Al ]"1ig. 14, move the Apron handwhes] back and
rl'_:rl-ll L1 q,lI_II'_IH I.!II' |i."i-\]1_‘| sCPrwW ial‘ll‘l ;?'Iti!'ll'l I|| rIIH'I"III
to mesh, Before tightening the iwo screws oo the
|pad serew heacket, ron the cariage the full length

of 1the lathe 1o make sure no h-ir|-'_]iru{ DECire,



Rockwell MANUFACTURING COMPANY

&%h\sﬂ Q‘. POWER TOOL DIVISION
CONB=%  ROCKWELL 11" METAL CUTTING LATHE

W’ e i

AERIAL MUTMBER . i i DATE A L e e P i e s ;

Thit Hoeheell 11" Metel Lathe iz a pracidian mechira fool, modem in devign end bellt o higheesd qealiby
vipsdarde. Halors it le#t aue Recsary i hgd 10 pass more than 30 sesrs Por dpnamic balesce, poduivty, o sgie

ol agsratan, Sows of theae teat resalts aie reporiad berd o thaw you Hed guality budlt inte your particule lathe.

The Rockwell 11" Satgl Leths s bellt 1o give yvou mony years ol gesd wsrvica, PLEASE STUDY THE IMs
STRUCTION MANUAL CAREFULLY BEFORE QPERATING THE LATHE. Kerp the lothe clean, well kibriceisd,
avd in groper pdjcntmeat, The scegiecy of work iF groduces depends on yie .

Dial Indicator Inspection Additional Inspection
Chack
TEST Allorad o TES1 oK
1| Spade Moe Rusowt |Indicsor oo Face and | 0003 TIR I.| Bed Level-—maing spieir level in wasreerse
Fifor of Threaded Blose Models) and longieudenal dipsctsans
F dle T Hale Re T Bay | o0 TIR 2| Teavel of Carre full th of bed, uni
.';Tfu:rlk Hole — Indicate. 134" from Spinde et e e
[

Y| Lead Screw Alignmen: with Bed Waps—
3. | Spindle Taper Runcout—Test Bar in Spindle | 001 TLR. Vel wnd Horisonml—end o end

Hole—Indicare 17" foom Spindle Mose
i Indbun—lﬂdp:rl'm-[-nrj— D2

4 | Spindle Allgamen: with Bed waps—Vertical | 001 and Lead in mey 47 4 or — DOCT
—along 137 of test bar
3.| Lead Screw Comtrol Lever (forwasd, oou-
3. | Gpindle Alignment with Fed wap—Haori- | 0005 uml, revenz ]
zonsal 12" af s bar

f.| Funcricming of Half Nuw (luabe nomnieg)
G| Talseck Ram Alignmens with Bed wape— | Do D013

Vertial—elong 3 Tot Bar meunwd in ex- 7| Lock our Dewice Sor Half Mues
fend=d igh w1 Hesdssock end
- 8. Craick Change Grar Box—Check for noise
7. | Taideack REam Alignsment with Bed "lhr— LT i with lathe 1
Horizoanl—alomg 37 Test ZIEl.r IR in XA .
ol 9. l.-r:i::mm “d I;-rw rﬁw dehu
i
8| Vertical Alignment of Head and Tuil Cusers | 050003 Masls for Tailwnck Setover, Swivel Sadili
{High =t Tailsodk) §13, Eccenvric Shafe for Back Geemra, Shear

FPin aed theee Micrometsr Collas
8. | Croas Slide Alignmest—Teo Face MHollow oo | V001

Coacave only oo 10" DHameter {3 Rad) 10, Chock Maximum spd Minimum  Spindle
Speeds i_ll Dhirect Dioiwe {1330 220
10, | Lead Serew Cam Action 004 rpm ) wiing Swobescopic Tachameres
il,| Vibratden s 1230 cpm net 3o exoeed 0005
11, | Croas Fesd Screw Backlsah (8 marks pa mi- | 004 lmphmﬂ.fmﬂtﬂ'lnl:l.ﬂﬂﬂi- l.l.lh:ﬂ-p.l.nlﬂ:
cromoier odlar) using Eleotronic Vibestion Anslyser
12 | Compound Peed Screw Backiaah DG 11,| Vibretoo from 230 w 1350 rpm oot w ex-

ceed W3 amplinede on Veriahle

13, | Tailsock Feed Screw Backlush 010 Eﬂ'ﬂfm*ﬂu using Elorosle  Vibrazion

13| Tura and Pace Dipive Plue and pack with
hanet gk

14 thli&h:lndhﬂqrmﬁ"lnn#:md
check for mper—nor w ezoeed (000

13| Cat » coame and & fine cheead

16, Tailmock ejerm ceneer

=g
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® HEADSTOCK CAN OHLY BE REPLACED N OUR FACTORT.
WRITE AOCHWELL MANUFACTURIMI COMPARY - PFOWER
TOOL DIviSadN = 400 N LEXINGTOH AVENUE -
FITTSHBUNGH B, PA. FOR SHIPPING INSTRUCTIONS.

