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WARNING

IMPORTANT SAFETY
INFORMATION

A) IT SHALL BE THE RESPONSIBILITY OF THE END USER TO
PROVIDE, AND ENSURE THE USE OF, A GUARD, GUARDING
DEVICE, AWARENESS BARRIER, AWARENESS DEVICE, OR
SHIELD...

B) DO NOT OPERATE LATHE AT A HIGHER SPEED THAN WHAT
THE CHUCK MANUFACTURER RECOMMENDS.

C) NEVER PLACE ANY PART OF YOUR BODY NEAR MOVING
PARTS OF THiS MACHINE.

D) NEVER WEAR LOOSE CLOTHING THAT COULD BECOME
CAUGHT OR TANGLED IN THE MOVING PARTS OF THE
MACHINE.

E) NEVER OPERATE OR MAINTAIN THIS MACHINE WITHOUT
PROPER INSTRUCTIONS OR SUPERVISION, WEAR SAFETY
GLASSES & SAFETY SHOES.

F) STOP SPINDLE COMPLETELY BEFORE CHANGING OR
ADJUSTING THE WORKPIECE FIXTURES OR TOOL.

ELECTRICAL CONNECTION: MACHINE MUST BE INSTALLED BY
PROFESSIONAL ELECTRICIAN TO VERIFY THE PROPER VOLTAGE.
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SPECIAL INFORMATION AL MODELS

CARE OF MACHINE TOOLS THAT ARE NOT IN USE

When a machine is taken out of service, such as in a school where they would not be
used during the summer months or at some other vacation or off period, it should be

properly taken care of as follows:

1. Thoroughly clean the machine, being sure that all surfaces are cleaned.
It is as important to clean the painted surfaces as well as the
machined surfaces. The machine should be cleaned with some type
of solvent if the machine has accumulated hard to remove deposits,

If all deposits are not removed and a protective coating is applied,
it will make the machine doubly hard to clean when the machine is
pPut back into service. A neutralizing agent should be used vhere

finrer printing is common or vhere the climate is very damp.

2. After the machine has heen thoroughly cleaned all of the machined
surfaces should be covered with either a good grade of medium weight
MACHINE OIL (NOT AUTO ENGINE OQIL) or if the machine is going to be
out of service for a lonx period of time a light wveight grease
(commercial petroleum jelly that has been thinned with naptha or
mineral spirits is very good) should be used. When covering the
machine surfaces care should be taken so that the machined surfaces
are completely covered. Also you should try and keep the o0il and

grease off the painted surfaces.

3. If the machine has belts of any type, they should be loosened, so
that they will not stretch vhile the machine is not in use.

4. All powver to the machine should be disconnected. Some machines
could be very easily damaged if run after being out of service for

a long period of time,

5. The machine should he covered witha cover that will keep dust and
dirt from accumulating on it. Also the cover ahould be liquid re-
pellent to keep any liquid from coming into contact with the wrking

rarts of the machine. Such a cover is listed in our General Catalog.

These covers are availahle for all sigzes and types of machines that

we manufacture.
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FORM 2000
10" & 14 1/2” MODELS

BACK GEAR AND ECCENTRIC SEHAFT
10" end 143" lathes only

B - Bull Gear
Guard
H ~Ectentric Shart I -Quill Gear Assem.
Assembly
L - Lube Plug
K -Lever
D-
7 Slot 7\ g _.
1 A=
£ Screw
SR e o
o, % ale $— Spring
B N » 70 Shoe
iy ~ = ﬂ-—— F - Taper
0l ==& ————— @ . Pin
J - Eccentric Sheft e ; =
Bushing e = \_
"V g =" — G -~ Eccentric
=N -,\ﬁ e - =3 Bushing

I, TO DISASSEMBLE:
1. Remove items "A" and "B" (Fig. 1).

2. Loosen screw "C" (Fig. 2).

3. Remove items "D" thru "I" (Fig. 2) in alphabetical order.
II. TO REASSEMBLE:
1. Replace items "H" and "I". (Be sure gears are free of dirt, chips, and nicks.)

2, Replace item "G" and pin with item "P".

3. Replace item "E", locating the point of the screw in slot of eccentric shaft
bushing "J" and replace nut D",

III. ADJUSTING BACK GEARS:

1. Engage back gears using eccentric shaft lever "K" and allow mating gears to
bottom. Then back off back gears until you feel a slight rock between zating
gears and tighten set screw "E". Tighten screw "C" so tension on bushing "G"
is enough to hold gears in wesh on heavy cuts, but not so tight that the
eccentric shaft lever "K" is hard to operate, Make finsl adJustment by allowing
lathe to run for a few minutes. If there 1 an abnorumal amount of noise such
a5 a gear rattling noise the gear clearance is too great, adjust by slightly
unscrewing set screw "E", If it seems to be a2 howling noise, the gear clearance
is insufficient. Adjust by screving in slightly set screw "E". When proper
gear clearance is obtained, lock set screw "E" with nut "D".

IV. OILING
1. Remove plug "L" and £1ll teflon grease. Use our CE1625 or equal,

SOUTH BEND LATHE CORP. 400 WEST SAMPLE STREET « SOUTH BEND, IN 46601 + U.S.A. Page 2
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FORM 2001
13”, 16" & 16/24”

BACK GEAR AND ECCENTRIC SHAFT
13", 16” AND 16/24” LATHES ONLY

A -Quill Gear
Guard

J - Eccentric Lever F - Quill Gear Assembly

B - Bull Gear

Guard E - Eccentric Shaft H - Lube Plug

Assembly

Fig. 1
K - Eccentric Shaft
Bushing
: Eccentric
1. TO DISASSEMBLE: Bushing

1. Remove items "A" and "B" (Fig. 1)

2. Remove items "C" thru "G" (Fig. 2) in slphabetical order.
II. TO REASSEMBLE:

1. Replace items "E" and "F". (Be sure gears are free of dirt, chips, and nicks.)
2. Slip in item "G" with countersunk spot in line with hole for set screw “D".

3. Replace screws "C" and "D" and finger tighten until points of screws are located
in bushing countersunk spots.

4, Tighten set screw "C" firmly.

5. Tighten set screw "D" so tension on bushing is tight enough to hold gears in
mesh on heavy cuts, but not so tight that the eccentric shaft lever "J" is
hard to operate.

-

III. OILING:

1. Remove oil plug "H" (Fig. 2) and £ill with teflon grease, our CE1625 or equal.

IV. INSTALLING NEW ECCENTRIC SHAFT ASSEMBLY:
1. Disassemble per instructions under sub-heading I.

2. Reassemble according to imstructions vnder sub-hesding 1I, but do not tighten
set screw "C".

3. Engage back gears using eccentric shaft lever "J" and allow mating gears to
bottom. Then back off back gears until you feel a slight rock between mating
gears. IMPORTANT - Turn eccentric shaft bushing in direction as shown above
(“™\ ) until pin is against stop. Tighten set screw "c" enough to make an
impression on bushing "K".

SOUTH BEND LATHE CORP. 400 WEST SAMPLE STREET « SOUTH BEND, IN 46601 « U.S.A. Page 3
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FORM 2001 CON'T
13", 16", 16/24”

L. Disassemble back gear again and drill countersunk spot 1/6" deep in bushing "K".

5. Reassemble according to instructions under sub-heading II.

V. INSTALLING NEW ECCENTRIC SHAFT BUSHING "K":
1. Remove eccentric shaft assembly "E".

2. Knock out taper pin from eccentric lever "J", replace with new bushing and repin.
If bushing is slightly long, face the end without the pin.

3. Reassemble according to instructions under sub-heading IV.

GENERAL INFORMATION:
If there is an abnormal smount of noise in back gears, check the following:

1. Clean teeth with stiff brush and uminerel spirits to remove all chips and dirt
in gear teeth.

2. Remove all burrs and nicks on gear teeth with knife file.

3. Adjust gear clearance between back gears and gears on spindle assembly.

3A. If it seems to be a gear rattling noise, the gear clearance is too great -
Try adjusting this by elongating countersunk spot on busking "K" (Fig. 2)
with scraper. Scrape on the high side as shown in Fig. 3, then resssemble
again according to instructions under sub-heading II.

3B. If it seems to be a howling noise, the gear clearance i: insufficient -
Try adjusting this by elongating countersunk spot on bushing "K" (Fig. 2)
with screrer. Scrape on the low side 8s shown in Fig. 3, then reassemble
again ac-ording to instructions under sub-heading II.

3C. If necessary to replace eccentric shaft bushing "K" see sub-heading V.

Fig.3 Enlarged View of Eccentric
Bushing "K"

High ESide
Low Side

Check Clearance Between Cone
Flange and Gear - Both l-:mis.J
| N

|

> 1‘”
locate, Spot, and |

- Center Drill Bushing
approx. 1/8" Deep.

Position of New Split Eccentric Shaft
Bushing Installed On Lathe
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FORM 2002
ALL MODELS

HEADSTOCK SPINDLE SLEEVE
10", 13", 14/12", 16” & 16/24” LATHE MODELS

BEARINGS

oo |, Remove guards

Remove pipe plugs

Expander screws must be
Remove expander screws removed before attempt=
ing to lift bearing caps.

Remove washers

I— X

7. Remove cap screws

f‘“’ 8. Remove bearing caps. See Fig. 2
Caution: Remove expander screws,

E step 13, before removing caps.

9. Remove protecting ring ond washer
ac on 16" and 16~24" lathes

. Shift reverse bracket in neutral position

6. Loosen take-up nut several turns

Fig. 1. Disassembling of Headstock
Perform Operations innum=
erical sequence.

Fig. 2. Loosening bearing cap by jarring piece
of round stock placed in screw hole.

SOUTH BEND LATHE CORP. 400 WEST SAMPLE STREET » SOUTH BEND, IN 46601 « U.S.A. Page 5




12-95
FORM 2002 CON'T
ALL MODELS

~1+ Place belt on small step of upper and lower cones for easy removal of spindle
2. Remove shims = (Must be returned in same position and sides as removed)

3. Remove spindle assembly
4. Remove spindle gear = (Use gear puller or arbor press)

5. Remove take-up nut and washer
6. Remove rear bearing and expander

—7 . Remove thrust bearing

8. Remove cone
9. Remove bull gear = (Use Arbor Press)
10. Remove front bearing

and expander

|

\ T K

Wire *
11. Turn oilers at angle

12. Remove pipe plugs
* 13. Press down on felt oiler and insert wire through pipe

plug hole (12) to hold oilers down (both bearings)

Fig. 3. Removing and disassembling spindle. See Fig. 4 if
end assembly of spindle differs from above

1. Remove take-up nut
« Remove gear
3. Remove thrust bearing
4. Remove rear bearing and expander

« Remove thrust bearing
" 6. Continue at step 8, Fig. 3 above

Fig. 4. End assembly of spindle on some models
of 13"and 14-1/2" |athes

Page 6
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Mark the sleeve with letter
“F" to indicate front
It is important that bearing
is always placed back in the
same position

Hole in sleeve bearing
must fit over brass
oiler tube

File grooves at both ends
opprox. same size as on
originals. Use round file

Fig. 6. Filed grooves in sleeve bearing

FORM 2002 CON'T
ALL MODELS

Mark sleeve - mark
to correspond with
oil return hole in
headstock (both ends
of both bearings )

Oil return hole in headstock

C il Bth Ends

Fig. 7. Run pipe cleaner through oil breather holes
at A and B also oil return hole at C and groove D
to clean out any obstruction

TO ASSEMBLE

1. Wipe all parts free of dirt and chips. Be sure
all oil return and breather holes are clear. See
Fig. 7.

2. Reverse the procedure indicated in Fig. 3 and
Fig. 4 to assemble the spindle, but do not tighten
the take-up nut. Also, if assembly of spindle is
like that shown in Fig. 3 do not as yet press on the
spindle gear

Ploce felt in bottom
of exponder before
sliding expander on
sleeve bearing.

