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YOUR NEW LeBLOND LATHE

This Manual is intended to serve as a source of
information on the fundamentals of operation and
service of your Dual Drive Lathe. By following
specific instructions, your Dual Drive will give
you a long life of precision production with a
minimum of maintenance.

1 When parts are needed, the Parts Section makes
| it easy for you to locate the correct piece by
] showing parts in sectional or exploded views.
; Each unit of the Lathe is illustrated and each
" part is listed by name, number and quantity re-
’ quired. Your repair order will be facilitated if
l; you will include the key number, the part name,
,af and the quantity required. Always include in a
| Parts Order, the serial number of your Dual

Drive. The serial number will be found on the

( ' front flat way of the bed at the tailstock end.
l

| Your Dual Drive Lathe may differ slightly from
' the one illustrated here. This means that en-
gineering changes have been made to improve
your lathe - a resultof our continual striving to
give you the best and most modern lathe for
your turning requirements.
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SPECIFICATIONS
L:BLOND 15" DUAL DRIVE LATHE L:BLOND 15" DUAL DRIVE LATHE
CAPACITY CARRIAGE
Length on bed . . . 18-3/8"
Swing over bed and carriagewings . . . . . . 15-1/2" Bearing surface, square mches . 62"
Swing over compound rest . e e 9-1/2" Bridge width . 6-1/4"
Distance between centers, base length e e e . 30" Cross slide travel w1thout taper attachment 8-17/8"
Size of tool - forged . e e e e e e /2" x 1 Cross slide travel with taper attachment . 7-1/8"
Sizeof toolholder . . . . . . . . . . . 1/2"x1-1/8" Compound rest travel 4
Steady rest capacity . . y 1/2" to/4'.'
Follow rest capacity . . 3/8" to 2-3/4"
Face plate, small, dxameter . g | FEED - THREADS .
Face plate, large, diameter . 15" Feed changes, gear or belt drive 48
Feed ranges:
Gear drive . .0021 to . 120
HEADSTOCK Belt drive .0007 to . 038
Thread changes, gear drwe only 48
i Threads per inch, range . 4 to 224
SSsglg}: :gz:gs;ag;g:b;;M; T 16 Leadscrew diameter and threads per inch 1, 6
Gear Drive - 31, 41, 56, 75, 97, 135, 183,
246, 320, 420, 570 and 765 TAILSTOCK
Spindle diameter . . . . . . . . . . 2-3/16"
Belt Drive - 1000, 1300, 1780 and 2400. Center, Morse No. . 4
Spindle, size of hole, straight . . 1-17/32" Spmdle travel and set over r1ght or left g, 1v
Spindle size of center, Morse taper No. . 4 Length on bed . 10-3/4"
Spindle nose, taper key drive, size. . . . . . LO
Headstock length on bed . 18—1/4" TAPER ATTACEMENT
Maximum taper per foot . . . 3-1/2"
BED Turns at one setting . 10"
Length, standard . . . . . . . . . . . . ' 8-1/2" | MOTOR RECOMMENDED
Width. e . 12-3/16" Horsepower and speed, RPM . 5, 1800
Depth. . 10-1/2" Frame size, N.E.M. A, 215
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INSTALLATION

When you ordered your LeBlond Dual Drive,
you received an acknowledgment of the order
specifying a date of shipment. When the lathe
leaves our factory, the transporting agency
issues a bill of lading; a receipt indicating that
the lathe is acceptedin goodorder for shipping.
Before accepting the shipment, check the lathe
carefully to be sure that it has not been dam-
aged in transit. If it has been damaged in any
way, the shipment should be conditionally ac-
cepted from the transportation company with
the provision that it is subject to thorough in-
spection. In case of damage, after you have
estimated the extent of damage, and have
placed your claim with the transporation com-
pany, we ask that you forward us complete de-
tails and our Traffic Department will help you
expedite the claim.

The packing list itemizes all parts included in
the shipment. Your Receiving Clerk should
check and account for every item on the pack-
ing list. This list should be kept-as part of
your permanent record of this machine.

Foundation

The floor upon which your lathe is to be set
should be flat and heavy enough to support the
weight of the machine without noticeable de~
flection. If such a floor is not available, it may
be necessary to construct a special foundation
in order to eliminate frequent need for relevel-
ing and re-alignment.