#® AEFLACEMENT BEAMINGS ARE FURNISHED UNDERZITE
AMD MUST BE REAMED TD FIT AFTER INSTALLATION,

Figurs &
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Fam Mo, Cheacipi oo Hef,  Fam bo, Thmarigon
[

MCL-253 Far Codler Beniner B0 AP-LME L8 Lt asiess
SCG-Fa Plug Bl MCL=220 Beaclat
Sp-Ers 6718=15 3 1/4 Boe, Fid, G4 S, 52 EP-2IM0 Dirive Serew
BACL =228 Spinile Changs Gear = 4% Teath & DED-02-00 -0 Harme Flate
AF-B419 LS4, Hi-Fro Key M 5P-E1D TALG-14 = 1 074 s, Hd, Cip Sor,
MECL-54 Spacer 5 MCL-349 Clamp Blogk
Er LI Beazing 5B MCL-234-5 Eaci Gear, Inobatings
WICL-344 Hesd Hearing Relaizer o i <107 i ler
SP=BA0Y 1/4-20 = 68 Sov, Hd, Cap Sor. &0 L ASE Heaning
MCL-23 pirer 61 MCL-M1-5 Colla, Daclisdfgr
WICL-B5 ine for Reveming Gem a2 =125 5/16-12 x 1/4 Soo, Hd, Se1 5o,
MCL~-281-5 Reweraing Gear-34 Teet, Inelnding: A sP-17%8 W12 oL Teodh Locicwasher

MO-TH-G11-8087  Desring 68 EF-1203 #10-32 Hox M
=R Besec bt g7 MCL=E4R-5 Eod
5P-1307 SRS e B 8 MOL-553-5 Fealner Fad
aP-1208 516~ Her, Mo 89 4l4-01-FE0-5308  Swivel Amsmbly, loclnding:
ML 248 Saud Gess Weher ™ MCL-55L Sl
BOCL 250 ear - 34 Teeh Tl MCL-588 Cam Follower
MC1-254 Bty 72 SP-2E8 #E-32 x BM1E" Soc H, Sei Sa
MCL-228 Gear - 40 Tosh TS MCL-3TE Sham Washar
MCL=258 Ewhing T8 ML-548 Torilen Spring
Dr-12 Syuiag T  EP-825 1/4-20 % 34" Hax, Hi Cap Ser.
MCL=310 Idler Bodt T8 EP-1T84 14~ Ine Tooth Lackwinher
DOL-114 29/84 x 1 x 1/B Seeel Washer T8 MCL-558 g Plate
MCL-HET-8 Lonermeed Lane Gaas-60 Toeh, Incladisg B0 G01-02-181-6188 #1852 x 078" Hew MO Mesh Ser,

FRO-18-001-7100  Beasing Bl MCL=544 Restm Spring
MICL-EG L} BS  BF-T100 o b
1550 1/2-13 Hex N B 4M4-OL-BEL-GOXE  Pulley with Gess-44 Teeth L H,
aF-2E00 1/ 3 /8 li-Feo Key B MCEdlD P
MEL-176 Gear - 48 Temh B aP-ITH /18 x 172 Rall Fia
MCL-E54 Spacer B9 S00-GA-11l-g@i0  §10-24 3 1,2 oo Hd, Gap Sox, - Mylos Insery
EF-£05 /816 = 2 154 g Hi, Collar Cap fer, 80 Cay #20-502 W-Bele [ Maghed s of Twt)
MEC1L-EE ApRiEe o MCL-ELE Guand
MCL=E0 Bracket g2 aP-13 1/4-20 K58 Hew, B Cay Scx,
MCL-253 “T* Hur B Ep-lG 1/4+20 Max, Jam Mg
O5L-0L-022-0480 Kook M SP-LTE 1/4 Locuwuher
MICL-151 Elandis Rl 65  MCL-380 Himge
EP-50T5 14 x 34 Boll Fun @ EP-TEID 14-20 % 374 True e, Sevew
§p-133 LAg-0 x | Ejesdllem Gat Forww g sP-1TeE 144 Locxwusher
EP-1034 L4-%0 Hex. Jam B B EP-ERED 09 £ 518 Drlwe Scpav
ML= lewes Be 4ld-81-072-5006 Libgicamon Chare
SP-3308 L/'%=30 u 578 So0e, Hd, Cap Serew 100 B 52 Frurled Enoly
MICL=T43 Saals for $nd Geir
LTA-482 374 Fiber Wadher

EP-80e Lie~30 x &0 Soc, WA, Cap Sobew
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» SPINDLE, ROLLER BEARMGS AND HEADSTOCK CAN OMLY BE REFLACED IN OUR
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FACTORY. WRITE ROCEWELL MANUFACTURING COMPAKY - POWER TOOL DEISION -
400 N LELINGTON AYEWUE - PITTSOURGH 8, PA. FOR SHIPFING INSTRUCTIONS.
! HEAD STOCK