(2T DI 7
(o [ e )

Fig. 8 Bearing Expander

3. Place spindle assembly in headstock, moving
the bearings back and forth until the hole in bottom
of sleeve bearing fits over the brass oiler tube in
headstock.

4. Place bearing shims in proper position.

5. Fasten both bearing caps.

6. Install washers and expander screws and adjust
moderately tight. Fasten pipe plugs into bearing
caps.

HEADSTOCK

7. Remove the wires used to hold down the felt
oilers, put wires back in to check that oilers pop-
ped up in to position. Install the pipe plugs ond
return oil cups to upright position.

Spindle Gear Toke=up nut

Lock Screw

Fig. 9. Take-up nut adjustment

8. Adjust take-up nut. If end assembly of spindle
is of the type shown above, (Take-up nut against
face of headstock ) Hand tighten the take-up nut,
then back off approx. 3/8" (circularmeasurement)
and lock in place with screw. Check to see thot
cone pulley runs free.

9. Press on Spindie Gear

SOUTH BEND LATHE CORP. 400 WEST SAMPLE STREET » SOUTH BEND, IN 46601 « U.S.A. Page 7




12-95

Take~up Nut Screw Spindle Gear
Take=up Nut % [ Thrust Bearing
Qe

Fig. 10. Take-up nut adjustment on
some 13" and 14-1/2" |athes.

10. If end assembly of spindle is of the type shown
obove, hand tighten the take-up nut and lock in
place with take-up nut screw.

CHECKING THE HEADSTOCK

Bar Stock

Dial Indicator

Fig. 11. Lift test at lorge bearing end

With the indicator set on the spindle as near to the
shoulder as possible, force spindle down then exert
about o 75 Ib. lift. If the reading indicates amove-
ment of over .001" the bearingcop at the front end
will have to be removed and a .0015" lamination
peeled off the laminated shim on one side. If nec-
essary repeat on opposite side.

If the reading indicotes c movement of less than
.0007", a .0015" thick lamination will have to be
odded to the existing shims.

Follow same procedure for test ot small bearingend.
See Fig. 12.

FORM 2002 CON'T
ALL MODELS

Bar Stock

Fig. 12. Lift test ot small bearing end

LUBRICATION

Before running the headstock under power fill the
the spindle bearing oilers with proper machine oil
(S.B.L.W. Catalog No. CE1600 or equal) and fill
the spindle cone with oil (S.B.L.W. Catalog No.
CE1603 or equal.)

TROUBLE SHOOTER

Overheated Becring:

1. Remove pipe plugs in bearing cap and tighten
bearing expander screws.

2. Remove bearing cap and place additional shim
lamination (approx. .0015" thick.)

3. Flush bearing reservoir with kerosene ond fill
with proper machine oil (S.B.L.W. Catalog No.
CE1600 or equal.)

4. If small bearing overheats, loosen the take-up
nut slightly.

Bearing Throwing Oil:

1. Usually a clogged oil return or breather hole.
Remove bearing caps ond proceed as in Fig. 7.
2. Remove the bearing expander and file the "V"
of expander as shown in Fig. 13. Also trim the ex-
pander wick about 1/8".

File 3/32" flat

Fig. 13. Bearing expander with the
"V* filed flat.

SOUTH BEND LATHE CORP. 400 WEST SAMPLE STREET « SOUTH BEND, IN 46601 « U.S.A. Page 8
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FORM 2003
ALL MODELS

ADJUSTING TOGGLE CAM APRON CLUTCH

Posttion of Nendle Vo 7
Clutch 1s “Zogaged” 4 ,A‘/

d
’ .
7 /
/7
-~ \< V4

\ ]  Posttion of Mandle Vhen
\ Y Cluteh 1s “Disengaged"

- rig. 1

TO ADJUST CLUTCH

1. With Allen wrench, loosen set screw "U" and turn clutch
lever clockwise until clutch engages in proper position.
(See figs. 1 & 2) Clutch lever should not go beyond the
perpendicular to the thrust collar "R".

2. Tighten set screw "U" as much as possible.

3. Clutch lever should be just tight enough to stay engaged
in a heavy cut. If clutch is too loose, repeat the steps
outlined above. I[f too tight, turn clutch lever counter-
clockwise in steps outlined above.

If all adjustments have been utilized replace clutch discs. See form

992C and back side of this page.

TO ADJUST DIRECTION OF CLUTCH
LEVER SWING

o
The clutch lever can be adjusted to swing
in any plane convenient to the operator.
(As in "A" or "B" fig. 3)
1. Loosen lock nut “P" and set screw
"O" (Fig. 2)
o 2. By the clutch lever, rotate entire
1 assembly to the desired angle.
‘;" s 3. Pull slightly on clutch lever allow-
\__/B ing the clutch mechanism to come
B forward as far as possible while
tightening set screw "O".
s 3 4. Lock with nut "P",

SOUTH BEND LATHE CORP. 400 WEST SAMPLE STREET » SOUTH BEND, IN 46601 « U.S.A. Page 9
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FORM 2003 CON'T
ALL MODELS

TO REMEDY A STICKY CLUTCH

The cause of o sticky clutch can usually be traced to dirty oil, improper oil, or edge of clutch discs
are burred. To remedy, follow the steps outlined below:

Drain apron oil from reservoir and fill with kerosene .

Operate lathe for a doy or two and drain kerosene.

Flush with kerosene until cleon.

Refill reservoir with South Bend CE1600 oil or equal,

If clutch remains sticky it is necessary to remove clutch assembly to examine the discs.

TO REMOVE CLUTCH DISCS

— |

AN NY

D awWwN —~

Remove drain plug ond drain apron reservoir.
Turn lead screw so keyway is down.

. Block to support apron.

. Remove soddle lock and bolt.
Remove lead screw bracket.

(3
I
VWA -

Remove screws holding opron to saddie .

. Loosen saddie gib screws on back underside
—% of saddle 1/4". (Not visible in picture)
' 8. Lift up saddle to clear cross feed screw ond
slide apron off right end of lead screw. Be

coreful not to bend lead screw.
Fig. 4.
. \MJU K -Clutch Assembly

9. Remove oil trough from back of opron. See fig. 5 A - Cross Peed Cear
10. With Allen wrench through hole "U" (fig. 2)
loosen set screw and remove clutch handle ond
swivel nut together by turning counterclockwise.
See item 1, fig. 6.
11. Remove thrust washer. Item 2, fig. 6.
12. Unlock nut and remove set screw. Items 6 ond 7, fig. 6.
13. Remove retainer bushing and bearing. Items 3 ond 4, fig. 6.
14. Remove pin from draw bor. item 5, fig. 6. (Some
models have a key instead of pin)
15. Remove ciutch draw bear, bearing, clutch disc plate,
spring, and clutch discs together on drow bar.
Items 8, 9, 10, 11, 12, ond 13, fig. 6.
16. Remove clutch discs and exomine for burrs, dirt,
pieces of metal or scored discs. Discs not deeply
burred can be smoothed by stroking burred surfaces
on abrosive paper held firm against o level surfoce.
Discs deeply burred should be reploced. See Form $92C.

b

Fig. 6.

=
~N O

17. When assembiing apply pressure on bock of draw bar to hold discs in place until swivel nut
ond hondle are fastened. See "F", fig. 5.

18. When installing apron, lift up on front of saddle to clear cross feed gear to allow correct
positioning. Secure apron ond rear lead screw brocket.

19. Tighten soddle gibs previously loosened. _ .

20.  Fill reservoir and adjust clutch according to instructions on other

SOUTH BEND LATHE CORP. 400 WEST SAMPLE STREET - SOUTH BEND, IN 46601 « U.S.A. Page 10




12-95 FORM 921F  SECTION 2

LEATHER V-BELTS FOR CONE PULLEYS

Lathe cone pulley V-belts can be placed without disassem- ]
bling the lathe headstock or drive

unit by using these cord reinforced
leather V-belts. Belts you skived for
gluing you will need to supply your

contact cement.

Cat. No. Size Lothe Drive Ship. Wit
CESLotL : 9 um.D. 1 b,
CESLo2L 10-X umDD. 1 b,
CESLS4l 9" H.M.D. 1ib.
CESLSIL 10-K H.M.D. b,

BELTS AND LUBRICATION Rubber V-Belts

A. EXTREMUNTUS FLAT BELTS. A combination of plastic and Bend 1armer Dol for use with Souts
leather form a strong flexible belt recommended for use with SOUth  machigery.  Specify ::,3::  umber
Bend Lathes. Able to withstand continual flexing without significant  mazimum width, and outside circum-
stretch and loss of efficiency. Belts are skived on both ends and lerence when ordering. Ship. wi. each, approximately Yi Ib.
cement for joining skived ends is included with each belt. Shipping p -
weight each approx. 1/2 Ib. Notales Qutaide Notales Cvnmide
: V-Belts with 3;° Tep Width
Type of Drive | Cot. No. Type of Drive Ceail. Neo. ggulo 35: CE3L240 24
" HMD CE3730N 13* UMD 3.51ep | CE37S3T Eaaa0 " CE3L260 | 26
10.K HMD CE3750K 144" UMD 4.S1ep | CEX752F ¢ 2 CE3L210 27
9" UMD CE37S2N 142" UMD 3.5tep | CEI783F . :
10-K UMD CE3752K 16 UMD 4.Step | CE3ZS2M V-Belts with '4° Top Width ,
10" UMD Bench | CE3753R 16" UMD 3-Step CEI7SIN CE4L280 2’ CE4L480 48° :
10 UMD Floor | CEI7S2R 16-24" UMD 4-Step | CE37S2V CE4L29%0 29° CE4L450 49’
13" UMD 4-Step | CEI752Y 16-24" UMD 3.Step | CE3753V gg:llg?g g?: gg:llgz 3‘3: 1
16" Turrer CE3753M CELam 3 CELSY sa- '
gg:td‘g a4 CE4L600 60° '
B. BELT SPLICING CLAMPS. For gluing skived ends of cone pulley  Grires | 4% CEeoo | S&-
beits or other flat ieather belts. Made of heavy steel plate with guide = _CEdL470 47 CE4L800 | B8O
for aligning edges on belt ends. V-Belts with 3;" Top Width
- - CESL380 s’ CE5L480 46°
Coteleg Meaximum Size of Belt Ship. gggt:% :?: CESLA4T0 ‘7:
Number | widih | ThicKness | Skive Length | W CEoraz0 | 43+ CEatas | &
- CESL430 43 CE5LS10 s1°
CEl1898 14 Y [T 4 Ibs. CESL440 44° CESL320 52°
CElgey | - v~ % S ths. CE3L4% a8’ CESLSS0 55° §

C. LUBRICATING OIL. Nothing is more important to the satisfactory
operation and life of fine machinery than correct lubrication. The ‘
lubricating oils listed below have been thoroughly tested in our CHUCK WRENCHES

research laboratory and are highly recommended. It is essential that
the correct type of oil by used for the lathe spindie, lathe apron, and CATALOG SIZtEJARE \SNHE'I':;T#G
shaper oil reservoirs and general lubrication. a supply of each kind NUMBER sQ
of oil should be kept on hand and used as needed. The Sayboit vis- N
e : : f 100 F. PA3677-3 277 2 ibs.
cosity of the various oils is indicated in seconds of 10 PA3671.2 et 1lb.
PA3686-1 375" 2 |bs.
- - - PA3678-2 400" 2 Ibs.
Cet. Ne. l Viscosity l Quaeantity I Ship. Wt. | PA3674-2 400" 2 Ibs.
Geoneral Lubriceating Oit {See Oil Chert for Individual Machine)
CEY603 240-500 1 quert 3 Jbs.
CE1906 240-500 12 quarns 31 ibs,

CE2019 240.500 Gal. con 11 dbs. r e 1_'\:)
\ ——— ¥

Oil ftor Spindle Beerings of Seuvth Bend Lathes
(Fer other coamponents see Oil Charl ter individua! Machine)

CE1600 100 1 quort 3 1bs.

