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~ general safety instructions for power tools
371 KNOW: YOUR LATHE 13. SECURE WORKPIECE

i 'ﬁead and understand owner’s manual and labels affixed to Mount workpiece securely betwsen centers.
“the tool. Learn'its ‘application and limitations as welt as its
14. DON'T OVERREACH

e 'specma potenttaf hazards peculiar to this tool.
Keep proper footing and balance at ali times.

2. GROUND THE LATHE
. "This Lathe' is equipped with an approved 3-conductor - 15 MAINTAIN TOOLS WITH CARE

E ‘cord and a. 3 -prang grounding type plug to fit the proper

times. Fveryday eyeglasses only have impact resistant len-:
ses, they are NOT safety glasses. Also, use face or dust |

fgroundmg type. receptacie The green conductor in the
‘cord.is. the gmundmg wire. Never connect the green wire

to a hvé terminal”

Doti't use power tools in damp or we! focations or expose’
“them: to. rain.. Keep work. area well
Uguaer surroundmg wmk spac:e

. KEEP CHILDREN AWAY

Al vmtors shouid be kept a safe d;stance .from' work area

:ghted Prov:de ade-

| Wear safety goggles {must comply with ANSi Z87.1} at all

R mask At cutting operation s dusty, and ear protectors
o (p&ugs of muffs) riu ri ﬂg extended penods of operation.

Keep tools sharp and clean for best and safest perform-
ance. Follow instructions for lubricating and changing
accessories.

. KEEP GUARDS IN PLACE
R i wnrkmg order, and in proper adjustment and align- 16. DISCONNECT YOUR LATHE
:—_,V.ment : before sewicing; when changing accessories or attach-
4;.;REMOVE AD‘J&STING KEYS AND WRENCHES ments,
. Form habit of. checkmg 10 see that keys and adjusting
“wrenches aré_removed from tool before turning it on. 17. ﬁ:{c(e)‘Erfgﬁlgwﬁu?aabng\?ozlt?if before plugging
5. KEEP WORK AREA CLEAN .
f*Cfuttered areas and benches invite accidents. Floor must
Aot be slippery die to wax or sawdust. 18. USE RECOMMENDED ACCESSORIES
- S AVO!D DAN GE ROUS ENVIRONMENT Consult this owner'smanual for recommended accessories,

Follow the instructions that accompany the accessories,
The use of improper accessories may cause hazards.

19. NEVER STAND ON LATHE
_ Serious injury could occur if the Lathe tips over.

Do not store materials such that it is necessary to stand

. MAKE WGRKSHOP CH!LD PROOF n the tool to reach then.
— with padtocks masxar sw:tehes or by removmg starte : SR
keys. B 20 CHECK DAMAGED PARTS
9. USEPROPER SPEED w7 Before further use of the Lathe, a guard or other part that
- The Lathe will do the job better and safer when Qperated S s damaged should be carefully checked to ensure that it
at the proper. speed. ‘ will operate property and perform its intended function.
10. USE RiGHT TOOL : Check for alignment of moving paris, binding, of moving
Don't force tool or attachment to do a job fcar whsch i parts, breakage of parts, mounting, and any other con-
was not dasigned. ditibns that may affect its operation. A guard or other
11. WEAR PROPER APPAREL part that is damaged should be properly repaired or
* replaced.
Do not wear 1oose clothing, gloves, neckties or jewelry .
{rings; wristwatches] to get caught in rmoving parts. 21. DIRECTION OF FEED
NONSLIP  footw is recommended. Wear protective. . . . N
hair covering toaacror;tain long hair. Roll 1or?g slooves Apply cutting tool to the workpiece against the direction
o above the elbow, - ) s of spindle,rotation.
12, USE SAFETY GOGGLES (Head Protection} 22. NEVER LEAVE LATHE RUNNING

ATTENDED

Turn power “OFF”. Don't leave Lathe until it comesto a
complets stop.



additional safety instructions for wood turning lathes

Safety is a combination of operator common sense and
alertness at all times when the Lathe is being used.

WARNING: FOR YOUR OWN SAFETY, DO
NOT ATTEMPT TO OPERATE YOUR LATHE
UNTIL IT ISCOMPLETELY ASSEMBLED AND
INSTALLED ACCORDING TO THE INSTRUC-
TIONS . . . AND UNTIL YOU HAVE READ
AND UNDERSTAND THE FOLLOWING:

LI AR X B

PAGE
. General Safety Instrustions ............ ereresr 2
. Gettingto Know Your Lathe .................. 1
. Basic Lathe Operation .. ........ AR £
. MBINenance ......cie i PN 14

The Lathe and motor must be bolted down to g stand
or workbench for stability.

Protection: Eyes, Hands, Face, Ears, Body

a. Wear safety goggles that comply with ANSI Z87.1-
1968, and a face shield if operation is dusty. Wear
ear plugs or muffs during extended periods of
operation.

b. When turning between centers or on the faceplate,
always rough-out “out of round” workpieces at
siow speed. Running the Lathe too fast, so that it
vibrates, could cause the workpiece to be thrown
from the Lathe . . . or the wning tool to be jerked
from your hands.

¢. Always revolve the workpiece by hand before turn-
ing on the motor. If the workplece strikes the tool
rest, it could split and be thrown out of the Lathe.

d. Do not allow the turning tool to “hite” into the
workpiece which could result in splitting of the
workpigce or the workpiece being thrown from the
Lathe. Always position the tool rest above the
centerline of the Lathe for spindle turning. Do not
apply the wurning tool to the workpiece below the
level of the tool rest.

e. Do not run the Lathe in the wrong direction. This
could cause the turning tool to be thrown from
vour hands. The Laths must run in a direction so
that the workpiece turns toward you,

f Before attaching a workpiece to the faceplate al-
ways “‘rough it out” to as “true round” as possible.
This will minimize vibration while turning.

Always fasten the workpiece securely to the face-
plate,

Failure to perform these set-up operations could
cause the workpiece to be thrown from the Lathe,

g Avoid awkward hand positions, where a sudden
siip could cause a hand to move into the workpiece,

h. Remove all loose knots before installing workpiece
between centers or on the faceplate.

i. Never leave the lathe work area with the power on
biefore the Lathe has come to a complete stop, or
without removing and storing the switch key.

j. Never operate the Lathe with protective cover on
the unused shaft end of the motor removed.

7. Hang vour turning tocls on the wall toward the tail-

10.
1.

12.

13

14,

15,

16.

stock end of the Lathe. Do not lay them on the bench:
so that you must reach over the revolving workpiece
to select them,

. Keep firm hold and control of the turning tool at all

times. Special caution must be exercised when knots or
voids are exposed to the turning tool,

. Note the following DANGER label which appears on

the front of the belt guard,

DANGER

FOR YOUR OWN SAFETY:
READ AND UNDERSTAND THE OWNER'S
MANUAL BEFORE OPERATING MACHINE:

1. WEAR SAFETY GOGGLES PER ANS! Z87.1
AND FACE SHIELD IF OPERATION IS
DUSTY.

2. DO NOYT WEAR GLOVES, NECKTIES, OR
LOOSE CLOTHING. TIE BACK LONG HAIR,

3. BE POSITIVE ALL LOCKS ARE TIGHT BE-
FORE OPERATING MACHINE,

4. TURN WORKPIECE BY HAND BEFORE
APPLYING POWER TO DETERMINE IF IT
CLEARS THE TOOL REST OR OTHER MA-
CHINE PARTS,

5. ROUGH OUT FACEPLATE WORKPIECES
BEFORE INSTALLING ON FACEPLATE TC
AVOID EXCESSIVE VIBRATION AND POS~
SIBLE INJURY,

6. DO NOT MOUNT SPLIT OR CHECKED
WORKPIECE OR ONE CONTAINING KNOT.

7. ALWAYS USE LOWEST SPEED WHEN
STARTING A NEW WORKPIECE, USING
FACEPLATE OR TURNING BETWEEN CEN-
TERS, TO MINIMIZE POTENTIAL INJURY.

Think Safety,

Complete hand sanding of between-centers of
faceplate mounted workpieces BEFORE removing
from the fathe. Do not exceed the speed used for the
fast cutting operation performed on the workpiece, in
accordance with the speed chart.

NEVER attempt to remount a faceplate turning to
the faceplate for any reason. NEVER attempt to
remount @ between-centers turning if the original
centers in the turning have been altered or removed.
BE POSITIVE the fathe is set at the lowest speed if
remounting a between-centers turning with
non-altered original centers.

Use extra caution in mounting s between-centers or
spindle turning to the faceplate, or a faceplate turning
to betweer-centers, for subsequent operations. BE
POSITIVE the lathe is set at the lowest speed before
narning ONL

NEVER mount a workpiece that contains any spiits,
checks, or loose knots to a faceplate or between
centers.

Do not perform any operation when hand holding the
workpiece. Do not mount a reamer, mitling cutter,
wire wheei, buffing wheel, or a drill bit to the
headstock spindie.

Use the drill chuck accessory in the tail stock only.
Do not mount any drili that extends more than ©
inches beyond chuck jaws.



ALLOW FAMILIARITY (GAINED -

St WARNING: THE FOUR STEP LATHE AND MOTOR
F YOUR MACHINE) TO BE- -

PULLEYS FURMISHED ARE DESIGMED TO RUN THE
. LATHE AT THE CORRECT SPEEDS WHEN USED WITH
~ A1726 R.P.M. MOTOR. DO NOT USE A 3450 R.P.M.

. MOTOR TO INCREASE THE SPEED BECAUSE IT
COULD BE DANGEROUS.

The operatlon of any’ power ‘tool - can. result in forelgn

ebjects being thrown into the eyes, which can result in

- severe eye damage, AIWays wear safety goggles complying

with ANSI Z87.1 {shown on Package} before commencing

power tool operation. Safety Goggles are available at Sears
retail or catalog stores,
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motor specifications and electrical requirements

" This Lathe is designed to use 3 1725 RPM motor only. Do

: _-not'use.any motor that runs faster than 1725 RPM. It is

‘wired for operataon on. 110-120 ‘volts, 80 Hz., alternating
‘current. 1T MUST NOT BE CONVERTED TO OPERATE
ON 230 VOLTS. EVEN THOUGH SOME OF THE RE-

‘ CGMMENDED MOTORS ARE DUAL VOLTAGE.