Concrete Floors. Inorder to minimize machine
vibration and deflection, a reinforced concrete
floor serves as the best foundation. All Dual
Drive lathes require a minimum of 6" rein-
forced concrete.

Wood Floors. Many shop floors are made of
wood blocks or some other type of vibration
dampening material which covers a concrete
sub-floor. This material should be taken up
and the area filled in with concrete to the floor
level.

In case the floor is of timber construction,
the usual practice is to cut a hole in the floor
and build up with concrete from the ground.

Second Floor, Your Dual Drive should always
be located over a pillar or supporting beams.
If no such support is available, one or more
pillars should be installed if your lathe is to
remain accurate and level.

Cleaning

For shipment, alloil was drawn from the res-
ervoirs, and all polished and unpainted sur-
faces were well covered with a slushing com-
pound.

The slushing compound is best removed by
washing with kerosene or benzene. Do not use
an air hose. Air pressure will drive in be-
tween the bearing surfaces any grit and dirt
picked up in transit. Raise the cross slide
guards, clean the screw and slides, remove
the bedway wipers and clean thoroughly. When
all the unpainted and polished surfaces are
wiped clean, put a light coat of machine oil on
them to protect them from rust. Frequent
cleaning andoiling of these parts will increase
the useful life of your Dual Drive.

Before starting the machine, consult the sec-
tion on "Lubrication" for the proper lubrica-
tion points and the fillers for the reservoirs.
Make sure the machine is properly lubricated
before starting in order to avoid damaging any
bearing surfaces.

Moving and Lifting

It is usually convenient to leave the machine
on the skids when removing the crating. Thus
the machine can be moved on the skids to its
final location. This is particularly true where
the crane facilities are not available.

However, if cranes are available, the follow-
ing instructions should be followed. For lathes
with two legs, insert a heavy board or flat steel
bar under the bed at the estimated center of
weight.

LATHES WITH THREE
OR MORE LEGS USE
THIS STEADING CHAIN

ESTIMATE CENTER
n OF WEIGHT

SHEAR AND ROD
PROTECTION
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Sling on each end of the board or bar using
another board to protect the control rods.
Raise the machine slightly to assure proper
balance before continuing. (See Figure 1). For
lathes with three or more legs, follow the same
procedure but add a chain from the crane hook
to a cross girth at the tail end of the lathe.
This will help steady the set-up.

NOTE: Make sure the carriage clamp screw is
loosened before moving the carriage.
The carriage and tailstock may be
moved to help balance the lathe for
moving by crane.

Electrical Connections

It is important that the voltage and other spec-
ifications of the motor are the same as those
of your service lines. The name plate on the
motor specifies the operating voltage and whe-
ther the current should be direct (D.C.) or
alternating (A.C.). If alternating current is
specified, the voltage, frequently (cycles and
number of phases) are shown. If there is any
doubt about the current and voltage, call your
local power and light company and verify the
supply. If there is a difference, advise us be—
fore connecting, and avoid burning out or
otherwise damaging the motor.

Leveling

Your Dual Drive Lathe was aligned and accur-
ately checked with the lathe in perfect level.
In order to reproduce this accuracy in your
shop, it is essential that your lathe be leveled
properly. Too much emphasis cannot be plac-
ed on the importance of proper leveling.

In order to hold the level and prevent the lev-
eling screws from digging into a concrete
floor, a smooth steel plate, approximately 4"

square, 1/4" thick, and countersunk 1/16" of machine.
an inch deep for seating the leveling screws, ;
should be surfaced against the concrete, If . ;
necessary, chip the concrete before placing Fig. 3

NOTE: FRONT BLOCK IS " LEVEL

Fig. 2

HOLD DOWN BOLT

%¢ COUNT
FOR SEATING
LEVELING SCR

these plates under the leveling screws. See
Figure (2). Never use a resilient type of vi-
bration dampening device, such as rubber un-
der the leveling screws. These devices make
it difficult, if not impossible to maintain ac-
curate level.

If hold-down bolts are used, set the lathe in
position, mark and then drill. It is impractic-
able to lay off holes in advance from the di-
mensional drawings.