CE1908 100 12 quarn 31 tbs.

CE2017 100 Gal. con 11 fhs.

Oil ter Lathes ond Shapers (See Oil Chert for individual Mechine) . -:::I::
CE1602 150.240 | quart 3 ibs.

CE1904 150.240 12 quorts 31 Ibs.

CE2018 150-240 Gol. con 11 lbs.

SOUTH BEND LATHE CORP. 400 WEST SAMPLE STREET + SOUTH BEND, IN 46601 » U.S.A. Page 11
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FORM 821F

SECTION 2

SOUTH BEND LATHE CORP. 400 WEST SAMPLE STREET « SOUTH BEND, IN 46601 + U.S.A.

MOTOR PULLEYS
—
4 B r _Tg _TB- _r Ih..M,. ¥
T BB - 4B 4B
! LA H o AR
yy. ~lAk ~lAl- ~ Al Ak
STYLE 1 STYLE 2A STYLE 2 STYLE 3 STYLE &4
PART NO. A B BB C PART NO. A B C
STYLE 1 STYLE 2
PT2106NR1| .635| 2-15/32 5/8 PT2102T1 .4901| 2-17/32| 7/8
PT2103T1 .490| 2-17/32] 1-1/8
STYLE 2A PT2106T1 .490| 2-63/64| 7/8
PT2181NR1| .635]| 3.570 5/8 PT2108T1 .490| 2-63/64| 1-1/8
PT2183NR1|{ .635| 3.570 7/8 PT2127T1 .490| 4-21/64{ 7/8
PT213K2 .635| 3.956 5/8 PT2129T1 490 4-21/64{ 1-1/8
PT2129R1 .635| 4-19/32 7/8
PT2158R1 .635| 5-5/16 7/8 STYLE 3
PT2101F1 .490| 2-17/32] 7/8
STYLE 4
PT2101FH2 | .490| 2-17/32| 7/8
PT2103FH1 | .490| 2-17/32| 1-1/8
PT2161H1 .490| 3-9/64| 7/8
PT2168FH1 | .490| 3-49/64| 1-1/8
PT2127H1 490! 4-5/64| 7/8
PT2129H1 .490| 4-5/64] 1-1/8
Page 12
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FORM 908-C
ALL MODELS

[ HEADSTOCK

3t (O~ SoME MODELS ONLY)

[ 37—(4 REQ'D ON
1447 1678 16/ 24)

14
3
~— .«
On 1316 & 28 .
16/ 24" Om.v——/ 4
On 107 8 ) ! 1
144 ONLY 30 c 1
ON 10" & _—/m\ 4
1447 oney 4] \Q :'\\ Q\: 42
CusToMER MusT \ nY CusToMER MusT
Cut To Suit <o | <> al @ To Surt
' | >

2-0n 137 .16 &
16/ 24" ONLY

UNIT CODE NUMSER
STAMPED HERE r

>PON 168 16724
LATHES OnLY

>On 108 14}
Lamies OnLy

*AVAILABLE ONLY AS SUB-
ASSEMBLY. PARTS INCLUDED
ARE INDICATED BY THE ITEM
NUMBERS APPEARING IN PAREN-
THESIS AFTER PART NAME.

SOUTH BEND LATHE CORP. 400 WEST SAMPLE STREET + SOUTH BEND, IN 46601 + U.S.A. Page 13




FORM 908C CON'T

10" 13" 14 1/2" 16" & 16/24™
ITEM NO. PART NAME PART NO. PART NO. PARTNO.  PARTNO.
1A .DRIVE SCREW 130x103 130x103 130x103 130x103
1 {LUBRI. CHART (1A) *AS441-4 *AS441-4 *AS441-4 *AS441-4 |
2 |CONE COVER PT2576R1 PT2576T1 NLA PT2576H1
3 IKNOB SCREW rewe rese 103x1012 103x1012
4 ,JAM NUTS 139x23 139x27 139x25 139x27
5 {SET SCREW PT700R1 PT702TH1 NLA PT702TH1
6 ‘GUARD SCREW (REAR]) 101x614 101x614 PT1154FH1 PT1154FHT |
7 'GUARD SCREW (FRONT) 101x616 114x16 ;. 101x716 PT388T1
8 {QUILL GUARD PT2580R1 PT2580T1 ' PT2580F1 : PT2580H1
9 ‘CAP SCREW 114x224 114x424 114x432 114x432
10 IPIPE PLUG 152x73 162x73 | 162x73 152x73
11 IEXPANDER SCREW PT1165RH1 | PT1165RH1 | PT1165RH1 PT1165RH1
12 |LOCK WASHER 180x103 .  180x103 : 183x103 180x103
i 13 SMALL BRG. CAP PT12R2 PT12T3 PT12F3 PT12H3
[(NOT A SERVICE ITEM) i ,
14  |DOWEL 153x1 153x2 k 153x4 : 153x4 ;
15 IBRG. EXPANDER PT523R1 PT523T1 | NLA | _PT523H2 |
16 |[EXPANDER WICK 256x13 256x13 | 256x13 @  256x13
.17  'SLEEVE BEARING, SMALL *AS512R2 *AS512T3 ' <*AS512F3 | *AS512H3
(11-12-15-16-18-20-21) | i :
.18 CAPILLARY OILER AS373KH2 AS373KH2 | AS373KH2 | AS373KH2
" 19 |OILER TUBE PT522R1 PT522TH2 PT522TH2 ' PT522TH2
20 BRASS SHIM PT366R1 PT366T2 PT366F2 PT366H1 |
! 21 LAMINATED SHIM PT365R2 PT365T3 PT365F3 PT375H2 |
22 PIN 160x105 160x105 160x142 160x142
j 23 OILER PT2678RH1 PT2678RH1 PT2678RH1 165x42
! 24 OILER FLANGE PT386R1 PT386TH1 PT386TH1 PT386TH1
* 25 CLAMPING STUD PT385R1 PT385TF1 PT385TF1 PT385H2
\ 26 WASHER 161x30 161x36 161x37 161x44 |
27 NUT 138x31 138x35 138x35 138x39
28 SET SCREWS seve PT246T1 soue PT246H1
! 29 JAM NUT 139x26 tees 139x26 sese
{ 30 SET SCREW PT4499K1 eses NLA g
3 COVER KNOB sesn esse PT2579FH1 PT2579FH1
| 32 BEARING PLATE (1A) *AS532RH2 | *AS532RH2 | *AS532RH2 | *AS532RH2
f 33 PLUNGER GUARD (34-36) *AS362R2 *AS362T2 *AS362F2 *AS362H2
; 34 SCREW 101x612 101x614 101x714 101x716
| 35 BULL GEAR GUARD (33) *AS2581R1 *AS2581T1 NLA *AS2581H1
36 i JAMNUT 139x23 139x23 139x25 139x25
» 37 ICAP SCREW 114x228 114x424 114x432 | 114x436
: 38 LARGE BRG. CAP PT11R2 PT11T2 NLA PT11H4
(NOT SERVICE ITEM)
39 BRG. EXPANDER PT524R1 PT524T1 PT524F1 PT524H2
40 SLEEVE BEARING, LARGE *AS511R2 *AS511T2 ' *AS511F2 *ASE11H3
| {11-12-16-18-39-41-42)
! 41 BRASS SHIM PT364R1 PT364T1 PT364F1 PT364H1
; 42 LAMINATED SHIM PT363R2 PT363T2 NLA PT363H2
f 43 SCREW seee seee L 104x206
: 44  |PROTECTING RING (43-45) seee "ess sese AS451H2
45 GASKET *ees [ X X X J L X X X PT45°H2
; 46 BINDER SHOE PT1075NR enes NLA sooe
! 47 SPRING PT374NR1 reee PT374F1 sece
! 48 SQ. HD. SCREW 120x156 revs PT376F1 seee
E 49 HEADSTOCK case aBes L XX
! 50 SCREW 132x1402 132x1402 132x1402 132x1402
51 OIL TROUGH PT2505R4 PT2505T1 NLA PT2505H1
12/95
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12-95

FORM 909-E
ALL MODELS

HEADSTOCK

10”, 13", 14-1/2", 16” & 16/24”

63-4 5.,;770.. 137,14 1/2%, 16"816-24"

54 58 & 64;25'3 75 76 77" 80 9 83
\‘ X@\ ML
0 U () @

o) m

. ' 68 i
53 's5 57 59 | ' - 3
-
69 T L...- (@ : :
/ \§ 0

lO 3 Step Cone 86 87 88

&

96 97 98 ol 102 103

109 ‘126 10

‘107

104 105 106

*AVAILABLE ONLY AS SUB-ASSEMBLY.
SERIAL NUMBER OF LATHE AND UNIT CODE PART INCLUDED ARE INDICATED BY
NUMBER “MUST" ACCOMPANY ORDER. THE ITEM NUMBERS APPEARING IN

PARENTHESIS AFTER PART NAME.

