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Production

High grade Machine Tools are the outstanding elements in Production

today, whether in the school, experimental department. tool room or shop.

Rapidity in Production depends largely upon the construction of the
machine, This is obtained by convenience in manipulation. appealing to
the operator, also with quick acting mechanisms, reducing hand operating
time to a minimum. In addition, proper design of tooling with suthcient
power and rigidity correctly distributed in the machine, permit a number
of heavy cuts to be taken at one time.

Quality in Production means accuracy in the product.  The highest
quality is always assured from equipment that is carelully designed and
built.

Maintained Production results from the use of the highest grade materials
in the manufacture of machines.  Well proportioned bearing surfaces and
the liberal use of hardened steel parts increase the wearing qualities. These

eliminate tie-ups and reduce the cost of maintenance.

With Production as an ultimate to the user, Reed-Prentice equipment is
designed and manufactured. It is the result of seventy-six years of careful
study and experience in the building of widely known machine tools, and

therefore insures most economical performance.

Offices and Agents listed next page

Circufar 1-1.2
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Factory and General Offices

667-677 Cambridge Street, Worcester, Mass,, U. S, Al

Branch Offices

Detroit, Mich.
3-245 General Maotors B':l;.'.

Domestic Agents

CHICAGO, Illinois, Stocker-Ruveey-Wacns Coumpany

CLEVELAND, OHIO, Creveranp Durnex Macuminery Compeaxy

W. M. Parmison Sverry Co,
DAYTON, Ohio. Patterzoxs Toon & Sveeny Co.

Lathes,

Radial
Radial

INDIANAPOLIS, Indigna, MitLHOLLAND SaLes & ENGINEERING COMPANY

Lathes,

FHILADELPHIA, Pennsylvania, D. J. Normovyie, 1323 W, Tioga St

Stoen Macaivery Co. Inc.,
PITTSBURGH, Pennsylvania, J. 5 Mier Machinery Co,
PROVIDENCE, Rhode Island, Buowsernn MacoHiwery Co.
ROCHESTER, New Yok, Ocorw R, Apams Co., Ivc
il o i
r(t}E :ﬁi?“:{“ I[‘ Califernia, F. 0. Stacemas Sueery Co,
SYRACUSE, New York, H. A, 5mitan Macumisery Co.
HOUSTON, Texas, Harken Macuiseny & Sverny Co,
ERIE, Pennsylvania, Saxen Macuinery Co,

MILWALKEE, Wisconsin, Warrter Mickersown, 396 2%th Ave.

BUFFALD, New York, Crane-ScHierer-Owess, Inc.

Lathes,
Lathes,
Lathes,

Lathes,

Lathes,
Lathes,
Lathes,

Foreign Agents

Radial

Fadial
Radial
HRadial

Radial

Radial
Radial
Radial

New York City
14810 Singer Bldg.

Millers

Lathes
Millers
Millers

Lathes, Planers, Vertical

Dirills, Planers, Vertical
Drills, Planers, Vertical

Drillz. Planers. Vertical Millers
lathes, Radial Deills, Planers

MORTH AMERICA, Canada, Cananian Faiggamks-Morse Co., Montreal, Quebec

Lathes, Radial Drills,

SOUTH AMERICA, All Countries, Dreveos Bros, 20 Broadway, New York City

Lathes, Radial Dwills,

ASIA, Japan, Mrrsvr & Coo, Tokyo, Kobe, Nagaski, Nagova., Osaka, Oraru

AUSTRALLA, Vietoria, Serson Encinesrise Co,, Melbourne
AUSTRIA. F. G, Knerscumer & Co., Vienna

EUROPE, BELGIUM, Fenwick Freres & Co., Brussel:
Serson Exvcineerive Co,, Brussels

Lathes, Radial Drills,

BRITISH ISLES., Sersos Exciseemive Cio,, London, England

CARCHO-SLOVAKIA, F. G, Krerscumer & Co., Vienna, Austria

FRANCE, Feswirk Freres & Co., Paris

SeLson Exciveerine Co., Paris
GCERMANY, F. . Krerscamer & Co., Frankforr, A, M.
HUNGARY, F. G, Knerscuver & Co., Vienna, Austria
ITALY, Fenvwick Frexes & Co,, Turin

SeLsnn Enciveerine Co., Turin, Milan

JUGOSLAVIA, I, G, Kretscumer & Co., Vienna, Austria
POLAND, F. G, Kigrscamer & Co., Vienna, Auvstria
FORTUGAL. Fesnwick Frexes & Co., Barcelona, Spain

RUSSLA, Avtore Teanmve Core., 165 Broadway, New York City

SPAIN, Feswick Fuenes & Co,, Barcelona

SWEDEN, Win, Sonesson & Co., Malmo
SWITZERLAND, Feswik Freres & Co., Zurich
SREX O |
*LCLBA
FORTO RICO |
FIAMAICA

[losenasstic Aprenls

Lathes, Planers,

Lathes, Planers,

Dk rus Bros., 29 Broadway, New Yok City
Lathesz, Planers,

Toe Herrensan PreEss, SPENCEW,

Planers, Vertical Millers
Dirille, Planers, Vertical Millers
Dirills, Planers, Vertical Millers
Drills, Planers, Vertical Millers
[ills, Planers, Vertical Millers
Drills, Planers, Vertical Millers
Drills, Planers, Vertical Millers
Dirills, Planers, Vertical Millers
[athes, Planers, Vertical Millers

Vertical Millers

Planers, Yertical Willers

Planers, Yertical Millers

Planers, Yertical Millers

Vertical Millers

Lathes, Planers, Radial Drills
Lathes, Planers

Vertical Millers

Vertical Millers

Lathes, Planers, Radial Drills
Lathes, Planers

Vertical Millers

Lathes, Planers, Radial Drill=
Haners, Radial Drills
Lathes, Planers
Vertical Millers
Maners, Radial Drills
Lathes, Planers, Radial Drills
Lathes, Planers

Lathes,

Lathes,

Radial Dwills, Vertical Millers
Lathes, Planers
YVertical Millers, Radial Drills
Lathes, Planers

Radial Drills, Yertical Millers

Mags,, L. 5 A —IA
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Economical
Production Facilities

A pictorial pamphlet and
general specifications of equipment in
Reed-Prentice Machine Shop and Foundry
adaptable to special manufacturing

and contract work.

Yourinquiries are respectfully solicited.

[QEED- Pﬁf ?@7 (oMPANY

WORCESTER hj'ﬂfjsf Mass. U.S A

NeEw York DeETrROIT CHIcAGO

AGENTS THROUGHOUT THE WORLD

Circular 9- 100 - 1



Main Plant and General Offices

INCE 1849 the companies from which Reed-Prentice Company is
the outgrowth have been engaged in the construction of high
grade machine tools widely known throughout the world.

After many vears of cxI‘:L‘ric_'tu_'L: the present products are there-
fore the result of an organization familiarized with the fundamentals
of machine design and manufacture,

To economically produce these varied tvpes of standard and
special machines requires a large assortment of properly arranged
equipment adaptable for precision work.

There being such a close relation between the building of machine
tools and general mechanical devices, the factory offers economical
production facilities which are being continually used by outside
interests. Insome instances component parts are partially machined,
while in others over one hundred complete machines have been built,
including the furnishing of castings. Such work mav be made to our
own design or to customers’ specifications, and has careful supervision
which keeps the cost of manufacture to a minimum.

In the following pages portions of the factory are illustrated and
the maximum capacities of machine and foundry equipment given.

Foundry Division
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ReED-DRENTICE

<conomical Production Facilities

Sales and Administration. The executive
and general sales offices are located at 677 Cam-
bridge Street, Worcester, hlass.  Branch sales
offices are in New York, Detroit and Chicagn,
with agents thoughout the world.

Engineering Department. The consoli-
dation of the Ptla_'lllu_riru: departments of various
companies purchased has resulted inane m,llu; r-
ing corps widely specialized in machine design
This du. 1son 1s extremely capable of the l:ll."'.'l."lll]'—
ment of new machinery and tools.

The JL[—‘-*JI'JJLHL 15 -:_-lLu wped  with modern disscrion ol tha Engloserind Heparoment
facilities, blue printing and photostat machines,
large filing rooms with safe deposit vaults. Also, private Cranes: 1—10 Tuon traveling
spaces may be given for development of inventions and t JI :: ﬁmw-m:
such engineering work requiring absolute secrecy. T T A Hlaataan o Baooim

M1t Floor 9 fr. wide x 40 ft. long

Pattern Shop. This department is equipped Largest sinele casting: 11 Ton

with modern wood working machinery and bench space
suitable for handling a wide variety of pattern work. , i e e = ;
: I Production. This division 1s subdivided into two

F‘ﬂundr}r, Tlll_‘ f:}u]‘]n;_‘l;':l,', _\'-|_|_I'_|'q,"|-']'_| [nlal 1:|'|_{_1r r_'|PP.j':.,;it{_- :'CL‘-'.ZI.i.":-TI\': e f:’lr rlw C-:'\lil'l'l."l'li.]'lg l:';[‘_ T1EW 1.'\'I'I]'}\'! C“'[IIPE.L"LL‘
paEe, 1.\ located at L_}:I {_.;,”]‘_l Street. 11',:-5”_.'_.,_\1‘,‘_.[..‘ :".I-H-“H. 1|\|s]|r E of 1||< [".;|'-:n:|.-..il;_I"‘1 and rljl.J.I'II'IJ.r of 'n.'n.lrl-; thru the
This division malkes all the castings of the Reed-Prentice shop; the other for scheduling of work throughout the
products, and has also for several years made a large plant.
number of castings for outside concerns. Labor saving Modern methods keep this department in close
moulding machines are emploved, thereby permitting touch with the work at all times, and accurate records
castings to be made at low cost. The accompanying of time studies are filed for reference.
table gives a general idea of the capacity of the modern . P gemen
equipment used. ~ Manufacturing Division. This division is di-

vided into separate departments specializing in definite

Foundry Equipment machine operations. Each department 1s in charge of

Cupola: 60" shell lined o 487 a fnr‘n'tu‘:}nl l'::lll'nughh.' trained to CATTY On his work in a
Capacity 30 Tons in 8 hours most efficient manner. Many of the workmen have

Sand Blast: 10" wide by 137 long been with the company for years and are thoroughly
Moulding Machines: Maximum capacity 48" x 727 skilled in their particular field. Overhead cranes and

a suitably equipped transportation
department permit the work flowing
rapidly throughout the entire plant

Inspection. Quality in
production iz determined by the
mspection  department, which rea-
hizes that all parts must be held
strictlyv in accordance with the en-
cineering specifications to function
properly.

ﬂn'\‘t Accurate cost keeping
means fair prices., Charging costs
where Llu.; properly belong avoids
the necessity of loading the over-
head with losses that accumulate as
vears go by, and thus handed down
in every price quotation. This de-
partment 18 equip pt_d with modern
1echanical cost keeping devices and
.||I_|_|'\.'|l..,||.|d.| time L{".J". rs are ]H-,_‘Jh_‘-,_]
in shop departments. This insures
accurate cost records for various
commodities,

The main bay of the machine shop is equipped with overhead travelling cranes
for convenlence in handling of work.

Page Three



Planers

Marimum Capacilics

Heads

e Side
Rail Heads | Leng

Height
unde
Cross Rail

i 1 [
3t 41" 2 20
3w » 1 + 2¢h
42 42 . & 20
L 50 1 Ll
1 |

Splining Machines
Maxin

ium Capaciiics

| Table to Support

24

A Bection of the Boring Mill Department

Gear Cutting Machines

Wevimum Capaceiee

Siyle | Driametral Pitch
Machine of [iam IFace — -
doant e Srevl
I_:.-.r Apur s 11" + 5
Cutter
SpuUr or 5" I
lobber | Helical ’ '
Shaj Spur i3 - 4 }
Eew IR* 4 il
Fack | 44 Rl 2 i

GENERAL SPECIFICATIONS
Dameter of Spindle
Longitudinal travel of s
Vervcal adjustment of d on column
Horizantal adjustment of column
Minimum distance work bed to center of spindle
Naximum di
Maximum
Sige of worl

le

5

tance work bed to center of :-|'i||-.||;_'

Page Four

Floor Boring Machine (above)

tance from face of wpim_”.' to boring bar SUpport

Ganging Planer Operations

Boring Mills
a tes—Horizontal Type

Carringe Eed

Travel

Head Lengrh
Frovel | Diam. | o005 g [
T Jlg® il iG® 4E¥ 5"
i 4° A +8* 447 78"
24 3. 2} 12# T2 1og”

Vertical Type
Max., Length
Borine Bar

Table tao
Crose Har

14"

maghine below

“Turrret
Traverse

16" 16°

In addition see

Suitnble for a Large Variety of Work

sS4 x



. Tools and Fixtures. The tool n wom s suitahly adapted Tor the making of special tools and fAxtures. At
Tim e 2 e 2l e = = g - : .- . . o
limes this department has been enlarged 1o accommodate the building of special qigs, Axtures and dies to

customers’ specifications.

Turret Lathes

Waximum © pacities

Traverse | Moximum H il
__--‘. ].l."l;.'l|| thra
Iarret Boring Bar| Spindle

144 12! T4 Fin
apn 11, " e [ 1
14 13 TR 0

Automartics

axitcmm Capartiies
Spindle Lengt
Capacity f Feed

A Few Turrer Lathes

Lathes

Waximum Capacites

1 16" 107

t 18" 10 12

1 15 12 I

| 0 13% 10

4 0% 12% 15°
4 14~ 30

tatandard Engine Lathes.  *Shaft Turnine L .I.'l;,:.

Lathe Department

Thread Curtring Machines

Maximum Cape

Lengrh
brw. | Dha. (Sta rd| §
Centers Ciears [

132~

¥ 6¥ L8t 157,04 "t 2
1| 1447 67 L10™Ma2® LE"1all

* I'hread Millers tcut Acme Th
I Automatic Lathes (cut Square

Milling Machines

Aaxfimum Copacilies

Lmg, | Cross Vert,
Table | Table
o Y

Trs Travel Travel
=| = — —
» 17 12¢ | la= 1714
| 43 | 14% age j3e

Vertical 61% x 18" | 61 207 1a- L

* Distance, Spindle to face

Page Five



Heat Treating and Forging. The equipment contained in these departments is extremely valuable to

concerns desiring to have steel heat treated under scientific methods.

cyanide pots, lead pots, carbonizing furnaces, hardening press,
electric drawing furnace, and Bellis Lava System of Harden-

ing. This last mentioned svstem prevents oxidizing (scaling)
and shrinking of steels while hardening.

A Well Equipped Hardening Room

Grinding Machines

Maximum Capacities

Distance Maximum

Swing
Type aVver between depth of
Wars Centers hole
Universal 10 et i d -
Universal 3 ane
157 1"

Internal

(] i -3

}_

Finished Machines—Ready (or Shipment

Page Six

It consists of stecam hammers, gas furnaces,

Drilling Machines
Waximum Capacitizr—Radial Drills

K Spindle "r'll.'rll.lii.':ﬂ | Column M ._;:‘_P_IE.'-“"‘ 1o B“_i.‘:_
Travel | roya] Min hax. Min. Mlax,
4| 34 l6lg® | 40157 6" T
165" 351" 149 Elig* Thg™ ahla™
5 161" | 3= 19347 | &ligv 7ige | s7e
Multiple Spindle Drills
I ist; ‘nlumn c = - i | Wert,
Number | bermecn Foumi | Spindle to Table | Spindle | AG]
Spindles | gnindles | Spindle Mimn. Max, TRVETES | Head
1 | 'E] i I 36° Jlg" 13
3 g% g 0 36" sige | 13
Deep Hole Drilling Machine
Maximum distance Lapaciny Length
Cliuck ta Turret Steady Rest af Bed
44" [ 4" 95
72 ! 4 120°
o | g 1447

Systematic Assembling of Machines

Assembly Department.
lighted building is

A separate, well
given to assembling, and is
arranged for the sub-assembling of machine units
and the assembling of the entire machines. This
department has a floor space of over 17,000 square
feet, and is equipped with overhead cranes for the
efficient handling of parts. As may be noted from
the illustrations, this layout provides for a sys-
tematic arrangement of the machines for assem-
bling and running off,

Cutter and Small Tool Departments.
For over forty years, this department has been
making a complete line of standard and special
milling cutters which have been comstantly im-
proved through careful research and continuous
use. The equipment used for this work consists
of backing off and form relieving machines, pro-
duction grinders, production milling machines and
lathes, all of which are extremely advantageous
in the manufacture of small tools.
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FOUR waY DRILL
CRANE PIN LAT

Rgm@ WICE

DL‘-’;’;

A few of the special machines
designed and built for our
customers’ needs.

Let our Economical
Production Facilities be
profitable to yvou also.

¥,
——
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GEARED HEAD LATHE .

4‘ T R T R P R T Y R ".wm T e R R T

ENGRAVERS'
PRODUCTION CUTTERS

| [REED-PR. mi' (omMPANY

WORCESTER "“\E‘E““E_Z{;ﬁrf Mass. U.S.A

This complete line of standard machine tools
is continuously serving manufacturers all over
the world. Descriptive matter with general
specifications of these machines and the spe-
cial ones on the previous page will be sent
at your requcest.

CUTTER GRINDER

R
el | |

Lathes
Radial Drills
‘‘Becker’ Millers
“Whitcomb" Planers
Production Cutters

Special Machinery

Page Light feh maviE mAUas maRRaRTER HAEA. @ S — T Fala2d



12-INCH STANDARD GEARED HEAD LATHE

PATENTED
CODE—APE

THE IDEAL COMBINATION OF
ACCURACY —RAPID MANIPULATION—HIGH POWER

SPECIFICATIONS

Swing over ways 141s Spindle speeds—number ; =
H'-’-"“I}!_“"t er L'-.:-I:Ij.‘ll'-ul'.| sl ok [Jl,lil_'.n chanee gear mechanism cuts from 4 to &0
Li}l—'ﬂ'ﬁi.'-' of steady rest 4" Fanege of spindle spseds R, P. M 26-375
Distance between centers --frl bed ~IJ1-_a” Speed of driving pulley B, P M. M)
Length taper attachment will turn at one setting BT I"., Driving pulleys, diameter and face LOLg™ = 31"
Front bearing, diameter and length 235" x4 Width of bel 3 Pl

g L T S Lairy, L0 dth of bell =22
Rear bearing, diameter and length |y e Rraiahtinatt hed 000 1hs
B FA S 5 i X [ 2 AL 3 gt net v ed i ol
Spindle nose, diameter and threads o' 6] edharar i bed =5 10

s s . o , qeht of extra fool of bec 3 1b8
[Mameter hole in spindle 115" 'l.'l." !"I' ek 2600 l]
Faper hole in spindle Jarno No. 11 EIght boxco A : . Lty
Size of tools LG e e Weight boxed, per extra foot of bed 110 1bs.
Pitch of lead screw 3 Cubic fect boxed—4" bed Uiy
Feeds per revolution 203 050" Cubic feet boxed, per extra foot of bed 7

@"'w\
JREED- PR);WTICE’ (oMPANY

Mass. U S A

WORCESTER ?‘Oﬂtﬁ /

gty
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The Reed-Prentice Geared Head Lathe is the first and only lathe with an all-friction clutch head-
stock. It is the most rapid speed-changing lathe built,

In its compact design are incorporated new, improved features which are pioneers in lathe develop-
ment. Whether turning, facing, boring or thread-cutting, the Reed-Prentice Lathe holds to the highest
standards of accuracy and efficiency.

FULLEY:
The drive is direct from the main line shaft, or motor shaft, to a single pulley running on ball bear-
ings. The pulley, which is exceptionally wide, is offset so that the belt-pull comes directly over
the ball bearings. It is flanged to prevent the belt from slipping off when taking heavy cuts. The
flanges also serve to keep the belt free from any oil which may be on the pulley.

CONTROL:
Instant start, stop and reverse of the spindle is obtained by a lever which is located on the apron
and operates a mechanism in the headstock consisting of three bevel gears, and a double-friction
clutch. For cutting internal threads or any threads ending against a shoulder, we can furnish a
stop motion on the apron to operate the reverse rod automatically. This device will stop the lathe
so closely that a groove a few thousandths wider than the thread being cut is sufficient for clear-
ance.

SPEEDS:;
The eight spindle speeds are selected by means of three levers on front of headstock. The levers
operate powerful friction clutches, so arranged that it is impossible to engage conflicting gear ratios.
All speeds can be changed instantly without strain on the mechanism.

QUICK CHAMGE GEAR:
The quick-change gear box provides 44 changes of feed and 44 different threads of the most useful
pitches.
The lead screw is of large diameter and coarse pitch, accurate to a high degree, When using the
lead screw the feed rod does not rotate and vice versa. An automatic stop is provided on the feed
rod to stop the feed at any desired travel of the carriage.

Easy-reading index plates show the relative position of speed and feed change levers. They are
simple and comprehensive. The inexperienced operator will have no difficulty in securing any
desired speed or feed.

SPINDLE:
The spindle is made from a high grade steel, with journals hardened and ground. End thrust is taken
by a step firmly bolted to the headstock independent of spindle bearings. Spindle bearings are made
of high-grade bronze, and are provided with a very effective ciling system. The taper hole in the
spindle is a modified Jarno No. 11.  An adapter can be furnished to accommodate either Morse
or B. & S. tapers at a slight extra charge.

CARRIAGE:
The carriage is extra heavy, having an exceptionally rigid and wide bridge, and long bearings on
the V’s. Both compound and cross feed screws are provided with index dials reading to thou-
sandths of an inch. The compound block is secured by four heavy bolts.

APRON:
The apron of the double support type in rigidly bolted to the carriage. A safety device provides
against the simultaneous engaging of both feed rod gearing and lead screw nut. The Start—Stop—
and Reverse of spindle is controlled by a lever at the lower right corner of the apron.
TAILSTOCK:
The tailstock has lateral adjustment for taper turning, and is the original offset type brought out
by this Company. It is secured to the bed by two heavy bolts.

STANDARD EQUIPMENT:
Steady rest, large and small face plates, compound rest, regular tool post, quick change gear
mechanism, thread chasing dial and all necessary wrenches.

SPECIAL EQUIPMENT:
Taper and relieving attachments, follow rest, oil pan, cil pump and piping, closer type collect
attachment and collets, motor attachment, either belt or gear connected, tight and loose pulley or
double- or single friction pulley countershaft, carriage or bed turrets, chuck plate, special Eiitae
micrometer bed stop, automatic spindle stop, European tool post, and other lengths of bed than 6.

TRE maris EEERE RORCENTES Rasn. U8 2204



14-Inch Standard Geared Head l.athe

Srandard Machine Complete with 3l Pan

The Ideal Combination of

Accuracy—Rapid Manipulation—High Power

SPECIFICATIONS

CODE—BARK

Swing over wavs . b . . . . 165" Quick chanpe sear mechanism cuts from 4 ta G
Swing over compound rest : : : | LR Spindle speeds—number : 2
Capacity of steady rest 414" Range of spindle speeds R, P, AL 26 to 373
Distance between centers—7" bed 39 Speed of driving pulley R, P, M, 400
Length taper attachment will turn at one setting 187 Driving pullevs, diameter and face 1272 37
Front bearing, diameter and length 214 x 5 Width of belt : 3
Rear bearing, diameter and length | 1H*x 3" Weight net—7' bed . 2900 Tbs,
Spindle nose, diameter and threads. 2y —GP Weight per extra foot of bed 115 1bs.
Diameter hole through spindle. 1357 Weight boxed—/7" bed . 3450 Iba.
Taper hole in spindle Jarno Na. 12 Weight boxed, per extra foot of bed 140 1bs
Size of tools : B x 1" Cubic feet boxed —7" bed 112
Pitch of lead screw ; 5 Cubic feet boxed, per extra foot of bed 10}
Feeds per revolution (range) L0050 to 0750

ArIC!

TICE

\(oMPANY

rd

» 7
WORCESTER \x_?:‘?}ﬁ‘fjggg Mass. U S.A.

Circular 10-214-1
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14-Inch Standard Geared Head Lathe

HE Reed-Prentice Geared Head Lathe is the first and only lathe with an all-friction clutch headstock. It is
the most rapid speed changing lathe built,

In the compact design are incorporated new improved features which are pioneers in lathe development.
This lathe offers a convenience in manipulation appealing to the skilled mechanic, and produces 1_'~'l'-'1'l'i_f-'f 4 most
accurate nature. The unusual attachments which form the complete equipment make these machines invaluable
for precision and tool room work, as well as for general manufacturing,.

Headstock. This selective type of headstock permits the changing of spindle speeds without sluwh]g down
the machine or removing cutting tools from the work. All spindle speeds are obtained by the use of internal
expanding friction clutches of Reed-Prentice special and patented design. This arrangement keeps the spur gears
constantly in mesh their entire width of face and the full depth of tooth at all times.

The speed changing is so
rapid that the change from
one speed to another can-
not be detected on the
work, even should the
changes be made while the
tool is in actual cut.  Eight
spindle speeds can be ob-
tained from three levers
conveniently located at the
front of the headstock.
The engaging of conflicting
gear ratios is impossible as
it 1s necessary that the
levers are in operative
position in order to start
the spindle; therefore, any
one of the levers, when
brought to a neutral posi-
tion, will immediately stop
the spindle. An  index
plate shows the relative
position of the levers for
different speeds.

ity T s : A Selective Head with eight instantaneous speed changes. MNote the Plunger for locking
I he ."\E"]HL:”L' 12 made fro M Spindle when removing Chucks or Face Plates,

a high E{]'.‘ll.]-:.‘ steel  with (Mustration shows head with cover removed, |

journals  hardened and

ground, while the spindle bearings are of a high grade bronze, scraped to the spindle to insure perfect alignment and
maximum bearing surface. The end thrust of the spindle 1s taken by a ball-bearing and a check nut. The taper
hole in the spindle is a modified Jarno No. 12, An adapter can be furnished to accommodate either Morse or B & §
tapers at a shght extra charge.

The reversing mechanism on the headstock is located adjacent to the pulley and is oper
handle on the apron, thereby centralizing the control of the machine.

ated from a control

The back gears and intermediate gear in the reversing unit are on a plane with the spindle and pulley, thus
permitting a rigid construction of the shipper mechanism and easv access to the [Fiction fingers when adjustment is

Necessary.



To remove the face plate from the spindle nose a locking mechanism has been provided in the form of a sliding
]‘1““1{"-‘1' which engages with a hardened steel notched ring keved to the spindle.  This mechanism prevents the
rotation of the spindle and permits the removal of the face plate or chucks without transmitting any strain to the

teeth of the headstock gears,

A safety L]_{"-'i{'.t" has been arranged in connection with the plunger mechanism, and will not permit the engage-
ment of the spindle clutch until the plunger has been removed.  This prevents the starting of the spindle with the
plunger in locking position and when the clutch is engaged the locking plunger must retain its neutral position.

_ The drive is from a single pulley which may be driven direct from the main line shaft.  The pulley is excep-
Ut']]ﬂ]l}-' wide, runs on ball-bearings and is offset so that the belt PIJH comes directly over the bearings.

A geared pump in the headstock supplies the lubrication for all bearings, with the exception of the two main
spindle bearings, these being supplicd from sight feed oilers.

Tailstock. The tailstock has lateral adjustment for taper turning and is the original offset type brought
out by this company. It is secured to the bed by two heavy bolts.

Bed. The top surface of the bed is of the drop V type, the inside V's being lower than the outside V's,
thereby preventing excessive cut in the bridge of the carriage. The bed is both wide and deep, also provided
with heavy ties at close intervals.

Carriage. This is extra heavy, having an exceptionally rigid and wide bridge, and long bearings on
the V’s. Both compound and cross feed screws are provided with index dials reading to thousandths of an inch.
The compound block is graduated to 9° on each side and secured by four heavy bolts.

Quick Change Gear. The quick change gear mechanism receives its power from the rocker gears at
the end of the head so that by engaging the proper rocker gears with the spindle, right or left hand threads
may be cut.

The various leads or pitches are obtained by properly engaging
the gears in the end works and the front gear bank mounted in
the quick change gear box. The end gearing provides four changes
obtained through a shding spring key, controlled by a projecting
lever in the slot at the front of the headstock,

The guick change gear box provides eleven changes, any one
of which 15 obtained by a sliding voke carrying an intermediate
gear, engaging with respective gears in the bank.

The relative positions of the feed and thread changes are shown
by easy reading index plates which are simple and comprehensive.
It is therefore a very simple problem to obtain anvy one of the
fortv-four piteh changes provided by the combination of four end
L'!":.ZIII_L".'H and the elevenin the 1'5“'”!—5“?-'“”' box.,

When arranged

tor cut Metric

The Quick Change Gear Box pitches, the quick

change box pro-

vides nine changes and the end gearing four changes, making a

total of thirty-six. When cutting English pitches, the sliding

voke shaft is the driving element in the front gear bank, and for
Metric pitches, the gear bank becomes the driver.

This method, while it means that slight changes are
necessary, is the only correct method by which the proper pitches
of each system are obtainable. The quick change gear device is
not convertible from one system to another, but can be supphied
for ome or the other,

The fortv-four English, or the thirtv-six Metric changes are
used in connection with both the lead screw and the feed rod.
When used in connection with the lead screw, the [eed rod does
not revolve, and vice versa. This is accomplished by sliding a Showing the rear construction
gear into mesh with either the lead screw gear or the feed rod gear.

All gearing is properly guarded, well supported and supplied with proper lubricating facilities.
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Double Wall Apron with many ourstanding features

~ Apron. The double plate construction of the apron permits access to every part of the internal mechanism
without removing it from the machine. All shafts and studs are supported at both ends in bronze bearings.
The rear plate is made in box form and is securely bolted to the carnage, while the front plate is bolted and
dowled to the rear plate and mav readily be taken off by removing the cap screws.

The open and shut nut is planed into the guide cast integral with the rear plate. A locking mechanism, sim-
ple and rigid in construction, prevents the engagement of the longitudinal feed when the open and shut nut is in
operation, and vice versa. This is accomplished by intercepting a ring forming part of the nut operating cam, with
a part controlled by a device actuating the tooth clutch between the reverse bevels in the apron.

Eoth longitudinal and cross feeds are provided and both are friction operated.

The rack pinion may be withdrawn and disengaged from the rack when screw cutting, thus preventing the
hand wheel from rotating during this operation.

An oil reservoir with a protecting dust cap has been placed at the upper right hand corner of the apron from
which all the bearings in the rear plate are lubricated. The front bearings are lubricated by oilers provided at each
bearing.

Instant start, stop and reverse of the spindle is obtained by a lever located on the apron and operating the
reversing mechanism in the headstock. For cutting internal threads or any threads ending against a shoulder, a
stop motion can be furnished on the apron to operate the reverse rod automatically., This device will stop
the l;_st]u: sor closelv that a groove a few thousandths wider than the thread being cut is sufficient for clearance.

For convenience when thread cutting, a thread chasing dial is furnished as part of standard equipment.

Taper Attachment. The Reed-Prentice taper at-
tachment is designed so that the action is delivered direct
to the bottom block by an extension clamped to the taper
bar shoe. The attachment is arranged at the rear of the
carriage and the endwise location of the taper bar con-
trolled through an adjustment provided by the bracket
clamped to the rear V of the bed.  The unit is readily at-
tached to the compound block, and the approximate
positioning of the tool to the taper bar is obtained by a
hand clamp on the shoe.  When it is necessary to use the
bottom block for adjustment, the taper attachment will
deliver its action to the bottom block through the eross
feed screw, also secured to the taper bar shoe.

The maximum length of taper obtainable at one
setting 15 18" while the largest taper is 16 degrees and 45
minutes, being equivalent to 314" to the foot. The
positioning of the taper bar is controlled by an adjusting A convenient Taper Attachment
SCTEW.

Standard E[]l.l.ipm&nt. Hh:;ul_'.' rest, large and small face ]'\l;nl:'s. |:c1:t1|‘u-|.|||u_i rest, rerular tool post quick
change gear mechanism, thread-chasing dial and all necessary wrenches. ' y

Additional Equipment. Taper and relieving attachments, follow rest, il pan, oil pump and piping, closer
tvpe collet attachment and collets, motor attachment (either belt or gear connected), ticht and loose p?l]mf or
double or single friction pulley countershaft, carriage and bed turrets, chuck plate. special centers, micrometer
bed stop, automatic spindle stop, Furopean tool post, and other lengths of beds than 7 foot, ’
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16-Inch Standard Geared Head I.athe
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The Ideal Combination of

Accuracy—Rapid Manipulation—High Power

SPECIEICATIONS

CODE—CAMP

S-Win_g OVEF Ways . . TH LY | UII'iL'i-L change gear mechanism cutz fram I ra 30
Swing over compound rest : 1185* Spindle speeds—number ; 4
Capacity of steady rest : : : 3" Range of spindle speeds R, P, Al : . . 26 o 375
Distance between centers—6" bed : : i Speed of driving pulley R. P. AL Ho
|1.-"I1g‘th taper attachment will turn at ane setting 0" Driving pulley, diameter and face . 2% x 33,
Front bearing, diameter and length e SR . L T
I : 1 ¥ Width of belt . 143
Rear bearing, diameter and length . L L i A :
J e Tl L s Weight net—>6" bed . ! : 33H) b=,
Spindle nose, diameter and threads. 1 5P G e 335 11
[Mameter hole through spindle . 135* “‘]'—'ll[ per cXLrd ["'-'- 01 DE : ..l" 15,
Taper hole in spindle . Tarne: Na. 13 Weirht baxed—=6" bed - . AU Ths,
Size of tools e SNt Weight boxed, per extra foot of bed 190 bs,
Pitch of lead serew : ; i Cubic feet boxed—>6" bed : ; 126
Feeds per revolution (range} . i 010 1o 151 Cubic feet boxed, per extra foot of bed y 16

FCLIIN
ReED-DR ,éﬂcﬁf\]lCOMpAﬂg

WORCESTER ﬁ'\\i@:ﬂ:‘:gf Mass. U S A

Circular 10-216-1
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HE Reed-Prentice Geared Head Lathe is the first and only lathe with an all-friction clutch headstock. It is
the most rapid speed-changing lathe built.