Next, level the lathe by means of leveling
screws provided using a precision level. An
ordinary carpenter's level or combination
square level is not sensitive enough. See fig—
ure (3).

Proceed as follows: Level across the bedways
at both the head and the tail-end, using par-
allel blocks on the front flat and the rear
hardened way.

NOTE: The rear way of your Dual Drive is
.0625" higher than the front flat. Use
gauge blocks to make up the difference.
Leveling is accomplished by adjusting
the leveling screws until the bubble is
in the center of the glass bowl. If the
bed of your machine has one or more
center legs, level across them also.
The reading must be exactly the same
in all positions. Then, level length-
wise on the rearway at the head and
tail ends and at each center leg.

If the hold-down bolts are used, draw them to
light contact after leveling. Donot tighten bolts
excessively as this may twist the bed of the
lathe out of level.

CAUTION: You should always recheck your
level after tightening the hold—down
bolts. Never bed the legs of your
Dual Drive in concrete as this will
preclude any re-leveling of the

HIGHER THAN REAR BLOCK.

PARALLEL

— LEVEL ACROSS WAYS STRIP

AT THESE POINTS

\

~, |
T
"\ PARALLEL BLOCKS —

—

LEVELING SCREWS

IF LATHE HAS MIDDLE LEG, LEVEL ‘
ACROSS WAYS DIRECTLY ABOVE LEGS.
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TIMING BELT DRIVE FEED REVERSE CHANGE LEVER
HEADSTOCK
FEED
COMPOUND TAILSTOCK SPINDLE
SPINDLE LOCK LEVER

QUICK CLAMPING LEVER

SPINDLE
P CARRIAGE
COMPOUND REST /
DEAD CENTER * / HANDWHEEL

V-BELT DRIVE
LENGTH DIAL

LEADSCREW

BACK BOX

FEED ROD

QUADRANT GEAR

CONTROL ROD

FEED PLATE
BED RACK

CHASING DIAL

APRON

CROSS SLIDE

L CHIP PAN

MULTIPLE LENGTH STOP
AND ROD

FEEDROD SAFETY DEVICE
Fig. 4

START AND STOP
BUTTONS

SPINDLE CONTROL LEVERS

FEED-THREAD LEADSCREW LEVER f ’% ‘/( # (Z p: c /d%)

CHANGE HANDLES

CABINET LEG
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OPERATING INSTRUCTIONS AND NOMENCLATURE

To help you understand your new Dual Drive,
you will find the following a general descrip-
tion, and operational procedure for eachof the
major units that make up your lathe. To re-
ceive the most benefits from your Dual Drive,
you should be thoroughly acquainted with these
units, and with the specifications of your par-
ticular lathe. Refer to these operating instruc-
tions frequently.

Headstock (Fig. 5)

The Dual Drive Headstock provides twelve
geardriven speeds and four belt driven speeds
to the spindle for efficient operation.

All speeds are selected by a single shifter
handle (A), with a direct reading point indica-
tor (B). The spindle is supported by two roller
(Timken) bearings, and one ball (rear) bear-
ing. Drive shafts are supported by anti-friction
bearings. All gears are made of alloy steel and
hardened. The Spindle Nose is an American
Standard Type "LO" taper key drive. Small
shifter lever (C) reverses the speed and lead-
screw, and lever (D) provides fine or coarse
feeds or threads.

Horsepower meter (E) is located to the right
of the feed reverse and feed compound levers.
This meter reads in per cent of total horse-
power consumed. For example: if two and one-
half horsepower was being used (this being
one-half of the total five horsepower available),
the meter will show 50%. Built in accordance
with the NMTBA Electrical Code, the electri-
cal panel, Figure (6), for the Dual Drive is

mounted on the rear of the head end leg. Over-~
load protection is provided by magnetic start—
ers and fuses. For safety, only 110 volts are
used in all electrical controlled circuits. This
is supplied through a transformer. Also in-
cluded in the electrical panel is the electric
brake power pack., Rheostat (F)is a convenient
adjustment of braking power. A five position
drum switch has been provided, controlled by
two spindle control handles. One is below the
headstock and to the right of the quick change
box.