 THESE MOTORS HAVE BEEN FOUND TO BE
ACCEPTABLEWFGR USE -ON THIS TOOL.

VOLTS ' CATALOG NO.
':’11&;2& C 1282 :"
10120 278

21725 1101200 1279
1720 1725, ] 110-120 1289 -
CAUTlON Do not use blower or. washmg machme motors

. or any motor with an automatic reset ouerload pmtector
" as their use may be hazardous.

 CONNECTING TO POWER SOURCE ‘oun’E‘r
. This machine must be grounded while in use fo protect the

L operator from electric shock. .
e Piug power cord into a 110-120V properiy grounded type

 outlet protected by a 15.amp. dual element tlme delay or
+ Cireuit-Baver fuse or circuit breaker,
i you are not sure that your outlet is properly gmunded
have it checked by a gualified electrician, .

 WARNING: DO NOT PERMIT FINGERS TO TOUCH
. THE TERMINALS OF PLUGS WHEN INSTALLING OR

" REMOVING THE PLUG TO OR FROM THE OUTLET.

:V'WARM&G !F NOT PROPERLY GROUNDED THIS

" POWER TOOL CAN INCUR THE POTENTIAL HAZARD

- OF "ELECTRICAL SHOCK. PARTICULARLY WHEN

. USED IN DAMP LOCATIONS IN PROXIMITY ~TO
PLUMBING. IF AN ELECTRICAL SHOCK - OCCURS

THERE IS THE POTENTIAL OF A SECONDARY HAZ-:

ARD SUCH AS YOUR HANDS CONTACTING THE
CUTTING TOOL.

If power cord is worn or cut, or damaged in any way,
have it replaced immediately.

if your unit is for use on less than 150 volts it has a plug
that looks like below,

E]

JPRONG PLUG

=

GROUNDING PRONG

@Q

™ FPROFEALY GROUNDEO
3-PRONG QUTLE

"This power tool is equipped with a 3-conductor cord and

grounding type plug which has a grounding prong, approved
by Underwriters’ Laboratories. The ground conductor has
a green jacket and is attached to the tool housing at one
end and to the ground prong in the attachment plug 5t the .
other end,

This -plug requires a mating 3-conductor grounded type
outiet as shown.

1§ the outlet you are planning to use for this power toal is
of the two prong type DO NOT REMOVE OR ALTER
THE GROUNDING PRONG IN ANY MANNER, Use an

o adapter as shown and always connect the grounding lug
to known ground.

it is. recomimended . that you have a qualified electrician
replace the TWO prong outlet with a properly grounded
THREE prongoutlet.

A temporary adapter as shown below is available for
‘connecting plugs to 2-prong receptacles. The green ground-
ing lug extending from the adapter must be connectedto a




permanent ground such as to a properly grounded outlet
box.

Atemporary adapter as illustrated is available for connecting
plugs to 2-prong receptacles. The temporary adapter should
be used only until a properly grounded outiet can be
instalied by a gualified electrician.

GROUNDING LUG

T

. W0, maKe SURE THIS IS

BPRONG @71 CONNECTED TO A
PLUG Ui T35y KNOWN GROUND

W~ 2-PRONG
RECEPTACLE

ADAPTER
NOTE: The adapter illustrated is for use only if you already
have a properly grounded 2-prong receptacle.
The use of any extension cord will cause some loss of
power. To keep this to a minimum and to prevent over-
heating and motor burn-out, use the table below to deter-

mine the minimum wire size (A W.G.) extension cord. Use
only 3 wire extension cords which have 3-prong grounding
type plugs and 3-pole receptacles which accept the tools
plug.

Extension Cord Length Wire Size AW.G.

Up to 100 Ft. 16
100 - 200 F 14
200 - 400 Ft. 10

CHECK MOTOR ROTATION

Place the motor on your workbench or on the floor.
Standing clear of the motor shaft, plug the motor cordinto g
properly grounded outlet. Notice the rotation of the shaft,
As you ook directly at the motor shaft it should be turning in
the clockwise direction /7y . if the motor shaftis turning
clockwise, remove the plug from the power outler and
continue the assembly procedures. If the motor is turning
counterclockwise, remove the plug from the power cutlet
and contact your Sears Store immediately.

assembly procedure
UNPACKING AND CHECKING PARTS

PARTS TABLE

A Belt Guard Assembly .......... e 1
B Headstock.............counn e aeeeaaaas 1
C MotorPulley.....cvviicnrnnes e et 1
D VBelt.....oocovcvennivens et ir e bac e 1
E Motor ....... e et iErte ey 1
F Large Tool Rest‘.“.”.. .................... 4
G ToolRestHolder ... . vriiiiniennneannnanss A
H TailstockandBam . ... .ooiiicernnnceans P
J Rear Foot ..... et anre e e e e 1
K ClampSupport.......coconens e 1
L Tube OrBed ... ... iiinenen, e aseana 1
M SmaliToolBest ............. i a e ere e 1
N Manuat . .... eare e N veeo 1

O Loose Parts Bag Part No. 507458
{Containing the following items).

Bolt, Carriage 1/4-20x 1-3/4 ........ R
SpUrCBNTEr ..t iiie v ier et venns 1
PointCenter......ccvv.n e 4
Cup Center...... e F . 1
CordClamp ... ...ovvinvnn. e e 2
Grip.covienns e bt ani s 4
SwitchKey...oovvrvrviienarnues s oo 1
Lockwasher, Ext. #10 ......... e 4
Nut, lock 1/4-20...... e erirarer e e 4
Nut, Hex 1/4-20 . o vvvviiiicanncnanns s &
NUE, 8. 1/74-20. . oot it iiiiee e 3

Nut, Hex Heavy 3/4-16...... e

TOOLS NEEDED

3/8 inch Wrench

Phllhps Screwdriver 7/18 inch Wrench
(e~ S
Screwdriver {Medium) M

Claw Hammaer

Framing Square

f'l"‘:‘;*'..’,. RS RN
Screw, PanHd. Ty T10-32x1/2. .. ..ot 4
Screw, Pan Hd. TyAB #8x 1/2 ..... e 4
Shee, Lock ... eeeeeaas e el 2
Stud, NUL oo ier s eniareassnoneavaraes veees A
Washer, 17/64:(47/64):1/%6 ...... e e 7
Wrench, Hex "L 3716 .. .......... e veed 1
Wrench, Hex "L"5/32 .. o iviiiiiiiiiciicans 1
Handle veiaa. &




QUARED KEY SECTK)N

3 Slide the headstock onto the tube unt;i it stops against
- the squared key section. Insert locking setscrew and
tighten wnh hex wrench.

SPWDLE PULLEY — HEADSTOCK SPINDLE

 HEADSTOCK-TUBE LOCKING '
- SETSCREW IN REAR OF

“~"SQUARED KEY
SECTION

‘ 4 Silde the cfamp suppoﬁ onto me mlddle of the tube.
Assemble %ock hanciie as shown

CLAMP_SUPPORT

‘ '.'.Hséb'sfobk* l A
" END. S
L S LoCKNUT

i o)

_BRASS SHOE LOCK. /

STUDNUT
7 ‘ HANDLE
: 5 Auaeh the tool rest holder to the ciamp support as,
. shown.

. HEXBOLT ME TOOL REST

 SPACER N

- HANDLE m%
=3
.... S
ER oL

USE EITHER |, -
THREADED HOLE

CLAMP SUPPORT

N CLAMP SUPPORT -

6. Set large tool restin tool rest hoider and install locking
_.handle as shown '

T TOOL REST

@ ——LOCKNUT

7. Slide tailstock assembly ontc the tube and install
tailstock ram spindle lock handle. Notice location of
keyed way in spindle with studnut.

TAILSTOCK RAM SPINDLE

STUDNUT
HANDLE

KEYED WAY

HEADSTOCK END

TAILSTOCK ASSEMBLY

8. On the backside of the tailstock assembie the locking
devices as shown.

TAILSTOCK ASSEMBLY

LOCKNUT —. 4
HANDLE

BRASS
SHOE LOCK 1

STUDNUT

HEADSTOCK END

&

BRASS SCREW @

9. Install the rear foot onto the tube as shown and tighten
rear foot tocking screw. Foot wifl wedge into place as
screw is tightened. This may take several attempts.

LGCKING NUT

HEADSTOCK END

REAR FOOT
TUBE ASSEMBLY



MOUNTING YOUR LATHE AND MOTOR ON
A WORKBENCH

SPECIAL NOTE: For best results when mounting your
lathe and motor to a workbench, iay them both on your
bench in the position which will best suit your needs. Be
sure the motor and lathe are in a parallel position and then
mark the mounting hole positions. Or, use the diagram
shown.

1.

Workbench for mounting Lathe must be at least 54-in.
long. Drill six 3/8" holes in your bench according to the
diagram. NOTE: Make sure the top of your bench is
positioned so that you don't drill into the legs or rail
underneath and you have access underneath to mount
tha nuts for lathe and motor bolts.

When mounting to a Sears workbench, side overhang
of top atheadstock end shouid be §” from feg portion of
stand. {Front overhang of top should remain 1-1/8").

F— 6 178" i3]
HOLES FOR MOTOR S
| “47/8"
— b4
E
14 5/8"

HOLES FOR LATHE Y—w-,_q}_f.
1 63/18"

[ |

13/8"

— 41/8"

1
FRONTOFBENCH// ‘

LOCATION OF MOUNTING HOLES

. Position Lathe on bench and insert two bolts through

holes in headstock but do not screw on the nuts.

. Position tha Lathe so that the bed is parallel to the front

of the bench. Check the foot. f the bottom of the foot is
not fiat on the surface of the bench, loosen the screwin
the foot, tap the screw to loosen the locknut inside. Turn
the foot so it is flat on the bench and tighten the screw.

. Mark the location on the bench of the hole in foot.
_Remove the Lathe and drill 2 3/8” hole to attach the

foot.

. Position the Lathe and insert the boits from the top.

Place a flat washer, lockwasher and a nut on the bolts
and tighten the nuts.

. Position the motor over the mounting holes.
. Insert the bolts from the top. Place a flat washer and a

nut on the bolts bul do not tighten the nuts at this time.

BED PARALLEL 7O
FRONT EDGE OF BENCH

FOOT

10.

. Remove the headstock puiley using the 5/32" setscrew

wrench.