In its compact design are incorporated new, improved features which are pioneers in lathe development.
Whether turning, facing, boring or thread-cutting, the Reed-Prentice Lathe holds to the highest standards of
accuracy and efficiency.

Fulley. The drive is direct from the main line shaft, or motor shaft, to a single pullev running on ball bear-
ings. The pulley, which is exceptionally wide, is offset so that the belt-pull comes directly over the ball bearings.
It is flanged to prevent the belt from slipping off when taking heavy cuts. The flanges also serve to keep the belt
free from any oil which may be on the pulley.

Control. Instant start, stop and reverse of the spindle is obtained by a lever which is located on the apron
and operates a mechanism in the headstock consisting of three bevel gears, and a double-friction cluteh.  For
cutting internal threads or any threads ending against a shoulder, we can furnish a stop motion on the apron to
operate the reverse rod automatically. This device will stop the lathe so closely that a groove a few thousandths
wider than the thread being cut is sufficient for clearance.

Speeds. The eight spindle speeds are selected by means of three levers on front of headstock. The levers
operate powerful friction clutches, so arranged that it is impossible to engage conflicting gear ratios. All speeds
can be changed instantly without strain on the mechanism.

Quick Change Gear. The quick-change gear box provides 44 changes of feed and 44 different threads of the
most useful pitches.

The lead screw is of large diameter and coarse pitch, accurate to a high degree.  When using the lead screw
the feed rod does not rotate and vice versa. An automatic stop is provided on the feed rod to stop the feed at
any desired travel of the carriage.

FEasy-reading index plates show the relative position of speed and feed change levers. They are simple and
comprehensive. The inexperienced operator will have no difficulty in securing any desired speed or feed.

Spindle. The spindle is made from a high grade steel, with journals hardened and ground. FEnd thrust is
taken by a step firmly bolted to the headstock independent of spindle bearings. Spindle bearings are made of
high-grade bronze, and are provided with a very effective oiling system. The taper hole in the spindle is a modified
Jarno No. 13, An adapter can be furnished to accommodate either Morse or B. & 5. tapers at a slight extra charge.

Carriage. The carriage is extra heavy, having an exceptionally rigid and wide bridge, and long bearings on
the V's. Both compound and cross feed screws are provided with index dials reading to thousandths of an inch.
The compound block is secured by four heavy bolts.

Apron. The apron of the double support type in rigidly bolted to the carriage. A safety device provides
against the simultaneous engaging of both feed rod gearing and lead screw nut. The Start— -Stop—and Reverse
of spindle 1s controlled by a lever at the lower right corner of the apron.

Tailstock. The tailstock has lateral adjustment for taper turning, and is the original offset type brought out
by this Company. It is secured to the bed by two heavy bolts.

Standard Equipment. Steady rest, large and small face plates, compound rest, regular tool post, quick
> : z o8t
change gear mechanism, thread-chasing dial and all necessary wrenches.

Additional Equipment. Taper and relieving attachments, follow rest, oil pan, oil pump and piping, closer
type collet attachment and collets, motor attachment (either belt or gear connected), tight and loose P'—"”:E}-' or
deouble or single friction pulley countershaft, carriage and bed turrets, chuck plate, HPL'LW:EII centers, micrometer
bed stop, automatic spindle stop, European tool post, and other lengths of beds than 6 foot,

B OAVIE RALSS REROEETER Waem. U & M 10-15-24



18-INCH STANDARD

THE IDEAL COMBINATION OF
ACCURACY - RAPID MANIPULATION —HIGH POWER

SPECIFICATIONS

CODE -DAB

HWl-n:.: over ways 208
Swing over compound rest |--"3q ’
Capacity of steady rest . 6"
Distance between centers—38" bed 38"
Length taper attachment will turn at one setting 4"
Front bearing, diameter and length ¥ 3" x 51k
Rear bearing, diameter and length | Myt x 1
Spindle nosze, diameter and threads 3 "—4P
Diameter hole in spindle . . 114°

Taper hole in spindle Jarno No. 15
Size of tools . Bg"xllg’
Pitch of lead screw 4
Feeds per revalution (range) 0096°-,1529"

Cuick change gear mechanism cuts from
Spindle speeds—number .
Range of spindle speeds . P. M.
Speed of driving pulley R, P, AL
Driving pulley, diameter and face
Width of belt

Weight net—=58' bed

Weight per extra foot of bed

Weight boxed—58" bed

Weight boxed, per extra foot of bed
Cubic feet boxed —8° bed

Cubic feet boxed, per extra foot of bed

.r»’” I
JEED- PREJC?TI(?&*\‘WCOMPANY

%

WORCESTER

.}:‘*E—* s}

Mass., U S A

GEARED HEAD LATHE

PATENTED

2 tg 32

-

22300
(M)

14" x 474"
b

4150 1bs.
155 lbs.
4400 1bs,
235 lbs.
1500

15
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The Reed-Prentice Geared Head Lathe is the first and only lathe with an all-friction clutch head-
stock. Itis the most rapid speed-changing lathe built.

In its compact design are incorporated new, improved features which are pioneers in lathe develop-
ment. Whether turning, facing, boring or thread-cutting, the Reed-Prentice Lathe holds to the highest
standards of accuracy and efficiency.

PULLEY:
The drive is direct from the main line shaft, or motor shaft, to a single pulley running on ball bear-
ings. The pulley, which 1s exceptionally wide, is offset so that the belt-pull comes directly over
the ball bearings. Itis flanged to prevent the belt from slipping off when taking heavy cuts. The
flanges also serve to keep the belt free from any oil which may be on the pulley.

CONTROL:
Instant start stop and reverse of the spindle is obtained by a lever which is located on the apron
and operates a mechanism in the headstock consisting of three bevel gears, and a double-friction
clutch. For cutting internal threads or any threads ending against a shoulder, a stop motion can
be furnished on the apron to operate the reverse rod automatically, This device will stop the lathe
so closely that a groove a few thousandths wider than the thread being cut is sufficient for clear-
ance,

SPEEDS:
The eight spindle speeds are selected by means of three levers on front of the headstock. The levers
operate powerful friction clutches, so arranged that it is impossible to engage conflicting gear ratios,
All speeds can be changed instantly without damage to the mechanism.

QUICK CHANGE GEAR:
The quick-change gear box provides 44 changes of feed and 44 different threads of the most useful
pitches,
The lead screw is of large diameter and coarse pitch, accurate to a high degree. When using the
lead screw the feed rod does not rotate and vice versa.  An automatic stop is provided on the feed
rod to stop the feed at any desired travel of the carniage.
Easy-reading index plates show the relative position of speed and feed change levers. They are
simple and comprehensive. The inexperienced operator will have no difficulty in securing any
desired speed or feed.

SPINDLE:
The spindle is made from a high grade steel, with journals hardened and ground. End thrustis taken
by a step firmly bolted to the headstock independent of spindle bearings. Spindle bearings are made
of high-grade bronze, and are provided with a very effective oiling system. The taper hole in the
spindle is a modified Jarno No. 15, An adapter can be furnished to accommodate either Morse
or B, & 8. tapers without extra charge.

CARRIAGE:
The carriage is extra heavy, having an exceptionally rigid and wide bridge, and long bearings on
the V's. Both compound and cross feed screws are provided with index dials reading to thou-
sandths of an inch. The compound block is secured by four heavy bolts,

APRON:
The apron of the double support type is rigidly bnlled_ to the carriage. A safety device provides
against the simultaneous engaging of both feed rod gearing and lead screw nut.
The Start—Stop—and Reverse is controlled by the lever at lower right corner.

TAILSTOCK.:
The tailstock has lateral adjustment for taper turning. [t is secured to the bed by four heavy bolts.

STANDARD EQUIPMENT:
Steady rest, large and small face plates, compound rest, regular tool post, quick change gear
mechanism, thread chasing dial, and all necessary wrenches.

ADDITIONAL EQUIPMENT:
Taper and relieving attachments, follow rest,oil pan,oil pump and piping, motor attachment, (either
belt or gear connected), tight and loose pulley or double or single-friction pulley countershaft,
carriage and bed turrets, chuck plates, special centers, micrometer bed stop, automatic spindle
stop, European tool posts and other lengths of beds than listed in specifications.

THE BAVIS PRESS WORCESTER MASS U8 A—3pq =.8-24
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20-INCH STANDARD GEARED HEAD LATHE

PATENTED

THE IDEAL COMBINATION OF
ACCURACY—RAPID MANIPULATION —HIGH POWER

SPECIFICATIONS

CODE—ERA

SWing over ways . 224" Quick change gpear mechanism cuts from 2 to 32
I:‘Jn'..'ull'l mrrrumpmn.d Fest 14* Hr-il'u.”l.' .\r'\.'l'l]-\-'-- numhber ]
Capacity of steady rest : Tt Range of spindle speeds R, P A 22-273
Distance between centers—10" bed . : 57 Speed of driving pulley R, P. AL 04
Length taper attachment will turn at one setting 24" Driving pulley, diameter and face 15f 5t
Front bearing, diameter and length il x 6" Width of belt 415"
Kear bearing, diameter and length 2" x 4" fe P EyEn T
e e e ] Weight net—10" bed S170 s,
apindle nose, diameter and threads 3lg "4 : ; -

. : ok w Weight per extra foot of bed 185 |bs.
Diameter hole through spindle = 13 : i 2
Taper hole in spindle . Jarno Mo, 17 “_tf"rhl bogae A0 Red - 14‘:“ Ibs.
Sire of tools : : : P P Weight |'--|li-.'-.|_pl'.'-:'\:r.| foot of bed 275 lbs.
Pitch of lead screw 4 Cubic feet boxed —107 bed 195
Feeds per revolution (range] A128-. 1964 Cubic feet boxed, per extra foor of bed . 0

[REED-PR “Nncﬁ'
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The Reed-Prentice Geared Head Lathe is the first and only lathe with an all-friction clutch head-
stock. [Itis the most rapid speed-changing lathe built.

In its compact design are incorporated new, improved features which are pioneers in lathe develop-
ment. Whether turning, facing, boring or thread-cutting, the Reed-Prentice Lathe holds to the highest
standards of accuracy and efficiency.

PULLEY
The drive is direct from the main line shaft, or motor shaft, to a single pulley running on ball bear-
ings. The pulley, which is exceptionally wide, 15 offset so that the belt-pull comes directly over
the ball bearings. Itis flanged to prevent the belt from slipping off when taking heavy cuts. The
flanges also serve to keep the belt free from any oil which may be on the pulley.

CONTROL:
Instant start, stop and reverse of the spindle is obtained by a lever which is located on the apron
and operates a mechanism in the headstock consisting of three bevel gears, and a double-friction
cluteh, For cutting internal threads or any threads ending against a shoulder, a stop motion can
be furnished on the apron to operate the reverse rod automatically. This device will stop the lathe
so closely that a groove a few thousandths wider than the thread being cut is sufficient for clear-
dnce,

SFEEDS:
The eight spindle speeds are selected by means of three levers on front of the headstock, The levers
operate powerful friction clutches, so arranged that it is impossible to engage conflicting gear ratios,
All speeds can be changed instantly without damage to the mechanism.

QUICK CHANGE GEAR:
The quick-change gear box provides 44 changes of feed and 44 different threads of the most useful
pitches.
The lead screw is of large diameter and coarse pitch, accurate to a high degree.  When using the
lead screw the feed rod does not rotate and vice versa. An automatic stop is provided on the feed
rod to stop the feed at any desired travel of the carriage.
Easy-reading index plates show the relative position of speed and feed change levers. They are
simple and comprehensive. The inexperienced operator will have no difficulty in securing any
desired speed or feed.

SPINDLE:
The spindle is made from a high grade steel, with journals hardened and ground. End thrust is taken
by a step firmly bolted to the headstock independent of spindle bearings. Spindle bearings are made
of high-grade bronze, and are provided with a very effective oiling system. The taper hole in the
spindle is a modified Jarno No. 17.  An adapter can be furnished to accommodate either Morse
or B. & 8. tapers without extra charge.

CARRIAGE:
The carriage is extra heavy, having an exceptionally rigid and wide bridge, and long bearings on
the V's. Both compound and cross feed screws are provided with index dials reading to thou-
sandths of aninch. The compound block is secured by four heavy bolts,

APRON:
The apron of the double support type is rigidly bolted to the carriage. A safety device provides
against the simultaneous engaging of both feed rod gearing and lead screw nut.
The Start—>5top—and Reverse is controlled by the lever at lower right corner,
TAILSTOCK :
The tailstock has lateral adjustment for taper turning. Itis secured to the bed by four heavy bolts.
STANDARD EQUIFPMENT:
Steady rest, large and small face plates, compound rest, regular tool post, quick change gear
mechanism, thread chasing dial, and all necessary wrenches.

ADDITIONAL EQUIPMENT: . ,
Taper and relieving attachments, follow rest,oil pan,oil pump and piping, motor attachment,(either
belt or gear connected), tight and loose pulley or double or single-friction pulley countershaft,

carriage and bed turrets, chuck plates, special centers, micrometer bed stop, automatic spindle
stop, European tool posts and other lengths of beds than listed in specifications.
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24-INCH STANDARD GEARED HEAD LATHE

PATENTED

CODE—FACE

THE IDEAL COMBINATION OF

ACCURACY —RAPID MANIPULATION—HIGH POWER

SPECIFICATIONS

Swing over ways - . . . 261" (QJuick change gear mechanism cuts from 11016
Swing over compound rest . ; ; ; 17" Spindle speeds—number 12
Capacity of :tmd}r rest . . : B Range of spindle speeds R. P, AL 7 o 3l6
Distance between centers—10" bed ; : 447 Speed of driving pulley R. P. M. 00
Length taper attachment will turn at one setting 26" Diriving pulleys, diameter and face lh"x 514"
Front bearing, diameter and length ; 48 " x 7" Width of belt : T
Rear bearing, diameter and length N i i S Weight net—10" bed 7000 1bs.
Spindle nose, diameter and threads 4"—4F Weight per extra foot of bed 225 b,
DHameter hole through spindle . . 2 Weight boxed—10" bed 8300 1bs.
Taper hole in spindle : : Jarna Na. 23 Weight boxed, per extra foot of bed 2135 1bs.
Size of tools : . : ! Lo x 114t Cubic feet boxed—10' bed y any
Pitch of lead screw : 3 Cubic feet boxed, per extra foor of bed . 11
Feeds per revolution .Iﬂn¢e1 : . . S013% 1o 2007
APEHIN
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The Reed-Prentice Geared Head Lathe is the first and only lathe with an all-friction clutch head-
stock. It is the most rapid speed-changing lathe built.

In its compact design are incorporated new, improved features which are pioneers in lathe develop-
ment. Whether turning, facing, boring or thread-cutting, the Reed-FPrentice ]Eulhe holds to the highest
standards of accuracy and efficiency.

PULLEY:
The drive is direct from the main line shaft, or motor shaft, to a single pulley running on ball bear-
ings. The pulley, which is exceptionally wide, is offset so that the belt-pull comes directly over
the ball bearings. It is flanged to prevent the belt from slipping off when taking heavy cuts. The
flanges also serve to keep the belt free from any oil which may be on the pulley.

CONTROL:
Instant start, stop and reverse of the spindle is obtained by a lever which is located on the apron
and operates a mechanism in the headstock consisting of three bevel gears, and a double-friction
clutch. For cutting internal threads or any threads ending against a shoulder, we can furnish a
stop motion on the apron to operate the reverse rod automaticallv. This device will stop the lathe
s0 closely that a groove a few thousandths wider than the thread being cut is sufficient for clear-
ance.

SPEEDS:
The twelve spindle speeds are selected by means of three levers and a sliding pinion handle on the
front of the headstock. The levers operate friction clutches, so arranged that it is impossible to
engage conflicting gear ratios. The four slowest speeds drive through the rim of the face plate
giving tremendous power for the slow, heavy cuts.

QUICK CHANGE GEAR:
The quick-change gear box provides 36 changes of feed and 36 different threads of the most useful
pitches,
The lead screw is of large diameter and coarse pitch, accurate to a high degree.  When using the
lead screw the feed rod does not rotate and vice versa. An automatic stop i3 provided on the feed
rod to stop the feed at any desired travel of the carriage.
Easy-reading index plates show the relative position of speed and feed change levers. They are
simple and comprehensive. The inexperienced operator will have no difficulty in securing any
desired speed, feed, or thread.

SPINDLE:
The spindle is made from a high grade steel, with bearings hardened and ground. End thrust is taken
by a step firmly bolted to the headstock independent of spindle bearings. Spindle bearings are made
of high-grade bronze, and are provided with a very effective oiling system. The taper hole in the
spindle 15 a modified Jarno No. 23, An adapter can be furnished to accommodate either Morse
or B. & 5. tapers at a slight extra charge.

CARRIAGE:
The carriage is extra heavy, having an exceptionally rigid and wide bridge, and long bearings on
the V's, Both compound and cross feed screws are provided with index dials reading to thou-
sandths of an inch. The compound block 15 secured by four heavy bolts,

APRON:
The apron of the double support type is rigidly bolted to the carriage. A safety device within the
apron provides against the simultaneous engaging of both feed rod gearing and lead screw nut. The
Start—Stop—and Reverse of spindle is controlled by a lever at the lower right corner of the apromn.
TAILSTOCK: 1 _ _
The tailstock has lateral adjustment for taper turning. It is secured to the bed by four heavy bolts.
STANDARD EQUIPMENT:
Steady rest, large and small face plates, compound rest, regular tool post, quick change gear
mechanism, thread chasing dial, and all necessary wrenches.

ADDITIONAL EQUIPMENT:
Taper and relieving attachments, follow rest, oil pan, oil pump and piping, motor attachment, either
belt or gear connected, tight and loose pulley or double or single-friction pulley countershaft,
carriage and bed turrets, chuck plates, special centers, micrometer bed stop, automatic spindle
stop, European tool posts and other lengths of beds than listed in specifications.
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PATENTED
CODE—GAIN

THE IDEAL COMBINATION OF
ACCURACY —RAPID MANIPULATION—HIGH POWER

27-INCH STANDARD GEARED HEAD LATHE

Swing over ways

Swing over compound rest

Capacity of steady rest : :
Dstance between centers—12" bed |
Length taper attachment will turn at one setting
Front bearing, diameter and length
Fear bearing, diameter and lengch
Spindle nose, diameter and threads .
Diameter hale in spindle

Taper hole in spindle

Fitch of lead screw
Feed per revolution [r'lnm}

SPECIFICATIONS

e Quick change gear mechanism cuts from 1 to 16
1914 ° Spindle apl.n;.-.]s—llmul'_lu " 12
0 Range of spindle speeds R, P. "'I.I G—293
&66"° Specd of driving pulley R PO ML -}E}U

28" Driving pulley, diameter and face . 07 x 6l
430 x ThgY Widthof belt . . 6"
3, '41 P Weight net—12" bed \ 12420 1bs.
o 1_11"- Weight per extra foot of bed 270 1bs.
Jarno No. 23 Weight boxed—12" bed 13900 1bs.
15" x 1347 Weight boxed, per extra foot uf bed l 430 Ibs,
= 2 i:_u 'r:l." ril:Tl:'lll'!CIiI. 1-" bed | .-';'D[}
010 °—, 167" Cubic fret boxed, per extra foot of lu-;l 23

PCCEIIN
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The Reed-Prentice Geared Head Lathe is the first and only lathe with an all-friction clutch headstock.
Itis the most rapid speed-changing lathe built.

In its compact design are incorporated new, improved features which are pioneers in Iatl_ue development.
Whether turning, facing, boring or thread-cutting, the Reed-Prentice Lathe holds to the highest standards
of accuracy and efficiency.

PULLEY:
The drive is direct from the main line shaft, or motor shaft, to a single pulley running on ball bear-
ings. The pulley, which is exceptionally wide, is offset so that the belt-pull comes directly aver
the ball bearings. It is flanged to prevent the belt from slipping off when taking heavy cuts. The
flanges also serve to keep the belt free from any oil which may be on the pulley.

CONTROL:
Instant start, stop and reverse of the spindle is obtained by a lever which is located on the apron
and operates a mechanism in the headstock consisting of three bevel gears, and a double-friction
clutch. For cutting internal threads or any threads ending against a shoulder, we can furnish a
stop motion on the apron to operate the reverse rod automatically. This device will stop the lathe
so closely that a groove a few thousandths wider than the thread being cut is sufficient for clearance.

SPEEDS:
The twelve spindle speeds are selected by means of three levers and a sliding pinion handle on the
front of the headstock. The levers operate powerful friction clutches, so arranged that it is impossi-
ble to engage conflicting grea ratios. The four slowest speeds drive through the rim of the face
plate giving tremendous power for the slow, heavy cuts.

QUICK CHANGE GEAR:
The quick-change gear box provides 36 changes of feed and 36 different threads of the most useful
pitches,
The lead screw is of large diameter and coarse pitch, accurate to a high degree. When using the
lead screw the feed rod does not rotate and vice versa. An automatic stop is provided on the feed
rod to stop the feed at any desired travel of the carriage.
Easy-reading index plates show the relative position of speed and feed change levers. They are
simple and comprehensive. The inexperienced operator will have no difficulty in securing any
desired speed or feed.

SPINDLE.:

The spindle is made from the best quality steel, hardened and ground. End thrust is taken by a step
firmly bolted to the headstock independent of spindle bearings. Spindle bearings are made of high-
grade bronze, and are provided with a very effective oiling system. The taper hole in the spindle
is a modified Jarno No. 23, An adapter can be furnished, to accommodate either Morse or B, & 5.
tapersat a .'sl[ghl cxtira Chargl‘:.

CARRIAGE:
The carriage is extra heavy, having an exceptionally rigid and wide bridge, and long bearings on

the V's. Both compound and cross feed screws are provided with index dials reading to thou-
sandths of aninch. The compound block is secured by four heavy bolts.

APRON:

The apron of the double support type is rigidly bolted to the carriage. A safety device within
the apron provides against the simultaneous engaging of both feed rod gearing and lead serew nut.
The Start—Stop—and Reverse is controlled by the lever at lower right corner,

TAILSTOCK:
The tailstock has lateral adjustment for taper turning. It is secured to the bed by four heavy bolts.

STANDARD EQUIPMENT:

Steady rest, large and small face plates, compound rest, European tool post, quick change gear
mechanism, thread chasing dial and all necessary wrenches.

SPECIAL EQUIPMENT:
Taper attachment, follow rest, oil pan, oil pump and piping, motor attachment either belt or gear

connected, tight and loose pulley or double-friction pulley countershaft, carriage or bed turrets,
chuck plate, special centers, and other lengths of bed than 12°,

FRE BAVIS RREES muACENTER Mans. bma [N Ja20-26



MOTOR DRIVES

For Reed-Prentice Geared Head I.athes

Twa Ly pes, belted and _Lr:';||l'L] connected
motor  drives, are regularly furnished for
Reed- Erittlluinlllrcd||uui[;t1htw

Belt Connected. 'Thiz 1ype of motor
drive consists of a motor mounted on an ad-
justable bracket clamped to a pad on the rear
of the cabinet leg. An endless leather belt
connects the main driving pulley on the head-
stock with the motor pulley. The belt and
pulleys are completely enclosed by a pressed
steel guard equipped with a removable cover
giving access for belt inspection. Inside of
the guard just above the motor pulley is an
idler that increases the amount of belt lap on
the motor drive pulley, while the proper belt
tension is obtained ihu-ll;_r'h A Talsing screw
located under the motor bracket, A collar on
this screw iz arranged with four holes for
either a pin or spanner wrench and provides
for vertical ]'Z{i.“uiﬂg and ]rr'ﬂ.'t'rirl_u of the motor
bracket. The driving belt is supplied with
the attachment.

This type of motor drive provides suffi-
cient capacity for general requirements.  The
lacation of the motor is desirable as it is close
to the floor, thus eliminating all possibility of
vibration.

Anv standard make of motor may be used.  Alternating current motors of 1200 R, P. M., induction
type and direct current motors of 1150 R. P. M. of shunt type are recommended, as their electrical
efhciency is high and size relatively small.  All mechanical speed changes are secured in~'1:irtlly through
the ge'}rml headstock on the lathe, and if additional speed changes should be desired, a 2 to 1 variable
or multi-speed motor may be used. A ten point drum controller used with variable ~[‘uul maotor will
multiply the existing spindle speeds ten times.

[t is optional whether customer purchases Motors Recommended

electrical equipment or whether we purchase it. T o - S
In the former case, however, we would prefer to : — . T
have customer use equipment recommended. . 5 1150 or 1200
16 Far § | L1501 or 1200

W it h_ lathes equipped with relieving attach- 18 : | H::-:Ir 1200
mernts, it is necessary to use a two-speed motor of _:5_|: | T : 1150 o1 1200
600 and 1200 R. P. M. 2 | il . 1150 or 1200

Attachment includes wiring complete but without electrical LL|l|1p1|H.nl which will be HLlj."].‘“L'Li by
us if desired. Customer may supply electrical equipment and wire if preferable, although in this case
it is necessary that motor diagram be furnished that suitable bracket may be supphed.

Ll LN
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Gear Connected. With this arrange-
ment the motor is mounted on a bracket
clamped to a pad on the rear of the cabinet
leg. The motor is geared to the man
driving shaft through a large fabroil,
bakalite or rawhide intermediate gear.
The fabroil intermediate is supplied unless
otherwise specified. This gear is mounted
on an eccentric stud which provides for
proper meshing of the gears and the gear
train is completely enclosed by a cast
iron guard, equipped with a removable
cover.

When a lathe is to be used for very
heavy work, this geared type of motor drive
is recommended. Like the belted types,
the location of the motor is desirable, as it
15 close to the floor, thus eliminating all
possibility of vibration.

Any standard make of motor may be
used. Alternating current motors of
1200 B, P. M., induction type and direct
current motors of 1150 R. P. M., of shunt
type are recommended, as their electrical
efiiciency is high and size relatively small.
All mechanical speed changes are secured

instantly through the geared headstock on the lathe, and if additional speed changes should be desired,
a 2 to 1 variable or multi-speed motor may be used. A ten point drum controller used with variable
speed motor will multiply the existing spindle speeds ten times.

With lathes equipped with relieving attachments, it is necessary to use a two-speed motor of 600

and 1200 B. P. M.

The motors recommended are in accordance with the tabulations on the previous page.

Attachment includes wiring complete but without electrical equipment which will be supplied by
us if desired. Customer may supply electrical equipment and wire if preferable, although in this case
it is necessary that motor diagram be furnished that suitable bracket may be supplied.

Spindle Control

All Reed-Prentice Geared Head Lathes are
equipped with a patented mechanical apron control for
starting, stopping and reversing of the headstock
spindle. The contral handle is located in the lower
right hand portion of the apron, and traveling with the
apron it is always in a convenient position for the
operator. This feature insures ease and rapidity of
control and eliminates the need of a reversing con-
troller.




14-INCH REED-PRENTICE
HEAVY DUTY CONE HEAD LATHE

WITH QUICK CHANGE GEAR MECHANISM

CODE—KERAB

ICATIONS

SPECIF
Swing over ways ; : : ; 16lq”
Swing over romrnt.nd R : 10 Ls*
Capacity of steady rest 4lq”
Distance between centers—7" bed : 40
Length taper attachment will turn at one setting 157
Front bearing, diameter and length 14" x 53"
Rear bearing, diameter and length 1~ x 3"
Spindle nose, diameter and threads 28, °—nP

Diameter hole through spindle ) 1!
Taper hole in spindle
Size of tools

Pitch of lead serew

Feeds per revolution (range) J058" 1o O860"

Cuick chanege gear me chanism cuts from
Spindle speeds—number .
Countershaft pulley, diameter 111..| flﬂ
Cope step diameter, largest and smallest
Specd of count |I'.\'."..||.|. 2. P b

“. I\_II,|| -;_:.{ bl sl

Weight net—7" bed

Weight per extra foot of bed

Weight boxed—7' bed

Weight bexed, per extra foot of bed

‘; ubic rlt1 boxe l.i—.' |'.1r d

Cubic feet boxed, per extra foo L of |1-_d ;

4 te 60
8

12°x3lq"

Blg* x 41y

196
2157
2850 |bs,
115 lbs.
3350 bs.
140 | bs.
112

110

H
1,.;;2-”!,‘&
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The Reed-Prentice Heavy Duty 14" Cone Head Lathe is very adaptable to general all around machine
work, and is also particularly acceptable to the tool-room. It produces work of a most accurate nature and offers a
convenience in manipulation appealing to the skilled mechanic. In its compact design are incorporated new and
improved features which are pioneers in lathe development. The unusual attachments which form the complete
equipment make this machine invaluable for precision work.

Headstock. The headstock is arranged with a four step cone pulley and a set of back gears. The main
spindle bearings are well proportioned and all moving parts are equipped with means for proper lubrication.

The spindle is made from a high grade steel, and the journals are hardened and ground. The spindle
bearings are of high-grade bronze, hand scraped to spindle, and provided with a very effective individual oiling
system. End thrust is taken by a ball bearing having a check nut adjustment. The taper hole in the
spindle is a modified Jarno, and adapters can be furnished to accommodate either Morse or Brown & Sharpe
tapers, at a slight additional charge.

Tailstock. The tailstock has lateral adjustment for taper turning, and is of the off-set type originally brought
out by this Company. It is firmly secured to the bed by heavy clamping bolts.

Carriage. The carriage is extra heavy, having an exceptionally rigid and wide bridge, and long bearings on
the V's. Both compound and cross feed screws are provided with index dials reading in thousandths of an inch.
The compound block is secured by four heavy bolts, and may be swiveled to 360°,

Apron. The apron of the double support type is rigidly bolted and doweled to the carriage. It is equipped
with power cross and longitudinal feeds, and the direction is independently controiled by a hand lever on the front
of the apron. A safety device provides against the simultaneous engaging of both apron feed gearing and lead
screw nut. Ample provision is made for proper lubrication.

Control. Instant start, stop and reverse of the spindle is obtained by a lever located at the lower right edge
of the apron. For cutting internal or external threads ending against a shoulder, an automatic stop motion can
be furnished on the apron. It is so sensitive that a groove a few thousandths wider than the thread being cut is
sufficient for tool clearance. This device may also be used for automatically tripping the feed at any desired
travel of the carriage.

Quick Change Gear. The quick-change gear box provides 44 changes of both feeds and threads of the
most useful range, and can be arranged for 36 metric pitches at a slight additional charge. A simple-reading
index plate at the front of the box shows the relative position of the levers for the various feeds. The lead screw
is of large diameter and coarse pitch, accurate to a high degree.  When using the lead screw the feed rod does not
rotate and vice versa.

Taper Attachment. This taper attachment is
designed so that the action is delivered direct to the
bottom block by an extension clamped to the taper bar
shoe. The unit is readily attached to the compound
block and the approximate positioning of the tool to
the taper bar is obtained by a hand clamp on the shoe.
When it is necessary to use the bottom block for adjust-
ment, the taper attachment will deliver its action to the
bottom block through the cross feed screw, also secured
to the taper bar shoe,

The maximum length of taper obtainable at one
setting is 18" while the largest taper is 16 degrees and
45 minutes, being equivalent to 312" to the foot. The
positioning of the taper bar is controlled by an adjusting
SCIEW.

Standard Equipment. 5Steady rest, large and small face plates, compound rest, regular tool post, quick
change gear mechanism, thread-chasing dial, double friction countershaft and all necessary wrenches.

Additional Equipment. 'Taperand relieving attachments, follow rest, oil pan, oil pump and piping, closer
type collet attachment and collets, motor attachment either belt or gear connected, tight and loose puhey or
double or single friction pulley countershaft, carriage and bed turrets, chuck plate, special centers, micrometer
bed stop, automatic spindle stop, European tool post, and other lengths of beds than listed in spcciﬁ::atiun:-'..

THE DRYIS PRESS WOHRLESTER MASS, U & W g 3. Sy



16-Inch “Reed” Standard Cone Head L.athe

-~

With Belt and Geared Feed

SPECIFICATIONS

CODE—CAD

Swing over ways 18 | Feeds per revolution (gearcd) A0 to 07 ]
Swing over compound rest 115" Feeds per revolution (belt) A1 1o 043
Capacity of steady rest 434" Range of spindle speeds S to 478
hstance between centers—=6" be d 0¥ Speed of countershafr, . P, AL 160
Length taper attachment, will turn at one se I1 ne 155" Countershaft pulleys, diameter and width of belt 13%x 318"
Front bearing, diameter L1-.| le |.._1|| e e Cone step diameters, largest and smallest 12, 414°
Rear bearing, diameter and length e e A Width of beli 3F
Spindle nose. diameter and threads 3*—h Weight wath compound rest—6" bed 2530 |bs.
Diameter hole through spindle 113" Weight, extra oot of bed 125 1bs:
rl'.'j.]sr_': hole 1n Rriil'lil.ll.' [.,u no :\.-. 13 Weight boxed —i2" el 3950 Lbs.
Rize of tools ] LEYxl” Weight boxed, extra foot of bed 1530 |bs.
Pitch of lead screw 5 Cubic feet boxed—6" bed (i

T to 26 Cubic feet boxed, extra foot of bed b

Cuts threads per inch

REED-DPR NTICE \(OMPANY

WORCESTER \?‘gﬂhﬁ{/ Mass. U S A
Circular 10-2016-1
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HE Reed-Prentice 16" Standard Engine Lathe has four step cone, with steps large in diameter and wide
of face, which in conjunction with wide face gearing of suitable pitches makes this lathe especially adapted
for a wide range of work, both light and heavy.

