SPIRALS

PIRAL twists anad rope meldings of all
kimds, ax well as graight futing and
reeding, can be done with this lathe jig.
The uslt, Fig. 1, is assembled from stand-
ard pipe fAttings and consists of a teack
maibed hehind the lathe fo support &
sliding carrisge which carries a shaft, the
latter being machined to ft Ha-in. hole
shaper cutters, A
cable attmched 1o
the sliding carringe
warks over the lathe
pulliey to furnish the
apiral feeod, the
work being rotated
|:|;." the cable an the carciage is pulled along the trask
Fig. 3 shows the essential paints
in sonstruction. The track is -
I dinmeter caldsrolled steel,
which iz fitted Inio two pipe tees.
These are provided with short
lgnmu af 1&-in, pljpe 1o fit inside
two regulbar lathe tool poasts. The
track is adjusted in oF aul, and up
and down a= requined, in thEs man-
rier: The sliding cartiage iz made
Fram Bonpgeless pipe fittings, held
together with short nipples, Twa
3-in. floor flangex are machined (o
make the turntable, the wpper one
af these being fitted to o F-in,
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SPIRAL FLUTING

LS % standard shaper culters. Spimals
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FLEXIHRLE
SHAFT FROM
DRILLTRESS
DRIVES CUT-
TER AT 5,000
Ha i M

hy working the cable
aver any of the four
steps ol the lathe polley,
the lead of the splral he=
ing equal to the circum-
ference of the pulley
aver which the cable ix
i, Various shapor cal-
fers can be used to oh-
{ain different effects. In
Fig. 2, example A i cut
with o stroight cutter; B
with o cound=rnoEe cut-
fer, and T i3 made with
A conchen ghaped culler,
Combining B and C
would give the familiar

spiral twist. A depth
collnr be used to contral

the depth of cut. Stralght
fluting and reoding can
ke done by tisening the
ahaft at right angles 1o
the wark and disengag-
ing the cakle,



StcNarts

What every lathe owner should know aboast
using calipers, center square, surface gnuge
and bell punch o locale centers

'...EI:UFHI.TI': surming of el pouid il
squate work bigics with prepor cemi-

tering, Tool steel and ces lii peartiria-
lar st ko cenderesd accurately. che dorme
to aasiie Lhat ithe decarBanized surface
lower B perseved cumplolely
so that the steel cun he hard-
unued properly, assd tha Eatter
ws Lhe tood will cud through
the seale wnd nol be dualled by
thaz hard surfoce layer.

NEethists &f Lesating Cien- H
fer=; While & cenlering mn- R .-"xl'-'-l:-"-‘-ulll'- |
chine Is generally wmed =
Barge shops, swall shops st | 2 ',=,=,“.;_'=§r
usr hnod mpthods, Whore
AFual secsracy by nol sequized
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und mapid work is essen-
tinl, ahori pleces of stock
par ke mounfied inoa unl=
wirsil 3=faw chuck and a
drill chock with o small
drill irsinllid 1n the tsilsleck, ae in Fi 1
While revolving the work, the drill is slooe-
Iy fed Indo 1 with 1he hared wheel In this
joh gz in wll Inthe work, it is necoasrsy Lkat
1k luibse centers be i allsement. Flgs, T
fo ¥ Ipclusive show what happens when
gepdering ig smpropesly done.

Aozl wurk cas be eeniered with o
Eepmaphredite callper, Fig. 10, The ealiper
L= adjusted to o slighily grester redivs thean
thal of the mock and fesar arcs are siruck
abknut 1he cecder sx in Fig, 7. The cesler
af dhe steek bs thein Jleested by deawing iwo
dingemeds culilng the intersections of the
arex, Fig. 7, In order tkat fine scezbed Bnes
oun I simin clearly, o slulien of soppir
sulpheie n waber s applicd 1o the sieel
with a wnd of cotion or o rag. ms shows in
Fiy. B, until a ropper poating Exrma, Cliar
Bines cun be seribed en ths surfeer wilk
wery little peessure. Anoibsr methoed & to
ooat the end of the stook with chalk., The
center of rectargualar stock s lecaied by
deawing twa Eaganls aercss the emd, s
shown in Fig B The intersection of these
lanes i3 the center of the Pl
The cemlir hiad of a I

MECHANICS

ig handy for locoling centers on Eouid
slock. Pluee the hopd apairest the stock as
shawan = Fig. 11 and scribe 2 lire along
the siralghtede. The week ix Ben moved
moquarter=tarn and a seeand Line i seeibad
irs the some manner, The inlerscoeibos 1=
the center of the piege. Tt wmally is wise
ta eheck by seribing a thind lise, On pome
ittegulir woirk 1B melkod Allue-
irubed I Flg. 12 15 wery helphal.
The plece 10 be cemiered is lald 1m
n ¥W-hlock on a surfnce plaie and
the gurfacn gouge s
adjusted 1z approai-
mately the center of
ke plece. Four llpes

arir seribind on (ke work
which Is glven o quarier-
turn afier eoch line is
drawsi. The cenler iz In-
calbad by ik diagenal-
ling meibod, aed the center of the ether
end i found in the same way.