Find four pan head thread cutting screws 1/2" long and
four lockwashers from among the loose parts. Attach
the belt guard with these screws and lockwashers. The
arrows in this illustration show the location of the

SOrenws.
oy

tr2”




ismeter is appmxumately 141 6" away from the
|ghten the setscfew wuh a 5/32" setscrew

Hace the beltorn the puileysand shde the motor toward
“therear of workbench until all the slack is removed from
“the belt, NOTE: 1/2 inch deflection of belt under
‘moderate preswre applied between the two pulleys is
- ;- adeguate ‘ténsion. Tighten only two of the motor
L :moummg bclts _

th eédéoakshaﬂaé

“14. Place & straightedge such as a piece of woed, metal or

- framing square across the pulleys to see if they are in

o7, ling with sach other. if they are, tighten the other two

" motor motntifig bolts! If they are not in line, loosen the
. two: motor bolts and move the mumr sideways .

: t;ghtan ihe bolts.

§5'3 Find four pan head wood screws 1/ 2" long from among
. ‘the loose parts R

¢

6. Attach the belt guaard plate to thie bench. with the two
Sf:rews Make sure the plate is PARALLEL to the beit.

17. Plzzg motor cord into’ outfet on back of sw:tch bex DG
S T,;)Etfg motor cord into power source ouﬂet

ition the two cords as shown and clamp them tothe
“table with two cable clamps and 1/27 wood SCrews
“from the locse parts bag. -

19, £ml up the slack inthecord and tieit with a p;ece oftape
i necessary.

'53 |

MOTOR CORD



SPUR AND CUP/CENTER INSTALLATION /

1. Find a 3/4-16 hex nut amon E
g the locse parts and screw i
onto head stock spindle until finger u’g’mp}r P {
|
|

3/4-16 __/2

HEX NUT l
|

2. Find two points and a spur and cup center among the
foose parts, To insert point into centers, place center
pmweaﬁ jawes of a vise. Do not tighten vice, Insert point
into center and with a hammer and nall gently tap
around the base of the point until secure.

cup
™ /CENTER
3. insert spur center into head stock spindle and cup \ S TAILSTOCK
center into lailstock ram. NOTE: Do not drive or el
hammer centers into spindle or ram as removal may be
difficult. Use a soft hammer or block of wood and give

them agentle tap.

4. To remove spur center from spindle, hold the spindle
putley with one hand, and, using 8 wrench or pair of
pliers, wrn the hex nut counterclockwise until center

is ejected.

5 To remove cup center inserta 1/47 wood dowet or brass
rod through the hole in the tailstock ram, Hold the
center with one hand and tap the dowal or rod with a

hammer.

FOOT



IN YOUR $HOP UNTILYOU ARE
oT

" NOTE: Key is made of vellow plastic. -

KEY
{YELLOW PLASTIO)

ON IS CDRRECT (SEE ‘

P2 To turn Lathe ON . - INSERT finger under switch lever
amj puii END of swatch out.

3 Tc tum Lathe OFt’—' PUSH' léver‘in

Never eave he Lathe unatiended. until it has cometo a..

_-V'C(}mtﬁete stop and you have remcved the swrtch key.

N :: Do not cvcie the metor sthch o, and off rap:dly, as
~thigt mav cause’ the facep?ate oL sandmg dis¢ to Toosen,
“in theevent this should ever: occur stand clear: of the

. ‘fate plate or sandmg disc untti n has come to a compkete o

S '_'stop retsghten st

§ 4. To:lock switch in OFF position . ..; HOLD switch IN
L with me hand, REMOVE key with other hand.

: ‘WARMNG FOR YOUR OWN SAFETY, AL-
WAYS LOCK THE SWITCH ""OFF”. WHEN
LATHE IS NOT IN USE ... REMOVE KEY AND
f(ﬁﬁp ITIN A SAFE PLACE JALSO .. LN
"!THE EVENT (}F A POWER FAILURE (ALL OF
T YOUR LIGHTS GO OUT) TURN SWITCH OFF..

- ‘LocK: I}”,AND REMOVE THE KEY. THIS WILL
“PREVENT THE LATHE FROM STARTING UP
. AGAIN WHEN THE POWER COMES BACK ON.

10




CHECK SPINDLE ROTATION

The Lathe spindle must rotate counterciockwise when
viewed from the spindle end.

NOTE: Make sure the spur center is removed from the
spindle.

1. Plug the Lathe power cord into a properly grounded
outlet (See page 5)

2. Stand clear of the Lathe spindle and turn the switch ON.
Notice the rotation of the spindle. If it is NOT turning
COUNTERCLOCKWISE contact your Sears Store im-
mediately before using this tool.

ROTATION

TERMINAL
COVER

getting to know your wood lathe

BACK OF TOOL

11 spur

CENTER

& SPINDLE
LOCK
HOLE

2 INDEX PIN

BELT GUARD

rest bracket to the bed.

TOOL REST
BASE

1%

7 HANDWHEEL

TAILSTOCK
RAM

10 cur centER

8 rasTock rRam
LOCK

TOOL REST

W 6 TooL REST
= BASE LOCK
| i T sPINDLE
| i i FOOT
: ’ 9 ransTock
| e LOCK
‘ / {2 TaisTock
5 root REST
s TOOL REST
BED 4 BRACKET LOCK
10 on-orFr
SWITCH
4 BELT GUARD HEADSTOCK FRONT OF TOOL
LOCK
1. BELT GUARD LOCK ... Locks the hinged part of the 5 TOOL REST LOCK. .. Clamp the tool rest 1o the tool
guard during operation. rest base.
2. INDEX PIN . . Engages with the spindle pulley to 6. TOOL REST BASE LOCK ... Clamps the too! rest
determine equal spacing for cuts for fluting or reeding, base to the bed,
or for dividing face plate werk., DO NOT USE FOR 7. HANDWHEEL .. . Adjusts the tailstock rarm,
REMOVING PACEPLATES. 8. TAILSTOCK RAM LOCK ... Clamps the ram in the
3. SPINDLE LOCK HOLE. .. For remowing faceplates or tailstock
sanding discs. Insert a setscrew wrench, large nail or ) s the tailstock 1o th
bolt in the hole to hold the spindle while unscrewing 3. TAILSTOCK LOCK .. Ciamnﬁr ailstock 1o the
faceplate or sanding disc. bed.
TOOL REST BRACKET LOCK ... Cismps the tool  10- ON-OFF SWITCH




AND:ﬁUP CENTEH .are used for

spandle turnmg and shoald always be in a xgnmem

ViGNING CENTERS

b If the centers are nat in tine as shown make the follow
- ing ad;ustments : ‘.

3 Make sure the tailstock and ram are locked when
checkmg for al:gnmeﬂt

' 2 i.oesen the screw in the foot . . . TAP the screw to
loosen the F_ocknut inside, B
3, 4U§ihg‘ a 3/16" setscrew wrench, loosen the setscrew
on the back. of the headstock. The screw is located
. -about 1-3/4” from the bottom.

‘. 4. Swing the tailstock so that the two points are in
Hne o o tighten the setscrew in the headstock and the
serew in the'end of the tailstock.

etting to know ‘your wood lathe

3/16" SETSCREW
WRENCH

N

FOOT
HEADSTOCK ﬁm

HANDWHEEL

| 12 TAILSTOCK

SUPPOrts "_t'hg_'fh‘_&_)fkpiece for “spindle
turning. i o

the “key"” on the underside of the bed. This screw pre-
vents excessive “looseness” {rocking back and forth} of
the tailstock. ‘

1. Loosen the locknut using a 7/16" wrench.

2. Tighten the screw moderately against the key, then
{oosen it about 1/4 tumn,

_“Slide the tailstock along the bed. If it does not stn:k or

" bind in any onhe 5pot, tightenthe nut. 1 it binds or sticks,

- loosen ithe screw: onfy ensugh so that the tailstock slides
) smaothly aiongzthe bed o

The tailstock contains a brass screw which bears against

o

TAILSTOCK
LOCK

BRASS \
SCREW LOCKNUT KEeY

12



13. SPEED CHART ... Indicates general recommended

speeds for various sizes of workpieces.

WARNING: Always use lowest speed when starting a
new workpiece, using faceplate, or turning between

centers to avoid possible injury.

SPINDLE SPEED
MOTOR

SPIKDLE

{

BZ3 H

i

1350 T

I

basic lathe operations

WARNING: For your own safety, turn switch "OFF’
and remove plug from power source outlet before
making any adjustments.

CHANGING SPEEDS

The belt is shown positioned on the second steps from
the cutside end of the pulleys, This causes the lathe to
run 2250 R.P.M,

Suppose you wish to run the lathe siower - say, 1350
R.P.M. You must shift the belt inward.

1. Make sure the power cord is removed from the outlet.

2. With the belt guard raised, rotate the motor pulley
COUNTERCLOCKWISE with your left hand while
pushing on the belt with your right hand.

3. Continue to rotate the pulley while pushing on the
belt until it “"climbs” down into the third step of the
motor pulley.

4. Now rotate the spindle pulley CLOCKWISE with your
tight hand while pushing on the belt with your left
hand. The belt will climb up into the third step of the
spindle puliey.

To make the tathe go faster, the belt must be shifted out-

ward.

1. Rotate the spindie pulley CLOCKWISE with vyour
right hand. Pull on the belt while rotating the pulley
until it climbs down into the next smalier step.

2. Now rotate the motor puliey COUNTERCLOCKWISE
with yourleft hand while pulling on the belt with your
right hand. The belt will climb up into the next larger
step.

13

ROTATE

COUNTERCLOCKWISE

MOTOR
PULLEY

-
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basic lathe Eopemﬁom
SPEB}QLE TUHN‘NG

WAR NG For. yout owa mfety, mm switch “OFF* and ¥

suggest hat 'y yau pracime USmg the vanous wood turning
Q ]

Carefufiy inspect and se!ect apiece of wood 2" X 2"

or knots

2, f}raw dsagunai imes on each end tolocate the centers.,

i 3. Onone end; make a saw cut approxsmateiy 1/16" deep
“on'each dsagona! lime. This is for the spur center.

N 4 The other end is for the cup center. Place the point of
the sut center {}ﬂ tbe wocd where the diagonal lines
"crass ’ . :

ave’ never done anv amoum _of wood turning, we -

=12 and always use»woe}d free of checks splits, cracks '

DIAGONAL LINES
ONBOTH ENDS

- Drive the cup center into the wood. Use a wooden
mallet or a plastic hammer. if you don'thave one, usea
stea! hammer but pust a piece of wood on the end of the
cup center o protect it

6. Rerove the cup center and drive the spur center into
. the other end of the wood. Make sure the spurs are in
“the saw cuts. Remove the spur center.