Head Spindle is made from a steel forging with journals, hardened and ground. The taper hole in the
spindle is a modified Jarno 13, An adapter can be furnished to accommodate either Morse or B. & S. tapers at a
slight extra charge.

Spindle Bearings. These are square cast-iron housings which fit snugly into square seats in the headstock.
They are lined with Babbitt metal which is poured and compressed into dovetail slots in the cast-iron backing.
They are then bored with a diamond and hand scraped to spindle

Rest. Lathe is regularly made with compound rest, but plain rest can be furnished if desired. The rest
has long bearings and i1s securely gibbed to outside of bed at front and back.

Feed. Power cross feed with both styles of rest.  Independent rod, friction feed and automatic stop motion.
With combined belt and gear feeds, feed cones large in diameter and wide of face, so arranged that lower feed cone
can be moved to tighten feed belt. There are six belt feeds ranging from .011" to (45" per revolution.  When
seared feed is desired, remove belt and connect feed rod with intermediate gear. Then, by changing gears on feed
stud of headstock, feeds from 010" to .071" per revolution are obtained.

Steel rack and pinion gear for moving carriage. Rack gear is arranged so that it can be withdrawn from rack,
thus preventing rotation of handle and gears when screw cutting,

Screw Cutting. Steel lead screw cut 5 threads per inch, with open and shut nut.  Cuts threads 2, 3,4, 5,6,
7,8,9, 10, 11, 1114, 12, 13, 14, 16, 18, 20, 22, 24 and 26 per inch. By the use of an extra set consisting of double
intermediates and three change gears, the following metric threads can be cut: 10, 9.5, 9, 8.5, 8, 7.5, 7, 6.5, 6,
8.5 545, 4, 353, 275,25, 2325, %, L7515 1.25, and I mm: lead:

Metric Lead Screw cut 5 mm. lead can be supplied in place of regular lead screw without extra charge.
Lathe so equipped will cut the following metric threads: 10, 9.5, 9, B.5, 8, 7.5, 7, 6.5, 6, 5.5, 5, 45, 4, 3.5, 3,
2.75,2.5,2.25, 2, 1.75, 1.5, 1.25, 1 and .75 mm. lead. By the use of an extra set consisting of double intermediates
and eight change gears, the following English threads can be cut: 2, 3, 4, 5,6, 7, 8, 9, 10, 11, 1114, 12, 13, 14,
16, 18, 20, 22 and 24 per inch.

Quick Change Gear. Lathe can be equipped with quick change gear mechanism instead of combined
belt and geared feeds if desired. This mechanism is very simple and is made up of the fewest parts possible.
(See circular of 16" Reed Quick Change Gear Lathe.)

I

Tool Posts will take turning tools 15" x 1

Countershaft. There are two friction pulleys 13" in diameter for 315" belt and should runat 160 R. P. M.
Hangers have large oil reservoirs,

Taper Attachment. Taper Attachment can be furnished with either stvle of rest at an extra charge.
This Attachment is rigid and complete in itself.  Simply tightening one screw makes it secure in position for work
at any desired place on the bed, and it always gives the correct taper at whatever point the tool begins its cut.
Bar is graduated on one end in inches, on the other end in degrees, and provides for turning tapers up to 3" to the
foot, 185" in length.

Standard Equipment. Steady rest, large and small face plates, compound rest, regular tool post, belt
and geared feed, thread chasing dial, double-friction pulley countershaft, and necessary wrenches.

Additional Equipment. Taper attachment, follow rest, oil pan, oil pump and piping, draw-in collet attach-
ment and collets, relieving attachment, carriage or bed turrets, chuck plates and special centers, micrometer bed
stop, European tool post, and other lengths of bed than listed in specifications.

Motor Drive. This lathe can be supplied at an extra charge with motor drive headstock, using direct current
adjustable speed, or alternating current multi-speed motors.  {See circular of Motor Drives for Reed Lathes.)
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18-Inch “Reed” Standard Cone Head Lathe

With Belt and Geared Feed

SPECIFICATIONS
CODE—CAR

Swing over ways . 0" Feeds per revolution (geared) 009 10 100
Swing over cnmp’-und rest l|3E 4 :;{"A'db |.“{'[I revolution (helt) 010 o 040
Capacity of steady rest . . L ange of spindle speeds | 7 to 478
Dul-lanca_ between centers—8" bed : 46" Speed of -_nuutLrbllrtr R. P M. ]-\{]
Length taper attachment will turn at one setting i Countershaft pulleys, diameter and width of belt 14°x 334

Front bearing, diameter and length .3;'}" x 558g° Cone Step [ |r'||l.1,|_|_b Lareest and Smallest 14" _-1*
Rear bearing, diameter and length . 214" x 31’ Width of belt . . jiT
Spindle nose, diameter and threads I~ Weight with compound rest 8 bed 3600 |bs,
Diameter hole through spindle Lrg" Weight per extra foot of bed 150 |bs,
Taper hole in spindle : : : Jarno No. 15 Weight boxed—8' bed ; : 4100 Ihs,
Size of tools . . . Bt x Tag " Weight boxed, pere xtra font af hed 190 |bs.
Pitch of lead screw 4 Cubic fect boxed—8' bed 100
Cuts threads per inch 2to 26 Cubic feet boxed, per extra foot cw[ bed q

H;&r
JREED- PR[:: \jCOMBdNY
WORCESTER \J Mass. US A

Circular 10- 2018-1
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HE “Reed” 18" Standard Engine Lathe has four step cone, with steps large in diameter and wide
of face, which in conjunction with wide face geaning of suitable i'.uitq_'hes males this lathe especially
adapted for a wide range of work, both light and heavy.

Head Spindle iz made from a steel forging with journals, hardened and ground. The taper hole
is a modified Jarno No. 15, An adapter can be furnished to accommodate either Morse or B, & 5.
Lipers without extra I:.'ll.'dl‘gﬂ:.

Spindle Boxes are made of bronze, bored and hand-scraped to fit spindle.

Rest: Lathe is regularly made with compound rest, but plain rest can be furnished if desired.
The rest has long bearings and is securely gibbed to outside of bed at front and back.

Feed: Power cross feed with both stvles of rest.  Independent rod, friction feed and automatic
stop motion,  With combined belt and gear feeds, feed cones large in diameter and wide of face, so
arranged that lower feed cone can be moved to tighten feed belt. There are six belt feeds ranging
from .010 to .40 per inch. When geared feed is desired, remove belt and connect feed rod with
intermediate gear.  Then, by changing gears on feed stud of headstock, feeds from 009 to (100 per
inch are obrained.

Steel rack and pinion gear for moving carriage.  Rack gear is arranged so that it can be withdrawn
from rack, thus prﬂ'mﬂi]ig rotation of handle and gears when screw Eulling.

Screw Cutting: 5Steel lead screw cut 4 threads per inch, with open and shut nut.  Cuts threads
2,3, 4,5 6, 7,8, 9 10, 11, 1115, 12, 13,14,16, 18, 20, 22, 23, 24 and 26 inch. ' By the use of an extra
set consisting of double intermediates and thirteen change gears, the following metric threads can be
etsl 13 1 W EE QOB R B FAL T AR 6 BESR A5 ) RIR. 3 Fs R XA TS 151 25 and
I mm. lead.

Metric Lead Screw cut 6 mm. lead can be supplied in place of regular lead screw without extra
charge. Lathe so equipped will cut the tollowing metric threads: 12,11, 10,9.5,9 8.5, 8, 7.5, 7, 6.5. 6,
55,5 454,35, 3, 2,75, 2.5, 235, 2, 1.75, 1.5, 1.25, and 1 mm. lead. B¥ the use of an extra set
consisting of double intermediates and thirteen change gears, the following English threads can be
cut: 2, 3,4, 5 6,7,8,9 10, 11, 1115, 12, 13, 14, 16, 18 and 20 per inch.

Quick Change Gear: Lathe can be equipped with quick change gear mechanism instead of
combined belt and geared feeds if desired.  This mechanism is very simple and 1s made up of the fewest
parts possible,  (See circular of Reed Lathe with Quick Change Gear Mechanism.)

Countershaft has two friction pullevs 14* diameter for 314" belt, and should run at 150 revolu-
tions per minute.  Hangers have large oil reservoirs.

Tool Posts will take turning tools 24" x 11, ",

Standard Equipment: Countershaft, steady rest, compound rest, large and small face plates,
thread chasing dial, and all necessary wrenches.

Additional Equipment: Any equipment orlength of bed to meet your needs can be furnished
at an extra charge, such as the following:

Draw-18% CoLLeET ATTAcHMENT can be furnished at an extra charge, complete with collets,
any sizes 13" to 1" inclusive,  Metric collets can be furnished any sizes within above limits,

Tarer ArTacumenT can be supplied with either stvle of rest,

Revieving ArracuMENT can be arranged in connection with the headstock,

(i Pax, Pume anp Preive:  Lathes of all lengths can be mounted in steel oil pans and
equipped with pump and piping.

Turrers: Lathe can be furnished with either round or hexagon carriage or bed turrets

MoTor Drive: Lathe can be furnished for adjustable speed or multi-speed motor drive with
il o 1||::||_1|'|1|,'-;_|_ cn headstock.  (See Circular of Motor Drives for Reed I-*éltlll‘:-t.j



20-Inch “Reed” Standard Cone Head Lathe

With Belt and Geared Feed

SPECIFICATIONS

CODE —CIE
SWing over ways s Feeds per revolution {geared) . A0 ta 100
Swing over compound rest | iy Feeds per revolution (belt) : D14 to 059
Capacity of steady rest Flg Range of apindle speeds | 7 to 423
Diztance between centers—=8 |:.|| i S 40 Speed of countershale &, P M. 140
Length taper attachment will turn at one setting 24t C“IIIII: rshaft pulleys, diameter and width of belt 16%x 4"
Front |:1|_';|:|"i:'|.'_'I diameter and length F Y ox rll_; o Cone Ste P Diameters Lar rgest and Sm; ||]L st 1531a¥—5 LI L
Rear bearing, diameter and length . 24 x4 Widel ]1:-{ bl . Pl
E]’.\ind]c nose, diameter and threads 147 =4 Weight with cOmpol und rest ?‘- lved FR000 (s,
Diameter hale through spindle . ! 194 Weight per extra foot of bed 200 1bs.
Taper hole in spindle ; [armo Na, 17 "-"n"t'ii.'}ﬂ boxed —8° bed i 32000 1hs.
Size of tools . 5 o Agfaxlng” Weight boxed, per excra foot of bed 250 b,
Pitch of lead screw 4 Cubic feet boxed—8" bed : 2 116
Cuts threads per inch 2o ls Cubic feet boxed, per extra foot of bed 10

SR
ReED-PR ,NTICQCOMPANY

WORCESTER ' ?‘qﬂhgf Mass. US A
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HE “Reed” 20" Standard Engine Lathe has four step cone, with steps large in diameter and wide
of face, which in conjunction with wide face gearing of suitable pitches makes this lathe especially
adapted for a wide range of work, both light and heavy.

Head Spindle is made from a steel forging with journals, hardened and ground. The taper hole
in the spindle 1s a modified Jarno 17. An adapter can be furnished to accommodate either Morse
or B. & 3. tapers at a slight extra charge. -

Spindle Bearings. These are made of bronze, bored and hand-scraped to fit spindle.

Rest: Lathe is regularly made with compound rest, but plain rest can be furnished if desired.
The carriage has long bearings and 1s securely gibbed to outside of bed at front and back.

Feed: Power cross feed with both styles of rest. Independent rod, friction feed and automatic
stop motion.  With combined belt and gear feeds, feed cones large in diameter and wide of face, so
arranged that lower feed cone can be moved to tighten feed belt. There are six belt feeds ranging
from .014 to 059 per revolution. When geared feed is desired, remove belt and connect feed rod
with intermediate gear. Then. by changing gears on feed stud of headstock, feeds from .009% o 1007
per revolution are obtained.

Steel rack and pinion gear for moving carriage.  Rack gear is arranged so that it can be withdrawn
from rack, thus preventing rotation of handle and gears when screw cutting.

Screw Cutting: Steel lead screw cut 4 threads per inch, with open and shut nut. Cuts threads
2,3, 4,5,6,7,89 10,11, 1115, 12, 13, 14, 16, 18, 20, 22, 24 and 26 perinch. By the use of an extra
set consisting of double intermediates and three change gears, the following metric threads can be
ok ool (80 B RO L e PCTee i TR M B e R L T e R B R e e B B LT (s BT
1 mm. lead.

Metric Lead Screw cut & mm. lead can be supplied in place of regular lead screw without extra
charge. Lathe so equipped will cut the following metric threads: 12,11, 10,9.5,9,8.5, 8, 7.5, 7, 6.5, 6,
5.5, 5,45, 4, 3.5 3,275, 2.5, 235 2, 1.75, 1.5, 1.25, and 1 mm. lead. By the use of an extra set
consisting of double intermediates and eight change gears, the following English threads can be
cut: 2,3, 4,5 6,7, 8 9,10, 11, 1115, 12, 13, 14, 16, 18 and 20 per inch.

Quick Change Gear: Lathe can be equipped with quick change gear mechanism instead of
combined belt and geared feeds if desired. This mechanism is very simple and is made up of the fewest
parts possible.  (See circular of 20* Reed Quick Change Gear Lathe.)

Tool Posts will take turning tools 24" x 114",

Countershaft has two friction pulleys 16" diameter for 4" belt, and should run at 140 R, P. M.
Hangers have large oil reservoirs,

Taper Attachment. Taper Attachment can be furmished with either stvle of rest at an extra
charge. This Attachment is rigid and complete in itself. Simply tightening one screw makes it secure
in position for work at any desired place on the bed, and it always gives the correct taper at whatever
point the tool begins its cut.  Bar is graduated on one end in inches, on the other end in degrees, and
provides for turning tapers up to 3¥ to the foot, 24" in length.

Standard Equipment: SU::J_.;J}: TEsT, l:lrj-_';r: and small [ace plates, compﬁumi rest, regular tool post,
belt and geared feed, thread chasing dial, double-friction pulley countershaft, and necessary wrenches.
Additional Equipment. Taper attachment, follow rest, oil pan, oil pump and piping, draw-in
collet attachment and collets, relieving attachment, carriage or bed turrets, chuck plates, special
centers, micrometer bed stop, European tool post, and other lengths of bed than listed in specifications.

Motor Drive. This lathe can be supplied at an extra charge with motor drive headstock, using
direct current adjustable speed, or alternating current multi-speed motors.  (See Circular of Motor
Drives for Reed Lathes.)
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14-in. “REED” STANDARD CONE HEAD LATHE

WITH QUICK CHANGE GEAR MECHANISM

CODE

HAT

SPECIFICATIONS

Swing over ways . . . . . If"
Swing over compound rest i i : y s
Capacity of steady rest . - . : ; "
Distance between centers—6" bed | : 5 35"
Length taper attachment will turn at one selling 16"
Front bearing, diameter and length i RN AT
Rear bearing, diameter and length . B R T
Spindle nose, digmeter and threads 247
Diameter hole throush spindle ; - : 14"
Taper hole in spindle . : 5 : . Jarno Mo, 12
Size of tools g ; ; ] ; ; L4 x 1™
Pitch of lead screw . . . . . . 5
Cuts threads per inch | ; ; ! : 210 128

Feeds per revolution

o M0TE po 100

Range of spindle speeds | ; 910516
Speed of countershalt K. P ML . . 150
Counters=halt !II.III!"\-. thiameter and width of el 12" x 3"
Cone step diameters, largest and smallest 1", 414"
Width of belt . 4 : 5"
I'lll;.l"i_'_"iﬂ al compound rest—6" L 1850 Ths,
Weight, extra foot of bed 100 s,
Weight Boxed—a" Ded . 22040 s,
1||I'.r|'i,'.1|!1l hoxed, extra ool of ed 130 s,
Cubie Teet hoxed- -6 hed 5 1]
Cubie Teet boxed, extra foot of hed 5

Circnlar 10-2114.2
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The “Reed” 14" Standard Cone Head Lathe has four step cone, with steps large in diameter and wide
of face, which in conjunction with wide face gearing of suitable pitches makes this lathe especially
adapted for a wide range of work, both light and heavy.

HEAD SPINDLE is made from a steel forging with journals hardened and ground. The taper hole in
the spindle is a modified Jarno No. 12, An adapter can be furnished to accommodate either Morse or
B. & 5. tapers at a slight extra charge.

SPINDLE BEARINGS: These are square cast-iron housings which fit snugly into square seats in the head-
stock, They are lined with Babbitt metal which iz poured and compressed into dovetail slots in the
cast-iron backing. They are then bored with a diamond and hand scraped to spindle.

REST: Lathe is regularly made with compound rest, but plain rest can be furnished if desired. The rest
has long bearings and is securely gibbed to outside of bed at front and rear.

FEED: Power Cross Feed with both types of rest. Independent feed rod is furnished so that leadserew is
used only for thread cutting.  When using the leadscrew the feed rod does not rotate, and vice versa.
An automatic stop is provided on the feed rod to stop the feed at any desired travel ol the carriage.
Steel rack and pinion gear for moving carriage. Rack Gear arranged to he drawn out of rack when
screw cutling thus ;u‘t—rrf*rlling rotation of handle and oears,

ODUICK CHANGE GEAR: Lathe is
equipped with quick change zear box
providing 60 changes to both lead-
screw and feed rod.  All gears in front
box are steel, cut coarse pitch. Device
is =0 arranged that leadscrew and (eed
rod are never engaged and running at
the same time thus effecting a saving
of wear and power of running both
when but one is required.  Design pro-
vides that anyv position of levers and
sliding gear will not lock the mechan-
ism and cause breakage. Index plate
on front of hox is easy to read and
clearly shows location of levers for all
threads and feeds,  Standard threads
from 2-128 including 11v% pipe thread
can be cut, and feeds from 0015 to
A0 per inch obtained.

PHANTOM VIEW OF QUICK CHANGE GEAR BOX

Lathe can be equipped with quick change gear box for cutting metric threads with metric screw at
extra charge,

COUNTERSHAFT: There are two friction pulleys 12" in diameter for a 3" belt, and should run at 180
R. P. M. Hiillgl'l'.- have |'¢|I';_J:' oil reservoirs.

TAPER ATTACHMENT: Taper Attachment can be furnished with either style of rest at an extra charge.
This Attachment is rigid and complete in itself. Simply tightening one serew makes it secure in posi-
Lion for work at any desired place on the hed. and it alwavs gives the correct taper at whatever point
the tool begins its cut. Bar is graduated on one end in inches, on the other end in degrees, and pro-

vides for turning tapers up Lo 3° to the foot, 16" in length.

STANDARD EQUIPMENT: Steady rest, large and small face plates, compound rest, regular tool post,
quick-chanze gear mechanism, thread chasing dial, double-friction pulley countershaft, and NECESSATY
wrenches,

ADDITIONAL EQUIPMENT: Taper attachment, follow rest, oil pan, oil pump and piping, draw-in collet
attachment and collets, relieving attachment. carriage or bed turrets, chuck plates, special cenlers, mi-
crometer bed stop. European tool post, and other lengths of hed than listed in specifications.

Tone Hrrrenwan Pness, Seescen, Mass,, U, 5. A —2M 6-15:24



16-IN. “‘REED” STANDARD CONE HEAD LATHE

WITH QUICK CHANGE GEAR MECHANISM

CODE—HEM

SPECIFICATIONS

Swing over ways . : 1% Feeds per revolution . . . . : L0015 e 100
lw.lr';.rrn.mr"n1T|pnnu|u[rt~~l 1114 " Range 4.[ spindle speeds ; : : Bt 478
Capacity of steady rest 4347 | Specd of count rahs aft B, P, AL 1ed)
Distance between centers—00' bed : L B Countershaft pulleys, diamerer and width of belt 13* x 314"
Length taper attachment, will turn atone setting 151" {_nmalx;n]lumlux lareest and smallest o Sl Pl
Front bearing, diameter and length 2Le % x 440 | Width af belt ; an
Rear beanng, diameter and lenpth 1A x 3T Weight with compound rest—6" hed 2530 Lhs.
Spindle nose, diameter and threads Trge g Weight, extra foot of bed : 125 Ibs.
[iameter hole through spindle ; 115" | Weight boxed—6' bed . . : 300 [ bs.
Taper hole in spindle ] 2 : | |rr;f- :\.. 13 Weight boxed, extra foot of bed : ; : 150 Ibs.
Size of tools : ; . 3 Lo ¥ Cubic feet boxed—6" bed . . ; ; 60
Pitch of lead screw ; i : ; : J 5 Cubic feet boxed, extra foot of bed . ; : o
Cuts threads per inch : : 2 to 124

';.__?i‘

REED- PRE;VTICE (oMPANY

TER ] f!‘//y Mass., U S A
WORCES ‘ooL” Circular 10-2116-1
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The Reed-Prentice 16" Standard Engine Lathe has four step cone, with steps large in diameter and wide

of face, which in conjunction with wide face gearing of suitable pitches makes this lathe especially adapted
for a wide range of work, both light and heavy.

HEAD SPINDLE is made from a steel forging with journals, hardened and ground. The taper hole in
the spindle is a modified Jarno 13, An adapter can be furnished to accommodate either Marse or
B. & 5. tapers at a slight extra charge.

SPINDLE BEARINGS: These are square cast-iron housings which fit snugly into square seats in the
headstock., They are lined with Babbitt metal which is poured and compressed into dovetail slots in
the cast-iron backing. They are then bored with a diamond and hand scraped to spindle,

REST: Lathe is regularly made with compound rest, but plain rest can be furnished if desired. The
rest has lOIlﬁf ].'!{‘-."I]'L]‘J:LES and is ."~L'L'l11’l.‘|].' j.{ihhcr.l to outside of bed at front and rear.

FEED: Power cross feed with both types of rest.  Independent feed rod is furnished so that leadscrew is
used only for thread cutting. When using the leadscrew the feed rod does not rotate, and vice versa.,
An automatic stop is provided on the feed rod to stop the feed at any desired travel of the carriage.
Steel rack and pinion gear for moving carriage.  Rack gear arranged to be drawn out of rack when
screw cutting thus preventing rotation of handle and gears.

OUICK CHANGE GEAR: Lathe is
equipped with quick change gear hox
providing 60 changes to both lead-
screw and feed rod.  All gears in
front box are steel, cut coarse pitch.
Device 15 so arranged that leadscrew
and feed rod are never engaged and
running at the same time thus affecting
a saving of wear and power of running
both when but one is required. Design
provides that any position of levers
and shding gear will not lock the
mechanism and cause breakage. [ndex
plate on front of box is easy to read
and clearly shows location of levers
for all threads and feeds, Standard
threads from 2-128 including 1115 pipe
thread can be cut and feeds [rom
0015 to 100 per inch obtained. PHANTOM VIEW OF QUICK CHANGE GEAR

Lathe can be equipped with quick change gear box for cutting metric threads with metric screw at
extra charge.

COUNTERSHAFT: There are two friction pulleys 13" in diameter for 315" belt and should run at
160 B, P. M. Hangers have large oil reservoirs.

TAPER ATTACHMENT: Taper Attachment can be furnished with either stvle of rest at an extra
charge. This Attachment is rigid and complete in itself. Simply tightening one screw makes it
secure in position for work at any desired place on the bed, and 1t alwavs gives the correct taper at
whatever point the tool begins its cut. Bar is graduated on one end in inches, on the other end in
degrees, and provides for turning tapers up to 3" to the foot, 1822 " in length,

STANDARD EQUIPMENT: Countershaft, steady rest, tool post, large and small face plates, thread
chasing dial and all necessary wrenches,

SPECIAL EQUIPMENT: Follow rest, relieving attachment, draw-in or closer type collet attachment
and collets, ol pan, pump and piping, taper attachment, carriage or bed turrets. chuck '|:1|[|_[r_=;g and
special centers. This lathe can also be supplied with metric leadscrew and quick change gear or
with belt and gear feed and Lransposing gears to cul metric pih_'lu‘h'.

MOTOR DRIVE: 'This lathe can be supplied at an extra charge with motor drive headstock, using
direct current varnable speed, or alternating current multi-speed motors,  (See circular of Motor
Drives for Reed Lathes,)

M 12-95-25



18-in. ““REED”” STANDARD CONE HEAD LLATHE

WITH QUICK CHANGE GEAR MECHANISM

CODE

SPECIFIC

Swing over wavs . . : : 5 20
Swing over compound rest ; ) . ; 114"
Capacity of steady rest | 2 : ; ; 5"
Distance between centers—38" hed . : : 45"
Length taper attachment will turn at one setting .'22"
Fromt bearing, diameter and length . E'f"i’ 50"

Rear hearing, diameter and length . ; L 214" x 31E”
Spindle nose, diameter and threads | . . a "—'I-
Diameter hole through spindle : : I

Taper hole in spindle . Jarno No. 15
Size of tools . ; : i ; : T

Pitch of lead serew | . . ; ) . bl

Cutz thread per inch 2 o 128

~HIT
ATIONS

L0015 10 100

Feeds per revolution

Range of spindle speeds . 5 , T o478
Speed of countershaft, R, | . M. 150
Laounlershaft pulleys, diame ster and width of belt 147 3"
Cone step, diametevs, largest and smallest | 147*—5"
Width of Lel . i . . I . 3"
Weight with compound rest—8&" bed 3200 1he.
Weight, extra foot of led ; . , . 150 Lbs.
Weicht boxed—8 bed . ; : : 3700 1bs.
Weight boxed, xlra foot of |:|r'|{ . . ; 140 1=,
Cubic Teet hoxed " hed = 2 : A0
Cubic Teer boxed, l“:ll a foot of bed B : !

(orp

WORCESTER

ﬂa{‘g Mass.U.S.A.

Cirewdar 10-2]18.2
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The “Reed” 18" Standard Cone Head Lathe has four step cone, with steps large in diameter and wide
af face. which in conjunction with wide face gearing of suitable pitches makes this lathe especially adapted
for a wide range of work, both light and heavy,

HEAD SPINDLE is made from a steel forging with hearings, hardened and ground., The taper hole is a
modified Jarno No. 15, An u:luplm can be [urnished to accommodate either Maorse or B, & 5, tapers
at a slight extra charge.

SPINDLE BOXES are made of bronze, hored and hand-scraped o fit spindle.

REST: Lathe is regularly made with compound rest, but plain rest can be furnished if desired. The rest
has long bearings and is securely gibbed to outside of bed at front and rear.

FEED}: Power Cross Feed with both styles of rest. Independent feed rod is furnished s=o that leadscrew
iz used ur||‘_|. for thread :'lJ1I'Iu.',_1. When thirlg leadscrew the [eed rod does not rotate, and vice versa.
An automatic stop is provided on the feed rod to stop the feed at any desired travel of the carriage.
Steel rack and pinion gear for moving carriage.  Rack Gear arranged to be drawn out of rack when
serew cutting thus preventing rotation of handle and gears.

OUICK CHANGE GEAR: Lathe s
equipped with quick change gear box
providing 60 changes to both  lead-
serew and feed rod.  All gears in (ront
box are steel, cut coarse pitch.  Device
ig =0 arranged that leadscrew and feed
rod are never engared and running at
the same time thus effecting a =aving
of wear and power ol running baoth
when but one is required.  Design pro-
vides that any position of levers and
gliding gear will not lock the mechan-
ism and cause breakage. Index plate
on front of hox is easy to read and
clearly shows location of levers Tor all
threads and feeds, Standard threads
from 2.128 ineluding 1114 pipe thread
can he cut, and feeds from 0015 Lo
100 per inch obtained.

PHANTOM VIEW OF QUICK CIHANGE GEAR BOX

Lathe can be equipped with quick change gear box for culting metric threads with metric serew at an
extra charge,

COUNTERSHAFT has two [riction pulleys 14" diameter Tor 33" belt, and should run at 150 revelutions
|)|"]' |||-|r'||JI|'.. .l:];:lll:,:!'l"" h::'l.'i' i:ll'.',_.[l' llil |'|.‘5"':‘r'k'ifir'!".

TA

‘ER ATTACHMENT : Taper attachment can be furnished with either style of rest at an extra charge.
Thiz Attachment is rigid and complete in itzelf. Simply tightening one screw makes it secure in posi-
tion Tor work at any desired place on the bed, and it always gives the correct taper al whatever point
the tool |r|'}:ir|r- it= cul.  Bar is I‘_[J'ilillliltl'il on one end in inches, on the other end in ‘|.-:_,|-.~.-_..-_ and pro-
vides for turning tapers up to 3" 1o the foot, 22" in length.

STANDARD EQUIPMENT: Steady rest, large and small face plates, compound rest, quick-change eear
mechani=m, thread chasing dial, double-Triction |HJ||I‘?. countershalt, and all NECESSATY “I-..",.|",_,‘_'

SPECIAL EQUIPMENT: Taper attachment, follow rest, oil pan. oil pump and piping, draw-in allach-
ment and collets, relieving attachment, carviage or bed lurrets, chuck plates and special centers.

Fuwe Herversan Paess. Seescen, Mass,, U, 5. A, M 6-15-2%



20-IN. “REED” STANDARD CONE HEAD LATHE
WITH QUICK CHANGE GEAR MECHANISM

CODE—HIS

SPECIFICATIONS

Swing over ways T Feeds per revelution ¥ . L0015 wo 100"
Swing over (nmpmlntl rest I3 Range of spindle speeds R.P. M. . ; x T 423
Capacity of steady rest ; : : : : 4 by ¢ Speed of countershaft B, PN 140
Distance between centers—58" bed e Countershaft pulleys, diameter and width of belt 16" x 4°
Length taper attachment will turn at one setting 24° Cone step diameters—largest and smallest 158" Sag™
Front bearing, diameter and length : ; 3T xRy Width of belt : ; . Ig”
Rear bearing, diamcter and length T x4 Weight with compound rest—8" bed ; z 4300 Ths,
Spindle nose, diameter and threads | i jlg*—4 Weicht per extra foot of bed . 200 1bs,
I)ﬁaulclur hole through spindle . . Ty Weight boxed—8" bed : . - 5200 Ibs.
'['ar\cr |::||,_|1|_' i_r|_ spinl_“\: & : H J aArno N ].T “ s |'|.|' i {1Il‘il.i|. per exXLri '[:uﬂ_ ||[ ].‘-id 5 = jUU |.|."IS.
Size of tools ~ . . . . L S | R Cubic feet |.'lll‘il.d -5 bed . 3 5 116
Pitch of lead screw : . o 4 Cubic feet boxed, per extra ool of bed . ; 10
Cuts threads per inch . . . . 2 to 128

&Qﬂ'&r\
REED- PRENTICE‘JCOMPANI’

WORCESTER Qmﬁ Mass. U S A

Circular 10-2120-1
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The Reed-Prentice 20" Standard Cone Head Lathe has four step cone, with steps large in diameter and wide
of face, which in conjunction with wide face gearing of suitable pitches makes this lathe especially adapted
for a wide range of work, both light and heavy.

HEAD SPINDLE is made from a steel forging with journals hardened and ground. The taper hole in
the spindle is a modified Jarno Ne. 17, An adapter can be furnished to accommodate either Morse
or B. & 5. tapers at a slight extra charge.

SPINDLE BEARINGS: These are of bronze, hand-scraped to fit the spindle, and are firmly screwed
into the headstock.

REST: Lathe is regularly made with compound rest, but plain rest can be furnished if desired. The
rest has long bearings and 1s securely gibbed to outside of bed at front and rear.,

FEED: Power Cross Feed with both types of rest, Independent feed rod is furnished so that leadscrew is
used only for thread cutting. When using the leadscrew the feed rod does not rotate, and vice versa.
An automatic stop i1s provided on the feed rod to stop the feed at any desired travel of the carriage.
Steel rack and pinion gear for moving carriage.  Rack Gear arranged to be drawn out of rack when
screw cutting thus preventing rotation of handle and gears.

OUICK CHANGE GEAR: Lathe is
equipped with quick change gear box
pros iding 60 changes to both lead-
screw and feed rod. All gears in
front box are steel, cut coarse pitch.
Device s so arranged that leadscrew
and feed rod are never engaped and
running at the same time thus effecting
a saving of wear and power of running
both when but one is required. De-
sign provides that any position of
levers and sliding gear will not lock the
mechanism and cause breakage. In-
dex plate on front of box is easy to
read and clearly shows location of
levers for all threads and feeds, Stan-
dard threads from 2-128 including 1114
pipe thread can be cut, and feeds from
0015 to 100 per inch obtaimed.

PHANTOM VIEW OF QUICK CHANGE GEAR

Lathe can be equipped with quick change gear box for cutting metric threads with metric screw at
extra charge.