Page 15
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FORM S0SE CONT

; '8 T 13° I 142 T 16" & 16/24"
JTEM NO. PART NAME ; PART NO_ i PART NO. { PART NO. { PART NO.
§3_ISPINDLE GEAR X PT30R1 ; PTI0T2 : NLA ; PTI0H1
54 TAKE UP NUT SCREW PT382RFY PTIB2RF1 PT382RF1 FT382H1 3
65__ | TAKE UP NUT (54,86) *AS25R1 SAS25RF2 *AS28RF2 SAS25H1 !
58 TWASHER AS26R1 cees cese :
57 __ THRUST BEARING sees PAIOITI PT207FHY ]
B8___THRUST BEARING PT207R1 PAY90TY PT207FH1 PT207FH1 ]
§9 | CONE PINION (60) *AS17R2 *AS17Ta "AS17F4 CAS1THZ
0___OILITE CONE BEARING PTI669TI PT3663T1 NLA PT3669H1 '
1___QILITE CONE BEARING eees seee NLA ) PT36B9HT ]
2 ___{CONE FLANGE PT29R1 PT29T? NLA PT29H1 B
3___|SPINDLE CONE & STEP e5es *AS14T4 NLA SAS1AH3
64" |SPINDLE CONE 3 STEP sees NLA NLA NUA
H 1
65PN 1692243 169x236 1692236 . 1692237
66 OIL SCREW PT3BINHI PT3BINHI PTIBINHI PT38INH1
67 SPINDLE CONE 3 STEP AS14R3 eves eees soes
68 PN 1 169x242 ;
€9 Oit SCREW N PTIBINHY T
70 __|SPRING PTIETNRT | J i
7 PLUNGER ; PT214NR2Z seee— ; t i
L7 COTTER PIN 1702206 . 1702206 : 170x206 1
—1 WASHER 161216 161x16 : 161x16 !
[ 74 __COIL SPRING | 1 162x18 : 162x18 101x20¢ ’
7 SCREW T i 101x304 101x304 101 x20:
76 |CLAMP GIB T | PT213TF1 ; PT213TF1 ; PT213H,
I CLAMP T sese i PTI6TFY ) PT1BTF1 : FT16H1
7 DILITE BUSHING T PTIB69TI ; PT3669T1 NLA : PTIEEIHT
7 OILITE CONE BUSHING . eeee ! sees i NLA T PTI669H1 )
80 _/BULL GEAR . *ASISRI (70-71} | *ASI5T6 (72 *ASTSFS (72- SASTSHS (72-
; ; 73.74.76-76- | 73.74.75-76- 73-74-75-76.
: i 17-81) ' 77-81) 7-81)
81 |PLUNGER ! R I PT214T1 : PT214F) PT214H1
82 _|H.S. SPINDLE i ; .
82A [11/16° COL. CAP. T PT200R1 ! eoss T NLA | PT200H1
828 [1-1/16" COL. CAP. . PT200L1 PT200T2 NLA 4 NLA
83A~ PAOTECTING RING () 7/8-8) | PTITORTY ; eee3 NA ! NLA
838 _ |[PROTECTING RING (2 1/4-8) PTIBOLTT T PTIESLTY NLA NLA
i B4 |XEY 106x404 ! 08x608 ; 106x806 106x1008
i85 [KEY . 106x6806 063606 i 1062608 1062606
86 __|SPINDLE SLEEVE - : T
MT 11/18° COL. CAP. NLA : NLA L sesw
MT 11/18° COL. CAP. i NLA i NLA NLA NLA
MT1-1718° COL. ! CL205L : CL205L CLI0BL CL208L
MT 3-1/1€" COL. ' CL206H : CL205+ CL205H CL206H
[ _87A [CENTERRG. #2 MT, 1 CE240 I CEZ401 CE3401 CE2401
78 {03 MY 1 CE2402 CE2402 CE2402 CE2402
7C__[CARBIDE #2 MT | CE1889 i CE1889 CE1889 CE1889
[__870 183 MT ) CE1890 ! CE1890 CE1890 CE1890
88 __|FACE RLATE L
: 11/16° COL_ CAP. NLA I sees NLA NLA
! 1-1/16° COL. CAP. CL2178L CL21750 NA NLA
89 _|FACE PLATE T
| 11/16° COL. CAP. NLA i seee sees NLA
1-1/18° COL. CAP. CL2180L CE2180Q CL2180MH CL2180MH
80 |BACK GEAR LEVER PT24R1 PT24T1 S PT24HT
TAPER PN 1682313 1682212 1682516 1682314
r 2PN - 180250 160x50
. 3 ECC. BUSHING sses PAZIT1 Seee PA21IHY
1 )4 |ECCENTRIC SHAFT *AS202R1 [l NLA Sees
' 190-91-102-103)
i ECCENTRIC SHAFT seee ! *AS202T1 R SAS202H1
I 190-91-92-94)
95 [QuILL GEAR PT18R1 PTI8TY NLA : PT1BH1
96 |KEY 106x404 1062805 1062606 1062806
97 [QUILL SLEEVE SASISR1 *AS19T1 NLA SASIgHT
{96-98-99-100) -—
98A |OIL PLUG NLA PRIOR TO 8/85 NLA PRIOR TO 8/85 NLA PRIOR TO 8/65 NLA PRIOR YO 6/65
988 [OIL PLUG 1012604 AFTER 7/65 101x804 AFTER 7/65 | 1013604 AFTER 7/86 | 101x604 AFTER 7/65 |
99 [FIBER WASHER PT378RHT PTITBRHT ’ PTIT8AHT PTITBRHT
100 |KEY 1062404 1062605 : 10682606 1062806
01~ {QUILL PINION PTI0R1 PT20TY NLA PT20H1
102 TAPERPIN 1682313 hid 1682514 sess
7103 _[ECC. BUSHING PT438R1 PT4I8T) PT4ISF PTA38H1
104 [HEXNUT } 137231 . PT072.8 |  PT0727 | fm0727 |
{105 [STUD GEAR . SEE GEAR SHEET SEE GEARSHEET SEE GEARSHEET | _ SEE GEARSHEET |
[ 106 'REVERSE GEAR T PT28R1 PT2812 PT28F2 PT28H1
07 _|STUD (123-109-108} *AS229R1 *AS5229T2 NA SAS229H2
108 __|FELT WICK-ROUND 256x7 T eeoe vese
09 |FELT WICK-FLAT sese 266x3 256x3
7110 |OWITE BUSHING PTE8TFH1 seee
PIN 160245 180245
FELY WICK l 56x7 5627
i OILER i i §5248 55248
v 4 PIN T ! 60x28 80230
REVERSE LATCH ! PT638RTY PTE83FH1T [d
r 6 |REVERSE BRACKET i SAS835T2 NLA 4
. {111-112-114-115-119- ;
121-123] :
‘sf::-a: . 1032210 1012612 1612612 182216
REVERSE LOCK PTE42R) PT842TY PTE42EH1 PTB42FHY
SPRING 162x13 162x14 182216 162x1§
2 PLUNGER PTE40R1 PTB40T1 NUA PTB40HT
WG Teeer PT1802 PT1502 ]
HEX NUT 139228 139227 139-:31 12%1;1
3 3 256x3 25623 2562 i x
— 4 :"e? e 184x11 PTEIBTI PTE3I6FHI J PTE36FH3
'_' 25 |REVERSE SHAFT SASEITRY SASE3TTT MA 7‘ *ASE37HI
(104-124) .
126 | TWIN GEAR 110 PA27R228 i PA27T327 . NLA | PTI7H132
127 _[TWIN GEAR (110} PAITRZ28 1 PA27TI2T7 ] NLA FT27HISE
T 128 [BUSHING $12660.1 ! eoe 1 seet L i

12/9%
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12-95

SERIAL NUMBER OF LATHE AND UNIT CODE
NUMBER “MUST” ACCOMPANY ORDER. SEE
HEADSTOCK SHEET FOR LOCATION OF UNIT
CODE.

SEE HEADSTOCK SHEET. BASIC FORM
NUMBER 909 FOR OTHER SPINDLE
ASSEMBLY PARTS.

“AVAILABLE ONLY AS SUB-ASSEMBLY. PARTS
INCLUDED ARE INDICATED BY THE ITEM NUM-
BERS APPEARING IN PARENTHESIS AFTER
PART NAME.

§——wiTh #2 M.T. Fom 10" LaTue

BA—wiTH #3M. T 107 137 1447
167 16-24"aM0 2H LaTHES

167

FORM 961-A

ALL MODELS

Y with 42 M. T. For 10" Lamug

JA— wiTh #3 M T Fom 107 13" 144"
1R-247aND 2 L ATHES

J—=—ComPLETE wiTh 1 TEMS 11 AnD 12

k.3
Q—Conn(?( wiTH 1TEMS 1T anD 12

TYPE D1 CAM LOCK HEADSTOCK SPINDLE
SIZE-4D1
FOR 107, 13", 14-1/2", 16", 16/24” AND 2H, 1” COLLET LATHES

ITEM | PART NAME 10" 13" 14-1/2" 16", 16/24", 2H
INO. PART NO. PART NO. PART NO. PART NO.
1 SPINDLE 4” CAM LOCK *AS3600L1 *AS3600T1 NLA *AS3600H1
(2'3'415’617)
2 KEY 106x404 106x606 106x606 106x606
3 KEY 106x606 106x606 106x606 106x1008
4 CAP SCREW 114x112 114x112 114x112 114x112
5 DETENT SPRING PT3639LH1 | PT3639LH1 | PT3639LH1 | PT3639LH1
6 DETENT PLUNGER PT3638LH1 | PT3638LH1 | PT3638LH1 PT3638LH1
7 CAM PT3629LH1 | PT3629LH1 | PT3629LH1 | PT3629LH1
8 SPINDLE SLEEVE #2 M.T. PT3604L1 wwws wwawe e
8A | SPINDLE SLEEVE #3 M.T. NLA PT3605T1 PT3605FH1 | PT3605FH1
9 CENTER #2 TAPER CE2401 avane e vonee
9A | CENTER #3 TAPER CE2402 CE2402 CE2402 CE2402
10 SPINDLE NOSE PROTECTOR| *AS3641LH3 | °*AS3641LH3| *AS3641LH3 | *AS3641LH3
(16,17)
11 SCREW 114x8 114x8 114x8 114x8
12 CAM LOCK STUD PT3626LH1 | PT3626LH1 | PT3626LH1 | PT3626LH1
13 FACE PLATE SMALL (11-12) | CB2175LT CB2175LT CB2175FH CB2175FH
14 FACE PLATE LARGE (11-12) | CB2180L CB2180T CB2180FH CB2180FH
15 WRENCH PA3638-1 PA3686-1 PA3686-1 PA3686-1
16 SCREW 103x206 103x206 103x206 103x206
17 STUD PT3642LH1 | PT3642LH1 | PT3624LH1 | PT3624LH1

SOUTH BEND LATHE CORP. 400 WEST SAMPLE STREET - SOUTH BEND, IN 46601  U.S.A.




12-95

FORM 961-A CON'T

ALL MODELS

SERIAL NUMBER OF LATHE AND UNIT CODE NUMBER “MUST” ACCOM-
PANY ORDER. SEE HEADSTOCK SHEET FOR LOCATION AND UNIT
CODE NUMBER.

44— wivn #¥2 M. T. Forn 10" LaTeE

A~ wiTi #3I M. T, 107 137 1447
167 16-24"aND 20 L ATHES

15— wiTw #2 M. T, For 10" LaTHE

1SA—~wiT #3 M. T. 107 137 1447
16 16-24"aND 24 LATNES

SEE HEADSTOCK SHEET. BASIC FOR
NUMBER 909 FOR OTHER SPINDLE
ASSEMBLY PARTS.

*AVAILABLE ONLY AS SUB-
ASSEMBLY. PARTS INCLUDED
ARE INDICATED BY THE ITEM
NUMBERS APPEARING IN

TYPE L TAPER KEY DRIVE H

SIZE-00

EADSTOCK SPINDLE

PARENTHESIS AFTER PART
NAME. FOR 10", 13", 14-1/2", 16", 16/24” AND 2H, 1” COLLET LATHES
ITEM | PART NAME 10" 13" 14-1/2" 16", 16/24" & 2H
NO. PART NO. PART NO. PART NO. PART NO.
1 WRENCH PT3724LH1 PT3724LH1 PT3724LH1 PT3724LH1
2 PIN PT1822 160x90 160x90 160x90
3 NUT 138x17 138x17 138x17 138x17
4 SCREW 120x914 120x914 120x914 120x19
5 SPACER PT3722L1 PT3722TH1 PT3722TH1 PT3722TH1
6 HINGE WEDGE PT3721LH2 AS3721TH1 AS3721TH2 AS3721TH2
7 SHOULDER SCREW PT3723L1 PT3723TH1 PT3723TH1 PT3723TH1
8 DRAW NUT PT3725LH1 PT3725LH1 PT3725LH1 PT3725LH1
9 KEY 106x404 106x606 106x606 160x606
10 SPINDLE TYPE LOO PT3700L1 -AS3700T1 NLA AS3700H1
1 KEY 106x606 106x606 106x606 106x1008
12 SPACER 114x605 114x605 114x605 114x605
13 KEY PT3720LH1 PT3720LH1 PT3IT20LH1 PT3720LH1
14 SPINDLE SLEEVE #2 M.T. CL205L . - inini
14A SPINDLE SLEEVE #3 M.T. CL205H CL205H CL205H CL205H
15 CENTER #2 M.T. CE2401 e - oo
15A CENTER#3 M.T. CE2402 CE2402 CE2402 CE2402
16 FACE PLATE-SMALL CA2175L CA2175T CA2175FH CA2175FH
17 FACE PLATE-LARGE CA2180L NLA CA2180FH CA2180FH

SOUTH BEND LATHE CORP. 400 WEST SAMPLE STREET « SOUTH BEND, IN 46601 « U.S.A.
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FORM 910-D
ALL MODELS

APRON
10° LATHE. SUPPLIED IN SETS OF 4
. 13" LaTHE. . v e e g
V4 LaTue- . R

16™ & 16/24* LATHE SuPPL1ED IN SETS OF S

10", 13", 14-1/2”, 16" & 16/24"

13° LaTHE - 4
14§ LaTHe- - i

1O LATHE « SurrLiED IN SETs or 3
7 N
16 ° 816/24% LATHE.SUPPLIED N SETS OF 4

33 WHEN USED WiTH ANY GEan Rox EXCEPT WIDE RANGE
*68 WHEN USED WITh 4 To 480 TurEaD RanGe Gean Box

*26 WHEN USFO WiTH ANy Gram Rox EXCEPT Wioe Rawnge
69 WHEN USED WiTw 4 To 4RO Tumgap RANGE Gear Aoy