7. Make sure the centers and the hole in the spindle and
- the taiistock ram are clean. insertthe spur center into
the headstock and the cup center into the tailstock and
tap them in 1sghtly with a piece of wood Do not drive
~~them'in. o

8. Puta drop of oil c}f wax on the wood where it contacts
- ihecup center. Thts wd! lubncate the wood while it is
;?tummg RS P

Place: the woed between the centers and iock the
B ,ta:!stsck

. are firmly seated against the workpiece and that the
. tailstock § ts secure¥y Iccked in place:

0. Move the cup center into the wood by turning the hand

wheel. Make sure that the cup center and spur center

- are “seated” into the wood in the holes made insteps B

-~ and 6 above. Rotate the wood by hand whileturning the
hand whael,

= WARN!NG Be sure the spur ‘center and cup cemer_

11, Adjust the too} rest approximately 1/8” away from the
corners of the wood and 1/8" below the center line.
Note the angled position of the tool rest base.

WARNING: For your own safety, after adjusting the
tool rest be sure and lock the tool rest base and the
tocl rest.

1/8"

g:m»vl -
e

WOOD
TOOL REST

14



Look at the speed chart. Notice that a 2” square turning
upto 18 long should runat 875 R.P.M. for "roughing’”.
Move the V-belt on the pulleys 1o the slowest speed as
outlined under “Changing Speads” section.

WARNING: For your own safety rotate the wood by
hand to make sure that the comers do not strike the
tool rest or anything eise before turning the Lathe
“ON"". Always be sure the workpiece is properly
mounted and the Lathe is set at the proper speed
{RPM}.

INDEXING

The spindle pulley contains 36 equally spaced holes, The
index pin engages with these holes to keep the spindie
from turning while you put a mark on the workpiece.

For example: To focate the position of six spokes in a
wheel:

1.

Pull the index pin outward and turn it so that the small
cross pin skips into the slot. This will allow the index
pinto engage in one of the holes in the pulley and pre-
vent the spindle from turning.

Adjust the 1ool rest approximately at the centerline
and make a mark.

. Pull out the index pin and slowly rotate the workpiece

until the pin slides into the next hole in the puiley.

. Do this six times and put the next mark on the work-

piece. The two marks will be spaced 60° apart. Con-
tinue this operation until six spokes are marked 60°
apart.

. Spindle turnings can be divided in the same manner,

15




PARTING TOOL

_‘Beﬁer chzseis ha _ndies approxnmaxely 10-in. long, o
‘provide p!enw of gn;}and leverage. Sharptools are essential
for:clean, easy work . .. buy 100ls that will take and hold
keen edges. . .

THEORY OF TURNING

(;Q?ifrjws‘jcm;sisi; ' SCRAPING CHISEL

The Two Ciasses of Ch;se§s

?hese are: !} Chlseis mtended prlmaniy for cumng, and 2)
chisels used only fcr scraping.The cutting chisels are the
gouge, skew and.parting tool: These are themost used.
?hey arg commonly shaypened toarazor edge by honmg on
3 sﬁesn The scraping chisels are the flatnose, round
'nese znd spear point’ Thess are not honed or'the flat sides
- the wire edges pmduced by grmdmg are ieft on 10 a;cﬁ in
the scrapmg process . :

Cuttmg and Scrapmg
“Tocut, the chisel isheldso ihat the sharp edge actuaﬂy dags

intothe revoEvang work to peel off shavings. Toscrape, the

chisel is held at a.right angle to the work surface, and
'remsves fine partscies instead of shavings. Many operatmns
require that the cuttmg chisels be used for scéraping; but
scraping chisels are practically neéver used for cutting.
Scraping dulls a chise!l much faster, especially the razofr
sharp cutting chisels. Cutting is faster than scraping and
praduces a-smoother finish which requires less sanding.
Howaever, itig far more difficult to master. Scraping, on the
other hand is far more precsse and easier 1o comml

| cunma SCRAPING

SPEAR POINT

1%

ise \ fosur*cmwsman wood-lathe
GIIWORKING CH‘$E§“$ AND HOW TO USE THEM

FLAT MOSE ROUND NOSE

THE SIX COMMONLY USED CHISEL TYPES

When You Can Cut. and When You Must Scrape

There are two different approaches to the work when
turning. One approach is toward a circumference of the
workpiece {for example, turning down the outer surfaceof a
cylinder or the inner wall of a hollow round box.} In this
approach, the surface being turned travels under the chigel
edge tike an endless belt. The second approach is toward
the diameter of a workpiece {85 when turning the face of a
faceplate turning, or the side of a large shoulder on a
spindle turning}. In this approach the surface being turned
rotates like a disc under the chisel edge. Sometimes the
approach will be a combination of both,

¢

+

]
L”*"
CIRCUMFERENCE

APPRO&CH”\'\\\
DIAMETER

APPROACH s

Fither a cutting or scraping action can be used when the
approach is toward a cwrcumference — the shaving is
removed like a peeling from a potate. Scraping, only, canbe
used when the approach is toward a diameter. The reason
is obvious when you consider that faceplate turning practi-
cally always requires removal of wood across the grain.
Wood does not peel easily acrogs the grain, and attempts to
use cutting methods will Fkely resuit in damage to the work
and throwing of the chise! by the work.

it follows that a cutting action is used for the general run of
spindle turning operations . . . while the major part of a
faceplate turning is done by the scraping method. When a
combination approach is to be used, you will have to judge,
by the feei of the work, when to stop cutting and starnt
scraping. Mever try to cut when it becomes difficult to hold
the chisel against the roughness of the wood grain,

How to Position Tool Rest for Circumferance Cutting

When cutting, the object is 10 pierce the outer skin of wood
to a certain desired depth, then w0 hold the chisel steady,
with the bevel edge paraliel.to the work circumference, so
that it will peel off a shaving at this desired depth. The ondy
sure method of holding the chisel steady is torest the bevel
against the work, as shown in sketch 1, When the 100! rest
is at the proper height{sketch 1}, the chisel can be held with
the bevelpressed against the work, and the tool rest will act
as a fulerum to support the chisel against the downward
force of the revolving work.



STEADY | FORCE No support 3 4 Rest 100
THRUST 4 - tor oL bt -
AGAINST Bevel CHATTER 4 bevel, J KICKBACK M
HANDS e against % o point Rest B Y L L N
wark Haging . KICKBACK too law. ¢ i‘SB
. Cor L W o too high
¢ ¢ q; on work.
Chisel , Wﬁwhqg

cutting Rest to0 fow: Ch;%e;

properly. chiset too horizontal, too high.

&
HANDLE d, g LARGE | swau
KiCKED UP DIAMETER DIAMETER

[test too distant — chisel too high,
point too far from rest,

Ifthe rest isplacedtoo low, sothat the chisel is held with the
bevel out from the work {sketch 2}, the cutting adge will
continue to dig deeper into the work. It witl dig in untif the
“bite”” becomes so deep that your hands have difficulty
holding the chisel — then the irnproperily supported chiset
will begin to bounce, or chatter, against the workpiece.

# the rest is placed too low, the chisel must be held
extremely high to position the bevel against the work
{sketch 3). Then the restioses most of its value as a fulerum,
and the downwardforce of the revolving workpiece tendsto
kick the chisel back out of your hands.

does the scraping, sketches 8 and 10 show theresults of too
tow of too high a position for the rest; and sketch 8 shows
the chisel action with the rest correctly positioned,

How to Position Chisel and Rest for Diameter Scraping

When scraping on the diameter, that portion of surface to
the right of center is moving upward {sketch 11} i chiselis
placed in this area, it will simply be carried up off the rest
and out of your hands, All diameter approach operations
must be done at the feft of center.

gy

If the rest is placed too high {sketch 4} and the chisel is / ; . Vs Wl
correctly positioned for cutting, it strikes the workpiece / [ : L AN . 7

near the top where the direction of force exerted by the / v : | i
workpiece is nearly horizontal — and kickback will again e L ST R IS
result, ¥ ] ,

i the rest is placed too far out from the work surface {sketch . / ) :

5} then, \Shen correctly held, the chisel is again too high \\ ™ e ) \\:\:\L
onthework Also, you have iess leverage on your side of the REST m’_\j\ /",_,/ 11 N 12 \\\

tool rest — and it is even more difficult to hold the chisel.
With large diamater work [sketch 6}, the too! rest can be
above the workpiece centerline, and somewhat out from
the work surface. With small diameter work {sketch 7), the
rest should be lowered aimost to the centerline, and should
not be far from the work surface. A work grows smailer,
the rest should be repositionsd.

Mow 1o Positien Tool Rest for Circumferance Screping
in scraning operations, the tool rest position 8 not ascritics

as it is for cutting operations. The chisel generally is heid
horizontally, though it can be held at an angle to reach into

tight places. Considering that the wie adge of the chissl
/ 10
7/ /

/ EBGE
j DIGGING |

rimnn et -

N0

¢
STOCK i

REMOVED

. S

CORRECT

Three different chise! contact points are shown in sketch
12 # willbe noted that, whenchise! 1s above the workpiece
center, or balow i1, the work surface sweeps past tha chisetl
edge at an angle and tends 1o carry the chisel in one
direction or the other along the rest. Only when the chisel
cortacts the work on the centerline does the work surface
pass squarsly under the chisel edge. This, then, s the
position in which it is easiest 10 hold the chisel steady. To
obiain this position, place the rest approximately 1/8-inch
{thickness of chisel) below center.

URING THE GODUGE

Three gouges, the 1/4. 1/2- and 374 in_sizes, are ample
for general homeshop turning; but other sizes from 1/78- 0
2-in. can be purchased

The chief use of the gouge 18 for rough circumiergnce
eutting of raw stock down 10 a oylinder of working size 1t
thie best oo to use for rapid cuiting away of large areas of
the workpiece: but when 3o used does not produce &
smooth surface. With practice, it can be used for sutting

coves and the shaping of long cuts — s also useful for
scraping.