COUNTERSHAFT: There are two friction pulleys 16" in diameter for a 4" belt, and should run at
140 R, P. M. Hangers have large oil reservoirs,

TAPER ATTACHMENT: Taper Attachment can be f_uﬂﬁshrd_t\-'ith either style of rest at an extra
charge. This Attachment is rigid and complete in itself. Simply tightening one screw makes it
secure in position for work at any desired place on the bed, and it always gives the correct taper at
whatever point the tool begins its cut.  Bar is graduated on one end in inches, on the other end in
degrees, and provides for turming tapers up to 3" to the foor, 24" in length,

STANDARD EQUIPMENT: Steady rest, large and small face plates, compound rest, regular tool
post, quick-change gear mechanism, thread chasing dial, double-friction pulley countershaft, and
necessary wrenches,

ADDITIONAL EQUIPMENT: Taper attachment, follow rest, oil pan, oil pump and piping, draw-in
collet attachment and collets, relieving attachment, carriage or bed turrets, chuck plates and special
centers, micrometer bed stop, ]'-.IJrlll‘t:.'lll tonl post, and Hl'lL‘F]L'Hj.{”]H of bed than listed in 51‘]:_'1_'iﬁ|;;;1tiu|15_

MOTOR DRIVE: This lathe can be supplied at an extra charge with motor drive headstack, using
direct current variable speed or alternating current multi-speed motors,  (See circular of Motor
Dirives for Reed Lathes. )
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Closer Type Collet Attachment (for Reed Prentice Geared Head lathes only). This simple and accurate
attachment is a marked improvement in collet attachments, since it centralizes control and increases the collet
capacity considerably.

The Closer is threaded to fit the spindle nose, and the
recess surrounding the spindle flange centralizes th‘ Closer
accurately with the spindle.  This recess is made 4'5" less in
diameter than the standard spindle flange, and permits
fitting to lathes already in opera-
tion. The Closer also protects the
threaded portion of the spindle
from dirt and chip:—t.

The inner part of the Closer is
oif cast iron while the outer pn:'ﬂnrl
or bowl is of aluminum, which
is very light, thus reducing the
v wheel effect to a minimum.
This elimmates a tendency to
loosen the Closer when stopping the
lathe.

The bowl of the Closer con-
forms readily to an operator’s
hand, and provides for a firm
finger hold, an effect similar to

having a moneky wrench on a pulley. Hales are drilled in the bowl so that a wrench
although seldom required, may be used [or clamping work during heavy cuts.

The taper shank of the collet fits the central portion of the taper hole in the spindle
and the nose of the collet is supported by a steel ring in the Closer. By fitting the collet
to the taper hole, a collet of maximum capacity is obtained. The collets set well back into the spindle, thereby
insuring rigid construction by having a minimum overhang.

The hardened steel ring is properly seated in the Closer and has a snug running fit in the front opening.
When the Closer is rotated to close the collet and hold the work, the ring grips the collet and the running fit
between the ring and the Closer allows the ring to remain stationary.

The collet does not have any endwise movement during its
opening and closing. This is particularly advantageous when it is
desirous to locate a E'II{L_IL of work from a SLOp On the Hlﬂr'\]ln..‘k.. as
the work is clamped without being drawn away from the stop.

The location of the collet attachment permits ease and con-
venience of operation. Being on the nose of the spindle enables the
operator to open and close the collet without going to the rear end
of the headstock as customary with the drawbar

Collet attachments and sets can be furnished for 127, 14", 16"
and 18" Geared Head and 14" Reed Prentice Cone Head Lathes,

as tabulated and metric collets in any sizes of the listed capacities.

COLLET SETS (For Geared Head Lathes Only)

Size of Lathe 127 14" 6% | 18

Maximum Collet Capacity 1" 11" B 13"

Closer Attachment, cI No. 8
RLt][.,Luf(_Uilrﬂ-s-‘ *Tnerements,| 4—1" | M—104" | W—114" | 14—125"
Number of Collets per Set b b 9 L

Closer Attachment, Set No. 16
Ronge of Collets { 4 * Increments | 15—1" [Lj—10," [Bp—104"  1i—13,"
Numher of Collets per Set 15 L5 17 14

The attachment is regularly furnished with a Closer complete
with wrench and one collet, size of which is optional.

A cabinet with bracket suitable for attaching to the rear of
the lathe, and containing a set of collets and a knockout rod, can
also be supplied for convenience to operator.

Circular 10-5003-1



Draw-In Type of Collet Attachment (for
“Reed” Cone Head Lathes). The attachment con-
sists of a sleeve fitted to the taper hole at the mouth
of the spindle, and arranged with an opening to re-
ceive the bevel on the outside of the collet.  The collets
of all sizes within the capacity of the lathe are made
to fit the sleeve. The

M@ ‘9 13 mf::j q?& Q}%% inside end of the collet DRAW-IN COLLETS

-

iz threaded to fit the (For “Reed” Cone Head Lathes)
threaded hole in the RS
end of the draw bar Lathe |[——————
that passes through Mia, | B
the entire length of the spindle, and the key in the sleeve prevents the collet 1" 1e" 15"
from turning when the work is being clamped. 1+ 1e” i
The draw-in attachment is regularly furnished with a sleeve complete with I 7 4
draw bar and one collet, the size of which is optional. 18" | X 1
v i ; : . TG [ 1.5
The collet capacities that can be furnished are tabulated for the various sizes

of lathes. These collets are regularly made by 3" increments and metric collets
can be supplied in any sizes within the listed capacities

“‘Prentice’ Taper Attachment. This attachment
is designed so that the action is delivered direct to the
bottom block by an extension clamped to the taper bar
shoe. The attachment is arranged at the rear of the
carriage and the endwise location of the taper bar con-
trolled through an adjustment provided by the bracket
clamped to the rear V of the bed. The unit 15 readily at-
tached to the compound block of a standard lathe, and
the approximate positioning of the tool to the taper bar
is obtained by a hand clamp on the shoe. When 1t is
necessary to use the bottom block for adjustment, the
taper attachment will deliver its action to the bottom
block through the cross feed screw. also secured to the
taper bar shoe.

The maximum lengths of tapers obtainable at one
setting are listed in the lathe specifications while the largest taper is 16 degrees and 45 minutes, being equivalent
to 315" to the foot. The positioning of the taper bar is controlled by an adjusting screw.

The attachment is umﬂitelhh‘ to any of the Reed-Prentice Geared Head Lathes, and the 18" and 20" Reed
Cone Head Lathes.

“Reed” Taper Attachment. The
“Reed ™ taper attachment is arranged in con-
junction with the standard rests, and the cross
slide 1s of the double dovetail type, insuring ex-
treme rigidity under severe cutting conditions.
The travel of the tool is controlled by a taper
bar mounted on a slide at the rear of the lathe,
the motion transferred through a shoe strad-
dling the bar and directly connected to the
cross slide on the carriage. The attachment
can E.“" used at any desired place on the bed,
and is secured in an endwise position by an
adjustable bracket clamped to the rear V of
the bed.

Provision is made for turning tapers up
to 3" to the foot, and maximum lengths
obtainable are in accordance with listed speci-
fications on the first page. The taper bar is graduated in 15" per foot at one end, and degrees on the other end.
This attachment can be used with either compound or plain rests, and power cross feeds on the 12 " 14" and

16" Reed lathes, while the “Prentice” type of attachment is used on the 18" and 20" Reed Lathes.

Micrometer Bed Stop. This stop is clamped to the front V of the bed and is very
convenient in accurately adjusting the endwise position of the carriage. The adjusting screw
is arranged with an index dial graduated in one thousandths of an inch and clamped in desired
place by a knurled head screw at the front of the stop.




“Prentice’’ Relieving Attachment.
The relieving attachment is used for backing
off the side and end teeth of cutters, hobs,
taps and many other tools having klralj.fhl
taper or irrcgular surfaces that require uni-
form relief.  This type of attachment may be
arranged with the 127, 14, 16%, 18* and 207 sizes
of Reed-Prentice Geared Head Lathes, 14"
Reed-Prentice Cone Head Lathes, and the 167,
18" and 20" Reed Quick Change Gear Lathes.

The change gear box 1s clamped to the
guard covering the end works of the lathe,
and contains the oscillating mechanism that
rccipruc;ﬂus the L‘fam]‘rrrutld block on  the
carriage through a telescopic shaft.

The rocker arm located on the end portion of the telescopic shaft inside of the change gear box is oscillated
by means of a four-throw hardened cam driven from the spindle gear of the end works. This arm is equipped
with an adjustable shoe shding 1n an ;]unj.,dlu.u.i slot, and .niJuaL:_._E by a screw, The knurled ]u_dd of this screw
extends below the surrounding housing, giving convenience in Ell_]_]u‘-llnf_]!t while the door directly in front of the
rocker arm provides access to the shoe clamping bolt.  The position of the adjusting shoe governs the oscillating
of the telescopic shaft, thereby controlling the amount of relief imparted to the work.

YPrentice”” Relleving Attachment for 167, 18" and 207 “Reed'” Quick Change
Larthes and all **Reed Prentice” Geared Head Lathes

The other end of the telescopic shaft 15 arranged with a telescoping sleeve and a set of universal joints, and
connects to a pinion meshing with a rack made integral with the compound rest screw nut. The upper block ol
the compound rest is moved forward by the cam, and returned by a heavy coil spring.  This construction permits
the upper and lower blocks to be independently adjustable, and allows the standard taper attachment to be used.
In addition, the compound rest may be swiveled toward the tailstock to the amount of 45 degrees, so that end
relief may be obtained.

The telescopic shaft supported by a bracket extending from the carriage, is made of considerable length to
permit the attachment being used for long work, hence increasing the range for which the attachment is adaptable.

A set of 19 change gears is regularly furnished for use with the four throw cam, and provides for the relieving
of work having from 4 to 20 teeth. By the use of an eight-throw cam in connection with these change gears,
work having 8 to 40 teeth, by increments of 2, may be relieved.  The eight throw cam can be supplied at an extra
charge. These cams provide for reliefs varying from 0 to 5"

The change gears form part of the driving mechanism and are arranged with a quadrant. These gears are
made accessible by simply removing a hinged cover
at the end of the change gear box.

When using a lathe with this attachment, it is
necessary to make provision for slow spindle speeds.
This may be accomplished through the countershaft
for the belt drive machine, and when motor dnve 1s
furnished, a two speed motor of 600 and 1200 R. P. M.
should be used.

““Reed’’ Relieving Attachment. Thiz type
may be arranged with the 14" 16%, 18" and 207
“PReed” Belt and Geared Feed Lathes and 14" * Reed”
Quick Change Gear Lathes. This attachment oper-
ates in a similar manner to the one previously de-
scribed, the difference being that the driving mechan-
iam iz attached at the front of the headstock.

With this attachment, a set of 6 change gears and
four and eight throw cams are regularly furnished,
and Frr]vidt for the re]iev:ng of work having from 4 “Reed'* Relieving Attachment for 147 *Reed”” Quick Change and all

to 16 teeth. “Reed' Belt and Gear Feed Lathes

b

Cutting Tools. The use of proper cutting tools is of prime im-
portance. Twao 1].'}145('[' recommended tool holders with inserted cuttng
tools are shown, and may be furnished in sets, or separately.

“Rep-E” No. G Larue Toown Ser. This complete set of tools—six
in all—provides all tools required for inside and outside turning. facing,
threading and boring. The container board provides a place for every tool,
and should one be missing, the fact can be seen at a glance. The drop
forged holders are 2" x 1" in size, and provided with adjustable high
speed steel bits, renewable at a small cost.




“ArmsTrRong’’ Toon Sers. These patented drop forged tool
holders can be furnished as follows:

SET “A’” includes the ten tools shown. Each holder is equipped

LEFT Haml TURHING T3aL b
with a wrench and one high speed cutter.
h % SeT “B” includes five lathe tools most commenly used on ordinary
work, consisting of the straight shank turning tool, boring tool,

RIGHT HASND TURHIRG TOOL

Rl o threading tool, right
hand off-set cutting off TOOL SETS
tool, right hand off-set == e
e side tool. Each holder RN | O by Y e (T
e ———— THAERSING TO0L 18 EqUippEd with . 4 ,T IJ-“:"-“ ?1*.:._ "\'?Ii ‘2'? 8
wrench and one high H"ﬁ e | ik %:,:u | JtEJI ra

speed cutter.

ﬂ \ : Four Way Tool Post. This four way tool post is designed for
e =] 14" to 20" lathes. The height from the tool seat to the center of the
LIFT MAND OFF-SET CUT-CFF TOOL, RIGHT HAKG OFF-SET CUT- 09 FooL " - e

lathe is uniform for all sizes.

The tool post is made of special alloy steel, heat treated, and ample

— room is provided for adjustment vertically by shimming as the tools
TR wear.

u:rrmnws.s-:rsmcmm RIGHT HAHD OFF-SET S100 ToOL From the illustration it will be

noted that the tool post varies from

all others inasmuch as the entire

square base engages in the tool

holder supporting plate on a forty-

five degree angle. The base plate is accurately tongued into the T-slot of

the lathe rest, and the base is independently bolted into the T-slot to

prevent its Im‘:vinﬂ; while the tool post is indexed.

A positive indexing method is provided, and can be operated very

rapidly, as the clamping handle raizes the entire upper portlon of the holder
from the base when loosened, for indexing any tool into the cutting position.

Although the illustration shows the tool holder complete with “OK"”
holders and tools, it may be readily used for other types of tool holders
having shanks approximately 1" to 114" in height.

Milling Attachment. This milling attachment not only permits a lathe to be used as a milling
machine, but allows the lathe to be used to the best possible advantage. It enables the cutting of gears,
both spur and bevel; surface, straddle, angular, dovetail and end milling; graduating; slotting; key seating,
also general dividing head and milling machine work.

The attachment is bolted to the tool post slot in the compound rest, while the cutters are driven by the
headstock spindle. The handle at the top of the attachment controls the wertical movement; the cross feed
screw aof the lathe, the cross movement; and the carriage, the longitudinal movement. The power feeds in the
apron give automatic feeds to the cross and longtitudinal
MoOVernents.,

The milling angles are obtained by the swiveling of the
base, while the dividing head with its change gears provides
for Lullmgnf 2 to 360 divisions. The attachment is regularly
furnished in three sizes in accordance with the table, and 1.hr:_'
standard equipment consists of two wrenches, one cutter
arbor, two work arbors with draw bolts, one straight clamp,
one concave clamp, one dog center, one outboard support,
index head and one set of 24 change gears. Additional
equipment consists of a drill press base, angle plate and vise.

SPECIF ll"hT[G"J‘i

Size | Na. 4 Mo, § | Na. &
IFar Lathe 127 LEY 1o 16* 187 10 207
Travel of Down Slide Glg® Tlg® g -
MNer Weight b3 Iba 0 Ibs 100 1bs,

Cutting CGears on o Lathe

TEE DAVIS SREEE SERCEATES manm U 88— R 3] -28



0. 00 Production Lathe

Standard Equipment. Friction brake headstock; belt feed to feed rod; cam tailstock; plain T-slot block, carriage arranged to
receive back arm; friction type longitudinal power feed with automatic stop; hand cross feed; bed; legs and oil pan.

SPECIFICATIONS

CODE—MAC

Bwing over ways ; : ; 16" [Front bearing, diameter and length 215" x &
Swing over carriage bridge ; ; ; : 11" Fear bearing, diameter and length 133" x 314"
Swing by back arm L E Feed per revolution of spindle, unless othicrse specified i) B
Diameter hole through S'|."'1]]d|.L ; g’ Size of tools : : : 157 % 1¥
Taper hole in spindle ; No. 9 Jarno Weight, net, 4 ft. be d : ; 1700 Ibs,
Spindle nose, diameter and 1111'( |-.|~. 2 : A 2 21477 Weight, extra per ft. of bed 125 lbs.
Diameter drive pulley : : : : r 12 " 1l.".'ec":::hl. boxed complete, 4 fr, bed ] : : 1900 Ibs,
Width of belt . : ” 5r Weight, baxed, e ".rl :'.t per it of bed | : i ; 155 lbs,
Standard length of 'I.}cd {additional bed exts l| - : 4 Cubic feet bo 1u-.| . bed ; I k 105
Distance between centers, cam tail : Qb ® Cubic feet boxed, e \ll a per ft. of be d ] . 11

i
[REED- PR&EJVHCﬂCGMMY

WORCESTER J"ﬁmj:/f Mass. US A
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Standard Equipment

HE Recd-Prentice Production Lathe is an advanced develop-

ment of the Multiple Tocl Lathe and with its numerouos
patented attachments has become very popular among the auto-
mobile, electrical, textile and general machine trades. It is
admirably adapted for straight, taper and form turning; straight
and bevel facing; recessing; straight and form horing.

Rapid Production and Accuracy are the predominating
features., The machine may be arranged with multuiple tool
holders, which are made interchangeable for performing one or a
series of operations.  Where production warrants, a number of
machines may be tooled for separate operations, which in some
cases may only regquire one aperator in attendance.

Friction Brake Headstock. The friction brake headstock
consists of a single pulley belt drive mounted directly on the
spindle,  The driving pulley is large in diameter and has a wide
face. A hand lever s conveniently located on the front of the
headstock, and operates a sliding spool on the spindle,.  When the
handle is moved away from the operator, the spool expands the
friction clutch in the pulley and sets the spindle in operation.

When it is desired o stop the rotating of the spindle, the hand
lever is drawn toward theoperator, and the spool engages a friction
brake that stops the spindle instantancously.  With this arrange-
ment, it 18 not necessary for the operator to wait for the spindle 1o
stop of its own accord, and therefore much time is saved in the
loading and unleading of the work.

The head s completely enclosed, and a removable plate 13
located at the front of the headstock to permit the adjustment of
the friction and brake when neceszary.

The spindle is made of a steel forging and 1ts journals are
hardened and ground. The nose of the spindle 15 evlindrical for
half its length, and threaded the sther hall.  The end thrust of the
spindle is taken up by means of ball thrust bearings located inside
of the head. There is a hole passing through the cntire length of
the spindle, while the nose end is arranged with a modified Jarno
taper.  The spindle bearings are of a high grade bronze, and are
scraped to the spindle to insurc an accurate alignment and
maximurn bearing surface., The spindle bearings are of liberal
proportions and equipped with self oilers,

Apron. Theapronis of simple and sturdy construction, and
equipped with a longitudinal power feed.  The power is received
from the feed rod and delivered to the pinion gear through internal
friction clutch in the worm gear.  The friction clutch is operated
by a handle on the front of the apron that expands a pair of fingers
in the friction ring.  The apron drive is automatically disengaged
by a special automatic trip arranged in connection with the feed
rod. All shafts are provided with ample bearing surfaces, and
provision is made for proper lubrication,

The cross feed culs, in most cases are obtained by the use of
the back arm attachment. In cases where the back arm attach-
ment is not used, the cross feed is operated by hand as it has
seemed most advisable not to furnish a power cross feed,

Carriage and Blocks., As in the case of the apron, sim-
plicity and rigidity are the predominating features, The bridge is
of liberal width and depth te give rigid support under the most
extreme cutting conditions. The long bearings are carcfully
scraped to the Vs of the bed, and are properly protected by chip
guards that prolong the life and original accuracy.

The carriage on the standard machine is equipped with a
plain T-slot block that is operated by a cross feed serew having a
large hand wheel arranged with a micrometer dial. It may be

arranged with other tvpes of blocks, and frequently special designs
of carriages are made to meet special classes of work., These
special carriages and blocks are furnished at an additional cost.

Cam Tailstock. The cam tailstock i: furnished with
standard equipment. The spindle is arranged with a lever
located ina cam path in the barrel of the tail.  The cam path has a
straight portion so as to give a spindle traverse of about 2 before
the cam lever comes in contact with the portion of the path which
gives a 23" spindle traverse for about ninety degrees mavement of
the cam lever.  With thiz methed, the work may be removed from
the centers very rapidly, and a fine adjustment of the center in the
work is obtained. A hand clamping arrangement 15 also provided
for the spindle.  The tail is clamped 1o the bed by means of four
large clamping bolts and a strap supported beneath the V's.

Belt Feed Works. Tla: tvpe of feed works consists of a
direct belt drive fram the spindle to the feed rod.  The feed works
are entirely enclosed by a guard arcanged with a cover that can be
removed, permitting casy access to the feed works at any time.
At the top of the guard iz also a hinged cover that gives complete
vision of the belt arrangement.  To the rear, and extending from
the side of the guard, is a rocker arm carrying an idler pulley that
15 used to kecp proper tension on the belt,

The machine is regularly equipped with a longitudinal feed
of 0157 per revaolution of the spindle.  However, when specified,
a different feed will be furnished.

Automatic Trip. The feed rod is equipped with an arrange-
ment that automatically trips the longitudinal feed. A sliding dog
on the feed rod may be locked in position to trip the feed at any
desired position of the carriage.  As the carriage feeds toward the
head, the feed rod bearing on the apron comes in contact with the
sliding dog pushing it longitudinally toward the head until the
clutch collar on the end of the feed rod disengages with the teeth
on the driving pulley, This antomatically trips the feed drive
and the operator then releases the friction in the apron.  As soon
as the apron is withdrawn from the sliding dog, a spring re-
engages the clutch collar and driving pulley, thereby connecting
the drive mechanism again,

Bed. The top of the bed has been designed somewhat
differently than that of the uswal engine lathe, in that there is a
drop V for the inside wavs. This eliminates excessive cut in the
bridge of the carriage,  The beds are cast of semi-steel, and large
tics arc provided at close intervals, thus insuring extreme rigidity.

Oil Pan.  An oil pan with large reservoir is Turnished with
regular equipment, and provides ample room for chips and cutting
compounds. The oil pan is of pressed steel and eliminates all
possibility of breakage, as is usually experienced when a cast jron
pan is used.

Special Equipment. Back arm attachment; back arm
support; cam and hand lever tail; hand wheel tail; speing rail;
countershaft; metor attachments; draw back attachment; tool
holders; small face plate and compensating drivers; oil pump and
piping; steady rests; positive bed and cross stops; front and rear
taper attachments; carriage and bed turrets: hand lever extension
forlong bed,

Our Engineering Service Department is placed at your
disposal and will gladly submit complete production pro-
posals upon reguest,

T OAWIE AT EERREETER SARE. U R IM 18-18-28



No. 0 Production Lathe

Above shows standard machine arranged for special motor drive,

Standard E(luipment, Yelt driven friction brake head: sear feed to feed rod; cam tail: |'l|.'|i|| T-slot block, |':|r|'i:|-:'r .'Irr:l.:'l'T’td to
receive back arm: clutch type longitudinal power feed with automatic trip; hand cross feed; bed; legs and oil pan,

SPECIFICATIONS

CODE—ORE No. 0 Production Lathe
Swing over ways 161"
Swing over carriage bridge 1"
Swing by back arm . y Hlg"
Diameter hole through -u[*lrldh i y 1y
Taper hole in spindle . Mo H‘_| arno
Spindle nose, diameter and threads by =4
Diameter drive pulley . . . . S
Width of belt | 515!
Standard length of bed {additienal bed extra) .*:
Distance between centers, cam tail : ; 17
Front bearing, diameter and length . : Pla"xhly”
Rear bearing, diameter and length g x J::
Feed per revolution of spindle, unless atherwise specihs & LS i
Size of tools : : 2 ! ¢ gt x 1y
Weight, net, 5 ft. bed 2 . j'il_‘lﬂ_] | bs.
“‘:é!._E’hT. extra per ft. of I::“-"'! - & 2 . i';HTI ::h Belt Driven Friction Brake Headstock
::?;’_'—“!-!"—'}"T-- onﬁjt E'::':“;!l""""' 'J,E “j‘_ .I_l;("‘{ r X 5 d e ”:-' furnished with Standard Equipment
‘eight, boxed, extra per {L. of bed ; : Z BN
Cubic feet boxed, 5 ft. bed : . . 1201

Cubic feet boxed, extra per ft. of bed . : 13

RN
[REED- PRENHCE |CoMpANY

.5"
WORCESTER ?*g L& Mass. U S A
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Standard Equipment

HE Reed-Prentice Production Lathe is an advanced develop-

ment of the Alultiple Tool Lathe and with its numerons
patented attachments has become very popular among the auto-
mobile, electrical, textile and gencral machine trades. [t is
admirably adapted for straight, taper and form turping; straight
and bevel facing; recessing: straight and form boring,

Rapid Production and Accuracy are the predominating
features. The machine may be arranged with multiple tool]
holders, which are made interchangeable for performing one or a
serics of operations.  Where production warrants, a number of
machines may be tooled for separate operation, which in some
cases may only require one operator in attendance,

Friction Brake Headstock. The friction brake headstock
consistz of a single pulley Belt drive mounted directly on the
spindle.  The driving pulley 15 large in diameter and has a wide
face, A hand lever 12 conveniently located on the front of the
headstock, and operates a sliding spool on the spindle. When
the handle is moved away from the operator, the spool expands
the friction clutch in the pulley and scts the spindle in operation.

When itis desired to stop the rotating of the spindle, the hand
lever 15 drawn toward the operator, and the spool engages a
friction brake that stops the spindle instantancously.  With this
arrangement, it is not necessary for the operator to wait for the
spindle to stop of its own accord, and therefore muoch time is
saved in the loading and unloading of the waork,

The head is completely enclosed, and a removable plate 15
lacated at the front of the headstock to permit the adjustment of
the friction and brake when necessary.

The spindle is made of a steel forging and its journals are
hardened and ground.  The nose of the spindle is cylindrical for
half its length, and threaded the aother half. The end thrust of
the spindle is taken up by means of ball thrust beanngs located
inside of the head, There is a hole passing through the entire
lemgth of the spindle, while the nose end is arranged with a2 modi-
ficd Jarno taper. The spindle bearings arc of a high grade bronze,
and are scraped to the spindle to insure an accurate alignment and
maximum bearing surface. The spindle bearings are of liberal
proportions and equipped with self cilers,

Apron. The apron is of simple and sturdy construction,
designed to give maximum convenience to the operator. The
power 15 received from a feed rod and delivered to the rack pinion
through a serics of bevel and spur gears. A sliding cluteh spool on
the feed rod which is actuated by the hand lever at the right hand
side of the apraon, engages and disengages the feed.® A friction
disc clutch operated by the lever on the left side of the apron is
incorporated in the line of drive. Hand wheels in front actuate
hand longitudinal and cross feed.

*(an be used as a reversing lever when arranged Tor feeding in both directions,
cither longitudinal or cross.

The apron is regularly equipped with power longitudinal feed
in one direction, but at a small additional cost power longitudinal
feed in both directions can be furnished.  Where power cross feed
is requived it can be supplied in either or both directions.  In this
case a small pull-pin is incorporated in the front of the apron to
indicate power feed to be cross or |urt!_’i.Ll.I dinal.

Two large central oil pockets locabize and insure proper oil
$l||'1[1|:|.' to all friction ]Hlilll.‘\ inthe apron. Al steel sears are used
in the transmission of power.

Carriage and Blocks. As o the case of the apron, sim-
plicity and rigidity are the predominating features.  The bridge is
of liberal width and depth te give rigid support under the most
extreme cutting conditions,  The long bearings are carefully
scraped to the ¥'s of the bed, and are properly protected by chip

guards that prolong the life and original accuracy.

The carriage on the standard machine is equipped with a
plain T-slot block that is operated by a cross feed screw having a
large hand wheel arranged with a micrometer dial. It may be
arranged with other types of blocks, and frequently special designs
of carriages are made to meet special classes of work. These
special carriages and blocks are furnished at an additional cost,

Cam Tailstock. The cam tailstock is furnished with stan-
dard equipment. The spindle is arranged with a lever located in a
cam path in the barrel of the tail. The cam path has a straight
portion so as to give a spindle traverse of about 2 before the cam
lever comes in contact with the portion of the path which gives a
14" spindle traverse for about ninety degrees movement of the
cam lever.  With this method, the work may be removed from the
centers very rapidly, and a fine adjustment of the center in the
waork is obtained. A hand clamping arrangement 15 also provided
for the spindle.  The tail is clamped to the bed by means of four
large clamping bolts and a strap supported beneath the V's,

Geared Feed Works., With this type of feed works, the
drive is through a train of gears connecting the spindle with the
feed rod.  The feed works are entirely enclosed by a guard ar-
ranged with a cover that can be removed, permitting easy access
to the feed works at all times, To the rear, and extending from
the side of the puard, 13 a rocker arm carrving an intermediate gear
which is mounted on the stud that slides in an clongated slot in
the rocker arm.  The position of the intermediate gear and rocker
arm may be changed to accommodate any size of gear that may be
nsed on the feed rod to nbtain the feeds desired.

The machine is regularly equipped with a longitudinal feed
of 0157 per revolution of the spindle.  However, when specified
a different feed will be furnished.  The cross feed, when supplied,
iz two=thirds longitudinal feed,

Automatic Trip. Iocorporated in the feed-engaging
mechanism, 15 an automatic trip. A sliding dog fastened at the
desired tripping point in a slot an the bed of the machine, engages
with a finger extending inward from the apron and actuates the
feed-engaging clutch spool. By wvirtue of a spring detent the
clutch spool re-engages with the feed mechanism as soon as the
apron is moved away from the dog. Before withdrawing the
apron and carriage the friction clutch lever is thrown out. At a
amall additional cost, a similar autematic trip for the cross feed can
be furpished. Tests made with this tripping arrangement
proved that it would operate to an accuracy of 005",

Bed. The top of the bed has been designed somewhat
differently than that of the usual engine lathe, in that there iz a
drop Vo for the inside wavs. This eliminates excessive cut in the
bridge of the carriage.  The beds are cast of semi-steel, and large
ties are provided at close intervals, thus insuring extreme rigidity.

0il Pan.  An oil pan with Jarge reservoir is furnished with
regular equipment, and provides ample room for chips and cutring
compounds.  The ol pan is of pressed steel and eliminates all
possibility of breakage, as is usually experienced when a cast iron
panis used,

Special Equipment. Power cross feed; back arm attach-
ment; back arm support; cam and hand lever tail; hand wheel tail;
spring tail; countershaft; motor attachments; draw back attach-
ment; tool holders; small face plate and compensating drivers; oil
pump and piping; steady rests; positive bed and cross stops;
front and rear taper attachments; carriage and bed turrets; hand
lever extension for long bed,

Our Engineering Service Department is placed at your
disposal and will gladly submit complete production
proposals upon request.

TRE mAViS RREAE mEecamTER masm U8 s SR [2-8-2F



No. 1 Production Lathe

Above shows standard machine arranged with special motor drive

Standard Equipment. Single gear reduction headstock arranged for single polley helt drive and operated by disc clutch and
hr.‘_{_l-u_—; cam tail: gear feed to feed rod; |l|:-.i|. T-slot block, carriage arranged to receive back arm; clutch type longit udinal pPOwer feed with

automatic trip; hand eross feed; bed; legs and ail pan.

SPECIFICATIONS

CODE—MNAR
S‘.‘.‘iur_’u\'l'r WaYS L i : = . Jl'.-l-_l" Drive LI.I.II':L.\, dia. and face . 2 14% x QJE"'
Swing overcarriage . ; 3 : 105, " Width of belt [double) g
Swing by back arm . . . . " 11" Size, cutting tools ) . Bg*x 11"
Distance between centers==3" bed . 1214 " Motor recommended, H. P B
Front bearing, dia. and length £ x Gla” Weight, net, std. bed, belt drive 3500 Ibs.
Rear bearing, dia. and length g x 4" Weight, net, extra foot of bed, 155 lbs,
"1- windle nose, diameter : 4 . 3 I-_III Weight, boxed, std. bed, belt drive 4300 |bs.
Spindle flange, dia. and thre '|.|.]- : ; ? : 7i—d4 Weight, boxed, extra foot of bed, ! 250 Ibs.
Hole through spindle : i 11" Cubie fect boxed, std. bed, belt drive 165
Spindle taper, modified Jarno : ; No, 14 Cubic feet boxed, cxtra ft. of bed : 19
Feed per revolution of spindle, unless otherwise specified e Floor space (std. bed) : : 4EY x B4°

-
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Standard Equipment

HE Reed-Prentice Production Lathe 12 an advanced develop-

ment of the Muluple Tool Lathe and with its numerous
patented attachments has become very popular among the auto-
mobile, electrical, textile and general machine trades. It is
admirably adapted for straight, taper and form turning; straight
and bevel facing; recessing; atraight and form baring.

Rapid Production and Accuracy are the predominating
features. The machine may be arranged with multiple tool
holders, which are made interchangeable for performing one or a
serics of operations.  Where production warrants, a number of
machines may be tooled for separate nperations, which in some
cases may only require one operator in attendance.

Headstock. The headstock is of box construction arranged
for a single speed abtained through herringbone gears.  The drive
is through a disc clutch and brake located at the rear of the head
and operated by a hand lever at the front of the headstock.  The
simple arrangement of this hand lever provides for instantaneous
starting and stopping.

The headstock gears are of hardened steel, and the driving
gears to the spindle are of the herringbone type providing for
smooth power transmission to the spindle. All of the gear shafis
in the headstock, with the exception of the spindle, run in ball
bearings, while the spindle journals are hardened and ground and
run in bronge bearings. The entire headatock is lubricated through
a splash system, and the sight feed oiler shows the level of the ol
at all times.

The headstock s regularly furmished with belt drive, but can
be casily arranged for motor drive. At a small additional cost
two speeds can be supplied.

Apron. The apron is of simple and sturdy construction,
designed to give maximum convenience to the operator.  The
power is received from a feed rod and delivered to the rack pinion
through a series of bevel and spur gears. A sliding cluteh spool
on the feed rod, which is actuated by the hand lever at the right
hand side of the apron, engapes and disenpapes the feed.® A fric-
tion disc clutch operated by the lever on the left side of the apron
is incorporated in the line of drive.  Hand wheels in front actuate
hand longitudinal and cross feed.

=Can he used as a reversine lever when arraneed for leeding in both direction,
either longitudinal or cross.

The apron is regularly equipped with power longitudinal feed
in one direction, but at a small additional cost power longitudinal
feed in both directions can be furnizhed.  Where power cross [eed
iz required it can be supplicd in either or both directions,  In this
case a small pull-pin is incorporated in the front of the apron to
indicate power [eed to be cross or longitudinal.

Two large central oil pockets localize and insure proper oil
supply to all friction points in the apron, Al steel gears are used
in the transmission of power.