Figure B



EE

Rai,  Fam Moo Daseripden Haf. Fas bo. e ——

i, iz,

I M- Sgace 168 MCL-WE Clamp Black

111 &P-7720 218 = L/% Badl Fin 161 gp-lA08 3/8 aT/8 1 1/18 W sater

118 900-DE=111-3G60 #I0-24 x 1/E Soe HA, Cap S, - piylon Deden 18 BP-841 B/1E-10 x 34 iex, Hd, Cap Sor,
11 MOL-450 Clhesch 183 EBr-8LlE T/8-14 = L 34 e B4, Cap Ser,
14 MiC1-T5% Spindle Gear - 164 Teeth 16 BCL-Sp Rerainer Plaes

115 mMCL-232 sHdmg Gear Arm 168 mMOL-797 Splash Guipd

118 4Re-03-047-500L Ehifeer At Slog 188 MOL-TT7 Lowar Flste

11T WL -4 Cluech Spring 187 8Bp-341 PLE-32 5 378 R, B bash, Se,
118 BP-26H 178 % 18 x 6/8 Key 164 EF-2708 8718 & 1 Bell Pin

118 EP-T02 Li=20 = 172 Sac, B4, 5ot Sor. I MOeI%1 Back Gear Shafn

186 EP=7114 Groase Flring 18  MoL-2%0-R Lirwe Ehifees Gear=20 Teath,

. 41400 - 406 - 5015 Shale Aserili]p, consiemsg ol R H., Inclsiiog

15t EP-ITHE 882 3 1 Aoll Fim im TOL-%5 1/4-28 x 516 So=. Hd, S S,
1EE AL4-01-010-5000  Cam 1T LTA-#% /4 Fher Washer

15 A14=01-106-5041  Shafc 1T MCL-WD Hwhing

134 A3a-0d-0dT-8001 shifes Arm Shoe 1T EP-a0i E16-1B u 5/18 Gac, fid, St Sor,
15 SPe176E A8 Bxx, Tooth Lockundes I Eow-E Plug

1M sp-inos 2818 Hex, Jam K ITT MOL-WT Colles Het

187 MCL-GT% 3/B-16 Spee, Sq, Hd, Bt Screw 178 BCL=244 Raar Baming Seal

s MOo-23 Shaft 1% MOCL-28T Spacer

iz MCL-307 Ky L T #8-32 = 38 Soo. HA Cap Scr.
18 MCL-408 Clutoh Sring it MoL-267 Eey

13 sP-203 1/4-70 5 173 Soe, B, Sot Sorew 183 MCL-20E Frofit Bearing Gaakes

13 MCL-04 Slideng Gant Arm 183 M-Hd Greass Feal ‘Washar

186 MCL=T] Haadimo k Caver I8 MCL-345 Proor Bearing Seal

1E EP-723 1/8-20 & 1 FIL B Berew 136  5P-3300 1/4-20 & &'0 5o, Hd, Cap Sox,
15 sP-TOL Lf&=20 ¥ 874 Fil Hd, Soew 1M MCL-34 #3 b, T, Adapres

148 sp-A12 154-20 & 478 Hex, Hd. Cap e, 188 MCL-473 #3 M, T. Adapter

14 DDL-358 17/64 ® 11716 & B84 Speal Washes 190 414-D1-101-E3n3 Wrench {Per L-00 Tapered

143 SP0A1 Rstadning Risg Spindle Mow)

W Mc-ml Upper Saifier Gear - 30 Tosth, RH, 1§ GR-a0 #2-02 1 38 Goe. Hd, Cap Be,
144 SF-TOLA Htgning Rlag 192 MICL-434 key (Por L=00 Tapemd Spiadle Hosg
4 MCL-BMg Shady 188 dldaDl=D79=B00] Hut (Por L-00 Tapeesd Splndie Hosey
146  SF-2RES L8 = L/6 x B/ Ky 184 SP-T417 Retaining Ring (Par L=20 Tapeed Spindls
47 DDL-181 19 x T/8 x 1703 Plber Wasser Hoas)

148  aF-1T84 L4 tea, Tecch Lackonsher 185 (E0-IE-015-3050 Hameplae

48 se-Tol 1M4-20 3 84 FIL H, Sevew 196  SP-T150 Drive Sonew

13 414-00-037-5005 s Eoe 0 late . Car #5-348 B0% Sodt Cemner GRE M, T, )

1EL  SP-2352 #2 x 3/15 Drive Sorew ] car ¥25-640 70 v PliEE [ For 2 1040

s SPITIR 148 = 1 Roll Al Thresded Spindle Nose

19 MCL-55-8 Hlamals, g Car #ib-Bis 7" Drive Plate {For L-00 Taperad
15 T8 Lig=20 = 54 Goc. Hd. Screw Spindle Fow)

134 MGCL-ET Fin * Mot Shewn

L3 &F-31M 318 x 1'% mall Pin

187 BRCL-24 Plae
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& AEFLACEMENT BEARINGS SRE FURNISHED URDEASITE AND MUST BE
REAMED TO FIT AFTER INSTALLATION.