B ,When used for cuttmg, the gouge is always heid wnh the

L convex side down. it should ;:-e rolled approxtmateiy 30°to

7 45° in the direction in which'itis being advanced along the

- “rest; and the cutting edge’ shou{d be alittle in advance of the
o handie R

' USING THE SKEW

“Two skews, the 1/2- and 1-in. sizes; are all that are needed
for general use. Other sizes are available, This tool is nearly
aiways used to make finish cuts, to.cut vees and beads, and

1o square shoulders. Praoperly used, it produces the best

. finish that can be obtained with a chisel. It should be used
" but Eittle fnr scrapmg, as this qu:ckiy dulls it.

e _"S_D_ire'c,tio_ri'
- of cut,

tssma TaE

: —Fer flnlsh cuttmg, zhe skew is held w:th the cuttmg edge
. .cénsiderably in advance of the handie, bevel sidé’down.
- Keep the base of the bevel against the work. Good practice
- is to place the skew well over the work, pull it back until the
~ edge begins to cut, then swing the handle into position to
advance the cut. Both the toe and the heet of the skew can
- be used for taking light cuts; but do not penetrate the wood
too deeply without cutting clearances, as there is danger of
burning the tip of the tool.

USING THE PARTING TOOL

The ‘parting tool has just one primary purpose ta cut
straightinto the workpiece as deep #s desired, or allthe way
through 10 make a cut-off. It is therefore a very narrow tool
|- —3/B-in, wide — andis shaped tocut its own cledarance so

‘ that the edge will npt be burned. When used for scraping,

however, it should: be. backed off regularly 10. prevem
overheatmg

Unitke the gouge and skew, ihe partmg tool is seldom held
with the bevel against the work. As the amount of stock
removed is small, @ support for the bevel is not necessary.

18
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cuTTING

. SCRAPING

— "

" The tool is simpty fed into the work at an angle (for cutting),

or pointed at the workpiece center {for scraping). It can be
held easily in one hand.

USING THE SCRAPING CHISELS

A 1/2-in. wide spear point chisel, a8 1/2-in. wide round
nose chisel, and a 1-in. wide flatnose chisel complete the
list of tools ordinarily used by home craftsmen. Each of
these scraping chisels can be purchased in various other
sizes for speciat purposes. All are very useful for diameter
scraping operations and for circumference scraping, when
cutting methods cannot be employed.

. SPEAR
POINT

ROUMD
NOSE

FLAT
NOSE

The spear point is used for fine scraping and delicate
operations, such as the forming of beads, parallel grooves
and shallow vees. Edges and bowl contours can be reunded
with theround nose chisel. Any flat surface can be scraped
wsth the ﬂatnose ch:sel

.US!NG SHAPER OR MOULDING KNIVES

An‘cld chisel can be made to serve as a halder for shaper or
“motilding knives. Such knives rnake it possible to scrape
many interesting shapes in the workpiece surface inong or
twa- operations, instead of the many operations required
with standard chisels. It is generally not practical to use
cutting methods with special shape tools; scraping methods
should be used.

The hoider should pmvu:ie a8 shoulder against which the butt
end of the knife can be firmly seated; and the knife mustbe
securely mounted, either by means of a screw threaded into
the holder, or by compressing it between two prongs boited
together,



be obtained by using a block plane set to take a fine shaving.
The tool rest should be raised up approximately to the top of
the workpiece — and the plane should be horizontal, but
turned stightly in the direction of travel so that it will take a
shearing cut. Two tool rests, one in front and the other
behind the work, can be used to advantage in positioning
the plane so asto exactly limit the depth of cut{and finished
size of the workpiece).

USING WOOD RASPS AND FILES

A wood rasp will remove stock quickly when held against
the revolving workpiece. Care shouid be taken to support
the rasp firmly against the tool rest, however, as it can tear
the hands painfully if caught by a rough edge of the
workpiece and kicked back. The rasp willieave a very rough
finish,

Finer finishes{similar tothose producedby scrapingjcanbe
obtained by using files in the same manner. Various shape
files can be used for shaping vees, beads, coves, etc. If
pressed into the wood too hard, however, a file canburn the
workpiece surface. Keep the file clean to keep it cutting
uniformily. Files work best on hardwoods.

HAND POSITIONS

WARNING: Keep firm hold and control of the turning
tool at all times. Avoid awkward hand positions wherea
sudden slip could cause a hand fo move into the
workpiece.

In handiing ail of the chisels the handie hand takes a naturai
position, being nearer or farther from the end depending
upon the amount of leverage required. The position of the
tool rest hand is amatter of individual liking; but there are
three generally accepted positions, each best for certain
types of operations.

ROUGHING OFF

e’ 1

Roughing-off and other heavyworkrequires afirm grip and
solid positioning of the chisel against the rest. This is best

13

obtained by the tool-rest hand position Hlustrated. The wrist
is dropped down so that the heel of the hand below the little
finger acts as a sliding guide against the rest. The handle
hand controls chisel position.

FINISH CUTTING

Finish cutting requires more control, with less force — and
is better done with the palm of the tool-rest hand turned up.
The wrist is stifl held down, and the side of the index finger
acts as a guide along the rest. In this position, control of the
chisel is shared by both hands, the fingers of the tool-rest
hand being free to assist in positioning the tool.

INTRICATE CUTTING

intricate, delicate cutting requires extreme control, with
practicatly no force. This is best accomplished by guiding
the chisel with the fingers of the tooi-rest hand. The hand is
held palm up, with the wrist high — with the little finger
placed against the rest to steady the hand. The chisel does
not touch the rest; and the handle hand is completely
secondary to the tool-rest hand.

The first and second positions are equally good for scraping
operations; but the third position is practically never used
for scraping.

N7
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Many scraping operations and cutting to depth with the
parting tool can be done with one hand The chisel is
grasped firmly, with the index finger on top to press itdown
against the rest — and is thrust straight into the work.
Holding the tool thus leaves the other hand free o hold 2
pattern, catipers, efc., to chack work progress.



o ien_d of the‘wcrkmece,

L tms tends to tear tong stivars’ from the ecmers

- . Thﬁ flrst senes of cuts shouhﬁ not be'tao deep it i
- partially reduce the work to a cylinder all along its length;

i “ﬂeducmg & square or odd»shageﬂ wcrkslece down to a'

w0 gylinder of approxamate size for finish turning is called

. roughing-off. Faceptata turning and targe diameter spindles .

- should first be partly reduced by sawing but small spindies

b are easny turned down entirely with the large {3/4-in.)

- gouge B

Stamha first cut about 2-in. from tailstock endmthen run
it toward the tailstock and oﬂ the end ‘of the workpiecs.
Next. start another cut 2-in. mearer the headstock — and
run it a{so toward tas!stock to merge wnh first cut.

fwo cut's m saccessmn tawar:i 2he headstuck and off this
Nevef staft a cut dsrectiy at the end

then start a sécond series of cuts to complete reducing it to
a cylinder. Once cylinder has been formaed, step lathe up to
the next {aster speed. Further reductions insize can nowbe
carried out by cutting as deeply as desired at any spot along
the work. At this stage, long cuts, from the center off either
end, can aiso be taken. Roughing-off generally is continued
until the tylinder is approximately 1/8-in larger than the
desired finish size. Roundness can be tested by laying the
gouge on top of the work — it will not ride up and down
when cylinder is perfectly round.

FIRSTCUTS

oW m’use ”eur craﬂsm‘an wmd mm
MAKBNG smwmao cuts

ﬁOUGH CﬂTﬂNG TO0 SIZE

The roughing-off cut can be,,made to accurately size the
cylinderto a given diameter..

-“Ahother method is to make a number of sizing cuts at

" lintervals along the work, then use the gouge to reduce the

whole eylmder down to the diameter indicated by these
cuts.

ASIZING CUT

MAKING SIZING CUTS

Sizing cuts are useful to establish approximate finish-size
diameters at various points along a workpiece. The work
can then be turned down 1o the diameters indicated — and
be ready for finishing. Diameters for sizing cuts should be
pianned to be about 1/8-in, greater than the desired finish
diameters,

A sizing cut is made with the parting tool. Hold the tool in
one hand, and use the other hand to hoid an outside caliper
preset to the desired sizing-cut diameter. As the cut nears
completion, lower the chisel point more and more into a
scraping position. Whan the calipers slip over the workpiece
at the'cut, the cut is finished.

SMOOTHING A CYLINDER
“FHe final 1/8-in. can be removed in two ways. Either use

the 1-in. skew, working from center toward both ends and
taking lighter and lighter cuts unti finished.

CUTTING A SHOULDER

A shoulder can be the side of a square portion left in the
waorkpiece, the side of 2 turned section, or the end of the
workpiece. Most shoulders are perpendicular to work axis;
but a shoulder can be at any angle desired.

PARTING

— PENCIL
o TRARK

PENCIL |}
MARK

20



First, mark position of the shoulder with a pencil held tothe
revolving workpiece. Then make a sizing cut with the
parting tosl, placing this cut about 1/16-in. outside the
shoulder position, and cutting to withinabout 1/8-in. of the
depth desired for the area outside of the shoulder. If
shoulder is shallow, the toe of the skew can be used to make
the sizing cut; but do not go in deeper than 1/8-in, with the
skew unless wider and wider vees are cut to provide
clearance for this tool.

1

WRONG

RIGHT

Use the gouge to remove any waste stock outside of
shoulder — and smooth this section, upto within 1/8-in, of
the shoulder, in usual manner. Finishing of the shoulder,
uniess it is more than 1-in. high, is best done with the
1/2-in. skew. First, toe of skew is used to remove thin
shavings from the side of the shoulder — down to finish
size. Hold skew so that bottom edge of bevel next to
shoulder will be very nearly paralle! to side of shoulder
—but with cutting edge turned away at the top so that only
the extreme toe will do the cutting. If cutting edge is flat
against shoulder, the chisel will run. Start with handle low,
and raise handle to advance toe into the work. Cut down to
finished diameter of outsida area; then clean out the corner
by advancing heel of the skew into it along the surface ofthe
outside area. Tilt the cutting edge, with handle raised up, so
that only the extreme heel does this cutting.

iIf shoulder is at end of work, the process is called squaring
the end. In this case, reduce outer portion to a diameter
about 1/4-in. larger than tool center diameter, then later
saw off the waste stock.

CUTTING VEES

Vee grooves can be cut with either the toe or heel of the
skew. When the toe is used, the cutting action is exactly the
same as in trimming a shoulder — except that the skew is
tilted 1o cut at the recguired bevel. Light cuts should be taken
on first one side then the other, gradually enlarging the vee
to the required depth and width.
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When the heel is used, the skew is rotated down into the
work, using the rest as a pivot. Otherwise, cutling position
and sequence of cuts isthe same. As when using the toe, it
is important that cutting be done only by extreme end of
cutting edge.