70
e
Star knob operated clutch can |} gy r—,
be replaced by toggle cam. -'3

For toggle-cam operated
clutch see form 992C

ITEM 10" 73" 14-1/2" 16" & 16/24”
NO. PART NAME PART NO. PART NO. PART NO. PART NO.
1 CLUTCH SLEEVE ASSEMBLY *AXS4620R1 *AXS4620T1 NLA AXS4620H1
(2-3-4-54-7-8-9-10-11-40-48-49)
2 CLUTCH SLEEVE NLA NLA NLA NLA
3 OIL WASHER 161x59 161x60 161x69 161x61
4 WORM GEAR PT7T7R1 PTITT NLA PTTTH1
5 LOCK RING PT408R1 PT408TF1 PT408TF1 PT408H1
6 ORDER ITEM 7 PT411R1 PT411TF1 PT411TF1 PT411H1
(PRICE PER SET)
7 INNER PLATE (6) *AS410R1 *AS410T1 *AS410F1 *AS410H1
(PRICE PER SET)
8 SPRING 162x51 162x15 162x15 162x37
9 CLUTCH DISC NLA NLA NLA NLA
10 PIN 160x21 160x23 160x23 160x27

SOUTH BEND LATHE CORP. 400 WEST SAMPLE STREET « SOUTH BEND, IN 46601+ U.S.A. ~ Page 19




FORM 910D CON'T

, 10" 7 13 14-1/2° 7 16" & 16/24" |
ITEM NO. PART NAME PART NO. PART NO. PART NO. . PART NO. |
11 CLUTCH SCREW (10-40) NLA NLA NLA NLA i
12 iPIN 160x19 160x19 160x21 160x21
13 WORM COLLAR PT208R1 PT208T1 PT208FH1 PT208FH1
14 "WORM BUSHING PT79R1 PT79T1 PT79FH1 PT79FH1
15 PIN 160x21 160x21 160x21 160x21
16 WORM (12-13-17) &AS203R2 *AS203T2 *AS203F2 *AS203H2
17 KEY PT239R1 __ PT239T1 PT239F1 PT239H1
18 APRON PT70R2___ | PT70T2 PA70F1 PT70H2 |
19 TAPER PIN 168x310 168x514 168x514 . 168x616
20 _ IRACK PINION GEAR (19-32) *AS76R1 *AS76T1 NLA . *AST6H1
21__PIN 160x23 160x25 160x27 160x55
22 iC.F. COMP. PINION (21-23-24) *ASB7R1T _ *ASB7T1 * AS87F1 *AS87H1 |
23 'ORDER ITEM 22 . __PTB5R1 ' PTB5T1 . NLA PTB5H1
24 PIN ~_160x18 160x21 160x21 160x48
25 'HANDLE I PT1492 PT1494 PT1494 PT1495 |
26 |HANDWHEEL (25-27-*33-70) *AS1263R1 ' *AS1263T1 NLA *AS1263H1 ¢
27 'TAPER PIN 168x210 168x412 | 168x412 | 168x514 .
28 OIL WICK 256x1 | 256x1 256x1 | :
1/16" x 1/8" 1 ; ; i
23 OlLWICK ., ' 256x3 256x3 256x3 | 256x3 |
13/32" x 3/16" 1 ; |
30 |OILER PT298RH1 | PT298RH1 . PT29BRH1 PT298RH1
31 |SCREW | 122x204 | 120x6 | 120x8 |  120x106 |
32  |ORDER ITEM 20 .___PT204R1__ | PT204T1 NLA | PT204H1 |
33 |[HANDWHEEL PINION (34} . *AS225R1 “AS225T1 | NLA . *AS225H1
34 |SPRING " PT409R1 PT409T1 PT409F1 | PT409H1
35 |IDLER GEAR SHIFTER | ___PTB3R1__'  PTB3TI NLA | PT83H1
36___ |IDLER GEAR |__PTB6R1T | PTBBT1 NLA |___PT86H1
37 |SHIFTER LEVER | _*ASB4R1 : *AS8B4T1 NLA ___*ASB4H1
(35-38-43-44-45-47) ; #
38 |TAPER PIN 168x210 | 168x414 168x414 168x518
39 JOILER PT414R1 PT414TF1 PT414TF1 PT414H1
© 40 |KNOB SCREW PT355NF1 PT355NF1 PT355NF1_ | PT355H1 |
41 |PIN 160x74 PT1811 PT1811 | PT1811 |
42 IGEAR SHAFT PT231R1 PT231T1 NLA T PT231H1
{43  |PLUNGER KNOB (44-45-47) *ASB8BR2 *ASBBTF2 “ASBBTF2 | °*ASBBH2
T a4 |PIN 160x27 160x29 160x29 160x31
45 |SPRING 162x29 162x28 162x28 162x28
" 46 |OILER PT2675RH1 | PT2675RH1 | PT2675RH1 | PT2675RR1
___47 |ORDER ITEM 43 PTBI9R1 PT89TF1 PTB9TF1 |  PT89H1
48 |KNOB NLA NLA NLA PTB2H1
™49 JHEX. NUT NLA NLA i NLA NLA
50 |LOCK PLUNGER ARM PT98R1 PTO98T1 NLA PT98H1
51 |SET SCREW 118x8 118x108 118x108 118x108
52 [FRICTION WASHER PT/5R1 PT75TF1 PT75TF1 PT75H1
[ 53  [HALF NUT CAM PT74R1 PT74T1 PT74F1 PT75H1
| 54 |HALF NUT CAM PT172RT1 PT172RT1 PT172FH1 PT172FH1
T 85 [HALF NUT (54) *AS72R1 *AS72T1 *AS72F1 *AS72H1
{56 |HALF NUT GIB PT/3R1__ | PT73T1 PT73F1 PT73H1
67 [PIN 160x76 ' 160x77 160x80 160x80
5B ICAP SCREWS 112x112_ | 112x114 112x216 112x216
|59 [HANDLE PT1481 PT1481 PT1481 PT1482
60 | TAPER PIN 168x312 168x516 168x516__ | 168x518
61 |CAM LEVER *AS407R1 *AS407TF1 | °*AS407TF1 | *AS407H1
(59-60-52-53) -
T 62 |PIPE PLUG T PT1511 PT1511 PT1511 PT1511
63 |LOCK PLUNGER | PT97R1 PT97T1 NLA [ PT97H1
64 |GASKET | _PT412R1_____ PT412T1 NLA T PT412H1 |
i 65 |OIL TROUGH (64-66-67) *AS227R1 | *AS227T1 *AS227F1 *AS227H1
66 |CAP SCREW 114x3 114x20 114x14 114x120
67 ICAP SCREW , 114x3 114x14 114x14 114x14
68 {HANDWHEEL PINION (34) | *AS225R2 seae seee. heee |
69 |HANDWHEEL (25-27-°68-70) | *AS6775R1 | seee ceee 1 eeer |
70 TSTUD T PT1242 | PT1244 PT1244 | PTi1245
71 HANDLE i PT1482 NLA : NLA i PT1485
{72 HANDWHEEL (25-27-33-34) | _AS6775R1 NLA ! NLA NLA
12/95
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FORM 892-C
ALL MODELS

SERIAL NUMBER OF LATHE AND UNIT
CODE NUMBER “MUST” ACCOMPANY
ORDER. SEE ARPON SHEET FOR LOCA-
TION OF CODE NUMBER.

APRON TOGGLE-CAM OPERATED CLUTCH
FOR 10", 13", 14-1/2”, 16" & 16/24” LATHES

14} LATKE-SUPPLIED IN SETS OF 7

10" LATHE-SuPPLIED IN SeTS OF 4
12 13 LaTME-SuPPLIED IN SETS OF 5
167816-24" LATHE-SUPPLICED IN SETS OF S

STrie A StviLE B
10" Latne CLuTew PLarve Disc

10 LaTmE-SurrLien IN SETS OF 3
3 13 LATHE-SuPPLI£D IN SETS OF 4 15- 10" LaTue, StvLe A
144" LATHE-SUPPLIED IN SETS OF 6 25.10" LATHE, STYLE B
1678 16-24" LATHE-SUPPLIED IN SETS OF 4 '
25 137, 14}". 16*816- 24" LatiE

27 Pan

L bebn Loy

16-USED WiT | TEM 15 .

\ TN ‘\ L\\ st e e s

Y cmm—
p CLuTew AssEust
2y 22 4 %24 _ Tooa £ Cau OPERATE

*AVAILABLE ONLY AS SUB-ASSEMBLY. PARTS INCLUDED
ARE INDICATED BY THE ITEM NUMBERS APPEARING IN

PARENTHESIS AFTER PART NAME.
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FORM 992C CON'T

ITEM 10" 13" 4 14-1/2" 16" & 16/24"

i NO. PART NAME PARTNO, | PARTNO. | PARTNO. | PART NO.

1 "FEED ROD KNOB PT406KFH1 PT406KFH1 PT406KFH1 iPT406KFH1

2 'HANDLE PT4624R1 PT4624TH1 PT4624TH1 PT4624TH1

3 'BINDER CAM (19) *AS4622RH1 *AS4622RH1 . *AS4622RH1 *AS4622RH1

4 SWIVEL NUT (21) *AS4623R1 *AS4623TH1 . *AS4623TH1 *AS4623TH1

5 THRUST WASHER 'PT4625R1 PT4625TF1 PT4625TF1 PT4625H1

6 'RETAINER BUSHING 'PT4626R2 PT4626T2 NLA ‘PT4626H2

7 BEARING AS841R1 AS841T2 AS841T2 ASB41H2

8 CLUTCH SLEEVE 'PT4620R1 PT4620T1 NLA PT4620H1
‘ 9 ‘OIL DISTRI. WASHER 161x59 161x60 161x69 '161x61

10 WORM GEAR ‘PT77R1 PT77T1 | NLA \PT77TH1

11 [LOCK RING "PT408R1 . __PT408TF1 | PT40BTF1 PT408H1

12 |ORDER ITEM 13 PT411R1 I __PT411TF1 | PT411TF1 . PT411H1

13 ' CLUTCH PLATES (12) "*AS410R1 ©  *AS410T1 | *AS410F1 '*AS410H1

(PRICE PER SET) ‘

14 'SPRING '162x15 162x15 162x15  162x37

15 |CLUTCH PLATE DISC iPT4628R2 106x404 .  106x404 106x404
‘ 16 IBEARING 'ASA4629R1 sese s seee aeve i
' 17 KEY INLA X " “ran ess !