Carriage and Blocks. As in the case of the apron, sim-
plicity and rigidity are the predominating features.  The bridge
is of liberal width and depth to give rigid support under the most
extreme cutting conditions,  The long bearings are carefuolly
scraped to the ¥'s of the bed, and are properly protected by chip
guards that prolong the life and original accuracy.

The carriage on the standard machine is equipped with a
plain T-slot block that is operated by a cross feed screw having a
large hand wheel arranged with a micrometer dial. It may be
arranced with other Ly pes of blocks, and frequently special designs

of carriages are made to meet special classes of work. These
special carriages and blocks are furnizhed at an additicenal cost,

Cam Tailstock. The cam tailstock is furnizhed with stan-
dard equipment.  The spindleis arranged with alever located in a
cam path in the barrel of the tail. The cam path has a straight
portion so as to give a spindle traverze of about 2 before the cam
lever comes in contact with the portion of the path which gives a
dgmspindle traverse for about ninety degrees movement of the cam
lever., With thiz method, the work may be removed from the
centers very rapidly, and a Ane adjustment of the center in the
work is obtained. A hand clamping arrangement 35 also provided
for the spindle.  The tail is clamped to the bed by means of four
large elamping bolts and a strap supported beneath the Vs,

Geared Feed Works., With this tvpe of feed works, the
drive is through a train of gears connecting the spindle with the
feed rod. The feed works are entirely enclosed by a guard, ar-
ranged with a cover that can be removed, permitting casy accecss
to the feed works at all times. To the rear, and extending from
the side of the guard, i a rocker arm carrving an intermediate
gear which is mounted on the stud that shides in an elongated slot
in the rocker arm. The position of the intermediate gear and
racker arm may be changed to accommoadate any size of gear that
may be used on the feed rod to obtain the feeds desired.

The machine is regularly cquipped with a longitudinal feed of
O15% per revelution of the spindle.  However, when specified a
different feed will be furmished.  The eross feed, when supplied, 12
two-thirds longitudinal feed.

Automatic Trip. Iocorporated in the feed-engaging
mechanism is an automatic trip. A sliding dog fastened at the
desired tripping point in a slot on the bed of the machine, engapes
with a finger extending inward from the apron and actuates the
feed-engaging clutch spool. By wvirtue of a spring detent the
clutch spool re-cngages with the feed mechanism as soon as the
apron 13 moved away from the dog. Before withdrawing the
apron and carviage the friction clutch lever is thrown out. At a
small additional cost, a similar automatic trip for the ecross fecd
can be furnished. Tests made with this tripping arrangement
proved that it would operate to an accuracy of 005"

Bed. The top of the bed has been designed somewhat
differently than thar of the vsual engine lathe, in that there is a
drop WV ofor the inside waves.  This eliminates excessive cut in the
bridge of the carriage.  The beds are cast of semi-steel, and large
ties are provided at close intervals, thus insuring extreme rigidity.

il Pan.  Anoil pan with large reservoir is furnished with
regular equipment, and provides ample room for chips and eutting
compounds.  The o1l pan ig of pressed steel and eliminates all
possibility of breakage, as is usvally expericnced when a cast iron
pan iz uged,

Special Equipment. Double zear reduction headstock;
power cross feed; back arm attachments; back arm support; cam
and hand lever tail; spring tail; countershaft; motor attachment;
draw back attachment; tool holders; small face plate and com-
pensating drivers; oil pump and piping; steady rests; positive bed
and crosgs stops; front and rear taper attachments; carriage and
bed turrets; hand lever extension for long bed.

Our Engineering Service Department is placed at your
disposal and will gladly submit complete production pro-
posals upon request.
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Four Speed Production Lathes

—

Above shows standard Mo, 2 machine arranged for special motor drive and equipped with
back arm and special tool halders

Standard Eqmpment Four speed headstock arrs ||,_l.ql for single pulley belt drive and operated by dise clutch and brake:; cam
tailstock with 27 travel; gear box provides for four feeds with simp le end gearing and three additional with compound end gearing; power
longitudinal and crassfeeds in both direction with autamatic tr ips and |||u|~';'-_".|dx .|ll}' operated; oil pan,

SPECIFICATIONS
CODE—NO. 1, FOX —NO. 2, FOM

DETAILS Mo 1 No. 2 DETAILS Ma. 1 MNo. 2
Swing over ways 114 227 Spindle specds, number + 4
Sl.l.'iul;rn'.'vr CATTIALE ’ 103" 125" tEpindle speeds, sed., B. P.AL B7, 114, 146, 190 16, 20, 27, 35
Swing by back arm ! : ; [113" 121," Drive pulley, specd R, P. M. U 142

ﬁ-DlaLd]lCt|.'li.r'-'ll.i|l'-l.[11LF> Dirive p-.||||x I.IIJ and face |.-|:"'_\:~J._." ]_g,*'x?.J?
(5 ft. bed Mo, 1—7 ft. bed Na. 2 121" 24" Width of belt (double) 5 ¥
Front bearing, dia. and length 4*xhla” 433%x6lq” Size, cutting tools L " x1lg
Rear bearing, dia. and length 3147 x 4" 3" x 4" Ihotor recommended, H. P ; 3 7l
Spindle nose, diameter Ply" 4* EWeight, net. std, bed, belt drive 1500 |bs, S500 1bs.
Spindle ﬂaju_u_ din. and threads T'—4 Tlo"—4 Weight, net, extra foot of bed 155 lbs. 195 1bs.
Hole through spindle . = : 12" 1%, " §Weight, boxed, std, bed, belt drive 4300 |bs, H400 1bs.
Spindle taper, modified Jarno . Mo, 14 Mo, 17 Weight, boxed, extra foot of bed 250 lbs. 300 1hs.
*Feeds per rev., std. feed box ; 5 8 §Cubic feet boxed, sud. bed, belt drive 164 225
Simple :_udwnrka gearing . A10, 015, 020, 025 Cubic feet boxed, cxtra ft. of bed | 1] 13
Compound endworks gearing . A20, 030, 040, 050 §Floor space (std. bed) . : 48Y x 84% 48" x 108"

*Other feeds can be furnished upon request. topindle speeds may be varied and arranged to suit different classes of work,

tForextra heavy worl larger size motors are re uired. Alsothe .‘5_E'II.'I.'L|. of the motor IJI:'F'H'II'J..\ on the "'|"'|'||L||l" :-|“.':td‘:‘ used.
§Std. No. 1lathe has 5 ft. bed; No. 2 has 7it. bed,  Other length of beds can be furnished.
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Standard Equipment

HIS type machine 15 admirably adapted to the automotive

and general manufacturing trades for straight, taper and form
turning, steaight and bevel facing, recessing, and straight and form
boring,  The flexibility furnished by its design, and its ruggedness
of construction adapt 1t to innumerable uges. It permits extra
heavy series of cuts to be taken at one time, both with the front
and rear tools, as presented in the machining of steering knuckles,
cam shafts, armature shafts, cluster gears and many other such
parts.

All handles are centrally located, giving eage of manipulation
and rapidity in the loading of the werk.  Also, the liberal uge of
hardened alloy steel parts and large bearing surfaces insure long
life and continued accuracy, while the ball bearings and herring-
bone gear drive furnish a smooth spindle operation.

Headstock. The headstock 15 of box construction arranged
with four spindle speeds which are obtained through shiding gears
positioned through crank handles conveniently located on the
front of the headstock. The drive is through a dise elutch and
brake located at the rear of the head and operated by a hand lever
at the front of the head stock. This arrangement of levers pro-
vides for simple manipulation, while the disc cluteh and brake
gives instantanecus starting and stopping,

The headstock gears are of hardened steel, and the driving
gears to the spindle are of the herringbone type providing for
smeoth power transmission to the spindle.  All of the gear shafts
in the headstock, with the exception of the spindle, run in ball
bearings, while the spindle journals are hardened and ground and
run in bronze bearings. The entire headstock is lubricated through
a splash syetem, and the sight feed oiler shows the level of the oil
at all times.

The headstock can be furnished with either belt or motor
drive. The illustration shows it arranged for herringbone gear
connected motar drive with all gears running on ball bearings.
The motors used range from 5 H. P, to 20 H, ., depending upon
the class of work,

Apron. The apron is of simple and sturdy econstruction,
designed to give maximum convenience to the operator. The
power is received from a feed rod and delivered to the rack pinion
through a series of bevel and spur gears. A sliding clutch sponl
on the feed rod, which is actuated by the hand lever at the right
hand side of the apron, engages and disengages the feed.® A fric-
tien disc elutch operated by the lever on the left side of the apron
is incorporated in the line of drive.  Hand wheels in [ront actuate
hand longitudinal and cross feed.

md ag o roversing lever when arranged for feeding in both directions,
sither longitudinal or cross,

The apron is regularly equipped with power longitudinal feed
in one direction, but at a small additional cost power longitudinal
feed in both directions can be furnished.  Where power cross feed
is required it can be gupplied in either or both directions. In this
case a small pull-pin is incorporated in the front of the apron to
indicate power feed to be eross or longitudinal.

Twa large central oil peckets localize and insure proper oil
supply to all friction points in the apron.  All steel gears are used

in the transmission of power.

Carriage and Blocks. As in the case of the apron, sim-
plicity and rigidity are the predominating features.  The bridge is
of liberal width and depth to give rigid support under the most
extreme cutting conditions. The long bearings are carcfully
scraped to the V's of the bed, and are properly protected by chip
guards that prolong the life and original accuracy.

The carriage on the standard machine is equipped with a
plain T-slot block that is aperated by a cross feed screw having a
large hand wheel arranged with a micrometer dial. It may be
arranged with other types of blocks, and frequently special designs
of carriages are made to meet special classes of work, These
special carriages and blocks are furnished at an additional cost.

Cam Tailstock. The cam tailstock iz furnished with
standard ecquipment. The spindle is arranged with a lever
loeated in a cam path in the barrel of the tail. The cam path has
a straight portion so as to give a spindle traverse of about 27 before
the cam lever comes in contact with the portion of the path which
gives a 33" spindle traverse for about ninety degrees movement of
the cam lever. With this method, the work may be removed
from the centers very rapidly, and a fine adjustment of the center
in the work is obtained. A hand clamping arrangement is also
provided for the spindle.  The tail is clamped to the bed by means
of four large clamping bolts and a strap supported beneath the Vs,

Feed Changes. The feed box regularly furnished gives four
feeds, and by compounding the standard gears constituting the
end works, three additional feeds may be obtained. The chang-
ing of the feed in the gear box is accomplished through sliding
hardened stec] gears operated by a crank handle at the front of the
box. A simple reading index plate shows the posivien of the
handle and gears for the different feeds. The feeds regularly
furnizshed are shown in the table and supplied unless otherwise
specified. However, other feeds up to (050 can be furnished if
desired.

Automatic Trip. Incorporated in the fecd-engaging
mechanism, is an automatic trip. A sliding dog fastened at the
desired tripping point in a slot on the bed of the machine, engages
with a finger extending inward from the apron and actuates the
feed-cngaging clutch spool. By virtue of a spring detent the
clutch spool re-engages with the feed mechanism as soon as the
apron is moved away from the dog.  Before withdrawing the
apron and carriage the friction clutch lever is thrown out. Ata
small additional cost, a similar automatic trip for the cross feed
can be furnished.  T'ests made with this tripping arrangement
proved that it would operate to an aceuracy of 0057,

Bed. The top of the bed has been designed somewhat
differently than thatof the usual engine lathe,in that thereiza drop
V for the inside ways.  This eliminates excessive cut in the bridge
of the carriage.  The beds are cast of semi-steel, and large ties
are provided at close intervals, thus insuring extreme rigidity.

Oil Pan.  An oil pan with a large reservoir provides ample
room for chips and cotting compounds.  The pan is of pressed
steel and eliminates all possibility of breakage, while a large
strainer, allows the cutting lubricant to flow freely into the rezer-
voir at all times.  An oil pump completely piped to the work may
be furnished at additional charge. The pump autamatically
stops and starts with the operation of the headstock spindle, thus
relieving the operator of a time-wasting inconvenience.

Special Equipment. Back arm attachment; back arm
suppert; cam and hand lever tailstock; countershaft; motor at-
tachment; draw back attachment; tool holders; small face plate;
compensating drivers; oil pump and piping; steady rest; positive
bed and cross stops; front and rear taper attachments; carriage
and bed turrets; hand lever extension for long beds.

Our Engineering Service Department is placed at your
disposal and will gladly submit complete production pro-
posals upon request.
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Nos. I and 2 Four Way
Drilling and Turning Machine
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Front View of No. 1 Machine arranged with Belt Drive
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Tooling Suggestions and Time Studies

Drilling Universal Joint Rings

On No. 1 Machine

This method has proved very satisfactory for drilling

four holes simultanecusly in universal joint rings.

The ring is held in a fixture mounted on the table of the
machine and firmly held on a pilot (not shown) by a horseshoe
washer and hex nut. The drills are held in the machine

spindles and accurately guided close to the work by jig

et

bushings in the walls of the fixture surrounding the work.

These bushings are hardened and ground and are free to

ratate in bronze bearings running inside of steel liners pressed
into the fixture. This reduces the wear materially and

insures prolonged alignment.

Turning Differential Spiders
On Wo. 2 Machine

Simultaneous turning of the four diameters on differ-
ential spiders on this machine has eliminated many production
difficulties.

The spider is clamped on a pilot and located in relation
to the tools by a swinging arm which is removed when the
tools are in operation. This is not shown in the illustration.
The turning tocls are inserted in holders in auxiliary tool
spindles mounted in a self-contained fixture clamped to the
bed of the machine. These spindles are driven from the
machine spindles by drivers arranged with a bayonet lock
permitting the removal of the fixture at any time without
disturbing the remainder of the machine. This use of the
single point tools permits a free cutting action without the
interference of chips, while the turning of the four diameters
simultaneously not only reduces the handling and machine

time to a minimum, but insures an accurate relationing of the
diameters machined,

Time Studies

It is very difficult to give here, production figures as these are controlled by the cutting speeds and feeds adapt-
able. This condition is varied in nearly every case by the customer’s requirements.,  However, we will be pleased to
furnish tooling layouts and time studies together with proposal for complete equipment upon re::cipt of blue-prints or
a sample. When forwarding these, it is also of decided advantage to give the physical analysis and scleroscope or
Brinnell hardness of material in condition at time of machining, also the cutting speeds and’ feeds now in use. thus
enabling the user's experience to be carefully considered. :



Four Way Drilling and Turning

Machine

Rear View of No. 2 Machine arranged with motor drive, oil pump
piped to spindles, oil reservoir and guards

Mstance berween heads

Mazimum spindle teavel

Taper in inner spindle sleeve, Morse

Height of spindle from table
Height of spindles above floor

Spindle bearing, rear, diameter and [-:‘:m;l.]:
Spindle bearing, front, diameter and length
Feeds per revolution, obtainable

Spindle speed, maximum .

Driving pulley, mazimum speed,

Driving pulley, diameter

Floor space, length x width x hclght

Width of driving belt

Met weight

Boxed weight

Cubic feet .

Meotor remmmundud IIJU' or ljflﬁ R P "-.I

Code

SPECIFICATIONS

MNo. s
6

40"
414" 2 S1L¥

.‘l“!{]“':“

001 to 024

GO0 R.P.M. s00 R, P, ML
G600 R.P. M. 600 R. P. M.
: 147 14*
80" x¥3"x54" 92"z RE"x 54
SI.I .'}n\'
Ba30 1bs. 8180 lbs.
7500 Ibs. 9000 1bs.
214 2146
i 5 Bdar 5. H. P.
FOLD FOE

41

Mo, 2

265"

4
No. 5

6"

0"
2 vI 5'_‘-."
“x 10"
02 to (048




Description
The Reed-Prentice Four Wayv Drilling and

Turning Machine is extraordinary in that it dnills
four holes, turns four diameters, or mills four sur-
faces simultaneously, such as are presented in
universal _i-'l:.nT_ rings, differential .~'~]'!EL']-::'1'.~'. and fan
spiders. It is used extensively in many of the
automobile industries, and by its simple, accurate
operation, gives a maximum production of work
within close tolerances.

The machine consists of four heads mounted
on the table forming the top of the bed. Each
head contains a spindle driven through helical
gears from four spindle drive shafts and a cluster
of bevel gears inside of the bed. One of these
shafts extends outside of the bed where it 1= ar-
ranged with a tight and loose pullev furnishing a
belt drive to the entire machine.

When desired, however, this shaft mayv be
arranged for a motor drive in place of the tight
and loose pulleys. The motor is mounted on a
bracket clamped to the side of the bed and the
power transmitted to the drive through a train of
gears. ahould it be necessarv to change the
spindle speed, new gears can be furnished. A five A , . P
l‘ll. P. mﬁrn:' of l|?[! or 1200 R. P. AL of shunt Liaitiag THdscoatiah Hongiags
type for direct current, and induction type for
alternating current, is recommended.

The spindles are free to slide back and forth in the heads, and four vertical shafts, one in each head, have pinions
meshing with steel racks in the spindle bearings. Four gears on the lower ends of each shaft mesh with a large
central spur gear receiving its drive indirectly from a spindle drive shaft, thus providing power feed to all spindles.
This feed is engaged by a hand lever on the left side of the machine,

This drive operating the endwise movement of the spindles contains a set of change gears which provides for
some changes in feeds, and any one feed within the range listed in the specifications can be furnished.

The upper portion of the vertical feed shaft arranged in connection with the left head has a large hand wheel that
allows all the spindles to be moved backward and forward simultanecusly by the operator, At the top of the rear
head is a drum carrying an adjustable dog that rotates with the shaft sliding the spindle.  As the dog travels in its
circular path it comes in contact with a sliding plunger and in pushing the plunger downward, disengages the power
feed. The spindles can therefore be automatically tripped where desired, and are brought back to their starting
position by the use of the hand wheel.

F.ach spindle is arranged with a sliding inner sleeve which can be placed in any desired endwise position, regard-
less of the location of the spindle. The sleeves are regularly equipped with a No, 5 Morse taper, and made fixed by
hardened taper bushings and clamping collars on the nose of the spindle. This construction allows the cutters or
drills to be set in exact relation to each other, also, the re-setting of any tool after it has been re-ground, thus making
it possible to use standard drills until they have become too short for any further possible use.

The entire machine is heavy and rugged, and all parts are designed to give prolonged service under extreme
manufacturing comditions, Special attention has been given to spindle bearings which are of a phospher bronze of
large diameter, and considerable length. The spindles are carefully aligned and with the well constructed spindle
bearings, insure continued accuracy to the work being produced.

The main spindle bearings are equipped with sight feed oilers, while lubrication is furnished to all other rotating
members by a central oil pump. The oil 15 taken trom an interior reservoir capable of holding =ix quarts of oil.
There are a number of hand holes around the base of the machine that gives access for pouring in the lubricant also
to the interior mechanism,

The standard machine is regularly equipped with an oil pan surrounding the entire bed, and when desired, an oil
pump and tank can be furnished, completely piped to the rotating spindles.

Special fixtures are required for holding the work, and their design depends entirely upon the class of work for
which they are used. Our FEngineering Department 15 pleased to co-operate and offer suggestions as to the types of
fixtures best adapted. In addition, we are pleased to furnish tooling layouts and time studies upon receipt SRl
prints or sample pieces.
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Radial Drilling Machines

3, 4 and 5 ft. sizes—Box Column

Standard Pattern of four and five foot machines

Arranged for constant speed motor drive

H‘.r 7
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WORCESTER J':D DL& Mass. U.S. A

Circular 16=102-1



Standard Pattern of three foot machine arranged for belt drive

Specifications

Length of arm : : . : ; 3 fr. 4 fr. 5 ft.
Hole in spindle, Marse taper No. . ; ; 1 4 g
Traverse of spindle 1315 16147 161a"
Traverse of saddle g ; 3215" 1315* 34
Maximum distance celumn to spindle center | : S1J Sl 62La*
Minimum distance column to spindle center : 1735" 19¥ 1‘_}!{_;"
Maximum distance trunion to spindle conter ; : g 431s* E3lg”
Alinimum distance trunion to spindle center Q14" 11L5* 108"
Will deill to center of : L 10205 1254
Maximum distance .\I.lillxlll.' tor hase S48 _-:r.'l.-,"' i
Minimum distance spindle to base Flgh il LY
Range of speeds, R, 1*. M. [=3000) 1 4—1000 14—400
Range of feeds per revolution O 054% 06— (54" 65— 054"
Driving pulley dimensions . 12% 3 JlgF L2% % 3hg¥ 14" x 414"
Speed of driving pulley, B. P. M. 3000 4000 430
Basze plate dimension ] b L A L 101* x 39* 116157 ¥ 447
fase plate, available space . 47° x 28¥ 60* x 32° AT  FTLgw
r[1.'||1||: |_||!||-: NEIDNE it 20 x 24 x ;'_?" W 222" }3.1-'". % 271 X 34:3.""
I'otal height of machine Y3 oo 1277
Floor space 983" x 357 109" x 39" 126% x 44"
Weight, net 1bs. 2110 G125 8725
Weight, boxed, lbs. 62158 7300 10210
Cubic [eet [ 39 147 718
Code Lar Lim s
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Radial Drilling Machine

The Reed-Prentice Radial Drilling Machines are built with a box type of stationary
column because of the extreme rigidity offered by this design. The same high standard of

accuracy and ease of control that characterize Reed-Prentice Tools have been incorporated in
these machines.

The spindle is started, stopped and reversed by a lever conveniently located just above the
hand wheel on the head and operating a double friction clutch .irrangcd in conjunction with
the bevel gear.

There are sixteen spindle speeds at the instant command of the operator, obtained by a
combination of four changes in the gear box and four in the head. High spindle speeds can
therefore be obtained for small drills without increasing the speed of the shaft and gears back of
the head. This important feature, together with helical cut gears, insures quiet running and a
powerful drive for large pipe taps without placing any excessive strain on the drive mechanism.

Eight changes of feed are provided, any one of which may be engaged while the machine
is running. These are controlled by two simple levers which operate sliding keys

An over-running roller friction clutch contained in the feed mechanism permits the hand feed
to be operated while the power feed is engaged. When the operator lets go of the hand-wheel
the power feed automatically continues the work. The clutch may also be disengaged auto-
matically by means of an adjustable stop on the spindle quill.

The dial depth gauge is graduated in sixteenths of an inch and can be set to read from zero
at any position of spindle.

A double-ended quick-return lever on the dial engages or disengages the power feed and raises
or lowers the spindle by hand quickly. This is one of the most convenient feed controls found on
a drilling machine.

There is a small latch pin located on the dial which 1s used to prevent the feed from becoming
engaged when tapping.

The spindle is made of special steel, carefully heat-treated to produce maximum strength
and toughness. Its counterbalancing weight is equipped with a safety device which prevents the
dropping of the weight in case its supporting chain should break.

Easy-reading index plates show the position of speed levers for obtaining any desired speed,
and position of feed levers for securing the correct feed in inches per revolution of the spindle.

The column is of box construction and is exceptionally massive and rigid. The heavy base
is stiffly ribbed and is entirely surrounded by a deep oil channel. The arm, which swings easily on
a ball-thrust bearing, is so constructed as to resist twisting and bending strains. It is raised and
lowered by power. Safety stops are provided which automatically disengage the power when
either extremity of travel has been reached.



Motor Drives for Radial Drilling Machine

These Radial Drilling Machines may be arranged with constant speed, variable and multi-speed motor drives.

Constant Speed Motor Drive

The motor is bolted to the top of the gear box, and the drive is obtained thrmlgh a train of gears properly
guarded. The motor pinion 1s of steel, while the main dniving gear is of cast iron, and the fabroil intermediate
permits quiet r;‘.anratmn This is clearly shown in the cut on the front cover.

The gear train is arranged in cutuunctlnn with the gear box that proy ides sixteen spindle speeds ranging
from 10 to 500 R. P. AL on the 3’ machine and 14 to 400 on the 4’ and 5' machines. The quick change gear
mechanism is entirely enclosed by the gear box, and the changes in speed are obtained by levers on the side of
the gear box and also on the head. This method of changing the spindle speeds is similar to that of the belt
drive machines.

A 1200 B. P. AL motor of 3 H. P. is recommended for the 3' machine and § H. P. for the 4/, and 5’ machines.
Adjustable Speed Motor Drive

A wide range of spindle speeds can be obtained by
means of an adjustable speed motor used in connection with
direct current only. The adjustment of speeds requires
only the simple shifting of the handle of a rheostat con-
veniently located on the side of the machine. The motor
is bolted to a bracket fastened to the left end of the base
and the drive is T.hrr_ru_F_:h a train of HEATS prnpcrl} gualded
The motor pinion is of steel, while the main drnmg gear
is of cast iron and the {dh]'f'lll intermediate permits quiet
operation.

With this arrangement it is not necessary to have a
gear box, and a range of spindle speeds varying from 10
to 500 R. P. M. can be obtained on the 3" machines, and 14
to 400 K. . AL on the 4" and 5" machines.

A two to one speed motor of 650 to 1300 R. P. M. of
i H. P. is recommended for the 3’ machine, and 5 H. P. for
the 4" and 5" machines.

A multi-speed motor of three speeds may be used in connection with alternating current of three phase,
60 ecwvcles. Twelve spindle speeds may be obtained through this arrangement, three being obtained from the
motor and four from the head. A motor of 600, 900 and 1200 R. P. M. is recommended. Multi-speed motors are
usually manufactured in four speeds, namely, 600, 900, 1200 and 1300 R. P. M. and in such a case, we recommend
using the three lower speeds only,

As multi-speed motors are built for three phase circuits only, it 15 necessary where two phase circuits are
available, to transform the current from two phase to three phase.  This may be done by the use of transformers.

Tilting Table

Although a box table is furnished with standard
equipment, the machine may be equipped with a universal
tilting table at a slight extra charge. The table has two
plain surfaces equipped with T-slots, and the tilting 13
obtained through a worm and worm gear arrangement
L‘!Pf_rtllﬂ_l._l 1:1. a handle at the side of the table. These tables
are built in two sizes, of the ml]rnum;z specifications.

Size No. 1, used on 3’ and 4" machines

Top surface . ; : : ; R s
Side surface . . . . v BETx g
MNet weight . . . . . 700 1bs.
Cubic Ft.—Boxed . . . . . 9
Size No. 2, used on 57 ]'|‘|¢ll'.]'|II]L\
Top surface , . . : AR U
Side surface ’ : . . 27t x 2244
Net weight . . . . . . . . 900 1bs,
Cubic Ft.—Boxed | . : ; : - 1114

THE Divie FRAss SESCEETES SaEs. w88 3101 0.24



A Maximum Spindle Speed of 6000 R.P. M.

BECKER

High Speed

Vertical
Milling
Machine
/ !,.rﬂ"'w\
HEED- PRENHCHCOMPANY

WORCESTER }Qmﬁ Mass. U S A
Circular 18-201-1



Specifications—No. 2

RANGE:
Longitudinal feed
Cross feed
Vertical feed of knee
Head travel
Maximum distance between *:r'IJ'IdIL and machine table
Maximum distance between spindle and rotary table
Maximum distance between spindle EIIIHJ. frame

TABLE:
Working surface
Bize overall. . .
Has 3 T slots, 94" wide.
Length of carriage
SPINDLE:
Diameter of main bearing
Length of main bearing
Number of spindle speeds kL
i el ke da PP 3* pulley
Range of spindle speeds R P ML CLp T
Hale for No. 2 collet 590 (Straight hole.)
Hole through spindle 137

¥
[
L

.Y

187 x 874"
18° x 875"

1625"
%
S
]

" G000-3 2401800
3540-1920-1060

Spindle iz provided -.J.lt]'u feed controlled by foot treadle, quu.|-. return hand lever, also micrometer stop gauge

which accurately controls depth of cut. Main bearnin

PULLEYS:
Spindle pulleys
Spindle driving p 1I||1
Belt for spindle drive, width ,
Diameter of countershaft tight and loose pulleys
Speed of countershaft, . P AL :
Eclt pull is taken up on an adjustable auxili Aty ball bearing

FLOOR SPACE:
Length x width x height .

WEIGHTS AND SHIPPING DIMENSIONS:
Machine, without rotary, net, about
Rotary, net, aboul

Machine, without rotary, boxed for ocean shipment, about

Machine, with rotary, boxed for ocean shipment, about
Contents, boxed {length 607, width 36°, height 60%)

EQUIPMENT:

Srandard: Cone drive, tight and loose pulley counte '-J-"lfl one | by

15 unusually long

and bushud with hard bronze.

o

i*and 53"
'lli‘lzn’f

114°

540

401" x 500" x A2

1075 Ibs,

75 lbs.
1420 1hbs.
1490 1hs.
75 cu. ft.

* flat canvas belt for spindle drive, vise set

blocks, one 147 c..llg_t drawbar, 3" and 3% spindle drive pulleys, wrenches,  Handwheels can be furnished
an the cross and longitudinal feed screws in place of the ball crank handles if preferred.

Additional: Rotary attachment. Cicrular table graduated to

working surface 157

607 and operated by hand. Diameter of

Flat leather 114Y belt for spindle drive used in connection with larger cutters and slow speeds.

CODE WORIDS:
Without rotary . “
With rotary

Bea
Bearot
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Becker No. 2
High Speed Vertical Milling Machine
“The Machine that gives the Smooth Finish"

. Engravers and manufacturers of small dies will find embodied in the design of this new
improved Becker No. 2 High Speed Miller, every requirement to obtain the necessary high
spindle speed, smooth finish, and extreme accuracy demanded in their particular class of fine
milling and die sinking work.

_ The entire machine is built rugged and solid, especially the knee, where the rigid full box form
design entirely eliminates vibration and its result and effect on the work.

A steel chip guard in front of the carriage, protects the cross feed screw, and also enables
the machine to be more freely cleaned of chips.

High spindle speeds—at least fifty per cent greater than formerly used—even above 6000
R. P. M.—are easily obtained. Nothing more than proper attention to spindle bearing lubrication
1s necessary when running at the highest speeds.

A greater range of speeds is available, due to using two spindle drive pulleys, 3" and 5"
diameter. The pulleys are readily changed by lifting the one off by hand and slipping the other
into place over the spindle sleeve. Proper belt tension is then secured by adjusting the movable
idler pulley bracket.

A special canvas belt, adapted to high speed operation, is furnished as standard equipment
with the machine. However, it is advisable to use a leather belt when larger cutters and slow
speeds are required.

The belt pull is counteracted by an auxiliary ball bearing on the spindle. The main spindle
bearing is babbitt lined bronze, the most suitable bearing for high speeds.

The spindle is made of a high grade crucible steel and 1s ground all over. Hardened steel
thrust washers are also used. All the rotating parts—spindle, washers, and pulleys, are correctly
balanced, thus insuring non-vibrating operating conditions.

A 14" collet is furnished as part of the standard equipment, while extra collets can be fur-
nished for this machine in sizes ranging from 14" to 15" by one-sixteenth-inch increments,

For the convenience of our customers, a S
set of cutters has been arranged consisting of a
wide variety of straight and bevel cutters par-
ticularly adapted to engraving work. These
sets are clearly illustrated in our Standard
Cutter catalog.

This illustration shows the Reed-Prentice
Engravers’ Cutter Grinder used extensively
for accurately grinding uniform eccentric and
straight reliefs, flat cutting edges and innum-
erable other uses. This machine is complete-
ly illustrated and described in Engravers’
Cutter Grinder circular, which will be mailed
to you upon request,

For Accurate Grinding of Engravers® Cutrers



Motor Drives for No. 2 Miller

Constant Speed Motor Drive

The motor is bolted to a motor bracket fastened to the base of the
machine and together with its V belt drive, constitutes a very simple and
compact motor drive arrangement. A 1 H. P. constant Spcrd motor of
1700 or 1800 R. P, AL is recommended for this type of drive.

Three-step grooved cone pulleys on the spindle and armature shaft
of the motor permit three changes of speed by direct shifting of the belt
to the various sets of steps on the cone pulleys.

Another variation of spindle speeds may be obtained by retaining
the belt on a step of the motor cone pulley and shifting the belt to any
step on the machine spindle cone pulley; taking up the slack of the belt
by an adjustment of the idlers. A total of nine spindle speeds is furnished
by this combination and provides a range of spindle speeds from 1200 to
6000 R. P. ML

Adjustable Speed Motor Drive

A wide range of spindle speeds can be obtained by means of a
adjustable speed motor used in connection with direct current only.
The adjustment of the speed requires only the simple shifting of the
handle of a rheostat located on the side of the machine.

Crown faced pullevs on the armature shaft of the motor and machine
spindle permit the use of a flat belt; the proper belt tension being obtained
by an adjustment of the idlers.

A 1 H. P. adjustable speed motor running at speeds ranging from

500 to 1500 R. P. M. is recommended for this type of drive and will give
a range of spindle speeds from 1200 to 6000 B. P. M.

Samples of Work

The cakes of svap in the illustration are repro-
ductions of moulds finished on a No. 2 Vertical Miller
and the round pi{":_'l_‘b are :icsmph'ﬁ of metal work that
have been routed by one of our customers on the
same machine,

A close study of the various pieces reveals the
adaptability of the machine as an engraver's tool.
The position of the operating handles on the machine
provides for rapid manipulation while this combined
with the high spindle speed warrants a maximum

production.

Qa¥iE FAEEm waman BTHA HARE. U A
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Milling Cutters and Collets for

Becker Nos.