Canker Punching: Alber 1|'||e cepder hos
beem loented, the work 1s clamped in o vise
and the eoler is morked wilk a center
punch and a hammer, as shown In Fig. 13
After both oemters have besn center-
pranched, the work (s pleeed in the lathe
und durmed hy hand, marking any high
spals @l cithir ceed will chalk, ax ghown in
Fig. 15, The plece is eeploced in the vise
and iapped apakn with the center pumch,

By

hich is driven inwasd the kigh st 4o
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“dptdt” ihe mark fo the cemdral point s
ghavamn In Fig. b6 Finish the indeslation by
driving the pumch werizceslly, Tesl agasmm
hetween cenlary aml repenl @ necessary
wnilfl bty ahew lhal he Indenlation
frudy centered. Unless extresse aceuracy
s requaired. use a bell center paanch, Fig, 15,
This treod will Inemle rentere on mund stnck
in ene operstinn with sulfeiesl aceuracy
for ordinery work. Simply place It aver
the exed of the stock pnd strike the plunger

lighth: wigh o hammer.

Bl}mr, the Cenberss The ceiiter it b
formed In one operailon with the center
drill ghewm 1n Fig, 14, or in ten stege with
o dsll and reamir, Thive By pis of costoer-
ing teols are dhvewn in Flg. 1% The upper
detall shows the combinmibn eonter drill
while the lowwer-right deiail shows dwe
fypes of conler renmura. Drill ased sanmer
woex for work of viriods slbes ane given in
Fig. 35 The centering sool or reamer
ghauld matoh the cerder Being azed, that
B n B1° meamer Tor the regulac 607 Laibe
center, To nse the combination ecniei
dirill, moamd the work as In Fig.
14 with the cenlerfing Lol
chucked in the L szl of
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the the. Pecd with ks tilsinck while
the lathe & rumning ab it highaei spead,
hnlding the wmrk as shown 1o prevest ios
lzrning. Tha deilled hole always shoald be
froin Y 1o % the dismeter of the reamed
hale, ns indicated sl d in Fig- £ For steel
or wroaght dirom, lard oil e & sulling om-
should ko used to lubrienie ik eIl
irun i alewys dolled dey, T8 o drill
and reamey ase wed by form the cenders,
thi aporadlon is the samie, sacept that (& =
perfurmed in fwo steps. A lead bols of
the proper siee. Fig 15,
= drillesd firsl. Then it &
peasad o the proper Ji-
omeier using a cenies
ruar=ar of sailakle sim,



Setof /Gthe DRILL PADS

m{uﬂx madz

Fitted in a lathe tailsaock
spindle these nccurately
turned pads enable you 1o
do precision drilling on o
variety of work

By CHESTER W.WOMODIS M

THF-"RE'S a defindic advantegs in making 0
A5l pads in seta EBor you are thon akle
o hamdle o greates rasge of weork. Yor s
ample, iF the object 4o be drilled is of feiily
buge size, Fig, 1, you ean select o pad
which will ghve salficient brazing surface
for sedegimate wappert of the malecal o
part being drilled, &nd where ven make
the pads yourself It's an casy Eaticr ls
adupt thear remge to pour own work, Fig 6
RBivia B genieral dimonsinne dfor o -\.||| ol
[y pads pdapded for use with & B-2n lsih,
O cougree, if pou should hove spedal re-
guirmmants, these sizes need not b |-_|-|
lowed elosely. Bul whather
e larger o smiller than e
piers gEven, s o pood bden 1o
leup tha proporiions very nearly
tha st
Firsi of all, you wEl nend 4o
tun wood polterso as in Fig. 2
Thess should be turned fros o
close—gratned wood such ns ma=
phe, sanded smocth and given af
Benist 1w ooals of shellae, Allow
Fe In. all cwver fur shrinkage of
dhe eniling azd for mackining,
HAlsa, it ix necemmry 1o heyel the
edie and the cemter bub ightly
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hicarl eenALmR -
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Gauge Locates Work om Hacksaw
el e tad

Cut from howvr sy i weroared

nt zo thul il is |]._-\.|. Iy in |_ with
lJu- Llisdle, ard U podeber must be located
sa B will pot Inderfers with the full stroke
al ihe s,

en that the patlern will deaw froms the
maold. ¥ou cun see this bevel on each of
ihe ikrec paiterss in Fip. 3. When vews
take wour patterns to the foandry, speoly
gray iron cpslings, for this matecial mu-
chines epsxily,

Cenler 1Be sndibags ln the loike chaek
with ik hegb ot as In Figs, 3 and 7. Finks
alll ewer nnd bare for the Ho, 2 Morae biper
thank. Tho Inlier ean B made eosdly Tooss
i dlaearded drill b6 by shouldering the
srank 40 a foree B ax indicaled in Fige. 3
and 4, the Intter showing how s Miorse
inpeer shank i= forged ingo the kub of the
pad with mn orbor press. O sourss, you
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Giant 280-Ton Lathe Turns 120-Ton Castings

For machining and
turning heavy castings or
forgings weighing up to
120 tons, @ gi.."l.n.t lathe
produced In Germany
welghs 280 tons, Its con=
ters are high emough to
hendle a casting nearly
torelve foot in diameter if
needed., and the distance
betwoon centers is twen-
ty=six and onc=half feet,
Tweo large tool holders or
carriages on opposite
sicdes make 5t ;;lrlss.,-\.'i.l‘ﬂi: to
ke tana eiits al one Lme:
these can comnsizt of the
rough and finish cut, or
bioth meay b finish cuts of
different diameters,

Phato shews giant ladhe
underpedny fexdx af foc-
Pory, HMawisng cenlars
mere than seeentp-eight
inches high, machine
handles casfings elose fo
Fusnlve feed in diemater
and waighing 120 foms.
Two culting fools werlk
af an« [rme