18 CLUTCH DRAW BAR (27) ["AS4621R2 ;| *AS4621T2 | *AS4621F2 *AS4621H2 |

19  |PIN 160x33 ' 160x33 160x33  '160x33
‘ 20 IPIN 160x252 160x252 160x252 1160x252

21 CAP SCREW 114x708 114x708 114x708 [114x708 i

22 HEX.NUT 135x17 138x17 138x17 138x17 }

23 !SET SCREW 120x908 120x908 120x908  1120x908 ‘
i 24 CLUTCH SLEEVE ASSEMBLY *AXS4620R1 *AXS4620T1 NLA *AXS4620H1
| (1-2-*3-4-5-6-7-8-9 ! ;
| 10-11-*13-14-*18-20-22 i e ! |
i '23-25-26) ] I ! !
1 25 CLUTCH PLATE DISC PT4628R2 | __PT4628TF1 PT4628TF1 |PT4628H1 ,
{ 26 BEARING ASA4629R1 | ASA4629TH1! ASA4629TH1 ASA4629TH1
‘ 27 |PIN 1160x18 ! 160x18 160x18  !160x18
12/95
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FORM 992-C CON'T
ALL MODELS

INSTALLING TOGGLE CAM OPERATED APRON CLUTCH

- Dushing K =Clutch Acssmbly

A - Cross Peed Ceer
L -¥orw Key

C-lalr
But C1d

16 -

Prig. 3

Posttion of Mandle When
Clutch 1s "Togaged™

t'ﬁ’
E_—._——"l\__l
Position of Eandle Wien

D - Balf Rute ? -Collars D - 01] Trougd Clutch 1s “Diseogaged”
FIG. 1 FIG. 5
JQ REMOVE STAR KNOB CLUTCH:

1. Remove drain plug from bottom of apron and drain oil reservoir.

2. Remove saddie lock and bolt.

3. Piace support under apron to prevent from dropping and bending lead screw.

4. Remove read lead screw bracket.
§. Remove screws holding apron to saddle

6. Loosen the saddie gib screws on the back underside of the saddle approxi
mately 1/4".

7. Remove apron from lathe by lifting up on the front of the saddie so the cross
feed gear "A" (Fig. 1) in the apron will clear the saddie. Then slide apron off
the lead screw at the tailstock end of the lathe but be careful not to bend
lead screw.

8. Remove oi! trough *B" half nut gib “C", half nuts “D" and key “E” (Fig. 1).

9. Mark the two collars *F” (Fig. 1) so when reassembling they can be placed in
their originai position. Then drive out the two pins at “G* and unscrew both
collars °F".

10. Remove bushing “H" (Fig. 1) carefully to avoid tearing felt wick. Note how

felt wick is wrapped around worm gear. With bushing remove draw wick

through hole bored for bushing.

11. Remove apron worm °J".

12. Remove screw "K™ (has left hand thread), knob “L" and nut “M" (Fig. 2).

13. Remove clutch assembly “N° (Fig. 1) from back of apron. The oil distribut-
ing washer "V (Fig. 3) on the clutch may have to be positioned to permit

removing.
INSTALLING TOGGLE CAM CLUTCH.

14. Drilt and tap hole in bottom of apron hub as shown in Fig. 3, then file bottom
of hub fiat $0 nut can be locked against this surface.

15. Instali screw “O" and nut "P” (Fig. 4) but do not let screw *O" protrude into
bored hole.

16. Position oil distributing washer “V~ (Fig. 3) inside apron and insert new
clutch assembly (Fig. 3). Apply slight pressure on clutch bar *W" (Fig. 3)
and tighten set screw *O° and nut *P* (Fig. 4).

SOUTH BEND LATHE CORP. 400 WEST SAMPLE STREET + SOUTH BEND, IN 46601 * U.S.A.

17. Apply pressure on ciutch bar “W" (Fig. 3), remove nut *Q* and commer-
cial washers (discard nut and washers). Maintain pressure on ciutch bar,
install collar “R" and swivel nut *S” (Fig. 4). Screw the swivel nut on tight
enough so the handle will lock itself against the thrust collar in the
“engaged"” position (Fig. §). it is important to maintain pressure on clutch
bar until swivel nut °S” is fastened as allowing it to back up more than
3/32° may cause the outside clutch plate to drop over the clutch sieeve
and become distorted when tightened later.

18. Swing handie into a down or “disengaged" position (Fig. 5) and tighten

swive! nut *S" (draw up as tight as possible) with Allen head wrench

through hole shown at *U* (Fig. 4).

19. Insert worm *J" and thread feit wicking around worm gear and through

bored bole. Extra wick provided if original is tom.

20. Replace bushing “H" and insert wick in keyway of bushing.

21. Install collars °F" in their original position and insert pins “G".
22. Tum worm *J° 380 keyway will be in down position and insert key *E".
23. Replace half nuts °D° and fasten gib *C".
24. Replace gasket and oil trough “B".

25. Tum lead screw so keyway is in down position and mount apron on lathe,

checking to see that cross feed gear "A” is in mesh with gear on cross
feed screw, again be careful not to bend lead screw.
26. Replace saddle lock screw and saddie lock.
27. Fasten apron to saddie and tighten saddie gib screws.
28. Install read jead screw bracket.

POSITIONING CLUTCH LEVER.

20. The clutch lever can be positioned (Fig. 5) by loosening set screw 0"
and rotating the complete clutch assembly, then tighten set screw *O°
and lock with nut °P". BEFORE TIGHTENING THE SET SCREW, HOW-

EVER, PULL SLIGHTLY ON THE CLUTCH LEVER ALLOWING THE
CLUTCH MECHANISM TO COME FORWARD AS FAR AS POSSIBLE.

30. Replace oil drain plug.
LUBRICATION:

Fil! apron reservoir with proper lubricant (SBL Catalog No. 1602 or equal) and
oil lead screw bracket.
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FORM 948-D
ALL MODELS

STANDARD CRADUATED COLLARS . FaCwu GRADUATION L.
PRESINTS 4 MOVEMENT OF THE CROSS SLICE OF 001" 0s o
MEDUCTION IN TWC DIAMETE® OF Twi eO0Mx OF .0N02°

DIRECT READING RRADUATED COLLARS - FaCw GRaDuUa TiOw
COMPOUND REST TOP REPRESENTS a MOVEMINT OF Tw¢ CRUSS SLIOE OF .000S™
ENGL 1SH AND METRIC Of A AEDUCTION IN TwE OlamETEN OF THe wORe OF 001"
Fom 10" 13 14317 16" & 1R/24"
METRIC GRADUATED COLLA®S . Eacw Geaaouationw we.

PRESENTS 4 MOVEMENT OF TWE CWOSS SLIDE NF 0.00 we.
08 4 MEDUCTION IN TNE DIAMETEA OF TML wCan OF 0.04
L1

*15. STANDARD GraD. CoLLar
16 DIRECT READING GraD. CoLLaR
*17. METRIC GRraD. CoLLan

UNIT Coot Numsen
STAMP ED HERE

20-Wi TH ENGLISH THREADS
21-WiTH METRIC THREADS

*27-WiTu SCREW ASSEMBLY. | TEM * 22
L .- o -

*28- *23
e29. ¥ " o “ .22
e, ™ . . " .35
e3y. - . . " .2

*©22.WiTM STaNDARD Grao, CoLLar
®23.WiTH DIRECT READING GraD. CoLLaAR
24-W1TH METRIC Grad. ColLanr

ScREWS Wi TH HARDENED AND GROuND Tuncaos.

*25.Wi TH STANDARD Grao, CoLLam
* 26-WiTh DIRECY REaDING Grao. CoiLLar

SERIAL NUMBER OF LATME AND UNIT
SAVAILAGLE ONLY AS SUS- Codt NUMBER “MUST™ ACCOMP any DroOCLA
aSSEMBLY., PARTS INCLUDED
ARE INDICATED OY TwE (TEm
NUMBERS APPEARING IN PAR.
ENTHESIS AFYER PART NAME,
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FORM 948D CON'T

| 10" 13" 14 1/2" 16" & 16/24"
ITEM NO. PART NAME PART NO., PART NO. PART NO. PART NO.
1 WRENCH PT253R1 PT253T1 : PT253FH1 PT253FH1
2 TOOL POST SCREW PT233R1 PT233T1 NLA PT233H2
3 . TOOL POST RING PT251R1 PT251T1 NLA PT251H1
4  'TOOL POST BLOCK PT209R1 PT209T1 NLA PT209H1
5  TOOL POST PT250R2 PT250T2 NLA PT250H2
6 TOOL POST COMPLETE CE2450R CE2450T NLA CE2450H
(1-2-3-4-5.7)
7  TOOL POST WEDGE PT252R2 PT252T2 NLA PT252H2
8 HANDLE PT1480 PT1481 PT1481 PT1481
9 RETAINING NUT PT295NR1 PT295T1 PT295T1 PT295T1
10 'PIN 160x17 160x17 160x17 160x17
11 BALL CRANK (8) *AS277NR1 ~ *AS277TH1 __ *AS277TH1 __ *AS277TH1
12 /SHOE PT1080NK1 .= PT1080NK1 . PT1080NK1 __ PT1080NK1
13 PIN 160x17 160x21 160x21 160x21
14 THUMB SCREW PT1847 PT1847 PT1847 PT1847
15  'GRADUATED COLLAR NLA NLA NLA NLA
1(12-13-14) ‘ : ‘
16 igle%UATED COLLAR *AS1269R2 *AS1269TH1: *AS1269TH1 *AS1269TH1.
-13-14) ; ,
17 |GRADUATED COLLAR : NLA ] NLA NLA NLA
(12-13-14) : i
.___18 |COMP. REST BUSHING ' PT94NR2 | PT94T2 PT94FH2 PT94FH2
.19 |OIL SCREW ' 122x102 | 122x102 122x103 122x103
| 20 [COMP. REST NUT . _PT95R1 ' PT95T1 PT95FH1 PT95FH1
I 21 [COMP. REST NUT PT2234R1 | NLA NLA | PT2234FH1 |
.22 _|COMP. REST SCREW (9- 10-'111 NLA a NLA NLA NLA
15-18-20-37) ; i 5
23 |COMP. REST SCREW (9- 10-'11 *ASD230R3 | *ASD2307T3 | *ASD230F3 . *ASD230H3
~ 1*16-18-20-37) ; | ‘ E
24 |COMP. REST SCREW (910--111 NLA I *ASD230T3 | NLA w NLA i
*17-18-21-37) ; 1
. 25 |COMP. REST SCREW (9- 1o-'11| NLA NLA NLA ; NLA :
L '*15-18-20-37) |
. 26 |COMP. REST SCREW (9-10-'11~ *ASD6824L1| *ASD6B24T1 NLA | *ASD6824H1.
| i*16-18-20-37) \ ! : i
" 27 ICOMP. REST TOP (19-*22 | NLA | NLA NLA 1 NLA '
|32-33-34-35-36) ' ! i ;
28 'COMP. REST TOP (19-*23 . _*ASD90R1 | *ASD90T1 | NLA i *ASD90OH1 _
132-33-34-35-36) ' ; ’ ,
29 ICOMP. REST TOP (19-*24-32 NLA NLA 1 NLA ? NLA
133-34-35-36) ; ‘
30 COMP. REST TOP (19-*25-.32 | NLA , NLA NLA NLA
'33-34-35-36) i |
31 | COMP. REST TOP (19-*26-32 ' NLA J NLA NLA NLA
'33-34-35-36) |
32 |1GIB SCREW PT219R1 | PT219TH1 PT219TH1 | PT219TH1
733 |SHOE PT1082NT1 | PT1077TH1 | PT1077TH1 : PT1077TH1
" 34 |SCREW 122x203 | 122x505 122x505 | 122x508 |
i 35 |COMP. REST GIB PT257R1 | PT257H1 PT257H1 | PT257H1 _
' 36 |COMP. REST SWIVEL . _PT91R1__|___ PT91T1 PT91F1 PT91H1
© 37 'FILL HEAD SCREW T 114x10 | 114x114 | 114x114 114x116 |
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FORM 968
ALL MODELS

27 THREADS PER INCH

I-t .is possible to cut 27 threads per inch on any South Bend Lathe by procuring
an a_ddltlonal gear. Lathes with wide range gear box DTG 106R and above are already
equipped to cut 27 threads. For other South Bend Lathes see list below:

SIZE AND TYPE OF LATHE PART NO.

DOUBLE TUMBLER GEAR BOXES

10” (11/16 OR 1" Col. Cap) Double Tumbler PT32R142
13" Double Tumbler PT612T132
14 1/2", 16" 16-24" & 2H Double Tumbler
For Gear Box Code No. Q.C.G. 103 PT612FH232
For Gear Box Code No. D.T.G. 104 PT612FH332

SINGLE TUMBLER GEAR BOXES

10” (11116 OR 1” Col. Cap.) Single Tumbler PT612R132 (NLA)
13” Single Tumbler PT612T124
14 1/2”, 16", 16-24" & 2H Single Tumbler PT612FH124

SEE REVERSE SIDE FOR SET UP CHART

IMPORTANT: When ordering you must specify “Gear is to be used to cut 27
threads per inch.” Also state serial number of your lathe which is
stamped on flat way of bed at tailstock end and gear box code num-
ber stamped on face of tumbler guide bar attached to bottom of
gear box. this information enables us to double check and to deter-
mine if correct gear is being order.