The other is located to the right of the apron
below the chasing dial. The central position of
the spindle control handle applies the brake.
A neutral position on each side of the center
or brake position allows the spindle to coast
for moving the spindle by hand, jogging, or
shifting gears. The extreme down position of
the handle revolves the spindle forward. The
spindle will revolve in reverse when the handle
is in the upper most position.

Fig. 6

Fig. 5

Gilmore Belt Drive
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Quick Change Box (Fig. 5)

The Quick Change Box provides forty—eight
feeds or threads through an eight position
tumbler, a three position compound in the
Quick Change Box and a two position compound
located in the Headstock. Metric or special
feeds and threads are available through use of
translating pick off gears which form the feed
drive from the Headstock to the Quick Change
Box. The pickoff gears are readily accessible
by removing the end cover of the Headstock.
Individual feeds or threads as indicated on the
index plate are obtained by pulling out and de-
pressing the tumbler handle (F) to disengage
the tumbler gear; slide the tumbler along the
sleeve to the desired location. Lift the tumbler
handle and allow the plunger in the handle to
lockin place. The series of slots milled in the
shifter lock plate and the plunger pin engaging
the slots prevent the tumbler gears from en-
gaging two gears at the same time.

Located directly above the tumbler handle and
shifter lock plate, the direct reading index
plate (G) lines up with the slots milled in the
shifter lock plate. The numbers on the plate
refer to threads and leads that will be provided
when the tumbler is engaged directly under the
mumber. "E" and "F" refer to the position of
the left hand feed compound lever (D) located
on the headstock just above the index plate.
The letters "C", "B" and "A" refer to the po-
sitions of the compound change lever (H) loca~
ted to the left just below the tumbler handle.

Leadscrew and Feed Rod (Fig. 5)

Located on the Quick Change Box to the im-
mediate right of compound change lever, Fig-
ure (5), lever (I) engages or disengages the
leadscrew by moving a sliding gear in the Quick
Change Box. The leadscrew (J) is used only
for cutting threads and should be disengaged
when not in use. The leadscrew runsin abush-
ing in both the headstock end and at the back
box; and is held endwise between two thrust
bearings. End-play is eliminated with the ad-
justing nut at the back box.

The Feed Rod (K) transmits the power from
the Quick Change Box to the Apron through a
safety overload device located at the Quick
Change Box end of the Feed Rod. Should the
carriage meet with any obstruction on the bed,
the safety device will release and prevent dam-
age to the feed mechanism. As soon as the
obstruction is removed, the feed safety device
engages automatically.

Multiple Automatic Length Stop

(Fig. 7)

The Multiple Automatic Length Stops provide
a positive stop for cutting specific lengths on

similar work pieces. The spring-loaded length
stop rod (K) carries a number of stops (L)
which can be set for various lengths. Stop lever
(M), located on the apron, swivels down so
that contact can be made with the stops. When
contact is made , the apron moves the stop rod
which operates a shifter disengaging a positive
jaw clutch located on the feed rod next to the
quick change box. When the feed rod clutch is
disengaged, the apron stops. When stop lever
(M) is lifted to clear the stop a spring automat-
ically re-engages the clutch. With the stop
lever (M) in the down position, a detent is held
in place to prevent the half nut from engaging
during the feeding operation.

Apron (Fig. 8)

The Dual Drive Apron is a double-walled one
piece casting in which all shafts and gears are
supported on both ends. This unit is bolted se-
curely to the carriage and contains the controls,
gears, and other mechanisms for feeding the
carriage and cross slide by hand or power. It
also contains the half nuts controlled by lever
(N) which engages the leadscrew for thread
chasing. Poweris supplied tothe apron through
the bevel pinion which is keyed to the feed rod.
Positive jaw clutches are employed to direct
the power to the rack pinion for length feed and
the cross feed screw for crossfeed. A single
lever (O) is employed to engage both length
and cross feeds. An instruction plate mounted
to the left of the feed control lever indicates
the position for cross and length feed. The
feed is reversed by a lever on the headstock.
An interference device prevents the engage-
ment of the half nuts and the feed at the same
time. Do not attempt to force the feed control
lever or the half nut lever when the other is
engaged. The large hand wheel (P), through a
gear reduction, revolves a rack pinion thus
providing hand feed to the carriage. The apron
gpindle control lever (Q) will be found on the
right side of the apron.
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