QUICK CHANGE GEAR BOX

Figura C
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QUICK CHANGE GEAR BOX (Figurs C)

Hef.  Fam No, Desripeon Bef, Fart oo Drrizapion
Ha. Ha,
EI0 BP-TES 14=20- 1 FiL Hd_ Cag Box. 43 M- Gear - 18 Temh
T T S08-18 x 1 1eex, 1id, Cap Sen, P2y MCZ~13L Gasr - 3 Teeth

= MCL-TH=E Cubok Change Geas Doz Complem, B MICL-1E Gaar - 22 Teeth

consring ol 048 M =108 Guar - 88 Teeth

14 AL P04 A Cuick Chings Gear Doy, Rchding e BCL- 18 Grear = T4 Tieet

213 A14-01-017=5011 Bearing T B=105 Gear - % Temh

214 MCL-32 Daaring AR MCL-#08 Ciear = 27 Teeth
215 ML Baring 2440 ML 188 Gaar - 28 Testt
218 414-01-017-5018 Rearing PG MCL-LHY-8 Ky with pin
i A14-01-217-5311 Bearing bl MCL- 186 shalt
i ML BEE Bearing Ha SP=TaIT Retaining Aing
218 MOCL-0ER Baaring 56 ECL-201 Enanis
20 -6 Kay a8 MEL-TT1 Left Huod Bhifver Coar = 3 Teeth
2 MCL-145 Shaft 28 MCL-87-5 Key Wit Pin
b3 MCL-1T8-8 Compound Deive Jeag ) ML~ Right Hied Sailser Gear - 18 Teeds
T b= 1TE-8 Compound Idler Gem, Enoluding E ) Hr-1008 &/8=18 Hea, Jam Mux
T FA)=TE=H1L-R0EE Bearizy =l BT~ 904, Indax Pla

1] MCL=24E Collar i M= 208 Spring
e &P -1 E/LE=1H Han, Hat ‘262 OBl -01-022-0450 Kook

2 SP=1300 ES15-10 Hex, Huk BEd MCL-T11 Bearing

208 MCL-244 Caliet ] MICL- 283 biler Gaar - 40 Tt

209 WCL=197 Chear - ‘34 Tesily O 004-01-11-TTE 350 x 1 x. 0598 Soeml Wastar
230 MCL=-414 Spages 25T ML 20T Ll Hamd Shifper Laves

2L o = B Hilsw 268 ML=100 Laift Hiand Biar Soraw

2 BOG-T4-5 Oiler g MCL- 205 itighs Hand Shifver Lever

a3 =17 Hay 90 MECL-188 Right Hand ] dler Gopew

254 MCL-401 Ehafr 7l MICL=9T0 Ahaly

6 MCL- 1045 Gres = 1§ Teeth, Inedudieg: T SP-TRM Retaining Ring

b #20-73-511-7050 Baasing i3 AOP=Bd=8 Saq Collar, lnclsding:

AR MCL-178-4 Compomd Ldier Gasr, Ihcludng: 14 SiPaH1A L/4=00 1 1/4 Soe. Hi, Sar Gorew
a9 FR0-TH-011-8053 Bearing =T SP-2E51 2 x 8718 D Seew
B4 =15 0=8 Oear - 1§ Teeth, bocloding: a0 4L4-01-0TE-5004  Inseruesion Plase
41 000 iA=0 x L L4 Soe, Ha, Sor box, * Huos Shewm.
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TAILSTOCK

% TAILSTOCK AND SUB-BASE MUST BE PURCHASED UNDER MCL-68-B
AS A UNIT. WHEN REPLACGING, ALIGN HEADSTOCK AND TAILSTOCK
AND SCRIBE WITNESS MARKS.

Figura D
36



TAILSTOCK (Figere D)

Raf,  Pass Ho, Do it
Mo,
200 MCL-108 pandle Weanch
261 SP-lRER 18570 & BB X, 065" Bwsal Washer
28 Mci-104 Geud
20 MCL-117 Clairg Sleavs
B BG4 Flug
998 EP-H4T £/8-18 x 1/2 Her. Soo, i Scoew
298 SP-T4 Oiller
W SP-2E1Y Koy
oo #1400 - 75 - BO0E Eim
T8 MCL-472-5 Tailioch fam Key
300 dkd-00-118-K0E Ao jming Sorew
31 MCL-113 Thige Waiber
304 eRG-01-591-2388 Hamdwheel, ncluding:
E36 EP-300 Hinila
wmn Sr-281 5/08-18 = 578 Sec, HA Ser 5o,
58 EE-el-Iil-TE 1220 Erop Kut
i MCL-ES-B Tallsmock s Seb-Base, Inciwding:
=il CHL-438 E/18~-18 x 2 1S3 Adjmring Soow
313 Cap #32 L5/E) 1hex, Box Wreemch
513  CHL-423 dpee Acom Mot
A4 CHL-426 Spec, Washer
a8 ML= Clump
a1 SP-2AM 1/2=13 k 4 Bq. Hd. Balr
- Car $2E-541 6IF Hard Cemes {3, T, )
Wt Shown