SOUTH BEND LATHE CORP. 400 WEST SAMPLE STREET » SOUTH BEND, IN 46601+ U.S.A.  Page 26
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FORM 968 CON'T
ALL MODELS

PARTS LIST"

SET-UP CHART FOR CUTTING 27 THREADS PER INCH

P LEFT
| ggg TUP::BNLDE R THREADS PER INCH
77,
i _j
~ [ A
o’
«" e .
\? A
/ SEE B
.l NOTE 27
. ABOVE c
\
LN 4PN o]
N ‘l' I’ ‘\ } E
[)
‘ J
EXTRA STUD See
GEAR HERE

STUD
GEAR

DOUBLE TUMBLER GEAR

10" (1” COL.) REQUIRES 20 TOOTH GEAR. FURNISHED WITH LATHE

13" REQUIRES 32 TOOL SPECIAL GEAR, PT612T132

14 112", 16", 16-24” & 2H REQUIRES 32 TOOL SPECIAL GEAR. USE PT612FH232 ON
LATHES WITH GEAR BOX CODE QCG103. FOR LATHES WITH GEAR BOX CODE
DTG104 USE PT612FH332 GEAR.

10" (1* COL.) REQURIES 42 TOOL SPECIAL GAR, PT32R142
GEAR BOX 13” REQUIRES 64 TOOL GEAR. FURNISHED WITH LATHE.
GEAR 14 1127, 16, 16-24” & 2H REQUIRES 64 TOOTH GEAR. FURNISHED ON LATHE

SINGLE TUMBLER GEAR

10" LATHE REQUIRES 32 TOOL SPECIAL GEAR, PT612R132

STUD 43~ | ATHE REQUIRES 24 TOOL SPECIAL GEAR, PT612T124
GEAR 44 1127, 16", 16-24" AND 2H LATHES REQUIRES 24 TOOTH SPECIAL GEAR, PT612FH124

TOP
s;'g:“ LEVER THREADS PER INCH

LEFT
iN CENTER

RIGHT

LEFT 27

out CENTER
RIGHT

SOUTH BEND LATHE CORP. 400 WEST SAMPLE STREET + SOUTH EEND, IN 46601 + U.S.A. Page 27
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FORM 947-C
10” MODEL ONLY

SERIAL NUMBER OF LATHE AND UNIT
CODE NUMBER “MUST” ACCOMPANY

RiGHT ManD

Tum
*AVAILABLE ONLY AS SUB-ASSEMBLY. umbLeh o4
PARTS INCLUDED ARE INDICATED BY *60— ~ . ] .
THE ITEM NUMBERS APPEARING IN —& %62 See Reverse Eide

PARENTHESIS AFTER PART NAME.
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FORM 947-C CON'T

10” MODEL ONLY

ITEM NO. PART NAME PART NO. | ITEM NO. N PART NAME PART ND.
1 INUT PT1071-3 65 |[SCREW 101x616
2___|[WASHER 161x30 66 |SCREW 101x640
3 |MAIN DRIVE SHAFT *AS6747R3 67 |[LOCK SCREW PT672RH1

{1-2-13-14-15) 68 |UPPER GUARD PT670R)
4 _IPIN 160x17 69 |HINGE PIN PT281R1
ORDER ITEM 6 PT6764R2 70 ___|CERRO MATRIX 506x7
COMPOUND GEAR (4-5) *AS625R1 71__|LOWER GUARD (69-70) *AS671R1
BUSHING PT6760R1 72 __|GUARD BRACKET (73) SAS147R1
8__|PIN 160x17 73 |SCREW 118x116
9 |ORDERTTEM 10 PT6764R2 74 |HEX. NUT PT1052FH1
10 |COMPOUND GEAR (7-8-9) *AS6758R2 75 |WASHER 161x26
11__|PIN 160x31 76 |IDLER GEAR (100) *AS33R3
12 |SET SCREW 120x1104 77 ___|STUD GEAR PT32R240
13 |KEY 164x18 78 |BUSHING PT38R1
14 |KEY 106x404 79 |BOLT (74-75) *AS247R1
15 |FELT WICK 256x1 80 [COLLAR PTI5R1
15A__|BUSHING (11) *AS6765R2 81 |SCREW GEAR (101) *AS32R256
158 |BUSHING (12) *ASE754R1 Z LOCK SCREW PT212R1
i6__|PLUG PT1500 k BRACKET (82) *AS630R2
17 __|OILER 155x38 84 THRUST BEARING PT661R1
18 |GEAR BOX AS6745R2 85| THRUST COLLAR PT39R3
18A 6 |KEY PT2070
188__|OIL WICK PT611NH1 37 ___|BABBITT 506x6
19 |NUT PT1055NR1 38___|LD. SC. BRACKET (87-89) *AS5R1
39 |OILER 155x38
21__ [LEAD SCREW GEAR PT6753R2 90 |LEAD SCREW (19-85-86 *AS6751R10
2 |INNER BEARING PT3240R1 91 LEAD SCREW {15-85-86 SAS6751R13
23___|DRIVE SCREWS 130x103 Z LEAD SCREW ({19-85-86 *ASE7 1moa
24 |[INDEX PLATE (23] “AS6752R2 2 LEAD SCREW (19-85-86 *AS6751R14
25 |FILL. HD. MCH. SCREW 114x6 4 LEAD SCREW (19-85-86 NLA
26__|PIN 160x48 35 |LEAD SCREW (19-85-86 NLA
27___ITUMBLER GUIDE BAR PT6749R1 36 |LEAD SCREW (19-85-86, NLA |
28 |PIN PT1806 7 ___[MAIN D.S. BUSHING PT3657R1
29 |HEX. HD. CAP SCREW 112x2¢ )8 I TUMB. SHAFT BUSHING PT3659R1
30 |BUSHING PT3239R2 39 |CONE SHAFT BUSHING PT3658R1
31 100 |GROMMET PT1110
32 |BUSHING PT601R3 101 |GROMMET PT3545R51
33 |BUSHING PT6750R1
34___|CONE SHAFT GEAR (33) *AS6757R2
35 |BUSHING PT6/60R1
35A_|PIN 160x17__|
36 |ORDER ITEM 37 PT6764R2
36A_ |ORDER ITEM 37A PT6764R2 L 7(
37__|COMPOUND GEAR *AS6758R2 Stup Gean
{35-35A-36)
37A__|COMPOUND GEAR SAS6755R2
(35A-35-36A)
38 |BEARING PT4106DP1
39 |TAPER PIN 168x310
40 |CONE GEAR PT6761R216 |
41__|CONE GEAR PT6761R:
42 |CONE GEAR PT6761R220
43 |CONE GEAR PT6761R222
44 |CONE GEAR PT6761R223
45 _ |CONE GEAR PT6761R224
46 |CONE GEAR PT6761R22€
46A__|CONE GEAR PT6761R227
47 |CONE GEAR NLA
47A_ |CONE GEAR NLA
48 |PIN 160x43
49 |CONE GEAR SHAFT {(50-51) “AS6746R3
€0 [FELT WICK 256x1
51 |KEY P1599R2
52_ |TUMBLER IDLER GEAR(53) | °AS6762R2 |
53 |NEEDLE BEARING PT384FH1 | 13
4 |MAIN DRIVE GEAR PT6763R2 Su}-e90.Fon 3 Bro
SPRING 162x29 o[ o9)-Fon 3t° Bro -
PLUNGER PT608BNR1 gel? 2-Fon 4° Beo o
PIN 160x266 2-*93.Fon 4}° Beo eolcgs.For 3° Beo
58 |PIN 160x42 - : Cof-e9s-For 34° Beo
59 BUSHING PTG1ONR1 s e9g.Fon 4° BrO
60 |PLUNGER KNOB (55-56-61) °A1ssa:n227c;a_ :
51__IPIN %27 | ‘ v
62 | TUMBLER (*52-57-58-59-°60) 'ASG7418R1 10” LEAD SCREW AND GEARIB%GX
63 |FELT WICK 256x »
64 | TUMBLER PINION SHAFT PT6750R1 FOR 10” WIDE RANGE GEAR
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FORM 913-E
ALL MODELS

/'
-, 2 SERIAL NUMBER OF LATHE AND UNIT

3 CopE NUMBER °° MUST'™ ACCOMP aNY ORDER

7

GEAR BOX
(DOUBLE TUMBLER)

0

13"
14 172
166 16/ 24

ONE OnLY, ReQ’O.

 Ov 0% 8 13
\\
d
<

»
—6 "€z ITem S2 18 IDENTICAL
On LEFT axD RIGHT
TuwmaL Ers BuT Hus
Is ON LEFT St0E On $8
SAVAILABLE ONLY AS SUS. LerT TUMBLER.
ASSEMOLY. PARTS INQUDED 59
ARE INDICATED BY THE ITEM
NUMBERS APP EARING IN PAR.
ENTHESIS AFTER PANT NAME, 60
St