If deep vees are planned, it is quicker to start them by
making a sizing cut at the center of each vee. Vees can also
be scraped with the spear point chisel or a three-sided file.

CUTTING BEADS

This requires considerable practice, First, make pencil lines
to locate the tops (highest points} of two or more adjoining
beads. Then make a vee groove at the exact center between
two lines — and down to the desired depth of the separation
between the beads. Be careful not 10 make the groove too
wide or you will remove portions of the desired beads. The
sides of the two adjoining beads are now cut with the heel
of the skew ~ preferably 1./2-in. size, uniess beads are
guite large. Place skew at right angles with the work axis,
flat against surface and well up near the top. The extreme
heei should be just inside the pencil line that marks the top
of the bead. Now draw skew straight back while raising
handle stowly — until edge of the heel at the pencil line
starts to cut. As edge beginsto cut, roli skew in the direction
of the vee — so that the exact portion of the edge which
started cutting will travel in a 90° arc down to bottom of the
vee. Upon reaching bottom of the vee, the skew should be
on edge. Reverse the movements to cut side of the adjacent

SECOND
POSITION

TARGENT
TO WORK

It is important that only the extreme heel should do the
cutting. This means that the bottom edge of the bevel next
to the vee must at all times be tengent to the arc of the bead
being formed.

Easier beads canbe shaped withthe spear pointchisel. Use
pencil marks and sizing cuts as before. Push the chisel
straight into each cut end rotate it horizontally to round off
the adjacent edges. It must be moved shightly in the
direction of rotation at the same time, to keep the point from
digging into the adjacent bead.

QUTTING COVES (CONCAVES)

This is the most difficult single cut to master — but one of
the mest important in good wood turning. First, use pencil
marks to indicate the edges. Then, rough it out ~— to within
about 1/8-in. of the desired finish surface — by scraping
with the gouge or round nose chisel. if the cove s to be very
wide, sizing cuts can be made to plot the roughing out. Once
itis roughed out, the cove can be finished intwo cuts —one
from sach side to the bottom center.

Atthe start of either cut, gouge is heid with handle high and
the two sides of blade held between the thumb and
forefinger of tool-resst hand, just behind the bevel. Position
the fingers ready to roli the blade into cove. Hoid blade 50
that beve! is at a 90° angle to the work axis, with poirt
touching the pencil line and pointed into work axis.

START FINISH



ouring
BEADS ®

-, From.this start, depress point slightly 1o start cut, then
continue to.move point down in an arc toward the bottom
center of cove - at the same time rolling chisel uniformiy so

" that, atthe end of the cut, it will be flat at bottor of the cove.
The.object is to keep the extreme point of gouge doing the
cutting from start to finish, Reverse movements to cut the

" opposite side. . .. - e S

- Coves also can be scraped to finish, using the round nose
chisel or & 'rattail file - but these methads do not generally

.i produce perfectly curved coves. e
) 'MAKING'LONG CONVEX CUTS ...

- First turn work down to approximate size, using sizing tuts
{as required) to.dsterming various diameters. Finish cut can

“then be made with either skew or gouge. ' :

If the skew is used, the principles of the operation are the
same as those employed in:cutting a bead — except that

- curve is longer and may be irregular. Use the extreme heel

- throughout - start at longer end of curve (if curve is

- irregular) and progress toward steeper end. If gouge is
_ used, make cutinthe same direction: Start with the handle

“PLOTTING THE SHAPE

~Once the basic cuts have been mastered, you are ready to"
~turnout finished work. The first step is toprepare a plan for -
the proposed turning. This can be laid out on a:suitable”
sheet of paper - and should be o full size. Next, preparethe .
‘turning stock by squaring it up to the size of the largest:

sgquare or round section in your plan. The stock canbecutto
. the exact length of the praposed turning; but, in most cases,
itis best to leave the stock a little long at one or both ends to
allow for trimming. .
'DIAMETERS | .
o ’:l.‘j‘“t ‘72“ !s.m 2;;:* ‘t;" la:hn ?x/mu ‘g";n !3°¢t ]I /l;
Loy - 2]

AV = SSUIRE C
b SIZING CUTS ’
Mount the stock in the lathe, and rough it off toa maximum-

size cylinder. Now project your plan onto the turning by

marking the various critical dimensions along the length of
the spindle inpencil. These dimensionscan belaid cut with

TO HANDLE SP

CUTTING COVES

CHISEL INCLINED
IN DIRECTION OF CUT

well back of point — swinging handls inthe direction of tool
travel to overtake the point, if necessary, when the steep
part of the curve is reached. Object is to keep extreme point
during the cutting throughout — with bevei as tangent to

- curve as possible.

MAKING LONG TAPER CUTS

Long taper cuts are made like long convex cuts, with the
skew or gouge. However, the angle between the cutting
edge and handle is kept constant during the entire cut. The
handle is not swung around. Always cut downhill. Do not
cut too deeply at the center of the taper.

INDLE TURNINGS

an ordinary'ruter - or by using atemplate. Make the pencil
marks about 1/2-in. ong - they will then be visibie when

.the work is revolved under power, and can be quickly traced
around the spindle by touching each line with the pencit.

After marking, use the parting toc! to make sizing cuts atall
of the important shoulders. When learning, you will find it
best to make many sizingcutsto accurately plot the various
diameters; but experienced workers can do with a few such
cuts at the important shoulders. Plan each sizing cut so that
it is-in waste stock; and make each deep enough so that
there will be just enough wood left under the cut for the
firlishing process. Once the sizing cuts have been run in,
rough-out the excess wood with a gouge — then proceed
with the finishing process by making the varicus types of
cuts required.

DUPLICATE TURNINGS

identical turnings require great accuracy when plotting the
work and doing the various cuts, Many methods have been
devised to aid in perfecting the work. -

Use of Patterns

Professional workers generally use a pattern, or layout
board. This is a thin piece of wood or cardboard on which is
drawn a fuli-size half section of the turning. The contour of
the finished surface is drawn first; then the diameters at
various critical points are drawn to scaie as vertical lines
intersecting the contour line. By placing the pattern against



the roughed-off cylinder, you can quickly mark the various
points of the critical diameters. To make each sizing cut, use
outside calipers and set these by actually measuring the
length of the vertical line on the pattern which represents
the diameter desired. Then make the sizingcut, down tothe
proper diameter by using the calipers to determine when
the cut is finished. After making the sizing cuts, hang the
pattern behind the lathe where it will serve as a guide for
completion of the workpiece.

Using a Template and a Diameter Board

When many identical turnings are to be produged, it is a
convenience to have a prepared template. This can be made
of thin wood or cardboard — and is cut on a band saw or
seroll saw to have the exact contour of the finished turning.
The number one finished turning can also be used as a
template. Attach the template to a board; then mount the
board behind the {athe, on hinges, so that the tempiate can
be moved down 10 touch the workpiece and allow you 1o
clesely observe progress of your work.

{JSING A
TEMPLATE

# a great many turnings are being produced, a diameter
board will save the time used for resetting calipers. This is
simply a thin board along the edge of which a number of
semi-¢ircular cuts have been prepared to represent all the
various caliper settings required for measuring the sizing
cuts, Fach semi-circular cut is held against the workpiecs
instead of using the calipers.

USING DIAMETER SIZING GAUGE - 24309

Production work can be further speeded by the use of the
Diameter Sizing Gauge - 24908 to 1ake the place of caliper
measurements. The positions of the arms are setto indicate

the various sizing cuis to be made. Each arm is of such a
tength that it will drop all of the way down past the back
side of the workpiece when the wood under it has been cut
out 1o the desired depth of the sizing cut.
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USING COPY CRAFTER - 24907

To make identical spindtes {for chairs, table legs, or to
exactly copy an existing turning the Copy Crafter -24907 is
used, Follow the outline of riginal turning or template and
the cuiting too! duplicates the workpiece. Spindle turnings
up to 2-1/2 inches in diameter, 38 inches long can be
duplicated from original turnings; up to § inches in diamster;
36 inches long from a template. Shallow faceplate turnings
up to 8 inches in diameter can be duplicated from templates.

LONG SPINDLES

Adong turning can be worked in short sections, with joints
arranged to be at shoulders where they will not be naticed.

Long thin work that is likely to whip while turning shouid be
supported at one or two places by a backstick. This is easy to
make. A simple one consists of a short length ot wood
mounted vertically in an extra tool rest, and notched so that
it can be used to support the spindle from behind. An
improved type — which uses 2 roller skate wheels to form
the notch — also is shown.



risg at ﬁeast 1 /8uin, over

: ster removal of any marks made. .
Operate lathe at 3 siower speed than normal.

“tubricate the workpiec at _point. of contact with the
backstick, using beeswax (preferably), lard or grease. After
“-completing the turning, remove the backstick and finish off
“.the’original. point of contact. ‘Sand. off any slight burns
. ammg on 'workpiece

M_!SCE LLANEOUS OPERATIONS

_ GUIDE BLOCKS FOR SCRAPING' OPERATIONS DRILLING

Y Aguﬁde btock can be ciamped to a chisel to limit the depth of For crogs dritling flat sided work, use a (mstal-lathe} drill
- eutand aid in the production of) perfect cylinders, tapers and pad in thetaiistock and place a scrap board between the pad

g‘facmgs on, faceptate wrnings: Scrapmg methods must be and the work. For cross drilling round stock, use a {metal-
st dwhen the guade block is: emplcyed ' S lathe) crofch center in the tailstock. Work in which it is

= FRE desired to drill random holes can be positioned as desired
on supporting blocks laid upon the lathe bed. It can be held
by hand — or can be supported from behind by a drili pad
mounted in the tailstock.