3T



ses oy CARRIAGE,, LOWER SLIDE
o’ | AND COMPOUND REST
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& REPLACFMENT BEARWMGS ARE FURNISHED UNDERSITE AND MUST BE REAMED TO FIT &F TER INSTALLATICN

Fugura E
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CARRIAGE, LOWER SLIDE AND COMPOUND REST (Figure

ot S

iel,  Farm So Dot paion Ref.  Pam Ho Maswipaon
B, K,
335 MCL-9 wrench A MCL=8-3 Bt Collar, |
¥¥  DDL-T6 Toal Pt Screw ag1 AP =045 #L0-5E x 3716 Foo. HA S Gopww
2T MCL-5A T ool Fom 383 MICL-39 T x 10 x, 00 Soee] Washer
¥  DDL-338 Adjmneg Gib 381 MCL-# Clazmp Dlock
¥ MCL-582 Toal Po Wiaater a4 SP-TH B/B<18 w1 176 Bee, Hil Cip B,
M DDL-E5 Sutived iWisher FT TR T /B-14 u 1 34 PiL Hd, Cap Ber,
Wz sF-TIE les 348  EP-BLLE Chber
38 sP-200 L/4=50 m B8 S, HE, Ban Ser. =7 sp-2E sy
53 M-8 Awive] dudile L T Y T A ] 12 x 5/B = £/ Bushing
B35 DDL.288 ES18-18 Hax. fam Hut B MWOL-E33 ANEE x B 1.0 Sreal Waser
338 MCL-EDE Tppar Slide Faed M " ALA-0L -1 =501 Loster Fead Shafiy Amaschiy,
357 MCL-HM Ceepd Slhidn Cossiciag of
3 ME-DEE S Collar 2 MGCL~#56-5 Laretng Poepd Salt
uE SPAGIH Key @ P=0T 1/8 ¥ 8/ Rl Pin
20 MCL-EM Cridussd Sallis B2 MCLeTi-E Livwey Fropdd B
Bl WACL=EEE Leckisg Weadgs S MCL=18 TA T AT 2 0032 Pasd
T MCL-BM Lozk Sarew Sorew Washes
361 BMCL-EE-A Hancwimal, lachalizg I MCL-S3 Huahiey
EET =m0 Haaxlla 05 gFe1TE 9/1E-30 Hex, Jam Har
3485 SP-104L 8824 Hex, Loch Ha T MCL-B3 Bakile
ME S0 BEEE B of Suime (12 m 34 & 001, 301 41e=08=113-58000 Romai W s

LM 003, (0b, and . 008 Thk) A4 MCL=181 Heas Wiper Renaines
T M- Uppem Slbdm Gib 400 SPeLL4E 1/4=39 x 3/8 Boc, Hi, 500 S0
BE EP-EIN #8-T = 378 S, Hd Cap San T 1/M4-20 = /8 Soe, Fid, S Sor
MP  MCL-58G Uppes Slide Pomd Soniw 4iF P -E0GE BE-1E x T 1A B Hd. Collar
A0 BON-De L= Lfa-ah w100 Sec, HA Set dax, Cap B
A8E MOCL-000 Way Cover s MR- Clamg Flam
aby  MCL-pE Lewer Slide Cily A 5P-1H #1050 & 38 Hosdlos Set Sc2,
BET  SPeOTER 1/ 5 1/4 Rall Pin A5 EP-RAD E19+18 x 1 Ham, HL Cap Ge
BEH  MCLedl-d Liswew Shide, [ncheding: 40 Er-anio M5 1 LR R, b, Be-Tappag
L1 BOL-248 Aezall Pin Sepew
850  AP-3350 ESIE-18 = 102 Sop, Hd Cap San, T WM Povms Wi Remines
51 P-4118 Lriley L3 ] b D=3 ) L= B3O Prost Wiper
BEL W43 Lesfir Slide Ewieimion Cover e MWL Clamg Bleck
ME 5P 1f4=58 x &5 oo, Hi, Chp o1, & A ld=00=E3a=m00L Peed doaew Ml Adssmbly with
B4 BEL=0de140-0468 15420 & 374 Boe H, Se1 Be, Sen of skeirme (8018 @ T8 1, S0%,
BEE  MWCL-381 Swivel Saddls ~T- Balx J053, and . DM k). (mcludap
e SF-1081 0/9-24 Hex Lock Mux a1l MiCL=T20 Foad Sorew His
L I+ R T | Hagdla 417 EF-1709 416 Lomkowastar
Tk MCL-B7E Lock Scrow 413 sp-408 BIE-18 3 778 Hux, B Cag Sar.
T MCLeiE Husidbei fea | 414 EP-1043 Reisizing Ring
34 MCL-JY Loakiag Wedgs 4l WCL-4a Thussh Kot
aTE EF-27 19 5 8/ Rl Pl 415 MCL-461-5 Indwz Cam
b7 MCL-E1 Misrmmesm Collar 417 ML =484 Wut Tor [odey Ciem
3T WCL-ES-4 Lower Feed Bored Flaage, baelisliag; 1%  EP-3AE1 0~ Miny
a7 MCL-106 Bmng
T MCL-RI Brarag -
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REPLACEMENT BEARINGS ANE FURKISHED UNDERSIZE AND MUST BE REAMED TO FIT AFTER INSTALLATION

. FINISH DRILL WHEN REPLACING.