RIGHT HanO
TumsL €A

62
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FORM 813E CON'T

, . i 10" ' 13" i 18 1/27 16" & 16/24"
" ITEMNO. | PART NAME PART NO. ) PART NO. PART NO. ‘ PART NO.
‘ 1 'NUT PT1071-3 ] PT1071-3 PT0172-7 PT0172-7
f 2 '"WASHER 161x30 161x30 - XX XX
3 ‘MAIN DR. SHAFT (1-2-12-13-14-15) *AS603R1 *AS603T3 *ASE603FH2 *ASB03FH2
4 PIN 160x17 160x19 160x21 160x21
; 3 "ORDER ITEM 6 PT626R1 PT626T1 PT626FH1 PT626FH1
- 6 'COMP. GEAR (4-5) *AS625R1 *AS625T1 *AS625FH1 *AS625FH1
7 ‘ORDER ITEM 8 PT626R1 PT626T1 PT626FH1 PT626FH1
8 'COMP. GEAR (4-7-129) *AS619R1 *AS619TZ *AS619FH2 *AS619FH2
9 IBUSHING PT606R1 PT60673 PT606FHZ PT606FH2
10 PIN 160x31 160x33 . 160x38 160x39
: 11 {COLLAR (12) *AS604R2 ‘ *AS604T2 | *AS604FH2 *AS604FH2
! 12 TAPER PIN : 168x210 168x212 ' 168x312 168x312
L 13 iKEY . 164x18 164x12 106x607 . 106x607
L 14 'KEY 106x404 j 106x405__ 106x607 106x607
15 'FELT WICK 256x1 i 256x1 ‘ 256x3 256x3
16 'PLUG PT1500 PT1500 ‘ PT1500 PT1500
[ 17 [OILER 155x38 155x38 i 155x38 155x38
: 18 TGEAR BOX WRITE FOR INFORMATION . WRITE FOR INFORMATION
19 JAM NUT PT1053NR1 PT1055T1 PT1055FH2 PT1055FH2
! 20 ‘WASHER 161x26 ; sees ‘ PT1677FH1 PT1677FH1
; 21 'LEAD SC. GEAR : PT6753R2 PT3235T1 PT3235FH1 PT3235FH1
! 22 INNER BEARING PT3240R1 " PT3240TH1 PT3240TH1 . PT3240TH1
! 23 SCREW ‘ 132x1 ; 132x1 : 132x1 132x1
‘ 24 INDEX PLATE (23] : *AS1541R5 ____ *AS1541T5 | *AS1541FH5 _~ *AS1541FH5
i 25 SCREW 114x6 \ 114x6 ‘ 114x110 114x110
! 26 1PIN 160x19 1 160x46 160x50 160x50
27 GUID BAR PT607R2 : PT607T2 | PTE07FH2 : PT607FH2
28 PIN PT1806 | PT1808 : PT1808 - PT1808
29 CAP SCREW ) 112x24 | 112x132__| 112x236 : 112x236
30 BUSHING ‘ PT3239R1 PT3239T2 | PT3239FHZ | PT3239FHZ |
|‘| FELT W'CK i 256X3 XXX xx) H seee |
32 BUSHING : PTE01R2 PT601T3 PT3658FH1 PT3658FH1
3 SHAFT (48-49-50) j “AS614R2 *AS614T3 *AS614FH2 *AS614FH2 |
4 CONE SHAFT GEAR (130) : P1624R1 *AS624T2 *AS624FH2 *AS624FH2
35 1ORDER ITEM 36 i PT626R1 PT626T1 PT626FH1 PT626FH1
36 COMP, GEAR (4-35-131) ! *AS6758R2 *AS619T2 *AS623FH2 SAS623FH2
37 ORDER ITEM 38 i PT626R1 PT626T1 PT626FH1 | PT626FHT |
38 COMP. GEAR (4-37-132) ! *AS6758R2 *ASE19T2 SAS622FH2 | *AS622FH2 |
39 TAPER PIN i 168x310 168x312 168x614 , 168x614
40 CONE GEAR. 16T ! PT615R216 PT615T2 PT615FH216 . PTE15FH21
41 CONE GEAR. 18T 1 PT6761R218 PT615T72 PT616FH218_ | PT615FH21
2 CONE GEAR. 20T ; PT6761R220 PT615T22C PT615FH220 PT615FH220
k CONE GEAR. 22T ] PT6761R222 PT615T222 PT615FH222 PT615FH222 |
44 CONE GEAR. 23T ! PT6761R223 PT615T22¢ PT615FH223 PT615FH223
4 CONE GEAR. 24T PT6761R224 PT615T224 PT615FH224 PT615FH224
4 CONE GEAR. 26T PT6761R226 PT615T226 PT615FH226 | PT615FH226 |
47 CONE GEAR. 287 PT6761R228 PT615722E PT615FH228 | PT615FH228 |
4 FELT WICK 256x1 256x 256x13 ! 256x13 i
49 KEY 164x26 PT599T1 163x65 ) 163x65 !
50 FELT WICK 256x1 oo 256x13 : 256x13 .
5 PIN 160x251 160x257 eeee i
52 TUMB. IDLER GEAR (53) *AS6762R2 *AS605T3 *AS605FH3 *AS605FH3
53 NEEDLE BEARING PT884FH PT384FH1 PT384NK1 PT384NK1
54 MAIN DR. GEAR PT621R1 PT621T1 | PT621FH1 [ PTE21FH1T
5 COIL SPRING 162x29 162x26 162x21 i 162x21
6 PLUNGER (55-60-61) | * AS608NK1 *ASBO8T3 *AS608FHZ *AS608FH2
7 PIN i 160x210 i 160x253 160x254 i 160x254
PIN 160x42 i 160x42 160x42 i 160x42 !
) BUSHING PT610NK1 0 PT610TH2 PT610TH2 ! PT610TH2 |
60 ORDER ITEM 56 PTB8R2 ' PT8BTF2 PTB8TF2 ! PTBBTF2 !
1 PIN 160x27 : 160x29 160x29 ; 160x29 |
2 TUMBLER (*52-°56-57-58-59) *AS400R1 ! *AS400T1 *AS400FH2 | *AS400FH2 |
E FELT WICK : 256x1 ‘ 256x3 256x3 . 256x3
4 TUMBLER SHAFT i PT620R1 | PT620T1 PT620FH 1 PT620FHT |
129 BUSHING i weee | PT686T1 PT686FH1 PT686FH1___ |
130 BUSHING . eeee ' PT686T1 PT6B7FHT PT6BIFHT
131 BUSHING ’ aees . PT68B6T1 | PT68BFH1 PT688FH1
132 BUSHING i PT6BE6T1 PTEB9FH1 PT689FH1
133 PIN 160x19 . 160x19 : 160x21 160x21 |
oe0e 1 XXX ] v anee XX X} ,
135 MAIN D.S. BUSHING seee PT365711 | PT3657FH1 PT3657FH1 |
136 TUMEB. SHAFT BUSHING i seee ; PT3659T1 | PT3659FH1 . PT3659FH1
137 CONE SHAFT BUSHING i sees : PT3658T1 PT3658FH1 | PT3658FH1
12/95 THESE PARTS ARE NO LONGER AVAILABLE.
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FORM 914-C
ALL MODELS

SERIAL NUMBER OF LATHE AND UNIT
CODE NUMBER “MUST” ACCOMPANY
ANY ORDER 17

(13 €9-Fon 10" .13% 14 /278 16"

122247, Stuo Gna.

123-48T. Stuo Ga.
Fom 16/24"LAaTHE ONLY

ON 14 1/ 2°0NLY STuD GEaRr

20Y. O~ 10"

24T, On 13°%14 172" 8 16"
TTEM 87 INDICATES POStTiON
OF OTHER STuD GEaRr WMEN
Not IN UsE.

STUD SPaceEr CoLLar
Usto On 16/ 24"OnL Y

Stue Geaw
407T. Fon 10*™
47T. Forn 13714 1/2% 16"
- SEe NOTE On ITem 79

BRACKEY SMOown |s
For 14 1/72°8 167

-SPLIT Tyee Fom Locxing
(NoT Swown) Useo On 1078 13

— GEARBOX |
(DOUBLE
TUMBLER)

*99 Fon :f' 96—9
b TSN T

RtGuLan | «102 Forn $° Beo Precision 109 For 3{° Bto o (O égl
LeaD SCREwS | «103 For 6° Beo Leap SCREws | 110 Fom 4° BeD
* 104 For 7° Bto *11) Fom S° BED
*105 For 8° BeD *112 For 6' Beo
*AVAILABLE ONLY AS SUB- ©106 For 10’ Beo *113 Foa 7° Beo
ASSEMBLY. PARTS INCLUDED ARE 107 Fon 12 B L'”‘ fon 8 Beo
INDICATED BY THE ITEM NUM- 1os ron \i Bee

BERS APPEARING IN PARENTHE-
SIS AFTER PART NAME.
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FORM 914C CON'T

: : 10° T 13- T 412 T 16 & 16/28"
. _ITEMNO. | PART NAME : PART NO. ! PART NO. i PART NO. H PARY NO.
i65 . SCREW. 101x616 101x620 ‘ 101x620 101x624
66 "SCREW 101640 PT1160T1 101x616 101x660
87 'SCREW e YY) seee 101x612
68 ‘LOCK SCREW PT672RH1 PT672RH1 PT672RH1 PT672RH1
69 {UPPER GUARD PTE70R1 PT670T1 NLA PT670H1
70 :UPPER GUARD sees “ees ‘ X0 PT2005V1
Al 'HINGE PIN PT281R1 PT28171 : PT281FH1 PT2B1FH1
72 GUARD STUD NLA veve
‘73 ' CERRO MATRIX - 1 LB. 506x7 506x7 506x7 506x7
74 .LOWER GUARD (71-73) *ASE71R1 ‘ *AS67172 NLA *AS671H2
.75 GUARD BRACKET (76) ‘ *AS147R1 *AS147T1 NLA ‘ *AS647H3
76 ' SCREW ) 118x116 ) 118x224 i 118x424 ‘ 118x424
77 i JAM NUT PT1072-5 PT1072-5 : PT1072-5 PT1072-5
78 SPACER COLLAR ‘ ‘ X0 PT2017H1
‘79 STUD GEAR PT32R120 PT612T124 ‘ PT612FH324 PT612FH324
80 SCREW seee ‘ e 112x432 112x432 ;
81 WASHER veee ‘ vees 161x30 161x30 i
82 HEX. NUT . PT1052FH1 PT1071-3 } PT519FH1 PT519FH1
83 WASHER ‘ 161x26 161x26 ‘ PT518FH1 : PT518FH1
84A |IDLER GEAR (84B] *AS33R3 ‘ PT33T2 PT33FH2 i PT33FH2
848 |RUBBER GROMMET ; PT1110 ‘ veo :
85 BUSHING : PT38R1 ] PT3238T1 ! PT3238FH2 ; PT3238FH2
186 |BOLT (82-83) ‘ *AS247R1 *AS247T1 ‘ “AS247FH1 ‘ *AS247FH1
|87 | STUD GEAR i PT32R140 PT6127148 ‘ PT612FH448 PT612FH448
88 | SCREW GEAR PT32R25L PT3237T1 : PT3237FH1 PT3237FH1 :
89 BRACKET {30-91} : *AS630R2 " *AS630T2 ; *AS630FH2 *ASE30FH2 ,
190 | SHOE sese | PT1079FH1 i PT1079FH1 ;
181 | LOCK SCREW ) PT212R1 . 114x324 ! 118x110 . 119x110 '
92 [OUTER BEARING i PT661R1 : PTE61T1 ; PT661FH1 i PT661FH1
93 . THRUST COLLAR (94) *AS39R3 i *AS39T2 | *AS38FH2 . *AS39FH2 :
94 TAPER PIN ‘ 168x310 J 168x514 168x516 i 168x516 ;
94A KEY 106x104 1 106x408 PT2090 : PT2090 ‘
95 iLD. SC. BRACKET (96-97) *AS5R1 i *AS5T1 NLA | *ASSH1 ;
96 OILER 155x38 i 115x38 155x38 155x38 |
97 BABBITT : 506x6 506x6 | 506x6 506x6 j
ITHE FOLLOWING LEAD | ]
ECREWS INCLUDE ITEMS ! ! ;
NO. 19-20 (FORM 913) :
B3 & 94A 1
98 LEAD SCREW ! *AS629R303 seee sess !
99 LEAD SCREW T *AS629R335 sees eevs !
100 LEAD SCREW *AS629R304 *AS629T204 sese ;
101 LEAD SCREW *ASE29R545 eess saee ;
102 LEAD SCREW eeve *AS629T205 NLA Tees !
103 LEAD SCREW ! eeese *AS629T206 * AS629FH206 * AS629FH206
104 LEAD SCREW : *AS629T107 * AS629FH207 : NLA
105 LEAD SCREW ; eses *AS629FH208 | *AS629FH208
106 LEAD SCREW T XX eeve | *AS629FH210
107 |LEAD SCREW T veee . TAS629FH212
108 __'LEAD SCREW seee } Soee
109 LEAD SCREW sese soee
110 LEAD SCREW seee
11 LEAD SCREW NLA
112 LEAD SCREW *AS629FH206 * AS629FH206
113 LEAD SCREW i NLA NLA
114 LEAD SCREW j *AS629FH206 *AS629FH208
115 GEAR STUD (116-120) ! b 2AS229H2
116 FELY WICK 1 e : 256x8 J
117 |INTER REV. GEAR ! P::g' f;" !
N X
::: }ucr’;rl':: REV. BRACKEY b ; *AS2016H1 :
. REV. ;
11118-126-127) : — L > i
(120 " JAM NUT i ' i AS637H3
121 STUD GEAR vess sese | PT6B12FH324
(122 S~UD GEAR cese hidhdd ! PT612FH448
123 REVERSE GEAR sees ! ot ! PT28H1 !
124 SCREW sose ; :::: ; ‘1‘ :;11294 !
128 PIN bl ; x
126 FELT WICK veee . 256x3 ‘
127 KEY ' :::: eeee T PT636FH3 )
L —r1 e — T
{INCLUDES ITEMS 19-20 J '
FORM 913 AND 93-94A ‘ ]
I [THIS SHEET) ! 1 :
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