END AND SIDE MILLING CUTTERS

(Collet Shank]

drawbar and made wit

2A BECKLER

These cutters are threaded for
shank to fit direet to of the Nos. 2 and

Vertical Millers.

spindle

Mo, 2 Vertical

h collet

Mo Dhiamerer Lenath Eie:

Now Inches Inches Carbon Steel |High hl o el
1100 B 1 | #3350 87 00
B-102 2 | Mg | 3a 7 75
B-103 1% 113 | 380 795
B-104 1 114 4 45 9
B-105 13 134 4 S W 75
B-106 iy 154 | 4 50 9 75
B-107 1k 11 4 50 9 75
B.108 e 115 4 80 9 75

End and Side Mills made to order.

cut desired with size of machine,

Give diameter and le

Mo, 2A Vertical

Mo, [Mametsr Length Pric:

ks Inches Loches rhon Steel  [High Speed Steel
3-12% ag 1 b'- 50 27 00
B-131 T2 114 3 80 775
B-133 Lo 115 4 1% & 45
B-135 5y 134 4 43 LN
B-134 £ 2 4 B0 0 75
B-132 I 2 +80 | 975
B-140 T& 2 + S0 9 75
B-141 [ 244 310 10 25
B-142 i 214 i 10 10 25
3-143 1 214 310 10 25

End and 3ide Mills made to order.
cut desired with size of machine.

Give diameter and le

ngth of

/

ngth of

1, 2 and 2A Vertical Milling Machines

SPRING COLLETS

{For Vertical Millers]

By the use of spring collets, straizht shank end mills and similar
cutters of the smaller diameters may be used in the BECEKER
Mos. 1, 2 and 2A Vertical Millers.

Collets are threaded for drawbar by
spindle thus clasing the taper end and

Mo, 1 used in spindle of No,

which they are drawn inta the
holding 'the cutter securely.

1 machine in sizes to hold cutters fram

L to %" advancing by #°. Price, cach $3 50
\':-. Yused in Hr"l idle of Mo, 2 machine in sizes to |I'l_|\.| cutters from
12" to La” advancing by 7. Price, cach 831 50
:\'l. 2A used in .-.pmil-:' f Mo, 24 machine in sizes to hold cutters

from 1g" to %" advancing by %" Price, each 53 75

STRAIGHT SHANK CUTTERS
(To be used with Spring Collets)

Frice Each

DNameter | Diameter Tatal Price each

Nao. o Cutier of Shank Leneth Carbon Hich Speed

| Inches Tnches Inches Steel | Steel
C-10 Ly E; 13, A0 45 &0 75
C-11 .|.'I_' EI: 13 k il;::' S0
C-12 o i 13, 55 5
C-13 i 2 60 1 00
C-14 4 14 2 &5 115
S H 5 | 2 | 125
C 16 A : 2 bl 1 35
c17| i 3y 2 45 1 45
C-18 dg 3g 2 S0 1 50
C-19 1 15 | 2 53 180
C-20 v Lo 2 125 210
C-21 Ly L3 2 1 a0 235
C.12 - 2 1 90 275
.23 by Sg 2 1 90 275

Cutterz up to and |m||u'|u_ i are cut with straight flutes—above

that size with spiral flutes.

Hf.»‘,r

f==
REED- PRENTICE (orp

WORCESTER. .kﬁohﬁf Mass.USA,

Circular 27-201-2



ENGRAVERS' CUTTERS

{with straight shank to be uzed with spring conets)

These Cutters are specially adapted for enpraving purposes and very delicate milling in brass and steel. [llustrations full size.
Special Cutters made to order; give size of shank and complete specifications.

SHANKS 5-32" DIAMETER SHANKS 3-16" DIAMETER SHANKS 1-4" DIAMETER
Ma, Wa.

e O O & O @

= 110 - T ————
R D T — R

¢ & 0 6 6©

il
Carbon Steel: Price, 45 cents each. Carbon Steel: Price, 63 cents each, Carbon Steel: Price, 85 cents each.
High Speed Steel: Price, 73 cents each. High Speed Steel: Price, $1.00 each. High Speed Steel: Price, §1.50 each.
SHANEKS 3-8" DIAMETER SHANKS 3-53" DIAMETER
Cart I'.“I‘lhl Angl Cark !;I:I:'.hd
arber i RE Iy arh &
:;l..ll__| : HE:::’ a2 No. l"\l:l.".'lnn SI:.FI
81 90 $5 50 A 85 $2 90 $5 50
e
kTil 230 475
230 475
152 } “"'-’"‘;*:rfln.i tn
] Lalik ) I o
\ 230 475
230 475
ip® o
230 475
230 475 15
: 230 475

Pl mACiE RRLER SESCdeien A WA M 126



Milling Cutters and Collets for
Becker Nos. 2A and 3 Vertical Milling Machines

END AND SIDE MILLING CUTTERS
[Collet Shank)

These cutters are threaded for drawbar apd made with collet
shank to fit direet to spindle of the Nos. 2A and 3 BECKER
Vertical Millers.

Mo, 2A Vertical

o Diameter Length Price ]

i Inches Inches Carban Steel |“'..|.l Specd Steel
B-129 i 1 $3 50 $7 00
B-131 ‘s 14 3 50 7 75
B-13 1; 115 115 8 45
B-135 ig 134 4 45 9 00
B-133 i | 2 4 B0 9 75
B-139 I 4 80 9 75
B-140 T4 | 2 4 &0 9 75
B-141 15 ' 114 310 10 25
B-142 i Mg | 510 10 25
B-143 1 | 24 | 510 | 1025

End ml-;ll_f:-idl.' Mills made to order.  Give diameter and length of

eut desired with size of machine.

MNo. ¥ Vertical®

. | Price
: DHameter Lenoth
Mo Inches ‘ Inches ‘ Coarbion Steel |][5'='1LF'I"'<"|5""'
© B-138 % | 1 34 50 5275
-] 5 Al L& 4 B L
Bo160 % | 1 | 480 9 73
B-141 1 13 4 50 9 75
B-162 37 114 4 &0 9 75
E-163 By 2 510 10 25
B-163A 14 1% 500 10 00
B-164 5 | 2 510 10 25
B-165 1% 2 510 10 25
B-166 1g 114 5 40 11 00
B-167 lf 214 540 11 a0
E-164 1 214 5 40 11 00
B-169 1 28 5 75 11 75
B=170 1 284 573 11 75
E-171 114 215 6 03 12 25
B-172 114 3 G 40 | 13 00
B-174 114 284 640 | 13 00
B-175 114 3 ¥ 713 | 14 25

SPRING COLLETS

(For Vertical Millers)

By the use of spring collets, straight shank end mills and similar
cutters of the smaller diameters may be used in the BECKER
Nos. 2A and 3 Vertical Millers.

Collets are threaded for drawbar by which they are drawn into the
spindle thus elosing the taper end and holding the cutter securely.

No. 2A used in spindle of No. 2A machine in sizes to hold cutters
‘ ; : ; i
from 14" to %" advancing by #5°. Price, cach $3 75

Mo 3 used in spindle of No. 3 machine in sizes to hold cutters from

10 o 34 Y advancing by & °. Price, each 54 00

STRAIGHT SHANK CUTTERS

(To be used with Spring Collets)

DNameter Length | THameter Tatal Price sach Price Each

Moo | of Cutter | of Catter | of Shank Length | Carhon High Speed
Inches Inches Inches Inches Sreel Gteel
{T'_l.: L 1 5, 13, A0 ._}: 0 75
C-11 .|'-'_: |-_| L l.’ill 50 211
12| * 13, 55 95
C-13 i Ty 1, 2 G0 1 00
C-14] 1 T 1 2 63 115
S E| Bl |1 5B

4] = [ -t L =)

ci7| i s 5 | 2 3 115
C-18 34 Ty 3 2 | an 1 50
C-14 L Ty 1, 2 05 1 50
C-20 5 Tg 1, 2 L:cZh 2 10
c-21 15 | 3 1, 2 1 60 2 35
C-22 i B by 2 L 90 2 75

c23|  s. | 5 190 | 275

End and Side Mills made to order.  Give diameter and length of

cut dezired with size of machine.

*Adaptable for larger machines through use of reducing bushings.
and other BECKER Vertical Milling Machines.

See

Cutters up to andincluding ¢5 " are cut with straight flures—above

that size with spiral flutes.

circular 27-203-1 covering cutters and collets for use with 4B, 3C, 6

ReED-DRENTICE (ORP

My &
stﬂ-_-zu"-"’")
WORCESTER, \5&95 a./ Mass.USA,

Circular 27-202-2



Engraver’s Cutters

These Surface, Dovetail and Bevel Mills are made with straight shank to be used with spring collets,
Special cutters made to order; give size shank and complete specifications,

Ilustrations full size.

SHANKS 3-3" DIAMETER SHANKS 3-8" DIAMETER

Carl I"ﬂhd I o }:im:j
arba Spee . % ;
Stedl T Bl M Angle . Coton i
Sl in® a5 82 90 55 50
2 30 4 75

230 475

“ ,“.:“;___w_ "
' 230 475
230 495 il

230 475

2310 475
230 475

Sets of Tools for BECKER Nos. 2A and 3 Vertical Millers

Cutters in following lists are those which we have found by experience to be best suited for general requirements.
Frices cover complete setz as listed, and are nef to customer.

SET MNO. 4 (for No. 2A) shown below
SET NO. 3 (for Mo, 2A)

One No. 2A Collet, 14°

One Mo, 2A Coller, 2g*

Two End Mills, 14 ¥ diameter, Straight Shank
Twao End Mills, 24" diameter, Straight Shank
One End Ml 25 x 17, No. 2A Shank

One End Ml La" x 1057, No. 2A Shank

One End Mill, 24" x 27, No, 2A Shank

One End Mill, 75" x 214 %, No, 2A Shank

One End Mill, 17 x 213", Nao, 2A Shank

One Surface Mill No. 31, 35", Srraight Shank
One Dovetail Mall No, 35, 34%, Sreaight Shank
Carbon Steel . iy e e
High Speed Stecl

$35.90
a7 10

SET NO. 4 (for No. 2A)

One Na. 2A Collet, £*

Hnn Eu. gt Er-”h:l. fﬂbi SET NO. § {for No. 3)
ne No. L ollet,

One No. 2A Collet, 35" One No. 3 Collet, 15 *

One No. 2A Collet, 197 One No. 3 Collet, 15%

Two End Mills, 14" diameter, Straight Shank

Eleven Cutters, No. 1 to No, 11, ", Straight Shank? y ! ]
Two Ind Mills, 22" diameter, Straight Shank

Ten Cutters, No. 12 to No, 21, %%, Straight Shank*

e

Mine Cutters, No. 22 to No, 30, 13*, Straight Shank®
Two End Mills, #2* diameter, Straight Shank
Two End Mills, 19" diameter, Straight Shank

Che Sorface Mill No, 32, 34" Straight Shank
Omne Dovetail Mill No. 35, 22", Straieht Shank
One Bevel Mill No, 37, 3" Straight Shank

One Surface Mill No, 31, 3¢%, Straight Shank One End Mill, 15" x 119% No. 3 Shank
One Dovetail Mill No. 35, 35", Straight Shank Une End Mill, 35 x 1347, No. 3 Shank
s i et 445 65 One End Mill, 31" x 2%, No. 3 Shank
High Speed Steel 59.10 One End Mill, 74" x %", Ma, 3 Shank

*5ee ciccular 27-201-1 eovering milling cutters and collets for

MNes. 1, 2 and 2A BECKER Vertical Milling Machines,

One End Mill, 1* x 234", No. 3 Shank
One End Mill, 123 x 23, % No. 3 Shank
Carbon Steel G e

High Speed Steel

mRESE =OSCHETEA mapm



“The Machine That Gives the Smooth Finish’’

BECKER
No. 5C

Vertical
Milling

Machine

Circwlar 18-301-2



Specifications

RANGE:
Longituwdinal [eed (power)
Cross Teed [ power| E :
Vertical fecd of knee {handb
Head travel (power)
Maximum distance hetween -~|1|1'|r“4 ._11'..'! |,3E le
Maximum distance between spindle and rotary 1ahle
Maximum distance between spindle and frame

MACHINE TABLE:

Working surface P

Size overall : H3le"
Has 3 T slots, width

Length of carriage

Number of feeds for e ach '\|rrr'u||| feed : ; : :
Longitudinal feed per revolution of spindie, apen hely J073 10
ongitudinal feed per revolution of spindle, back zears D382 to 7

Lemg gitudinal feed per minute
ROTARY T. \Hl E:

Diameter of working surface

Diameter overall

Has 4 T slots, width
SPINDLE:

Diameter and length of main bearing .

Mumber of spamdle -[||'|'||u i .
Range of spindle speeds, R, P M.

AT o ?-"“

Ratio of bhack Eears . ) 5 5 . s " ; ] J‘t (1] ]
Taper hole, No. 11 B. & 5., Nose 37, 3 Pitch, K. H.—U. S Form

Hole through spindle . B

FULLEYS:;

Spindle  pulley 16"
Spindle driving pulley 12"
Width of driving helr ; ; : 4"
Diameter of countershaft pulleys . 18" and 127
Speed of countershaft, R. P, M, 150 and 375

FLOOR SPACE:
Length x width x height :
WEIGHTS AND SHIPPING DIMENSIONS:
Machine without rotary, abow
ler:-]]'}' net, about
Machine,

a vt

without rotary, hoxed for neean -Ilr;um nt, ahout
"llill'llil'll' '-'-Ilh rolary, Jlll\rli F||| Neean -F||r||||rr1|

119" x B5" x 85"
1700 1hs,

S0 1hs,

S900F 1hs,

400 [hs,

Contents boxed, length 987, width 797, heighn 957 426 cw. fr.
EQUIPMENT:
Standard: Cone drive. friction countershaft vise set hloc ke, drawhar,
Special: 4" double driving belt, 19" single feed bell, oil pamp and connections, arhar
supparl, rotary attachment, chereying and profiling attachments.
CODE WORNDS:
Without rotary, (eone drivel ; Cieg
leanstanl speed deive '.—;I'f'ﬂl:'m::

With rotary, {eone drive) :
(constant speed drive)

Grearnt
. Grearothox
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BECKER No. 5C
Vertical Milling Machine

This tool is used almost universally by forge shops for machining dies.

It is capable of handling a very large range of work—making it an exceptionally adaptable
tool for the average manufacturer or repair shop.

The verv unique attachments which can be applied to this tool also make it very popular.

The spindle has a taper bronze bushing with adustable collars for taking up wear. and keep
the spindle in alignment. The back gears are located directly on the spindle. The spindle is
fitted with hand and power feed, and with the hand feed, as used by die makers, there is prac-
tically a direct connection which eliminates backlash.

The belt pressure on the spindle pulley is taken on an auxiliary bearing supported in a
hracket attached to the top of the column, With this construction the strain of the belt 1s not
carried by the spindle. Micrometer stop gauge is attached to head and accurately controls

depth of cut.

The table is of very liberal proportions, having a large working surface. The saddle has=
wide bearing on the knee which supports the table its full working surface. This is a special
feature on all BECKER Milling Machines. The table is equipped with power as well as hand
cross and longitudinal feed.

Rotary attachment with power feed adds to the range of work the machine is capable of do-
ing. This rotary attachment can be applied o the machine at any time. It is equipped with
both power and hand feeds in either direction with automatic stop, iz graduated to 360 . and

equipped with oil trough.

Cherrying Attachment can be furnished for die makers. This
attachment as illustrated is fitted divectly to the spindle.  Drive is
by steel bevel gear threaded to the spindle then through spur gear
to the cutter arbor. The minimum diameter cutter which can he
used is 17, and the maximum 7°. See Circular 18-701-1 for com-

plete deseription of this attachment.

A Fine Feed Attachment can be furnished giving a feed range
with open belt of .0024" to .019", with back gears .0127" to .2591".

This machine may bhe equipped with single pulley gear box drive, allowing machine to be
driven from a main line without the use of a countershaft. Speed box has seven changes, and

with the hack gears located on the head gives fourteen spindle changes.



Motor Drives for No. 5C Miller

Constant Speed Motor Drive

The motor is bolted to a bracket Tastened to the
rear portion of the base of the machine, and the
drive is through two gears properly guarded. The
motor pinion is made of bakelite, permitting quiet
operation, while the main driving gear is of cast
iromn.

The zear drive i= used in conjunction with a
gear box that provides [ourteen spindle  speeds
ranging from 20 to 500 R, P. M. The quick
change gear mechanism is entirely enclosed and
the changes in speed are obtained throuzh two
handles conveniently located on the top of the
zear box,

A 5 horsepower constant speed motor of 1150
or 1200 K. P. M. is recommended for this type of
drive,

Variable Speed Motor Drive

A wide range of spindle speeds can be obtained by
means of a variable speed motor vsed in connection
with direct current anly. The selection of speeds re-
quires only the simple shilting of the handle of a
rheostat conveniently  located on the side of the
marhine.

The maotor iz bolted 10 a bracket Tastened to the
rear of the base of the machine, and the drive is
through a train of gears properly guarded. The
motor pinion iz of steel. the main driving gear cast
iron. and the intermediate hakelite, permitting quiet
operation,

With this arrangement it is not necessary to have
a gear box, and a range of spindle H'l_l[-"FfI:ﬁ varying
from a minimum of 20 to a maximum of 500 K. P.
M. van he secured.

A 5 horsepower adjustable speed motor of 150 to
1800 K. P. M. is recommended for this Lype of drive,

Cutters

The use of high grade cutlers has much to
do with abtaining the hest results [rom Mill.
ing Machines. Long continued experience in
the I!I;lkirllu ol cutters in connection with our
machines has enabled us to produce cuotters
of the hizhest efficiency.

For the convenience of our customers, No.
14 et has been prepared consisting of a wide
'r'f.il']'t‘[jl.' of cutters ;Il’]i-l“t;{!:llf" Lo rany lasses
of work. This group of cutters is illustrated
here, and may be purchased as a =et or se-
arately. as may be required. Circular 27.
205-1 gives prices and illustrates and de-
scribes the complele line of culters desioned
especially  for this machine, and will be
gladly =ent upon request,

Twe Herrensan Puess. Seescen, Mass., U, 5, A —3



“The MachinexThat Gives the Smooth Finish’’

BECKER

No. 6

Vertical
Milling
Machine

e BECKER

HHLHIPL Gk g
ML |_| H =SS _
' ..-31' ;
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WORCESTER ?*QDLQ/ Mass. U S A,

Cirenfar 18-60]1.2



RANGE:

Specifications

Longitudinal feed {(power)

Cross feed [(powert )

Vertical feed of knee 1prmr‘| '

Head travel (power)

Maximum distance between -an“r and table :
Maximum distance between zpindle and rotary talle
Maximum distance between spindle and frame

MACHINE TABLE:

Waorking surface

Size overall

Haz 3 T slois, “I(]Il'l

Length of carriage

MNumber of feeds for each -i[unl”r Spee .

Longitudinal feed per revolution of spindle, apen v belt
Longitudinal feed per revalution of spindle, back gears
Longitudinal feed per minute

ROTARY TABLE:

Diameter of working surface
iameter overall .
Hasz 4 T slots, width

SPINDLE:

Diameter and length of main heaving
Number of spindle speeils .
Range of spindle speeds. K. [ M.
Ration of back gears ) .
Taper hole, Na. 12 B, & 5. Nose 314", 3 I’Ilrh R. H.—U
Hole through spindle . .

PULLEYS:

Spindle pulley 8

Spindle driving pulley

Width of driving helt

Diameter of countershaft p1|||r Ve
Speed of countershaft, R, P. M.

FLOOR SPACE:

Length x width x height

WEIGHTS AND SHIPPING DIMENSIONS:

Machine without retary, abow
Rotarv. net, aboul .

Machine, without rotary. boxed Tor ocean shipment aboul

Machine, with rotary. boxed [or ocean shipment, aboul
Contents hoxed, (leneth 1007, width 927, height 1037

EQUIPMENT:

Standard: Cone drive, friction countershalt, vise set blocks, drawhar,
Special : 537 double driving belr, 19" sinzle Teed helt, oil pump and connections, arbor
support, rotary attachment with power or hand feed in either direction with auto-

matic stop, cherrving and profiling atlachmenis,

CODE WORDS:

Without rotary  (eane drive
{ennstanl speed drive!
With rotary {eone drivel
(constant speed 1|r|u_n'I

No. 6

I, 5. Form

wrenches

. 617 x 18"
T6%%" x 18"

003" 1o 040"
016" 1o 2517

25" 1o 20"

L

. 278"

i

I ox By
. 12

16 1o 499
6.2 1o 1

klh

20"
T
o
18"
| 4 nmi Aan

138147 x 98" x 108"

TEOO e,
A0 | s,
ARO0 1.
Q400 Ths.
479 cu, fr.

Her
Herbox
Herraot

Herrathox
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BECKER No. 6
Vertical Milling Machine

This size miller i« unsurpassed for die sinking and is used extensively by automobile manu-
facturers for the machining of crank cases and similar work. It has not only the greatest range
of any standard vertical milling machine made but it has power without vibration.

The construction permits two extremes of service—roughing and finishing cuts—the one in-
terfering in no way with the accuracy of the other. which means much to any shop.

Centralized control is another of its advantages, which permits the operator to use both the
power longitudinal table feed and hand cross feed.

The spindle has a very liberal main bearing, and runs in tapered bronze bearings that com-
pensate for wear by adjusting collars at the top and bottom of the main bearing. The back
gears are located directly on the spindle and have a large gear ratio, thus increasing the power.
The spindle is equipped with both power and hand feed, the hand feed being practically a di-
rect connection which eliminates backlash contained in gear connection. This feature is pre-
ferred by die makers as it eliminates the chatter. The belt pressure on the spindle pulley is taken
by an auxiliary bearing supported in a bracket at the top of the column. With this construe-
tion the strain of belt pressure is not carried by the spindle.  Micrometer stop gauge is attached
to the head and allows spindle to be fed down to pre-determined depth.

Table has a liberal working surface and the saddle has a wide center bearing on the knee,
which practically eliminates any deflection in the table when working heavy loads such as die
blocks. This saddle construction is a special feature on all BECKER Milling Machines. Table
feed is by hand quick traverse as well as power on the longitudinal feed.

Rotary attachment with power or hand feed can be applied. and
adds greatly to the range of work that can be done on this machine.

Cherrying attachment as illustrated can be furnished for die
makers. The drive is by steel bevel gear, threaded to the spindle,
then through spur gear to cutter arbor. The attachment i< gradu-
ated so that it can be swiveled 3607, and cutters ranging from 1"
to 7" can be used. See Circular 18-701-1 for complete description

of this attachment.

The machine may be equipped with a single pulley gear box
which will allow driving direct from the main line without the use
of a countershaft. This speed box has seven gear changes and in connection with the back gears

directly located in the head. gives fourteen spindle speeds.



Motor Drives for No. 6 Miller

Constant Speed Motor Drive

The motor is bolted to a bracket fastened to the
rear portion of the hase of the machine, and the
drive is through two gears properly guarded. The
maotor pinion is made of bakelite, permitting quiet
nperatiom. while the main driving gear is of cast
1ron.

The gear drive is used in conjunction with a gear
hox that provides fourteen spindle speeds ranging
from 20 to 500 R, P. M. The quick change gear
mechanism is entirely enclosed, and the changes in
speed are obtained through two handles conveni-
ently located on the top of the gear hox

A Tl horsepower constant speed motor of 1150
or 1200 R, P. M. is recommended for this type of
drive,

Variable Speed Motor Drive

A wide range of spindle speeds can be obtained by
means of a variable speed motor vsed in connection
with direct current only.  The selection of speeds re-
quires only the simple shifting of the handle of a
rheostat conveniently located on the side of the
machine.

The motor is bolted 1o a bracket fastened to the
rear of the base of the machine, and the drive is
through a train of zears properly guarded.  The
molor pinion is of steel, the main {|I‘ixir|;_', Zear of
cast iron, and the intermediate bakelite. permitting
quiet operation.

With this arrangement it is not necessary to have
a gear box, and a range of spindle zpeeds varying
from a minimum of 20 to & maximum of 500 R, P.
M. can be secured.

A Tl hnr.-'u[nm.vr—*r :11’]j|]:-l.;1]r|r' .‘-|_I|:'l,'|:| motor of 450
to 1800 K. P. M. is recommended for this type of
drive, -

Cutters

The use of hizh grade cutters has much to
do with obtaining the hest results from Mill-
ing Machines. Long continued experience in
the making of cutters in connection with our
machines has enabled us to prni{Lli'(‘ cutlers
of the highest efliciency,

For the convenienee of our customers, No,
200 cutter set has been prepared consisting of
a wide variety of cutters adaptable to many
classes of work. This Zroup of cutters is il
lustrated here and may be purchased as a set
or separately, as may be required. Circular
27-203-1 gives prices and illustrates and de-
seribes the complete line of cutters desizned
especially  for this machine, and will be
gladly sent you upon request,

Tune Herreenan 'mess,

SrENCEN, Mass,, U, 5, A —IM 6-13-26



New Model No. 6 Becker Die Sinker
and Vertical Milling Machine

Working surface of table
Table travel—Lengitudinal
Cross
Height of table above foor
Maximum overhang of table
position

[Distance between two I'IL.II*IL:lL |.‘H.3.rl|1._'< on knee

Distance of spindle nose o table—maxinum
TV TR TR LL 1T

when in extreme

Vertical feed of spindle

Throat depth

Distance between center line 1~f =[1L|L|..|;. to face
of column i

Maximum distance hut“ﬂn
spindle to center slot in table—out

center line of

no.

Specifications

—.-_.--‘_ -_\.”-r |
G2% or 71"
T
10y ¥
23
ol e
i l
0*
111"
2815"
13 ‘
1214*
111

Diameter of spindle sleeve 3 ; ; 3 Hdy°
Diameter of driving pulley ; 1+
Width of driving bele A
Diameter of spindle puller 20
Wideh of -p||u.|x el ; A
MNumber lII|\_||| spe eda i 12
Range . ]~ S to SO0 R, P.AL
Number of feeds per revolution of spindle 4
Range 003% 1o 4307
Rapid traverse feed —cross 1257 per min.
longitudin: l| & & 125" per min.

Diameter spindle : 3"
Taper hole in spindle No. 13 B & 5.
Travel of head on column : : 15ty
Flooe space 156" wide x 113" l\.i.i.'l.']"' x112° ]]i.;_'.:|

Circular 18-602-2



Permits ready machining of the largest and heaviest die

blocks and castings requiring vertical milling

IBi MAX LM UM

Quick
="t AND
l " TRAVERSE T0 SFINDLE
E

O THAWCRESE T
CRDES & LOMEIT UBINAL
FEEDS EITHEA BIRECTION
128 |HEHES BER MEUTE

START & STOP

Spindle and head at extreme height showing masimum distance Spindle and head at lowest point, showing adjustment of
spindle to table, center of spindle to column, etc. spindle and head, etc.

Features of the previous BECKER Die Sinkers and
Vertical Millers have been maintained in this new model
including belt drive to spindle permitting proper speeds
for end mills and die sinkers’ cutters. While maximum
speed 1s 500 R. P. AL, in some cases speeds of 1000 and
1200 R. P. M. have been used satisfactorily with this con-
struction. 3" Spindle drive belt insures suthcient power

to the cutter.

New features include triple gearing in head, spindle
with either clutch type or threaded nose; speed and feed
change mechanisms; power down feed to head for vertical
milling; adjustable head and spindle quill; rapid traverse
to longitudinal and cross feeds in either direction. All feed

gears of alloy steel, running in oil.

Rotary table hand or power feed, 26" diameter, can be

supplied 1if desired.

Convenient working height of table, and head and apindle adjustment
For the average workman.

ReED-DR: mmE (ORP

WORCESTER

¥330. 7-10-28



Milling Cutters, Collets, Reducing Bushings and Shanks
for Becker Nos. 4B, 5C and 6 Vertical Milling Machines
(also Nos. 4, 5 and 5B and Models A and AB, B and C)

END AND SIDE MILLING CUTTERS—TAPER SHANK—HIGH SPEED STEEL

MNos. 5, 5B, 5C Vertical—Meodels B

Ihameler

N af Cutter Length Price
Tahes I'nches
B-33 1 2 #1200
B-345 P ' ER 13 00
B-36 T4 2 12 00
These cutters are threaded for drawbar and made with taper shank B-40 I 234 13 25
to fit direct to spindle of Nos. 4and 4 B, 5, 3B and 3C and 6 BECKER B-43 E1I~c > 14 [5“13
Vertical Millers: also to Modelz A and AB, B and C. I_:_J" Lty ] 14 25
-4 ||.|. 31g 16 23
3-48 1ts 21g 17 00
They are regularly made and carried in stock in High Speed Steel B-49 115 3 17 50
but Carbon Steel can be supplied on order. B-50 114 | 314 18 50
B-51 134 itg | 20 75
B-52 2 214 | 22 00
s ; e B-53 2 3 30 50
= = = T B-54 2Lg 3 | 3t A0
Nos. 4 and 4B Vertical—Medels A and AB B.5% 3r.;' & 44 00
I =t —
M o e e Length | Price : ! _ _ - :
Inches Inches Note: End and side mills made to order. Give diameter and
- length of cut desired with size of machine.
B-10 £ 2 g10 25
B-11 3 215 11 00
B-12 e 2 11 00
B-14 g 114 11 75 A o e 8 =l L
B-1¢ 1 23 11 75 : S =
H_”J I 23:- | 12 7% i Mo f:l Vertical —Madels C
B-20 114 3 13 75 . I}__in;n:-lf.r Fapsid .
B-21 |_ 1% ; :_“.; 75 Neo. “L[::;;IIJ':;-:T | ]:ICI]I'-I-:; Price
B-22 11, 7 375 e - — )
B2 | 1% 3 14 75 BS7 | 14 823 50
B-24 | 135 3 14 73 B-60 [ 115 | 3 24 23
B-26 [ 11g 3 16 5 B-61 | 314 25 00
B-27 | 114 jig 17 25 B-62 135 26 00
B-28 13 | 34 19 50 B-63 2 214 27 25
B-29 2 2y 20 75 B-4 2 5 33 75
B-30 2 3 28 50 B-fits 214 & 45 00
Nore: End and side mills made to order. Give diameter and More: End and side mi!]s made tnl-'urdrr, Give diameter and
length of cut desired with size of machine, length of cut desired with size of machine.

End mills 2** diameter and larger are furnished with nicked teeth.

Circular No. 27-203-1



REDUCING BUSHING
o take Taper and No. 3 Collet Shank, also No. 3 Coller

(ter be used with drawbar)

Ihese bushings fit direet to spindle and make it possible to use end
and side mills with taper shank smaller than those for which machine
; L'!'l”':'l shank or _\:u_

15 designed, also Mo 3 collet for straight shank

cutters.
E;..l:si.iﬁ ety
A = Inside Tape Mo of Machine o
- i BoaE | Where Used s
1-20 1% e aicaie | | 86 00
11-21 13 10} No. 6 Vertical and £ 00
H-22 13 1 Maodel C© | 6 00
H-23 13 12 & 00
H-27 | 11 Mo, 3 Collet |[Nos. 5, 3B, 5C and Modcl|
H-18 11 1 B Vertical ! 4 a0
MNo. 3 Plain and Mo, 3|
Univerzal [ 4 50
H-29 10 | No.3 Collet [Nos. 4, 4B and Models |
| A and AB Vertical,|
Mos. 1'4 and 2 Plain,|
| 115 and 2 Universal 4 25
H-30 9 No. 3 Coller |Nos. 25, 26 and 4 15 Plain,
Large Hand, Miller, 3 A0

SPRING COLLETS

(For Vertical Millers)

I_:'l. '[.:'II' use of collet T|'::.I.l'illy hushin o] |'4'[! |||.'l.| ton the above ii..!:-:'i

the MNo. 3 -'\.p'.'ill'.: collets can be used to hold Tollowine str

end millz and similar cutters of smaller diameters,

hold cutters from 13" to 34
Price, cach $4.00

No. 3 collet 15 made 1n sizes to
(L
L

advancing by 5"

STRAIGHT SHANK CUTTERS

(To be used with No. 3 Spring Collet)

Diameter

No. | of Carter

Inck

e o

1£8

=

Length
af Cutter
Inches

L=

e g

254 v R ]
bl OFL 00 DE- 08 e 08O

| Price each
Carbon

Seeel
20 45

Total
Length
Inches

A 4

.|5: ] g 1

ag ] :'I 1

i ;

16 1 i

i 2 |

14 3

E q

i 2

B -

16 e [

i, 2

ag 2

iz 3

L .

L4 2

5 ?

] 7

5 s

—

50
&5
o)
5
70
S0
85
a0
95
25
il
a0
a0

Fr

ice Each

High Speed

£0

Steel

75
B
95
an
15
25
35
45
50
&0
10
a5
75
75

| b g b b b e et ek ek

Cutters up to and including 15" are cut with straight flutes
above that size with spiral flutes.

END AND SIDE MILLING CUTTERS
(Mo, 3 Collet Shank)

) ' £ A :
By the use of collet reducing bushings referred to on this page
the following No, 3 enllet shank cutters can be used.

Mo IHamrter Lenoth
Inches Inches

L-158 La 114
3 15¢ 4 v
B-159 | Li L1y
s 1

B-160 b 15]
B-161 L1 14,
B-162 5 11
B-163 N
B-164 13 | 1

B-165 | e | )

E-164 T8 204
B-167 | Lk 217
Bl6s | 1" 31
B-169 1 iy
B-170 1+ 2y

.