CROSS DRILLING
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FACEPLATE & CHUCK TURNINGS

PLANNING THE WORK

Make a layout first, to provide a visual pattern to follow
while working the turning. Patterns can be laid out in the
same manner as spindle patterns — or templates can be
made which can be held against the work for visual
comparison. Circles to locate the various critical points {at
which the contours of the faceplate take distinct form) can
be quickly scribed on the rotating work by using the
dividers,

PLANNING VARIOUS CUTS

The circumierence of afaceplate turning is roughed-off and
finished in the same manner that a spindle is worked.
Practically all of the balance of the operations, however, are
done by using scraping methods. A few of the standard
contours which must often be turned are illustrated in the
accompanying sketch — which also shows the proper
chisels for shaping these contours. Any roughing-out 10
depththat must be done is generally accomplished with the
gouge held in the scraping position,

DEEP RECESSES

The first step is 1o remove as much wood as possible by
boring into the center with the largest wood hit available.
This can be accomplished as illustrated. Be careful to
measure in advance the depth to which drili can be allowed
1o go.

i

sa.

BORINGTODEPTH

Now remove the butk of the waste {to rough -out the desired
recess) by scraping with the roundnose chisel or the gouge.
Remove up to within 1./8-in. of finished size inthismanner.
Finish off the inside circumference by scraping with the
spear-point chisel or skew, Smooth the bottom of the recess
by scraping it fat with the flatnose chiset.

Proper support must be provided at all times for the
scraping chiseis. Several tool rest positions are shown in
the accompanying illustrations. Always endeavor to position
the part of the rest that supports the teol as close to the
working surface as possibie.

The depth and squareness of the sides of the recess can be
quickly checked by holding one of the straight sided chissls
and a combination squate as shown.

NOSE
USE OF PLANNING ROUND NOSE SPEAR-POINT MEASURING
TEMPLATE VARIOUS CUTS CHISEL CHISEL DEPTH
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PARiNG A PLUG CHUCK

: p gjchuck is an aux:ilary wood chuck mounted onto a
o faceplate Thechuck can be any size in diameter — should
- e about 2<1/2-in. thick for stablmy - and should be
provided with.-a 3/4- or 7/8-in. hole in the center for
receiving a tenon turned at the end of the workpiece. Once
made, such. chucks are permanent useful fixtures for
tummg bails, goblets atc. In use, the wood stock for turning
‘- isturned hetween ceniers to produce a tenon at one end

- which will be a driving fit.in the hole of the chuck. When

- - mounted in the chuck, the" workpiece is substantially
_ ‘szzppcsrtad for an’y faceplate type of turning.

ers should be mounted on the screw center
or a small faceplate.

" support the work while the circumference is being turned
and finished. Afterwards, the tailstock is backed off and the
outer end of the cylinder isrecessed, using metheds aiready
described for making deep recesses.

After makmg a recess at least 1/2 of the way through the
workpiece; and finishing this on the inside, remove the
workpiece from the lathe. Now mount a short length of
~softwood stock oh the screw center and turn this down to
~ forma dowei that will be'a tight press (not driving) fit inside
the recessed end of the cylinder. Mount the eylinder on this
wooden chuck, and recess the unwaorked end deep encugh
‘to form a perfect heEe through the entire cylinder.

¢ tailstock can be brought up to
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how to use your cmﬁsman wood-lathe

How' ..o M. KE FANCY FACEPLATE TURNINGS
' " _necxucxme

' Rechuckang is the generai term used to describe any
. additional work mounting that is necessary to complete a
. .tufning project. The method of working cylinders, and the

use of a plug chuck as already described, are typical
exampfes Another good exampie is the rechucking of 2

The work is first mounted on a wood backing block secured
to the iarge faceplate, and is turned in the usuat manner —
alt except the back side {whigh is against the mounting
block). It is then removed from the mounting block. An
auxitiary chuck of softwood s now made in the same
manner that the eylinder chuck is made. This chuck must
have a turned recess properly sized to accommodate the rim
of the bowl in atight pressfit. When the bowl! is mounted in
this chuck, the bottom can be cleaned off and slightly
recessed to complete the desired contours.

TURNING A RING

One method of turning a ring requires a spindie chuck. The
work stock is first mounted to a backing block held by the
large faceplate, and is turned to shape on the outer side.
The inside diameter of the ring is also shaped, all the way
through to the backing block. The work is then removed
from the backing block. A spindie chuck is now prepared so
that it will be a tight press fit inside the ring, and the ring is
reversed and mounied on this chuck. Thus mounted, the
remaining contours ¢can be turned to shape,




Another method of turning a ring makes use of a recessed
chuck. The work stock is mounted on a screw center and
one half of the ring is formed; but the ring is not cut away
from its center. The stock is then removed, and a recessed
chuck — mounted on the farge faceplate — is prepared to
receivethering in a tight press fit. After being chucked, the
remaining face of the ring can be turned to the proper
contour, thus cuiting away the center portion. In work of
this type take constant measurements — or better stili, use
a template — to guard against over or under cutting.

1

TURNING BALLS

Wooden balls of large size are first roughly turned between
centers, using standard procedures. Smaller balls can be
mounted as faceplates on the small faceplate or screw
center. Lines drawn 1o indicate the center and ends of the
ball shape are helpful in plotting the curve. A template
should always be used for accurate visual observation of
the work progress.

BACKING

27

If the ball is mounted as a2 faceplate turning, almost the
entire surface can be turned before it becomes necessary to
rechuck it. Rechucking can be accomplished in a deep cup
chuck which will hold the finished portion of the bail in a
tight press fit. Another method of rechucking is to use a
shallow cup chuck which will not support the bail alone, but
must be used in conjunction with the taifstock. When using
the shallow chuck, a wood block is fitted to the tailstock so
that the ball can revolve upon it. This block should be
lubricated with beeswax or grease. In using the shaliow
chuck method, the ball is constantly shifted — never more
than 1/8 turn — and always with a definite system. Since
turning betwsen centers makes the work a perfect sphere
across the grain, the ball must be mounted in the chuck so
that the first scraping cuts will round it up in the opposite
direction.

WOODELOCK

SCREW
CENTER

B.B.TAILSTOCK |

CENTER

SHALLOW CUP CHUCK

TURNED BOXES

Turned boxes involve deep recessing together with a
special system of working the lid and body of the box
together as one unit. The inside of the lid is turned first,
Next, the inside of the body is turned. A careful check must
be made when turning the lip of the body portion so that the
lid will be a tight press fit. The lid is then pressed onto the
body and the outer circumference and face of the lid,
together with the outer circumference of the body, are
turned all at one time. This insures accurate matching of
the two pieces. After the work is complete, the tight fit of the
lid can be refieved by sanding the lip of the body.

LiD

BLOCK

2




- Bakehite' and Fofmica are examples. | In‘the’ gacond are all

© - catalyst setting plastics of various bases sold under such
trade names as Lucite, Catalin, Cast Bakelite, Marbiette,

- Tenite and Tratford. Those in the second group are most”

genera Hy used for craftwork. They are easyto turn, being a
little harder than wood but much softer than any of the soft
mstals.

MOUNTING THE WORK _
Rods can be mounted betweeri centers, using wood

mournting centers, When the spur center is used, slots
should be sawed across the work.
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A recess of the largest poss:bie diameter, and ahout 3/ 4 in.
deep, is turned in the open end of the rim. The rim is
removed from the lathe, and stock for the bottom is
mounted in its palce on a second faceplate. This is turnedto
size - and a rim about 1 /B-in. deep is turned to exactly fit
the recess prepared in the rim. The rim is then fitted over
the bottom and glued, making a drum shape with a
faceplate ateach end. Thisdrum is cut completely intwo at
a point about 3/4-in. above the bottom — completing the
cutwith a hand saw. Both parts of the cut surface are faced
off square and smooth — then reglued together, breaking
the joints exactly half and half. The cutting and regluing
process is repeated with a section about 1-1/4-in. wide.
After this, the temporary backing block is cut off, leaving the
bowl as shown in the final ilustration.

From this point on the work is simply a matter of turning
down the bowt to any desired shape.

| TO TURN PLASTICS

USE OF WOOD TURNING CHISELS

Standard wood turning chisels are excellent for turning
plastics by means of scraping methods, The tool rest should
be slightly below center and the chisel handie should be
held a little higher than the cutting edge to give a negative
rake. Scraping tools should be used. The area contacted by
the fool should be kept to a minimum. A large contact area,
such as the full edge of the spear-point chisel, will cause
chatter and probable chipping.

Properiy worked, the chipcomes off in a continuous ribbon.
in cold weather, plastic may become brittle and should be
tempered in warm water for about ten minutes before
turning.

USE OF FORMED TOOLS FOR PRODUCTION
AND SIMILAR OPERATIONS




When a number of identical pieces are to be producad, atl
having a distinctive surface pattern, preformed tools wiil
speed the work and assure uniformity, Patterns like those
illustrated can be created by grinding thin {020 to .010}
gauge aluminum strips. A holder, like the one shown, can
then be used to support any one of your prepared strips
—and guide it against the workpiece.

POLISHING PLASTICS

Start with sanding. First use 150-grit dry paper to remove
tool marks; then finish off with 150-grit and 400-9{51
papers, in succession, used wet. Press lightly to aveid
overheating and marring of the work. Buffing gives thefinal
polish, using the polishing compounds commonly supplied
for this purpose. Do not press toa hard or hold wheel at one
spot tco long - keep moving around — otherwise the

plastic might become heat marked.

SANDING, BUFFING AND POLISHING

USING THE LATHE TO SAND TURNINGS

Turnings should be sanded with the lathe running in
second lowest speed. A large sheet of sandpaper is useful
fer smoothing cylinders. All other sanding operations are
dorte with a narrow strip of abrasive paper. The best
finishing grit is 3/0 for softwoods, 470 for hardwouods.

COVES

WOG0D

SANDPAPER
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Worn 2/0 paper is often used, and is the equivalent of 3/0
or 4/0 new paper.

The application of the sandpaper strip is shown in the
iltustrations, Care must be exercised in order to prevent
dubbing the corners of beads, shoulders, etc.

USE OF SANDING DISCS

A fully adjustable sanding table 9-24922 adds to the scope
and convenience of sanding operations. Sanding is always
done on the down-traveling side of the wheel; working on
the other side would kick the work upwards. Either second
or third speed can be used.

The sanding disc is a metal plate with a threaded shank
which fits the end of the lathe spindie. Abrasive paper is
giued to the machined surface of the piate by means of a
quick-drying cement supplied for this purpose. Abrasive
discs can be purchased or cut from the standard sizes of

abrasive paper.