L
##% HOLE FOR ROLL PIN 1S PARTIALLY DEHLLED 1M WANDLE

Figura F
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Ral,  Fast Ha, Dexziption Raf. Part He, Deacrigtion

Ha, Mo,

B30 MOoL-131-5 Slesve, lacindizg 495 MCL-133 Gaar {18 Teadt) Jor Handwhaal
31 MCL-338 Beazing, M spaRLY Kay

43 EPLE Chler 47T  MCL-130 shafy for Handwhesd

4m Esp-1 Key 478 DL -256 17084 2 11708 ¥ , OTH Sres] Washes
434 ENL-DE-D91-G3E Handwheel, LnoTuding: 478 BF-ITE 1/4 Locicwaster

Ll =251 E/18-14 x 3/8 Sa¢, Hil, Bar Bor, 480 Sp<EQL Lig=20 & 878 Hex, Hd, Cap Ser,
a0 SP-3 Tzl 481  MCL-13%-8 Eccentrio Gessy Inouding:
417 EP=T189 1/4-28 = 34 Soe, Hd, Cap 5o, 482 MCL=405 Bearing

am 5P-ETie 1/8 x1 Roll Pls 483 MICE-149-8 Eccemric Assembly

490 -l Lednzing Fin i3 MCL=144-8 Campenind Grir

40 MCL-4D8 Spwing for Eccemric 5 DDL-LGi 12 = T/8 = 1/ Fibee 'Washer
Wl MOL-146 Eocentrc Hasdia 488 EP-7013 Reanining Riag

EELI - B 1) 14~201 e, Jam Ko 1Y MCL-14% Shalt for Compomd Gear

w43 S -0 -0EE- 00D Ensh 488  DDL-161 172 T8 ® 1792 Pilser Washar
44 ST 5/15-18 x 1,2 Soe. Hd, $ot 5o, 0 MOL=1T=4 Worm Goear Cover, Incksding:
8 FP-Eh E/1E-18 x 1/4 Soc, Hd, Sen Ser, W MCL-407 Bakdng

s MoL-mn Aeng e 431 TCoS-EY 1 1/8=20 Hax, Lock Mut

447 M- 1LES Clasch Handls 48 MCL=T47 Ganbet

448 F1-01-0E-D4E0 FKoeb 4 =710 1/4-20 X 78 FIL Hd, Bcrew
A ML-180 Swivel Fin for Clmok 4 T 1% Lockwasher

1% Mo-i8 5718 x L'8 Brass Plug AW sP-290 LA4-50 x 68 Soe. B, Ser Sar,
451 EP-204 Lf4-30 = 154 S, 14, et Sox, 4 MCL-188-8 W s

45 EP-814 Oler T - X 1/4 = 6/ Roll Pin

455  BP-28 174 Dia, Sreal Bull 438  MCL-183-8 Shily

48  DDL-133 wall Eprng &ah SP-83E Bazring

45T G3L-01-09-0490 Kok a1 MCL-165 Clutsh

45  MOL-151 sl 02 MECL-128 Clutch Spring

48 MOl Hoh 53 MWoL-108 Wom Whesl - 58 Test

480 5P-T5 B/N8-24 x 8% Soo. Hd, Sed Bor. B MCL-184 Teamisindon Gear = 38 Toath
1 Sp-ThOA Ciiler 08 sP-8800 Bearing

81 MOL-171-5 Shaft aod Gear B 5P-3322 #1024 x 174 Soo, B4, Cap Sar.,
448 MCL-173 Tlming Gear Slasvs 7 SP-LTI #30 lor. Toot Lociwasher
434  MCL=L70 Disl 50 WICL-1E3 Li4 e, Lock Pin

485  sP-pEL #0-37 & 38 R, HA, Sz B9 MCL=l43 Lok Ple Goide Plaoe

488 MCL=T2 Apemn 510 MoL-1m Half-pia (Fuesished Lo Pais
47 se-ol S10-33-% 5/9 Bee Hl. B Bor, 1 SF-A14 LO=00 5 1 14 Bex, M4 Cap Ser.
47 MCL-137-5 Compand Foar A1 SP<1700 18 hasiormahey

4T MCL-135 Rk Pislen Sheft si8 MCL-LES Hal M Shee

ATE RIS Cxbas Bl MCL-154 fpen. Scome

4T3 MCL-133 Collar for Handwhesl 515 MCL-139 Cam fer Hulf-ba

14 00l-n4-180-8218 LA4-10 = 578 oo HA. Set 5o BLE  B4TE Logkwasr
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# i OFAMENT BEARNGE ARE FURNSHLD UKDERSIZE
SN0 MUST B RLAMED TO FIT AFTER MNSTALLATEON