B-171 R 21
B-172 [ i
T )

I.. -l._-_l 1 244
B-175 14 11

Price

Carbon Steel I High Speed Steel

b3

y ot Lrw e S L s L L e efe e e o

G

e

=0
=0
Bl
#0
=0
10
111
111
L)
40
il
T5

05
40
40}
15

59
9
9
9
9

10

10

10

11

11

11

11

11

12

13

13

14

75
75
75
75
75
25
25
25
]
]
1]




FACE AND SIDE MILLS HIGH POWER FACE AND SIDE MILLS
HIGH SPEED STEEL HIGH SPEED STEEL

[Shanks not included in price) IShanks not included in price)

These cutters are made with taper shanks to fit dircct to spindles
|'|f NIIF. '.I', -CI..'IL] “} .:l ;H and .";L'. frand models A and ."||1|-. B :|||-:| b'-]l'r.
‘:_1 -."l.':'.lj C:“' ]5:.'l.'kl.'|' l'll:'l:i\.'ill .\A.'li”-.'l':i. '|'||-.'_'. can .|'.--.- hl_‘ I|:--.'|] L3N] .III-I'i

zontal boring mills for face and side milling.

[Also made with No. 3 collet shank) o et -
hese cutters are made in coarse tooth pattern permitting the
= removal of a greater amount of metal. Teeth are spiral, widely
N Lj.jil“l“""i"rl‘r II:JI:LI IH"I"-' [ Price spaced, with rake to take a large and deep chip with a zheaning
B & (M) er nches nchoes nches

action. Like the standard type they are made with taper shanks

to fit divect wo spindle,

k—-10 5 115 1ig 813 75
K-11 il | 11¢ 17 50 =
E~12 + 114 11y 22 25 DHameter of Width of Size of Brie
K-13 5 11, 11z 3110 No. Cutter Face Hele 'I.r"'.t
K-14 ¥ 11 ) 1% 1 25 [nches Liiches Tnches Each
In ordering cutters with shanks give number of shank and machine k-17 + 134 3 $231 95
5 i i == ; : : i : 15 e
for which required. To obrain price of cutrer with shank add price I-}: t"; '%1"3 }:4 11 16 50
k: — 1% Adn 3 I ]
of mill to that of shank. & =
SHANKS SHANKS
(For face and side and inserted tooth surface cutters) (For high power face and side and inserted tooth cutters)

These shanks are tapered to fit spindle and made 1o take the above
face and side mills, also inserted tooth surface mills later described - e .
herein Like the standard these shanks are I,.;lpl'l':'-.l Lo it -\.|'III'|-.| ¢ and made

[ z .
to take the above high power face and side mille. Similar shanks are

¢ used wi i Tl face a side mlls lare seribed herein,
Shank b el Biam Taper mia uscd with inserted tooth face and side mills laver described herein

Mo, 3 Collet MNo. 3 and [ﬂrgrr Shank “achine H[am Taper Price
Verticals by use of _ ———
reducing bushings  ["11g | Straight 43 30 Mo, 4 Shank | MNos. 4. 4B Vertieal

No. 4 Shank | Nos. 4, 4B Vertical, models A and AB 1l | No.10B. & 5. 4 25
models A and AR 11z | No. 10B. &5 375 o 5 Sk | MNosi 5. SBand 5C. |

Mo, 5 Shank | Nos, 5, 58, 5C Verti- Vertical, models B 1la | Mo, 11 B. & 8. 4 50
2 1 5 B : 5B 11 Mo.11 B. & 8 4 0 ) ) Bl .
cal, models B and SB| 1% | No, 11 N6 BhaalE | DYS. 6 VErtikal,

No. 6 Shank | No. 6 Vertical, 5 models C 115 | No.13B. &S.| 475
models C and CS 1'3 | Nao. 13 B. &5 4 25 ) | B DAl |

- = * 3" and 4" High Power Inserted Tonth Face and Side Mills take shanks 55 and

# 35 * diameter with 3% Inserted Tooth Surface Mills. 11y diameter

Shanks and face and side mills made to order. Shanks and high power face and side nualls made to order,



INSERTED TOOTH SURFACE MILLS
HIGH SPEED STEEL (Shanks included in price)

These cutters are made with shanks to fit direct to spindle of Nos.
4, 4B, 5, 5B, 5C and 6 Becker Vertical Millers and models A and AB,
B and C.

Shanks for standard face and side mills, see page 3.
Moz, 4 and 4B Vertical—Models A and AB
[ i I i With No. 4 Shank
Mo, .]} :_'TE'::-?: r“h{l [.;:_.:]:J B. & 8. Taper No. 10
Trches [nches Price
I-10 #1 114 12 50
I-11 1 | 113 17 00
I-12 4 [ 11 20 00
[-13 & | 114 23 00
MNos. 5, 5B, 3C Vertical—Model B
e Thickne With Mo, 5 Shank
No. Digmerer | Thigknos | VAN S50
Inches [nches Price
I-14 ] 114 $12 75
I-15 4 11y 17 25
=16 5 113 20 25
I-17 ' 114 25 28
Mo, 6 Vertical—Madel C
iy T - hasa With Mo, & Shank
i Corter o o B. & 5. Tuper No. 13
Inches [nches IFrice
=S i s 1L, $13 00
=14 4 144 [ 17 50
1-20 5 143 200 i
I=-21 L 134 | 23 50

# Furnished with Mo, 3 Shank; price, 811,75
All athers supplied with 11§ "'hu Price of Ca

RLLul.“h 1 pplud with 35 * hole.
Mills, 30 cents ea ”IU Spee d Stcel, 3100 each,

Sreel Teeth for above

BEVEL AND DOVETAIL MILLS

These Mills, which can be made to any angle, are made solid from
one picce of steel, and great care is exercised to supply the angle
specified with the utmost accuracy. 'To obtain best results Cutters
should be kept sharp.

In <_-|J¢_nnL Bevel Mill Cutters do not fail toe specify the angle
required. To obtain the angle for Bevel Mills, measurement should
be taken from a line drawn lengthwise through the centre of the

Mill. Prices on application.
REED:

HI(:II POWER INSERTED TOOTH FACE AND

SIDE MILLS
HIGH SPEED STEEL (Threaded to fit spindle}*

Plain and side milling cutters greater than 8 in diameter are
recommended made with inserted teeth. Body is made of machinery
steel and reeth regularly furnished of high speed steel fastened by
ping and easily removable in caze of breakage. Cutters are
threaded direct to spindle nose and blades provided with liberal rake
permitting heavy and fast cuts.

It is recommended that an extra set of blades be ordered with
cutters of this type.

Mo | IMameter Bixe of Blades Price Extra Blades
| Tnchies Inches Fach Price Each

1-29 | 3t ez x2 | $35 00 | §l 50
1_'1!_. [ 4 1:“ x4 x12 I i7 ?:.' | 1 30
1—}: | ot 15 % | AT 41 &0 1 50
1-33 &1 Bex 14 x 214 | 44 QD 1 50
-3+ | 8 fg x 13y x 214 52 00 1 50
[-35 | 1 g x 145 x 35\. Gl 50 2 00
:—’iéﬂ H ix x :;:H' x E‘_'..' ?';[FJ 0o 2 00
37 82 x 14 x 23¢ 97 50 200
38 | 16 | 3% x 19 x 2% | 114 00 FALE
#* Mog, 4 and 48, Models A and AB, "'4” 8 threads per |n|_||. B AT S -

Mos. 5, 5B and 3C, M: .-dels B, 3% 3 threads per inch, (U. 5. F.) R

Mo, 6, Madel C, ..'ﬁ"z: 3 IILr-.*1|.‘|s. per inch, (U, 5 F. B H_

rfnllerb [ and under are furpished with straight holes 3%, 247 124" 5°

Sh.ul.'Ls far

and 6%, 114* diameter vo be used with taper shank to fit srundlr
In ordering above cutters be sure

high pawer face and side mills, see page 3.
to give number of machine,

1 Has cast-iron body.

WORCESTER \3'9@;/ Mass. U, SA - - "

3pd T-10-D8



Reducing Collets,

Arbors and Cutter Sets

- for use with Becker Milling Machines

REDUCING COLLETS

CUTTER ARBORS

(Standard B. & S. Taper)

The following cutter arbors have been adopted as standard for
machines listed and are regularly carried in stock. Others to meet
requirements can be made to order, Give size of machine and com-
plete specifications of arbor.

L B A
M. of : Cutside | Inside _ Diameter of .-_ N, | Hiam. | '-;-jll"-'* el _ e :
Collet Syl !E] f\;l:‘ ]i_l'f:_-;. lhl(.lll-_:lr_li]da_-:]“.n I*rice _'._I..Il-e-_.r i".-'l-nr HI:-::I:J":-r Tapet Style Whare L‘I"\'J'-"' Price
S it | oot S == nches | vo nue, in
3 & _ % T =ik
3 I? 9 | : ﬁ; ijﬂ 2 % b 49 B |Hand Mch, 414,25-26 PL|812 735
5 A 10 g 7 4z 3 1 5 g B |Hand Mch.,44,25-26 Pl.| 9 25
I3 A 10 7 7 50 4 1 8 ) B |Hand Mch.,415,25-26 PL| 13 25
7 A 10 9 § 00 a4l 14| B % | B |Hand Mch.,415,25.26 PL| 14 00
8 [ 10 5 5- 16 B. H 700 7 Tg | 12 10 C No. 134, 2 Universal 21 00
g C 10 7 S 16 R H. 50 i 1 5 10 C No. 134, 2 Universal 12 0d
10 C 10 9 | 5:16R H. | oy 10 1 12 | 10 C Ne. 114, 2 Universal 24 25
12 3 11 7 e [ 800 44 1 | 223 | 1D > Na. 7 Plain 33 00
13 A 11 q T 900 45 | 14 2235 | 1 > Neo. 7 Plain i1 50
15 C 11 7 A e 6 114 | 2235 | 10 1 No. 7 Plain 35 50
16 C 11 a be 16 B H. | 10 00 14 g | 10 11 | C Mo. 3 Universal 12 50
18 D 11 0| ;.q_“-l E H 11 o0 20 114 1o 11 C | Mo. 3 Universal 10 00
19 C 13 q :1:_|"J B 1L 12 00 21 1y 14 1 | C No. 3 Universal 25 3{]'
4 7 ; 3 7 a3 1 2315 | 11 I Mo, 3 Plain kL ]
D E. %’ {? : * i} 5 H ' H ﬁﬂ 56 1t | 2314 | 1 D No. 3 Plain | i6 00
et : g : 13 00 St ST - —
ekl it 1 i | R jU_ Prices include collars, bushings and nut
Special collets made to order.
Cutter Sets for Becker Nos. 2, 2A, 3, 4B, 5C and 6 Vertical Millers
Cutters in following lists are those which we have found by experience to be best suited for general requirements,
Prices cover caomplete sets as listed and are wef to customer.
SET NO. 2 (ror No. 2) SET NO. 3 ifor No, 24)
One No. 2 Collet, 75" One No. 2A Collet, 14"
One Mo, 2 Collet, " One No. 2A Collet, 3g°.
One MNo. 2 Collet, 15" Two End Mills, 1" diameter, Straight Shank
One No. 2 Collet, 3" Twao End Mills, 25" diameter, Straight Shank
One No. 2 Collet, f3” ol One End Mill, 33, x 17, No. 2A Shank
e i }J?UE' "8 d.[am“un i:;lm!ght :flmnk One End Mill, 24" = 124", No. 2A Shank
'['.,.;.-_;._En.j Mills, 3¢ dlamtt,ﬂ' Etfﬂgnlhtqhha.nk et One End Mill, 35" x 2%, I\.u 2A Shank
Twelve Cutters, No. 1 to [\lz. 11, ,2 f ...T.::uzht Shan One End Mill, 75" 215", No. 24 Shank
Twelve Cutters, No. 12 to Na. 21, m " Straight Shank = ; B v ; :
% ' One End Mill, 17 x 214 \l: 2A Shank
Twelve Cutters, No. 22 to Neo. 30, 14, Straight Shank o S MO AT ¥ Geraiohe Shank
One Surface Mill No. 31, 347, Straight Shank. One Sur g ; : -lInJ.L.I_L : I‘:-I _
One Dovetail Mill No. 35, 33", Straight Shank. OueDoversl Wil Nay 43, 99 4 Straihe sheak o
Carbon Steel $44 40 Carbon Steel $35.90
[--_HH]-, Speed Stecl B57 .85 High Speed Steel 57,10

Circular No. 27-204-1



Cutter Sets

(See other side of this page for Sets Nos. 2 and 3)

SET NO. 4 (for No. 24) SET NO. 1% {for No. 5C]
One No. 2A Collet, 35" One Drawbar
One No. 2A Collet, %" One Bushing, No. 11 1o No. 3 Collet
One No. 2A Collet, 13" One End Mill, 13° x 124", No. 3 Shank
One No. 2A Collet, 25° One End Mill, 5% x 13;*, No. 3 Shank
One No. 24 Collet, 13" One End Mill, 34" x 2*, No. 3 Shank
Eleven Cutters, No. 1 1o No. ll * Btraight Shank One End Mill, 75" x 2%, No, J Shank
Ten Cutters, No. 12 10 No, 21, qtrﬂ.lj,ltl Shank One End Mill, 1* x 215", No. 3 Shank
Nine Cutrers, I\u 22 o MNa. 3'[! ", Straight Shank One End Mill, 115" x 23, %, No. 3 Shank
Twe End Mills, 33" diameter, {hmluh'l Shank One End NMill, 115* x 315 %, No. 5 Shank
Two End Mills, /{ diameter, Straight Shank One End Mill, 115° x 31£% No. § Shank
One Surface Mill No. 31, 33", Straight Shank One End Mill, 2% x 215", No. 5 Shank
One Dovetail Mill Mo, 35, _‘ , dtraight Shank One End Mill, 255" x 6%, No. 5 Shank
Carbon Steel - . B45.65 One Inserted Tooth Face Mill, 3* x 114%, No. 5 Shank
High Speed Stecl $59.10 One Inserted Tooth Face Mill, 3% x 115*, No. 5 Shank

One Ingerted Tooth Surface :'l;]|]|, B L‘||1‘l|ﬂl.$l:‘|'. Threaded to Nose of
Spindle
SET NO. 5 ifor No. 1) High Speed Steel . . v .. R209.30

One No, 3 Coller, 14

One No. 3 Collet, 34"

Twe End Mills, 54" diameter, Straight Shank
Two End Mills, 3g* diamr:T-.'r. Straight Shank
One Surface Mill No. 32, 37 ‘hrai;.rht Shank
One Dovetail Mill No. 3"'- 3 * Straight Shank
One Bevel Wil Mo, 37, & {‘:rTalj,h.l' Shank
One End Mill, '-j" x ]!vﬁ' '\1: 3 Shank

One End Mill, x 135", Mo. 3 Bhank
One End Mill, 35" x 2% No. 3 Shank
One End Mill, 74" x 2%, No. 3 Shank
One End Mill, 1 r
One End Mill, 114

=.-c
.|.
B
"x 217" No. 3 Shank

f.x l *. Mo, 3 Shank

Carbon Steel Btk oy L s Bs 40
High Speed Steel | A75 45
SET NO. 7 ifor No. 4B) SET NO. 20 ifor No. 6, shown above)
One Mo. 3 Collet, 15" One Drawbar
Cne No. 3 Collet, 35" Cine Bushing, No. 13 to No. 3 Collet
One MNo. 3 Collet, 14" One End Mill, 25" x 134", No. 3 Shank
Two End Mills, 14 * diameter, Straight Shank One End Mill, -‘, e \n 3 Shank
Two End Mills, 32" diameter, Straight Shank One End Mill, 74" x 2*, No. 3 Shank
Two End Mills, ¥4 diamcter, Straight Shank One End Mill, 1 2 per Nn 3 Shank
One End Mill, 35° x 135", No. 3 Shank One End Mill, 1584% x 22,7, No. 3 Shank
One End Mill, 3¢" x 134", No. 3 Shank One End Mill, 124" x 314, °, No. 6 Shank
Cne End Mill, 35" x 2%, No. 3 Shank One End Mill, 124% x 325", No. & Shank
One End Mill, ,p;" : S \.-I- 3 Shank One End Mill, 2" % 214", No. £ Shank
One End Mill, 17 x 215 \r- 3 Shank One lind Mill, 214* x 6", No. 6 Shank
One End Mill, 115" x .=: . No. 4 Shank One Face and Side Milling Cutter, 324" x 14", No. 6 Shank
One End Mill, 27 x 215", .'\.'rr. 4 Shank One Inserted Tooth Face Mill, 3% x 114", No. 6 Shank
One Face and Side Mill, 314* x 115", No. 4 Shank One Inserted Tooth Face Mill, 5% x 114", No. 61 Shank
Orne Inserted Tooth Surface Mill, 67 diamcter, Threaded to Nose of One Inserted Tooth Face Ml 6% x 104", No. 6 Shank
Spindle One Inserted Tooth Surface Mill, 10” diameter, Threaded to Nose of
Carhon Steel o P R e Spindle
High Speed Stecl . . : e . P142.15 High Speed Steel e i e~

REED-DRENTICE (ORP.
WORCESTER M\Eiéj Mass.U.S.A,

TEE Davie FRSSE SOECERTER maas, w8 s YL Te| DB



Becker Combination
Cherrying and Profiling Attachment

For Die Sinking on Becker Vertical Milling Machines

The Cherrying Attachment showing the improved Reed-Prentice cutter

PICCIIN
P y

REED-DRENTICE \(OMPANY

WORCESTER ’"ﬂt_}uf’ Mass. U.S A

Circular 18-701-1



Becker Combination Cherrying and Profiling Attachment

This attachment is designed for use with the Nos. 5C and
6 Becker Milling Machines, primarily for the purpose of sim-
'u]Lf\ myg the of ‘leratll- 15 Jl:l]Ll'lrr:'d in the formation ﬂf Lf'r'l'l|"]lL ated
shapes, as in cutting profile and stencil work, in die sinking
and other i]'ru:_uul;:r recesses and projections in the large variety
of work submitted to the miling machine.

Having an attachment which mav be used in connection
n'il!:'. L||{_~ 51..::L]:Lr-.{ 1'|..L':':il':l| \[']Ig .1"~J;|L"|'|i:u'r~' ]‘.t'l'rrﬁt.\' the llr'-i:'uf_t
of such machines for a wide range of work, and thereby gives
the user a unit which is flexible and invaluable,

[t greatly reduces the length of time required to perform
these operations, hence, materially effects a worthwhile saving
in the actual labor costs and increases the production capacity
of the machine for this particular type of work.

Besides, the principle on which i operates removes all
guess work from 1h part of the operator and results in a much
ereater accuracy in the finished w ork.

With these advantages: simplifying the complicated work,
reducing the time required and therefore the operating costs,
also attamimg greater }lrnduct:run and accuracy in the i'n'ﬂ"]' the
Hu_lu_r Profiling and Cherrving Attachment fills a much needed
want in the machine I.lL|Llh[F_'x ;

Because of the various uses for which this attachment is
required, it has been arranged separately as a profiling attach-
ment and a cherrying attachment or may be furnished as a
combination of both.

Cherrying Attachment. The cherrving attachment con-
sists of a head bracket, angular shaped so that it can be readily

bolted to a lower ["lnlll e of the w}‘l‘u.“l_ wusing, and have the L
Ideal for DMe Sinking
utmost rigidity.

This is the only member of the attachment that is attached to the Milling Machine. 1t is located in such a
position on the spindle head that upon removal of the lower units from the member the milling machine can be
used for other work not requiring 1ts use, without the attachment interfering.

The swivel pl:ﬂu i3 k‘|r'll‘|‘|;‘li:t] to the bottom of the head bracket and carries a horizontal :-;p[llu_ﬂl: with a spur
pinion, cut integral. This spindle has a No, 7B. &5 taper hole at one end, while mounted adjacent to the
spur pinion inside of the swivel plate housing 15 a bevel pinion meshing with the bevel drive gear screwed on to
the threads of the spindle nose of the standard machine.

The swivel plate is held to the head bracket by four T bolts, the heads of which fit into a circular T slot in
the swivel plate. With this arrangement the swivel plate may be placed at any angle on a horizontal plane
and clamped in ]'u:-'i1i n by the T bolt nuts at the top of the upright portion of the bracket.

The taper hole in the ||nr|?-ll‘|T al spindle provides for the use of an end mill for harizontal milling, and with
the flexibility of the swivel plate permits the milling of sur-
faces that ﬂldlmmh would be very difficult to machine.

The cutter brackets are screwed and tongued into
the lower portion of the swivel plate, and made in styles
A and B, both being suitable for cutters ranging from 1"
to 7" in diameter.

Sivle A Cutter  Bracket., This -\L‘;]L of cutter
bracket is used when the work being milled allows am ple
clearance for the bracker and citfer. The cutter mills
with one side omly and for milling in opposite directions

CUTTER BRACKET - STYLE A (Page 1)

!t Currer Brackit Bracker Boss Ramce or Cu TTERS
! Style A, No, | i T *17 o 198" Dia.
Style A, No. 2 1' " Dia. 134" to 21" Dia.
:‘_1'.}|-' A, Na. 3 154% Dia, 2aLF Iu FLL* [hia.
atvle A, No. 4 214" ha. '-'\ 4‘:'” IMia
Seyle A, No. & 4 1hia A ok .

1?" [1a.

FIhis range lurnished wich straieht eodi il testh wicked to break chip.

the sw ivel plate may be swung 180° from its initial

Simplifies Complicated Milling setting. | |||-' h[’il'\:li'{'l*—l are made ||r T Hl'li.i]‘-i_":l ‘;T.f_"f_“]

_ o _ . ) ] casting and carry a cutter spindle Hl!.m;\ a spur gear
meshing with an intermediate L]"I'x'r!l from the swivel plate spindle, These brackets are made 1|11_c-r-::hl|‘|E£"lb][:
with the swivel plate in five sizes for use with the cutters listed in the table. The standard attachment is



regularly furnished with one cutter bracket and cutter, the size of which may be specified from the table by the
customer.  Additional cutter brackets and cutters may be obtained at a nominal charge.

Style B Cutter Bracket. In cases where it is necessary to sink
a cutter one-half its depth into narrow cavities, the style B cutter
bracket is required. This consists of two dovetail slides controlled
by collar head screws and made with projecting pilots that fit into a
plain haole in the cutter. A specially designed cutter is used as the S
drive takes place from an intermediate gear meshing with the teeth
on the periphery. The cutting teeth are made with sufficient
clearance so that any chips lodging will not interfere with the free
meshing of the intermediate gear. There are also two sets of aver-
lapping teeth on both sides of the cutter that unwind themselves
spirally from the center to the outside of the cutter.

CUTTER BRACKET -STYLE B (Opposite)

CurrEnr _Bik_l._k_ll N CENTERS Ramce or Corrers
51:'.".:I.‘ Bl | Ma. | 1" 10 234" [ha.
Style B 2 No. 2 23;" 10 333" Dia.
arvle B 2 No. 3 4° o 53" Dia.

2 Mo, 4 % 1o 77 Dha.

Stvle B 2

With this style, two cutter brackets with four set of inter-

changeable centers are used for the cutters listed in the table. For sinking cutters one-half their dinmeter into dies

Cherryving Cutters. Much
time and effort have been given
i obtaining an efficient cutter
for die sinking and have re-
sulted in the developing of a
cutter far superior to anv used
in this class of work, There
are two types of cutters here
illustrated, the one on the lefr
being the tvpe most commonly
used and the one on the right.
the new developed REED
PRENTICE cutter having inter-
mittent teeth on the peri-
phery, and two sets of over-
lapping teeth unwinding them-
selves spirally from the center
to the outside of the cutter in
180 degrees. This arrangement
of teeth gives a large amount

The Reed-Prentice Improved Cutter (right) reduces cutting time to one-third of ch[]’w clearance and a cutting

action which 1s clean and breaks the cut into small chips, thus : Ly | L
producing a smooth surface, free from chatter. o TT 1 i

It is very interesting to compare the chips obtained from the TEEERE T et FT
two types of 6% cutters. The chips shown were made during a ! i e B
test in which five series of cuts were taken, ranging from 2.230" to fEEmaERS T
450" in depth. The upper row of chips were produced by the am 1
standard type of cutter and the lower row by the improved type. B Y

To bring this out more clearly, curves of the two types of T I| "'1'.,"
cutters were prepared showing the relation between both the area & HHHHHHHY H |
and depth of cut and the tooth pressure to the feed. The upper ¢ 2 45 S0 1 B ‘\,\ . EE
curve, A, represents the REED PRENTICE cutter and the lower one, 2 W A B
B, the commonly used cutter. From these it may readily be § 1%' N i.
seen that the REED PRENTICE cutter approximates a straight line, ¢ _ \\\ 1
indicating that the feed decreased nearly directly proportional to T EEBA =
the increase of the depth and area of the cut.  With the cutter, B, i k ! =3
the feed drops very rapidly at first and then becomes fairly HER N
constant as the high values of depth of cut are approached. At = : BN <SJT T
the deeper cuts, the REep PrENTICE cutter has a decidedly high e b 'i
productive value, as the feed relation between the cutters is = P
approximately three to one. o1 o6 I ] R A O 3 D

These cutters are made of either high speed or tool steel, and = g o o e U e L
are regularly furnished with the side of the cutter 7° from the Ao ot gt s I
vertical. Style A cutters have threaded holes and stvle B o oo el A e i

sl Tﬁ.lght h{]IL‘H. Mute: Atk Loy —=az msde in ©. [, the samc holds thae in stosl



Profiling Attachment

The head bracket used with the cherrying attachment
forms the main portion of the profiling attachment. The
forming bar is held by a projection on the bracket, and care-
fully aligned with the milling machine spindle. It can be
adjusted vertically to suit the depths of cut to be taken, and
the roll on the lower end is made the same size as the end of
the cutter. An exact duplication of the pattern over which
the roll travels is, therefore, cut into the work.

Ten 10-pound counterbalance weights are furnished for
counter balancing the spindle. A rubber disc placed between
the frame and weights absorbs the vibration and with the
angular slots in the weights prevents their displacement.
This makes a very sensitive construction for producing
accurate work.

In setting the forming bar and the cutter in position,
the same relation exists between their heights and the level
of the table, as between the top of the work being milled, so
that the correct depth of cut can be abtained.

The pattern or template which directs the movement of
the milling machine head and the cutters is rigidly bolted to

Indespensible for Profling a !-il["}'ml'li-ﬂg P'-Itlt.’t‘]}l H]]'H.'d ta 1|H'.' PiL'L‘.L’Hf u'nrk [‘H’.‘i]]g mi”l_‘d,
or where possible, direct to the milling machine table. The illustration shows a template supporting plate
furnished for this purpose. This plate has T-slots running lengthwise on its upper surface, to which the
H‘mp]ult block is clamped, and on the under side are two T-slats in which the four clamping blocks slide.
Transverse recesses on the under side of this plate permit the T-headed clamping block to be screwed againsi
the longitudinal movement when the clamping screws are tighte ned to the work, or to the milling machine table,

This profiling Ll[[-.iLa"‘I!IELIH also proves itzelf valuable in
1ht 111I-l]|!!;_' of f'IJ lIlIIIL ]HH*-. as are lht‘d fu. th ru”l'l\;_r of
axles, knives, and such,

Profiling Cutters. Profiling cutters are made with
a shank to fit the taper hole of the milling machine spindle
and the cutting surfaces have two specially formed lips
designed for most severe uses. Ample chip clearance is
provided and the properly shaped cutting angles give a
clean cutting action and a smooth finish to the work,  As
these cutters vary in shape with each class of waork. 1t
has seemed most advisable to furnish them rr|||j.' Ll
;1]'lpiic;11[rnn to sult customers’ rcqui:'i::tlenlﬁ. e

STANDARD EQUIPMENT

Cherrying Attachment. Head bracket; swivel plate; B
one cherrying cutter, (size optional); one styvle A cutter !
bracket, (size to sult cutter).

Profiling Attachment. Head bracket; ten counter-
balance weights; forming bar with ;" roll; former plate
complete with clamps.

Combination Profiling and Cherryving Attach-
ment. Head bracket; swivel plate; one cherrving cutter
(size opticnal); one stvle A cutter bracket (size to suit cut-
ter); ten counterbalance weights; forming bar with 357 rall;
former plate with clamps.

An accurare method of reproduction

SPECIAL EQUIPMENT

Additional style A cutter brackets and cutters; style B cutter bracket with one cutter (size optional) and
one set of centers (size to suit cutters); additional centers and cutters: profile cutters.

\lax:mum Distance Between Center of Cutrer and Milling "ri_u_hm@ { 1h1u

S e A - ‘k]_||~|r\|_. "-.Iu.Hlu : HI‘-I.F’. M } Mitvive Macning
Currter Bracker MNo, 50 Mo, 6 | Currer Bracker No. 5C

: sl LA WAt T e
\” .I. :IILI"”' Illi".. :jr"__ Ao, | Centers _l.l,.};"' | Foaar
Mo, 1 Bracker 1674 2574 Mo, 2 Centers 16 :r:uih

T S e . ; 2

No. 3 Bracket 1674 PN No. 3 Centers | o 732"
No. -f Bracket IZH,, H.:'!'. | T i | H,':‘ -}\:_;x
Mo. 5 Brs |\_|-:I 1535 | LE TN =16

84 /0. 04



BECKER
No. 4

Die
Sinker

SPECIFIC \[I{JF\‘J

Longitudinal feed ||J | |'5~'1'>" back gears ; 4. 82101
Cross feed . 14" Spindle: Taper hole, No. 10 B. & 5., Nose 21",
Vertical feed of knee 19" & Pitch, R. H.-U. 5. Form, Hole through spindle 13+
Head tri'.:.l 5 | Spindle pulley y : 128"
Maximum distance between sping dle and table 15" 1 Spindle driving pulley 12
Maximum distance between spindle an L| frame | iy Width of driving belt J 38
Table, Working surface : 130" x 191" Diameter of countershaft pulley 14" and 107"
Has 2 T-sl 11\ width ",r Speed of countershafr, R, P. A 100 and 400
Vise jaws, length by height 9rx 1M Floor Space, Length x width 9y el
Maximum upu ning of vise jaws : ! 7 Woeight, net ; 2440 1bs.
Lenzth of carriapge . i Weight, boxed : . 0100 Is.
Dia. and length of main ~.|1|n dlc bearing 215" x 613" Cubic feet : : ; 162
Number of '\-\.|,'||| dle s eds 12 Cope, Cone Dirive e
Range of spindle speeds, R, P AL . 11.5 to 656 Constant Speed Drive Diebox

TN
JREED- PRENTICﬂC@MMY

WORCESTER ?‘QDLE, / Mass. U S A
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Becker No. 4 Die Sinker I

For sinking forging dies these machines lend

themselves most admirably to the requirements

of forging plants. The capacity and ngidity
BACH L‘j_l_-:ﬂ-Rﬁ FOR
ROUGHIMNG DIE CAVITIES

provides for the handling of a large range of work.
The vertical movement of the head permits an

extremely sensitive feeding down of the cutter SLIOING HEAD

3 7 . . ] OFFERS SENSITIVE

into the work, thus eliminating the necessity of FEEDING DOWN OF
CUTTER

raising and lowering the kneewith heavy die blocks

as presented by machines having stationary heads. MICROMETER STOW S
it i : : ; o ACCURATELY CONTROLS

In addition, the head is arranged with a microms- DEFTH OF CUTTER

adjustment for accurately controlling the -
eter d] el r accu ElyY C E = Cc-'!.'."m
dl_*;JT_]‘] of t]n: cutrer. LONGITUDINAL FEED -
WITH 360" S

CONTINLOUS
TaBLE ROTATION

Special attention has been given to the
spindle. It is made of a high grade steel with the
journals hardened and ground, and runs in taper
bronze bearings with adjustable collars for taking
up the wear. The back gears located directly on
the spindle furnizsh a powerful drive for roughing
operations. The vertical ttllJ‘.'L‘.E:!L:I:l'! of the spindle L,
is controlled by a hand feed, while the cutters, USED FOR INITIAL SETTING ONLY
arbors, and collets are secured by a draw bar
passing through a hole in the spindle. The nose
of the spindle is threaded for securing large surface
mills or chucks.

The belt pressure on the spindle driving pul-
ley is taken by an auxiliary bearing supported
with an adjustable bracket at the top of the
column. With this construction the strain of the
belt pressure is not carried by the spindle.

The table is of liberal proportion, arranged with two T-slots travelling its entire length, and the two removable
vise jaws clamped to the table provide for a simple means of holding the work. It is also equipped with a rotary
mechanism so that it can be continually rotated 360° by a hand wheel conveniently located at the front of the
machine. The circular dial just below the table is graduated to 360°.

The saddle has a wide center bearing on the knee and supports the table far bevond its full working surface.
This unit is arranged with a hand cross-feed, while the carriage supporting the table is equipped with a hand longitudi-
nal feed. The raising and lowering of the knee is accomplished by a screw located at the front of the knee and using
the same handle as the cross-feed. Both of these screws are equipped with a hand wheel,

A quarter-inch collet is furnished as part of the standard equipment. Extra collets can be supplied in sizes
ranging from 13" to 2" by 1% increments.

This machine is regularly equipped with a cone pulley drive, but may be furnished with a constant speed single
pulley gear box drive allowing the machine to be driven from a main line without the use of a countershaft. The
gear box has seven speed changes and with the back gears located on the head gives fourteen spindle speeds.

The machine can also be arranged with constant and adjustable speed motor drives illustrated and deseribed in
the Becker No. 4B Vertical Milling Machine circular.

Standard Equipment, Cone drive, single friction countershaft, two vise jaws, two drawbars, one 14" collet, one
reducing bushing, hand wheel on cross slide and knee adjustment, micrometer stop on head, and all the necessary
wrenches. :

Additional Equipment. Single pulley gear box drive, 23;" double driving belt, oil pump and piping.