‘ hncfers turned on the ia:he and covered wnh
] ape_&r gtued or tacked in piace do’ sat:sfactozy

5 The drum ls used mainly for sanding the edges of curved
S work: The squareness of the edge of the work can be best
L reta ad by usmg a smp!e fm‘m of vertical fence, as shown.

tandard sandmg drums are commonly made with a

: ;threaded hole to fit the grinding whee! arbor. To guard

: against Ioosemng ofthe tapered shank while the drumis in
" “operation, it is advisable to support the free end, using

etther a bailbearmg or plain B0° center in the tailstock.

" USE OF WOOD CRUCKS FOR SANDING
" Quick-acting chucks can be very usefui for sanding opera-

tions on duplicate preduction parts. The chuck is made
slightly oversize, and a piece of rubber hose {for smali parts)
isinserted in the recessto grip the workpieces. Workpieces
can be changed without stopping the lathe.

‘maintenance

WARN!NG FOR YOUR OWN SAFETY TURN SWITCH

“OFF” AND'REMOVE PLUG FROM POWER SOURCE
OUTLET BEFORE MAINTA!N!NG OR !.UBR!CAT!NG ‘

o YOUR LATHE

L Appiv a {:oat Gf automobnte wpe waxtothe lathe bed to he!p

i the taol.rest and tailstock move fresty.

‘ ':; H&ve power cerd fepiaced i bawmes worn or. frayed

WIRING DIAGRAM

WHITE WHITE
MOTOR
QUTLEY
Engtated
Cap. Fiag
£ ;
GREEN Terminal
-,
BLACK

o

lubﬁcaﬁon

Permdicaliy iubricate the ram in the tailstock with No. 20
or No. 30 engine oil.

MOTOR MAINTENANCE AND LUBRICATION

1. The bearings, in both end shields of the motor, have been
" lubricated at the factory with correct lubricant. No other
patt of the motor requires lubrication.

2. Re-lybricate motor bearings in accordance with the
instruetions on the nameplate. Be sure to wipe off dirtor
grit if: present -around oil hole caps to prevent any
possibility:. of forengn, material contaminating the oil
wicks that supply the bearings with vil. Use a good grade

- of medium Welghf mineral oil, such as automobile

engine ol SAE 20,

3.4 dnsassemtly of the ‘motor is necessary, it should be
returned to your riearest Sears retall or mail-order store
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in order to prevent voiding the guarantee.

NOTE: The speed of this motor cannot be regulated or
¢changed.

4. Every effort should be made 10 prevent foreign material
from entering the motor. When operated under condi-
tions likely to permit accumulations of dust, dirt, or
waste within the motor, a visual inspection should be
made at frequent intervals. Accumulations of dry dust
can usually be blown out successfully.

NOTE: Motors used an wood-working tools are particy-
larly susceptible to the accumulation of sawdust and
wood chips and should be blown out or “vacuumed”
frequently to prevent interference with normal motor
vantilation and proper operation of the centrifugaliy-
operated starting switch.



Sears recommends the following accessor

ITEM CAT. NO.
WOrk Bench ..o, See Catalog
Motor Pulley (Four Step) 1/2" Bore....._.. See Catalog
Motor Pulley {Four Step) 5/8" Bore ......... See Catalog
Drill Chuck 1/2" Capacity with

No.1 M.T. Shank.. ..See Catalog

Screw Center with No. 1 MT. Shank
Ball Bearing Center with

.. See Catalog

No. 1 M.T. Shank. .coocoviiiin s See Catalog
80° Center with No. 1 M.T. Shank........... See Calalog
Face Plate, 4° Dia. with 3/4"-16 Thread

G ROIES. oo e 8-2489
8" Dia. Sanding Disc only with 3/4"-16

TRECAU e e 9-24906

ies

ITEM CAT, NO.
Sanding Table ... g-24922
Turning TOOIS . oo See Catalog
Draw Bolt with 1/4™-20 Threads............... See Cataleg
Power Tool Know How Handbook............... 8-29117
Bowl Tummg ToolRest......coooos 9-24503
Face Plate 6" with 3/4"-16 Thread

B OIS, o §-24504
Copy Crafter...........ccoii 9-24807
Speed Reducer.....oooiiivii See Catalog
Face Plate 4" dia. with 3/4"-16 Thread

Castlron, 6 holes. ... See Catalog
Diameter Sizing Gauge. ... 9-24809

Sears may recommend other accessories not listed in

the manual.

See your nearest Sears store or catalog
department for other accessories.

Do not use any

accessory unless you have received and read com-

plete instructions forits uss.

trouble shooting

WARNING: FOR YOUR OWN SAFETY, TURN SWITCH ""OFF”
AND REMOVE PLUG FROM POWER SOURCE OUTLET BE—

FORE TROUBLE SHOOTING.

TROUBLE SHOOTING CHART

when turning

TROUBLE PROBABLE CAUSE REMEDY
Motor will notrun. 1. Defective On-Off switch. 1. Replace defective parts before using Lathe
Defective switch cord. again.
Defective switch box receptacie.
2. Motor protector open, 2, Reset protector when motor has ecoled.
{only if your motor is
equipped with an
overload protector).
3. Burned out motor 2 Consult Sears Service. Any attemnpt 1o repair this
motor may create 3 HAZARD unless repair s
done by & qualified service technician. Repair
seryice is available at your nearest Sears Store.
{_athe slows down 1. V-belt too loose 1. Adjust belt tension, see Assembly Section,

1ailstock end. jubricated.

Tailstock rocks 1. Brass adjusting screw is too 1. Adjust screw. See Section, “Getting To Know
back and forth loose. Your Lathe”.

excessively.

Headstock loase 1. Setscrew not tight. 1, Tighten setscrew. See Section, “Getting To
on bed, Know Your Lathe”.

Wood burns at 1. Cup center too tight or not 1. Back off tailstock ram and [ubricate

cup center. See Basic Lathe Operation
Section, “Spindie Turning.”

| —




‘wood chips and should be blown out or “vacuumed” frequently o prevent
nh normai ‘motor ventifation and pfoper operation ol the centrifugally-

PRDBASLE OAUSE

REMEDY

AN Mmm i

1.

Have motor checked by qualitied service
technician. Repair service is available at
your nearest Gears store.

1. Circuit overioaded with

operating {motor does
not reach speed).

1. Do not use other appliances or motors on
lights, appliances and same circuit whean using the lathe.
other motors.
cr y 2. Undersize wires or circuit 2. Increase wire sizes, or reduce length of wiring.
ecrease in voltage at too long. See “Motor Specifications and Electrical
imoter terminals. For Reguiremenis” section.
fexample. @ ‘reduction of 3. General overicading of 3. Request a voltage check from the power
‘\,ﬂ)% in vcltage causes power cCompany company.
reducnon of 18%in facilities.
max:mum power putput
(1-.of which the motoris.
crapable.and & reduction
10t 20% in voltdge Causes
|areduction:of 36% in. .
- maxiium power outpot.)
- Motor s*zarts siowtyf % I 1 Low voltage will not 1. Reguest vollage check from the power company
or fafls to come up. L trp relay.
< lofull speed. 2 Windings burned out 2. Have motor repaired or replaced.
e T or Open. :
- Starting relay not 3. Have relay replaced.
‘operating: -
1.1 Motor overioaded 1. Take shailower cuts.
# fimproper cooimg {Air 2. Ciean out sawdust to provide normal air
‘circulation:restricted circulation through motor.
~through motor dueto See “Maintenance and Lubrication” section.
- sawdust, accumu!atmg
i “ . insideof motor).
Dl 1. Burned switch contacts. ' '
}oStarting switchiin. _ 5; 2 SWiL 'dcc? ¢ 1. Have switch replaced and request a voitage check
motorwill'not o T (due to extended: from the power company.
K te hold-in periods caused
‘ opera - by low line voltage, etc.}
: 2. Shorted capacitor 2 Have capacitor tested and replace if defective
3. Loose or broken 3. Have wiring checked and repaired.
connections.
' Eiotor slails 1. Starting switch not 1. Have switch replaced.
:{resulting in blown operating. 7
‘tuses or tripped- 2. Voltage too low to permit 2. Request voltage check from the power company.
circuit breakers). motor to reach operating
- speed.
3. Fuses or circuit breakers 3. Install proper size fuses or circuit breakers.
do not have sufficient
capacity.
Frequentopemﬂg ot 1. Motor overioaded. 1. Take shallower cuts.
- duses of, ‘fi"’u” 2. Fuses Of Gircuit breakers : i ircui
: ' oo 2.1 il proper size fuses or circuit breakers,
.-bfeakers do not have sufficient nstail prop
: capacity. . - ) ‘ .
"3, Stanting switch not. 3 Have switch replaced.
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CRAFTSMAN 12-INCH WOOD LATHE, MODEL 113.228162

NOTE:

ANY ATTEMPT T0O REPAIR THIS MOTOR
MAY CREATE A HAZARD URLESS
REPAIR IS DONE BY QUALIFIED
SERVICE TECHNICIAN.

REPAIR SERVICE 1S AVAILABLE
AT YOUR NEAREST SEARS STORE.

MOTOR PART NG. 70065

Key Part
No. No. Description
1 80306 Screw, 8-32 x 3/8, Thread
Cutting, Siotted, Serrated
Hd.
2 |64088 Cover, Terminal
3 164258 Cord with Plug
MOTOR CONNECTIONS TERMINAL
GREEN "
WARNING: FOR YOUR OWN SAFETY, TURN SWITCH SCREW 7 ?
“OFF” AND REMOVE PLUG FROM POWER SOURCE
OUTLET BEFORE PROCEEDING. INTERNAL =
LOCKWASHER &
1. Open moter connector box cover located on left end of
moter {viewed from rear of saw) using a flat blade BLACK WIRE TO
TERMINAL T1

screwdriver.

2. Remove GREEN SCREW and lockwasher and insert
serew through round metal terminal on the end of the
GREEN wire of power cord with lockwasher between
terminal and motor frame. {See illus.)

3 Reinsert GREEN SCREW in the threaded hole. Tighten
securely.

4. Insert terminal end of WHITE wire on spade terminal
marked T4 on the motor Push terminal firmly unti

)
T &7

1®

WSty J/  GREEN WIRE
? TO GREEN SCREW
’/" 75
. STRMN RELIEF

seated. OOVE
, ‘ | & WHITE WIRE TO
5. insert terminal end of BLACK wire on spade terminal S N TERMINAL T4

marked T1 on the motor. Push terminai firmly until
seated.

6. Close maotor connactar box being surethat powercordis
seated mn the largest strain relief groove, and tghten box
COver Screws.
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