VARIABLE SPEED
UNDERNEATH DRIVE



VARIABLE SPEED DRIVE (Figere G)

W3

Ra, Pmr Hoo Descripron Ref, Pam Mo DesTiption
W, Ma,
15 O -01-020-30d BALE=18 ¥ 1 PIL 14 Scf, R - 3/8=18 Hax, Jam Mot
5. 414 =02=-071-5013 Swivel Fin for Cam Bloek - Al -0%-100- 503 Fiver Shalt
1 MCl-141 3708 e, ® 19 g, Beas Flag EEL  EP-ELT 5/18-18 2 1% Hex, See:, By Bz,
E AP-303 1/8-30 = 1/2 Hex 5o, 544 Sof. BEE  #li=01-0l4-801% Ioranting Bzmokat
I OEA0-01-009-0450 Hisedle Bill GER BaD-54 28 = 34 1 2770 Wusher
B3 434-04-111-500L Sl for Cam Lewer BB EP=d0% 51815 1 L 12 Hax, B4 Cap Sor
{ Tereaded both 2nidd) GER 5P-HTT /18 = 1 1/4 Roll Pin
E41 34 =0d-013-S00F {Cam Bioeh B8 Ep-38 8/8=18 x 3 84, Md, S&0 S,
i 414 -02-0RE- 5001 Special Wastear 55 SP-308 1/4=10 x 14 Hex, Soo San 5or.
BN He-01-007-300% Hub far Speed Comrol Shals BE Ep-TY E/18=-15 § LR Meg B, et b,
o 01 -06-110-308L E4-40 % L'g Rd, Hd, Sell -Tepping LEw a14-01-014-507 Vadable Spesd Pullsy Bracher
Ermaw 10 Dl 10 LT u 1 & 3716 Waskei
519 414-00 -337- 5010 Speed Conmal Dinl L1 Ep=A40 A78-16 = 204 Hex, HE Cap Sor.
BM SP-840 3/E~18 2 1 L4 Hex, H, Cip S, - 9% -0~ 181 - 1350 Vialabls Spesd Pulley Compless,
&7 Eah=117 B/ ® 34 x 130 Washen _.I.Eln_h.m ol
EE SP-1G0R BB XD 172 u 375D Wiy 1] Al -0l -10-5008  Wirlakls Spesd Pulley Ehaly
M 4le-0E-304-5801 Eearing Block, Inoinding: i SP-TONS Eemimzg Ring - Exmemal
48 KH- 82 Slesve Rearing 5B P04-15-100-T021  Hemining Ring - Ieemiel
Bl TE0-104 378 21 & 318 Wiihar 505 Sp=E30 el Baaring
HE SP-LTO4 A8 Lic ke 86 FE-05-061-E3E  Fulbey
BME  SF-52300 H/E-18 Hex Mt “n P =0 150=-0302  ESLE-18 x 5/ Hes, 5ac. fat Sor
Bl SPh-Eal 8/16 x 34 .I.ﬂu_nu&.un_ﬂ 58 GP -S04 #E0 Hi-Fro Eey
HE  4M-01-106-5007 Speed Conirol Shadi 599 A4 -01-105-5015 Klatwe
=4 404-02=]1 005001 Speed ConEol E-.E.-.n.lmmn“_.-_uu 6@ S -06~B91-EE0 Puolley with Beming
M1 apP-T3 UG08 8 173 Hox, Sog, Ses Son 88 Owt PRS-S0U Varlahls dpeed Bnk - Lowes
i 4Ed-Ol-L-E00h Cable Asmemhly 690  Cat #41-03 kiomr Pulbey (685 om), Inelndng:
E F22-02-081-88T Tanilon SpHng 607 GP-213 EF1E-1E X 12 Hex, Sac, e Sor,
EN EP-33 SFL6=18 = 379 Hhen, Soe. ber Bo. 6 Cat Pdl-f4 bioter Fulley (374 Fom), Includlog:
BEL  4ld=01-304-5003 Bnaring Blook, Inclodizg Ll SP-iia 5/18-18 x 1,2 Hex, S0, 362 EcF,
A WH=3123 Sleave Bearing 608  Car P41-WE ooy Flley (7078 Poee), lackedicg:
BB E0-11T 88 2 804 2 1790 Wiadher 60T SP-Z13 S18-18 5 1,79 Hex 5o, 5ot G,
85 SPeB4B B/E-18 x 1 14 Hax, Hi. Cap Sor. R TR 2T bl oear Felley (1 Bore, Dncheling:
M1 EP-8di S/8-18 = 804 Bex, Wl Cap Ser, i EP-T13 5/19-18 x 1/ Hex, Sec, 5ot Sa,
BEl  TE0-11T 378 23/ 5 1/7 Wabe 2% e #41-817 Mionoe Pelley, (1 178" Bore), Inel.
61 A14-00-106-5022 EHI.EHE." A -2 EfG-18 & 173" Hei, Sop. 5ef Sor
b #1401 =362 B Tdles Falley .ﬁ..ﬂl!E [0t b 4 E/18-18 x 1 1/4 Hex, Hd, Sap Ber
ERE Car, #1-500 ____I"-I_“_.T.mml_ Bals = Uppar 0 - /6 x T8 x 1718 W ailie
] @ld=01=-314- 5008 Jach shaft Bmckes Assy. A0 SP-1300 Ei16-1H Hea, M
Comtng o ALl B30T 50-18 5 1 177 5q. Hd, Set S5,
1] S =T411 Reminizg fEng - Ememal 618 5P-S43 /8- Hex. Jam Kk
EE] SP-5ES Ball Ebraring a1% d1&- T~ 512500 e Flane
Ho Bl =15=101-TL4T Esmining Ring - lorsmal B4 EP-bEG0 3/B-14 Hex, N
BB Fa-M-130-088  Teok g.ﬂﬁ! ala TAS=02 IEE N D 178 u 178 Wiker
m Al -0L-HL4-E00T  Jack Shafi Bmcher, Incloding: BIE BAD-00 -0 800 12 = 1 10 x 1% fubler Bumpes
BTl A= -106-505 Jech Shaft arT 7L iotor Muusd Sugpan Serew
LIl SP=-E0TG 154 51 1/8 Ball Pin
T3 EP-BT 8/8-18 z 1 175 5q. Hd, St Ber, tet shewm amembied,
M SP-5LEE 8/3~-16 Haw, [am Mot
e SP-F24 A/8=16 & § 5q. B Set Sorew
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LATHE BED AND RISER BLOCKS