THE DAVIS PNESS WORCESTEM MASS U 5 & —3k.2.55.04



“The Machine That Grves the Smooth Finish’’

'-'l

 i—

_J BECKER Lincoln Type

’l

L]
. | Fl‘" | ' Nos. 7H& 7HS
ﬂ.mm- wwf j Milling
Machines

(AT

v-c' E?&\
REED- PRENTI(,‘E‘TCGMPANY

WORCESTER "Dmﬁ"; Mass. U.S.A

Circular 15-2201-1



Specifications—Nos. 7H and 7HS

RANGE:
Longitudinal feed {(power)
Cross feed

Vertical adj ustment of r-rundlc
Maximum distance between spindle and arbor busl‘llng

Maximum distance hetween center of spindle and top of table
Maximum distance between center of spindle and bottom of arm

TABLE:
Working surface
Size overall
Has 3 Tslots, 357 e
Length of carriage &
Number of fecds per splndlr. ﬂpu:d
Longitudinal feed per revolution of ﬁp!l!dl:
Longitudinal feed per minute .
Improved saddle permits rigid ]ochng with knee.
Feed gear mechanism is fully protected by gear case.

SPINDLE:
Diameter of main bearing
Length of main bearing
Number of spindle speeds
Range of spindle speeds
Ratio of back gears

Taper hole No. 10 B. &5 .ln[.rtr .
Spindle is provided with automatic feed and guick return hand wheel,

also micrometer stop gauge which accurately controls depth of
cut. Main bearing i5 unusvally long and bushed with hard

bronze. The back gears are fully enclosed.

PULLEYS:
Diameter of countershalt pulleys double friction

Speed of countershalt
Belt pull is taken up by an .Ld_]uﬂab]l: auml:ar:. htarmj:,

FLOOR SPACE:
Length x width x height

WEIGHTS AND SHIPPING DIMENSIONS:
Machine, net about

Machine, boxed for ocean .alupmi.nt about
Contents, boxed (length x width x height) .

STANDARD EQUIPMENT:

Wrenches, hand wheel, double friction countershaft.
6" flat vise.

il pump and eonnection,

Back gears of other ratios than speeified,
Diriving and feed belts.

Regular:
Special Equipment:

CODE WORDS:
Quick Return and Cabinet Leg

TH

e et
11%4" x 38"

2815
b3

0187 to 18927
293" 10 7.45"

234"
614"

35w 85 R. P. M.
6.5tol

10" and 14"
400 B. P. M.

6lle x 387 x 637

2400 hs.
31120 Ibs,
63" x 447 x 677

Amod

11" x 40"
135" x 48"

4315

b

A8 to (18927
L2937 to T 45T

S

2
El L
4
5t B5 R P M.
6.5tol

Eser

BEE mauie mages sosCEetan wsse w s QB §-20-26



The Whitcomb
24-Inch Second-Belt Drive Planer

The Standard Machine with one head or cross-rail

Width between housing

Height wnder cross-rai | —MAXInwm
Length of table—{ztandard machi
Width of table
Length of bed, & font
Length of down feed
Minimum distance between centers
Face of housings, width

Height of table above floor
Depth of cross-rail

< o PR R e TR 1gs

tahle

SPECIFICATIONS

1|

||[ Tl |'\||||_'|-L_\

Table Rack, width, thickness, piteh  4%3%x11;"x4" dp.
Wideh of driving belts S
Countershaft pulleys, diameter 107 x 414"
Countershaft speed—45 feet cutting speed 434 R P ML
H-:"‘n,"rl:-'.'.'-:'l' |'-:'-.|||irl.'-.| STl
I'loor space

J.l_'r;-_"L|| i||:_'l.-d£f'|:." table travel |_‘-\-'

Width Lkl

Height  over  all B 5
1I-1I-.l'i'.:ll|_l fi foot table AH00 Ths,
Weight, per {|I<-|.I:1'K.r|:'l Gl 1hs,

REED Pﬂtﬁrfcﬁ"_ \(oMPANY

WORCESTER

Mass, U.S A
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Whitcomb 24-Inch Second-Belt Drive Planer

HITCOMB Second-belt Drive Planers are the result of more than sixty years study in the design *'_“‘d_ manu-

facture of metal planers. This experience has enabled the producing of planers noted for thﬂllr r}gtdlt}-‘,
durability. simplicity of design, smoothness of action, power and high cutting speed. The construction is flrom
new patterns of improved design throughout and well proportioned, extra heavy, adapted for both heavy and light
work.

Each planer is fully tested for accuracy
and made to do actual work before leaving the
factory. These have the inspectors’ approval

— only after thorough demonstration of perfect
action and ability to cut smooth, accurate
work of the finest kind.

Bed. The bed isof a heavy box section
of great width, having a bearing full length on
the floor. Heavy box girders at frequent in-
tervals tie the walls securely together. The
tracks are of extra width, V-shaped, having
proper provision for self-oiling, and are care-
fully fitted by scraping.

Table. The table is made extra heavy,
of unusual width and thickness and is braced
at short intervals with heavy ribs to guard
against any possibility of springing. T-slots
are planed from the solid metal, the center
T-slot extending the full length of table be-
vond the chip pockets.  Protecting ledges on
the under side of table prevent chips from
dropping through the holes into the tracks.
(renerous chip pockets are also provided at
hoth ends of table.

Oiling the Tracks. Provision is made
for lubricating the tracks of the bed by a
simple oil leveling system, each track being fit-
ted with a series of automatic oil rollers. They
keep the tracks throughly lubricated and are
easily removed for cleaning the pockets.

Phantom of Second-Belt Dirive

Housings. The housings are of box form. deep, heavy and stiff, strongly bolted to bed and rigidly connected
together at the top by a heavy rail of deep section, insuring rigidity when the cross-rail is at its highest position.

Second-Belt Drive. The machine is designed with a special drive known as the patented Second-belt
Drive by means of which a number of gears under the bed are eliminated. This gives a more direct drive to the
table and reduces the shocks and jars at the reversal of the table by means of the cushion effect of the second belt.
The driving shaft runs clear through the bed.  Un one end are the tight and loose pullevs and on the other end is
the Second-belt Pulley. The Second-belt Pulley is belted to a larger pulley vwhich carries a spiral pinion meshing
with a large spiral gear mounted on the table driving shaft. Rack pinion driving the table is integral with this
shaft—shaft and pinion being cut from a single forging. Power is conveyed between the two pulleys by means
of an endless double belt known as the second-belt which is kept taut by an adjustable idler }‘*U”L"-r',-aﬁ RS e
tlustration. This form of drive not only delivers considerable power, but assists greatly in l.urllinl; out smooth,
finely finished work, and also actually prolongs the life of the entire machine. ’

Belt-Shifting Mechanism. The shifting mechanism shifts the belts very quickly and naiselessly, moving
the working belt entirely off the tight pulley before starting to move the other on. It is of very simple construction,
producing all the good results of any cam shifter, and avoiding the complications commonly found in planer belt-
shifting mechanisms. Adjustments are provided which keep the belts in their proper I‘Hlﬁhiunﬁ at all tiiss.
Shifting levers can be operated from both front and rear of planer, by which the aperator can control the motion
of the table without walking around the planer.

A safety-locking device is provided which positively locks the entire shifting mechanism, preventing the
planer table from starting accidentally.



Aluminum Pulleys.
Drrive pulleys, also sec-
cnd-helt pulleysare made
of a special aluminum
alloy which greatly re-

s duces their weight and
| conscquent i|||_'r'1i:t.1||1_'r'1_'-
) i by reducing the horse

power required to drive
e . the planer.  Repeated
; testz show that planers
equipped in this way re-
verse much more gquick-
R ey | ly and smoothly with
1 less slipping of the belts
than when eguipped
with cast iron pulleys.

Patented Cross-Rail

Binder. T'hiz binder

saves considerable of the

operators time and is

so comstructed that the

A simple patented Cross-Rail Binder. rail can be locked to the

housing by the simple

movement of a lever without the use of wrenches or moving from the aperating side of the planer. The attachment
consists of a ]}O'ﬂ.'l._‘['il!l L‘c:t]:pllund lever C|EI]]]]‘I ||i|1}_rL’l_] IUgL‘thur in the center |-||]'||15||_Lr a [H:;gh' jllilﬂ. The outside
ends of the clamp form the nuts for the elevating screws, while the cross-rail is fastened to the clamp. The simple
operation of the lever forces the toggle joint from the cross-rail, thereby pinching the inside of the housing places
between the cross-rail and toggle levers with enormous force, This action ¢lamps the rail positively to the housing.

Cross-Rail and Double Heads. The cross-rail is made heavy and deep, having an extra deep rib at the
back, giving additional stiffness, It is accurately scraped to straight edges and surface plates, and ftted at the
back to bearings on housings of planer.  When double heads are used the cross-rail is made of such length as to
allow either head to be run entirely out of the way, allowing the other head to plane the full width of machine.

Rail heads are graduated to swivel through an angle of 180 degrees, having automatic fzeds in all directions,
and can be operated from either side of the planer. When using two heads on the cross-rail, they are made right
and left hand, allowing the cutting tools to come very close together.

The heads are carefully scraped and fitted to the cross-rail, the end of the tool blocks and slide being beveled
to avoid interference, when heads are set for angular work.

Power Elevating Device. This is a very simple device and 15 an improvement over the ordinary tvpe power
elevating devices inasmuch as it is running only when in use. [t is operated by a lever conveniently located on
the operator’s side of the machine, by which the cross-rail may be raised or lowered at will, according to the
position in which the leveris thrown.

Feed Gear. The patented feed gear is of an improved design, having all of the pawl and spring mechanism
enclosed, making a very compact and self-contained feed mechanism. The construction of the gear is such that in
removing it from the feed rod or screw, all parts remain assembled.

Patented Self-Locking Shipper Dogs. No wrenches are
required for shifting the shipper dogs. They are self-locking and
are released by finger pressure upon a small lever. An adjusting
screw is provided, which should be set so that the lever just allows
the dogs to slide in either direction when released for changing
their position. If adjusted in this way there will be no danger of
slippage.

These dogs are superior in that they ship positively with no
danger of the operator being caught between the table and housing
of the planer while changing the stroke of the table. The instant
that he remaves his finger from the lever they lock automati-
cally.

Automatic Feed Stops. Automatic stops can be furnished at
an additional cost for both cross and down feeds and can be set for
any required length or depth of feed within the capacity of the
machine.




Two Speed Countershaft giving two cutting speeds
with conatant return speead.

an the top of the housings, the drive being delivered to the machine
The motor is either gear or directly connected by a coupling attached

the main driving pulleys of the machine.
to the end of the motor shaft.

Either constant or adjustable speed motors of 5 to 714 H. P. mav be used.

Patent Two-Speed Countershaft.
A two-speed countershaft has been designed
to meet the demand for more than one
cutting speed on a planer and is furnished
with standard equipment. Itis very simple
in construction, giving two cutting speeds
with a constant return speed, the changing
of speeds being readily accomplished with-
out stopping the planer.

Bushings and Qiling Devices. The
main shaft and pulley shaft are supported
on bushings of generous proportions, con-
taining bronze self-oiling bearings, and are
closely fitted into hole bored into bed. All
loose pulleys are fitted with bronze self-
oiling bearings, second-belt pullevs, running
on tool steel studs hardened and ground.

Motor Drives. Three different types
of motor drives can be used in connection
with these planers.

Praix Overneap Moror Drive con-
sists of a motor and countershaft mounted
by a belt from the countershaft pulleys to

For direct current a compound

motor of 1150 ELP.M. and a two to one adjustable speed motor of 600 to 1200 R.P.M. is recommended.

The adjustable speed motor provides for a wide variation of cutting
and return speeds.

When using alternating current, a constant speed induetion
maotar of 1200 R.P.AL is recommended only, as standard multi-
speed motors at the present time are not made of sufficient horse-
power for this size of planer.

Berrep Motor Drive. This motor drive has a self-contained
countershaft mounted on the housings and belted to the motor,
which may be located either on the floor at the rear of the planer
or on a building wall.

Reversivng MoTor Drive. With this type of drive the motor
is mounted on the floor in place of the shipper pulleys, and is
directly connected to the main drive shaft of the planer. As the
reversing of the table 1s accomplished direct from the motor, a
reversing type of motor is required. The standard motor of this
tvpe is regularly made with adjustable speeds ranging from 250 to
1000 R.P.AL, and for 230 volts direct current.

Standard Equipment. Single head on cross rail, two-speed
countershaft, six-foot table and all necessary wrenches.

Additional Equipment. lixtra head on cross rail, one-speed
countershaft, steel gears, steel rack, self contained countershaft,

plain overhead motor drive, belted motor drive, reversing motor

drive, automatic feed stops, parallel belt drive.

Plain Overhead Maotor Drive

AMa2:15-24



The Whitcomb
32-Inch Second-Belt Drive Planer

The Standard Machine complete with two rail heads and one zide head.

SPECIFICATIONS

CODE—FIB

Planes widteh i Table Rack, width x thickness x piteh 5% x 15;%x 3%dp
Width between howusings, actual in” Width of driving belts 3r
![I-:i_EIIl'-Jll'il-l'l'\.i'l."-'\-'I'-.Iil—illil.."LiI:!illll ;J"J_I: Countershalt pullevs, diameters 12" x 61g”
Lll.'_ln:.:[h of table (standard machine) ?H"I_ Countershaft specd—43 ft, cutting speed 149 R.P. M.
;,.1|. 1r'|-:|1;:1lllll :lil:!hlj 1':.:' f I |.I.1!'|L l-'l_h- IJ- I.\l';:lll'.'.rl' requ ||'..: |[J Lk |..'-"
ST of bed, oot table } oy P

[.1-|L:;||| of down feed 137 Flo "_\P'I“.' A S z
1'l.[ir'||-.|||ulr'| distance between centers of tool blocks ! i ¥ J'I_._r':':l II' tneluding table Lrawvi “':I:” r:_' |2 g
Face of housings, width F il Width i"3lg

Height of table above floor il1 Height over all 7't
[Depth of cross-rail 2Lz Weight, 10 foot table 17,500 |bs.
Thickness of cross-rail at housings 1Tg" | Weight, per fool extra 0 Ths.
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Whitcomb 32-Inch Second-Belt Drive Planer

HITCOMIB Second-belt Drive Planers are the result of more than sixty vears study in the design and manu-
facture of metal planers. This experience has enabled the producing of planers noted for their nigidity,
dur;thi]it}.': simpliciu of u_i.r:_':ci_l-,ru, smoothness of action, power and |1'L_L{]] -:ul'.in_u S].'!f':?d. The construction is from
new patterns of improved design throughout, and well proportioned, extra heavy, adapted for both heavy and
light work.

Fach planer is fully tested for accuracy and
made to do actual work before leaving the factory.
These have the inspectors’ approval only after
lllnr'nu;.:h demonstration of ]?-tfrfi-‘.tt action and
ability to cut smooth, accurate work of the finest
kind.

Bed. The bed isof a heavy box section of great
width, having a bearing full length on the floor.
Heavy box girders at frequent intervals tie the walls
securely together. The tracks are of extra width,
V-shaped, having proper provision for self-oiling,
and are carefully fitted by scraping.

Table. The table is made of extra heavy box
section, of unusual width and thickness and is
braced at short intervals with heavy ribs to guard
against any possibility of springing. T-slots are
planed from the solid metal, the center T-slots
extending the full length of table beyond the chip
pc:{:'i{ulﬁ. Prnln:l_'ling ]nl;i_:es on the under side of
table prevent chips from dropping through the

4 4 - holes into the tracks. Generous chip pr][;].:éts are
The Douhle Reduction Drive to the Table, alse the Track Oiling Device, also provided at both ends of table.

Oiling the Tracks. Provision is made for lubricating the tracks of the bed by a simple oil leveling system.
each track being fitted with a series of automatic oil rollers, as shown in llustration. Thev keep the tracks
thoroughly lubricated and are easily removed for cleaning the pockets.

~ Second - Belt Drive. The machine is designed with a special drive known as the patented Second-belt
Drive by means of which a number of gears under the bed are eliminated. This gives a more direct drive to
the table and reduces the shocks and jars
at the reversal of the table by means of
the cushion effect of the second belt. The
second-belt unit is located in the table drive
mechanism on the rear housing. The power is
conveved between two pulleys by means of an
endless belt known as the second belt, which is
kept taut by an adjustable idler pulley. The
driving power is then transmitted through dou-
ble reduction gears to the table. This form of
drive not only delivers considerable power, but
assists greatly in turning out smooth, finely fin-
ished work, and also actually prolongs the life
of the entire machine.

Belt-Shifting Mechanism. This mech-
anism shifts the belte very quickly and noise-
lessly, moving the working belt entirely off the
tight pulley before starting to move the other
on. It is of very simple construction, pro-
I;J.'I..Ii_'i.]].l_: all the good results of LA shifter, The Belr Shifring Mechanism with Aluminum P

ulleys



and avoiding the compli-
cations commonly found
in  planer belt-shifting
mechanisms. Adjust-
ments are  provided
which keep the belts in
their proper positions at
B all Lirmnes. Shifting
levers can be operated
from both front and rear
of planer, by which the
aperator can control the
motion of the table with-
out walking around the
planer. A safetyv-locking
device is provided which
positively locks the en-
tire shifting mechanism,
preventing the planer
table from starting acci-

A simple patented Cross-HRail Binder i.|L‘]]Ia]|]."a

Patented Cross-Rail Binder. This binder saves considerable of the r;}'\l_‘r;[]_r_;rl_l; time and is so constructed
that the rail can be locked to the housing by the simple movement of a lever without the use of wrenches or moving
from the operating side of the planer. The attachment consists of a powerful compound lever clamp hinged
together in the center forming a toggle joint. The outside ends of the clamp form the nuts for the elevating screws,
while the cross-rail is fastened to the clamp. The simple operation of the lever forces the toggle joint from the
cross-rail, thereby pinching the inside of the housing faces between the cross-rail and toggle levers with enormous
force. This action clamps the rail positively to the housing.

Aluminum Pulleys. Drive pulleys, also second-belt pulleys, are made of a special aluminum alloy which
greatly reduces their weight and consequent inertia, thereby reducing the horsepower required to drive the planer.
Repeated tests show that planers equipped in this way reverse much more quickly and smoothly with less shpping

] i ; ERE! : 4q ]
of the belts than when equipped with cast iron pulleys.

Housings. The housings are of box form, deep, heavy and stiff, strongly bolted to bed and rigidly con-
nected together at the top by a heavy rail of deep section, insuring rigidity when the cross-rail is at its highest
position.

Cross-Rail and Double Heads. The cross-rail is made heavy and deep, having an extra deep rib at the
back, giving additional stiffness. It is accurately scraped to straight edges and surface plates, and fitted at the
back to buarirlgs 011 J]uusingh of pfam:r. When double heads are used the cross-rail is made of such lt"nj-{th as to
allow either head to be run entirely out of the way, allowing the other head to plane the full width of machine.

Rail heads are graduated to swivel through an angle of 180 degrees, having automatic feeds in all directions,
and can be operated from either side of the planer. When using two heads on the cross-rail, they are made night
and left hand, allowing the cutting toals to come very close together.

The heads are carefully scraped and fitted to the cross-rail, the end
of the tool blocks and slide being beveled to avoid interference, when
heads are set for angular work.

Patented Self-Locking Shipper Dogs. No wrenches are
required for shifting the shipper dogs. They are self-locking and are
released by finger pressure upon a small lever. An adjusting screw
is provided, which should be set so that the lever just allows the dogs
to slide in either direction when released for changing their position.
If adjusted in this way there will be no danger of shippage.

These dogs are superior in that they ship positively with no
danger of the operator being caught between the table and housing
of the planer while changing the stroke of the table. The instant
that he removes his finger from the lever they lock automatically.

Power Elevating Device. Thisis a very simple device and is an
improvement over the ordinary type power elevating devices inasmuch
as it is running only when in use. It is operated by a lever conven-
iently located on the operator's side of the machine, by which the
cross-rail may be raised or lowered at will, according to the position
in which the lever is thrown. Self-Locking Shipper Dogs.




Patent Two-Speed Countershaft.
A two-speed countershaft has been designed
to meet the demand for more than one cut-
ting speed on a planer and is furnished with
standard equipment. It is very simple in
construction, giving two cutting speeds
with a constant return speed, the changing
uf speeds being readily accomplished with-
out stopping the planer.

Automatic Feed Stops. Automatic
stops can be furnished at an additional cost
for both eross and down feeds and can be
set for any required length or depth of feed
within the capacity of the machine.

Feed Gear. The patented feed gear
1s of an improved design, having all of the
pawl and spring mechanism enclosed, mak-
ing a very compact and self-contained feed
: mechanism. The construction of the gear
Two-Speed Countershalt giving is such that in removing it from the feed
two cutting speeds with rod or screw, all parts remain assembled.
constant refurn speed,

Bushings and Oiling Devices. The main shaft and pulley
shaft are supported on bushings of generous proportions, containing
bronze self-ciling bearings, and are closely fitted into holes bored
into the bed. All loose pullevs are fitted with bronze self-ciling
bearings, second-belt pulleys running on tool steel studs hardened
and ground.

Motor Drives. Three different tvpes of motor drives can be
used in connection with these planers.

Prain OverHEaDp Motor Drive consists of a motor and
countershaft mounted on the top of the housings, the drive being
delivered to the machine by a belt from the countershaft pulleys to
the main driving pulleys of the machine. The motor is either gear
or directly connected by a coupling attached to the end of the motor
shaft.

Either constant or adjustable speed motors of 10 to 15 H.P.
may be used. For direct current a compound moter of 1150 R.P. M.
and a two to one adjustable speed motor of 600 to 1200 R.P.M. 1s
recommended. The adjustable speed motor provides for a wide
variation of cutting and return speeds.

When using alternating current, a constant speed induction
motor of 1200 R.P.AL is recommended only, as standard multi-speed
motors at the present time are not made of sufficient horsepower
for this size of planer.

Bevren Motor Drive.  'This motor drive has a self-contained
countershaft mounted on the housings and belted to the motor,
which may be located either on the floor at the rear of the planer or
on a building wall.

Reversing MoTtor Drive.  With this tvpe of drive the motor Plain Overhend Motor Drive
iz mounted on the floor in place of the shipper pullevs, and is directly #120 showing box table and solid top of bed.
connected to the main drive shaft of the |“||;:t1t:|'. As the I'k"n'ﬂ.‘r-:'\i.-]]j.’ of the table ig accomplished direct from the
motor, a reversing type of motor is required. The standard motor of this tvpe is recularly made with o4 oo bl o
-'\11:_-;_-,._|_.; I'il]]j{iil;.{ |_'_--.-:,_|:=] :-",!-1[_] Lo 1”““ J.{]J\lui and _[ll'l' E;” ".'I.lE[:-C iJI.iI'{'(.'t current. l:ll . ILL”' H]jll ”h“—lL it Ith JL]J"‘\tdblL

Standard Equipment. Single head on cross rail, two-speed countershaft, ten-foot table and all necessary
wrenches. R
Additional Equipment. Extra head on cross rail, front side head, rear side head one-speed countershaft
steel gears, steel rack, sell contained countershaft, plain overhead motor drive, belted maotor drive reversing 1:I'||'|T_r:rl:’l'
= ] g

I_]Ti.'n.'l.', Aulomit i.L' :l-'..'li.'k.l ".iT.'.I}.':‘.. |"i|.E'i|.||.L‘I I_'""L'][ LEFi Ve,
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Whitcomb Portable Shaper

Damerell Patents

SIZE, will plane surface {Horizantal Power Feed) 18" x 48" 66" x 66"
Applicable for Hammers up to 2000 Lbs 15,000 1hs.
Vertical Travel of Head, Hand Fecd 8 : 4 B¥
Head Swivel Adjustment, each side of vertical 15° 15
Size of Tool '-'5”1' | B0 S x )i "
Cutting Stroke B 7ax
Cutting Stroke, feet per minute L] i 20
Return Stroke, ! e ] Lk
Mumber of Feeds { Horizontal) i1 4
Range of feeds . . LA o L OS0 010 to 080
Motor recommended, Induction Type for A, C. 1800 R, P, M,
Compound Type for DL C. 1700 R. P M i H. P T i o
Met Weight 2,600 1bs. 3,077 s,
Sed ; gE = Led

CODE

The Whitcomb Portable f‘;h;{p::[’ is a time and money saver for ;ﬂ;-r.ﬁin; ram and
sow blocks, new seats for hammer uprights and for squaring the base of hammers, It
is also adaptable in working on heavy castings in railroads, marine, engine repair and
erection shops. The machines are built in two sizes. The 487 size will plane any
part of a surface 48" square and is used on hammers up to 2,000 1bs. The 66" size
takes up to 66" square and hammers up to 15,000 |bs, 5

CorP

W, \“\\ﬂ__ Ly
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Circular 20-101-2



Head. The clapper box is mounted on front of head and is similar to that of the standard shaper, per-
mitting the use of ordinary forged tools. It 1s constructed so the tool, which is adjusla!:!]f }?ertically through
screw and handle at top of head, may be held with cutting edge up or down, thus allowing in one setting the
machining of the ram and sow block of the hammer. Where necessary to plane deep and narrow openings, a
tool extension can be furnished at extra charge. The head slides in ways on the inside of the bridge and can be
swung to each side of the vertical, similar to the standard shaper. The reciprocating movement is controlled by
a driving screw,

Bridge and Rails, The bridge is of heavy angle cross section ribbed at short intervals, supported at each
end by a saddle scraped to rails. It is operated through long screws, and by a crank handle at front end of one
rail may be brought to the position desired. Both rails are connected by a cross rod.

Driving and Clutch Mechanism. No damage can result through starting motor in wrong direction,
due to improper wiring as it 1 connected to gear box mechanism by ratchet tooth clutch, A, firmly held in
engagement by spring, B, and which drives only in
correct direction. Drive to screw that reciprocates
head is through two friction dises on either side of
gear, C, friction between discs and gear being deter-
mined by pressure obtained by adjusting spring, D.
This construction provides a safety feature for driving
mechanism and tool by permitting a slower cutting
speed when tool strikes a hard spot in the metal. From
C, drive is to gear, E, keyed to shaft and supplying
through gears on quill shaft, ], cutting stroke and
through ring gear, I, return stroke. Change of drive
to nut, 0, is controlled by sliding friction spool, K,

e L P BT —— 1 3 . T . ; .
T operated by shifter shaft, N, and pin, M, and drive
Lfﬂ#"ﬂ'l'm'u'lﬂwl.wh and reverse frictions, G, and K. Nut, 0, is long and

like friction spool shaft in shifter motion, end thrust

) is taken up by ball thrust bearings.
c ! Shifter Mechanism. The control of stroke will

stop and reverse within 14" of the desired point, allow-
ing tool to cut close to corners or shoulders and reducing hand chipping to a minimum. The length of the cutting
stroke is determined by two adjustable tripping dogs set on reverse rod, P, which runs the entire length of the
bridge. Atend of cutting stroke, head strikes the dog, Q, forcing cam, R, forward and engages friction spool, K,
mentioned above, through bell crank, 5. At end of return stroke it strikes other dog, ), forcing lever, T, in
contact with lower end of bell crank, U, and engaging friction spool with driving friction, H. The change of
stroke 15 instantaneous through operation of spring, V. Shipper bell crank may be operated through hand
lever if desired.

Clamping Dogs. The rails are clamped to the base of the
hammer by special designed clamping dogs with hardened edges
that universally adapt themselves to any irregular surface. Tie
rods take the clamping strain and pass along the outside of the
base of the hammer.

When there is considerable difference in the width of work to
be planed, it is advisable to make special lengths of rods for the
clamping dogs.

Parallel Adjustment of Rails. Fastened to the side of
the rail and attached to the clamping dogs, is a wedge-shaped
adjustment that permits the rails to be set parallel with each
other after the clamping dopgs have been properly set. This Clamping Dog and Rail Adjustment
wedge adjustment is also equipped with screws for raising and
lowering each end of the rail, and with this combination of adjustments, the rails can be set absolutely level and
parallel with each other very quickly and accurately, even though they may be out of line as much as 1%,

Lubrication. All moving parts are provided for proper lubrication, and special attention has been given
to the oiling of the reversing clutch in the head. The clutch spool has a helical oil groove cut on the beveled
surface that gives a constant film of oil over the entire friction surface at all times,

Cutting Capacity. An essential feature of the machine is its rigidity, permitting considerable stock to be
removed easily. With tools properly ground a cut 25" deep and %" feed with a stroke of 36" has been taken
in steel with one chip. In another case 1" was removed from the top of a sow block and 4" from each side of
the sow block dovetail. The cutting stroke is 20° per minute and the return stroke 40° per minute, with eight
horizontal feeds ranging from .010" to .080", adjusted by crank on side of head.

Motor Equipment. The machine is regularly furnished arranged for motor drive and exclusive of elec-
trical equipment. A 3 H.P. induction motor of 1800 R.P.M. is recommended for alternating current, and a
3 H.P. compound type motor of 1750 R.P.M. for direct current. It is optional whether the customer purchases
electrical equipment or whether we purchase it.  In the former case, however, it is necessary that the customer
adhere strictly to equipment recommended and supply motor diagram.

HE Qavie Fares WOROEATER Sabd. Usd FideT=10=28
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‘Lapping on a Production Basis

Mirra Cylindrical

LLapping
Machine

P ECTELCATTONS

CODE — LAP

Diameter of wheels 24"
Max. size work, diam. by length . 2a" x5’
Hl‘QLLillj drivis ]1L||i~. B P. ML . : 230
Diameter of driving pulley j 16"
Width of belt (double) : . : . 3la”
Motor recommended, H. P, 3
Motor recommended, P A S50 or 900
Floor space, length by width . 6 x4
MNet weight, appr imately ; I s,
Boxed weight, approximately . 3600 lbs.
Cubic dimensions, boxed . . 6ly" xd4la x B
{ubic feet, boxed 234

Standard belt driven machine equipped for lapping piston pins

H
”,.p-ﬂw

REED-PRENTICE \CoMpany

WorcesTER -’_"Qt]l_i_f." Mass. U S. A

Circular 23-100-1



AP

[EED-PRENTICE
% 5\-‘-.:'-.:9

Mirra Cylindrical Lapping Machine

HIS machine provides for a new process of lapping cylindrical work. It is now being used for the lapping of

piston pins for a large number of automobile and stationary engines. It is applicable to all of the standard
makes of automobile piston pins.

The method consists of placing a number of piston pins loosely on a quick loading spider which is located be-
tween two lapping wheels rotating on vertical axes. Both wheels rotate in opposite directions, and at a slightly
different speed.

The illustration on the previous page shows the spider in the loaded position, and the piston pins are resting on
the lower wheel. When lapping, the upper wheel is brought down onto the pins under pressure, and the variations
in wheel speeds cause the pins to rotate between the lapping wheels and ereep slowly in a circular path.

The projecting arms on the spider are not radial with the center of the spider, thereby causing the piston pins
when rotating to have a rotating sliding action between the wheels. The center of the spider roating on an eccentric
gives three distinct actions of the work on the wheels,

First. The creeping of the work caused by the vanation in wheel speeds.

Second.  The sliding rotating action caused by the work being set on an angle instead of being radial
to the center of the wheel.

Third. The eccentric spider motion giving an in and out sliding action of the piston pin from the center
of the wheel.

This process furnishes a finished surface which is highly polished and absolutely free from grooves. The
highly finished accurate surface is obtained through two operations, one of rough lapping and one of finish (polish-
ing) lapping. The rough lapping 1s obtained by the use of fine grinding wheels, while the finish lapping 1s obtained
through soft elastic wheels giving a highly polished surface. The roundness is easily kept with .0001, the taper
variation in length .0002, and the diameter plus or minus .0001. The variation in the accuracy of the taper depends
upon the length of time given to the lapping. In commercial practice a .0002 limit is usually allowed, but the work
can be kept within .0001 by allowing a slight increase over the time ordinarily required. This method not only
provides for extremely accurate work, but the high wheel speeds used give 309 to 509, more production than any
other method used to date.

The machine is made with two wheels located on vertical axes and independently driven from a pulley shaft at
the rear of the machine. The wheels are located in sgparate heads mounted on an extra hfa\f'].' column. The
lower wheel has no vertical adjustment in its head, while the upper one slides vertically. The vertical movement
of the upper wheel spindle is controlled from a pilot hand wheel and a worm mechanism on the side of the machine.
The pilot hand wheel provides for bringing the upper wheel quickly onto the work, and then the worm mechanism
is engaged, thus allowing a heavy pressure to be placed by the upper wheel on the work, with a minimum amount
of effort on the part of the operator.

The wheel bearings are well proportioned, while the spindle journals are hardened and ground. The end
thrust of both wheels is taken by ball thrust bearings. Close attention is given to the careful aligning of the wheel
spindles, and with the extra heavy construction, ]‘:-rtr'l;idi_*s- {or continued accuracy.

A double end diamond wheel dresser equipped with independent micrometer adjustment is located on the side
of the machine.  This permits both wheels to be dressed independently from the same mechanism, which is operated
by a hand wheel conveniently located for the operator.

A pump is completely piped from a water tank to the wheel spindle, and furnishes a constant ow of lubricant
on the work., A special compound is used to prevent rusting.  Also a circular ruard surrounding the work and the
wheel prevents the compound from flying off from the wheel.  When the upper wheel is lowered onto the work this
circular guard is automatically raised into position.

Suitable work carriers can be furnished for the various classes of work at a slight extra charge.

The standard machine, although regularly furnished with belt drive, can be arranged for direct connected
motor drive at an additional charge. A 5 H. P. motor of 850 or 900 R. P. AL is recommended.

Standard Equipment. Belt driven machine (without belts) as illustrated, with two wheels to sult work;
diamond dresser; pump complete with tank and piping.

Additional Equipment. Belts; work carriers; work holding tooling; motor drive,
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