Figure H
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LATHE BED (Figure H)

Red, Par Mimshes Desmsripo o

Ha,

B MCL-ME At ol

5 MOCL-BE-H 4" Flams Hardened Lathe Bad
s MCL-Bb B' Laths Bad

B8R MCL-Dod-H &' Flaros [lendened Laghe Bed

[+ WL ~300 Gaar Raeh for 4" Latha Bad

B MCL=§E Gaar Laekfor 6 Late Bad

BT MO-581 Shear Pin

i MOL-Ak-8 Collaz, Inciodimg

BEE A EfL8~18 x 1/4 S, Hd, Se1 Sor.
1] ML -4 24" Lead Sopes

630 MCL-413 BE“Lawd Scpew

Bl EP-3MN) §19-24 x B0 Sog Hd. Cap S,
68 MCL-EE Rear Soppon

833 PR ESLE=15 2 1 Hex, Hd, Cap Gcew
a5 AP -RE 7f18-14 x 2 1/4 Hex, Hd. Cap Sar.
1] SF-1507 1/ 11/ =, 083 Sl Wishe
=g CHE-Bd Gpea 34 - 16 Ealgng Somw

A el L =438 165 & GE/84 x, 080 Seosl Washer
B3 EF-B0MO R 1 LEx 1A 0" Rlng

G40 EF-1708 1/% Lockwasuee

Gl sF-sn /0E-14 Hex, M

242  MCL-2L8 Risar Bilook

M8 MCL-4ET Rbper Bloeh

&4 BE-28T R 2 L 4 1780 Waskey
245 M{L-317 Spes, Waaker

M E-lTe 116 Lockenator

1 Er-H15 TI6=-T4 = 1 354 Hex Hd, Cip Sor.
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Figure [
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CABIMET (Figure 1)

Ref.  Fart Ho Description

Ha,

&8 Ab4-0E-072-5000 InForoerion Plass

881  HP-TIE3 #% 1 8718 Drive Soraw

G849 4le=00-081-p018 Switch Opening Cover

£43  gp-8i #1052 x 3/8 Rd. B, Mach Ber,

2d4 414 -01-031 - BIZY EVEr

045 Rol-08-131-THE #11 z 171 Bd B, Sel-Tapping
Borew

G EP-3634 L/95q. Hi. Pips Plug

2a1 45 -01-011~-0230 LoFalavr

488  SF-208 L/4-20 5 154 Moz, Soo, St 5oz,

5% BCL- -5 Do Koot

L] CE-E-81 Cam

4 A14-01-215-B009 Cabloet Asscubly (34 “berweon

oeoben), Coolaing ol

aTL A3=03-330-5000  Cablueg Door

411 404-01-3P-5000  Coolass Pam

T3 AlA-01-T15-501F  Cablees Rads

- 414-01-314-5012 kit Amprchbiy (36 -herees

conteny, Consixing af:

BTl Al -01-F20-5004  Cablwes Door

a7z Al =00 =30 P=5000  Coolant Pam

LEE] A4-00-ME-5013  Cablner Base

875 960-02-00%-149]  Nameplim

676 BPF-351 #2 x 3716 Duive Serew

Shusn sk bibed
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