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NO. 14 OF A SERIES OF BOOKLETS
FOR TRAINING OPERATORS

ATTACHMENTS AND TABLES

In progressing through this series of booklzats, you have
learned the principles of operation of a few Attachments which
are representative of many others. In the following pages are
briefly listed other Attachments, designed to increase produc-
tion and expand the range of Brown & Sharpe Automaties. In
principle of set-up and operation, they are similar to the Attach-
ments with which you are now familiar, and with a little study,
you should be able to understand them.

Useful tables are also given to assist in the general operation
of the machines.

To anyone who has mastered the fundamentals in these book-
lets, our “Construction and Use of Automatic Serew Machines”
offers much additional information to increase knowledge of
Screw Machine work. The book also contains complete instruc-
tions and tables for designing cams. It will be sent postpaid
for $1.25.

The Brown & Sharpe “Machine Tools” and “Small Tools™
Catalogs listing Screw Machines, Tools, and the complete line of
our manufacture will be gladly sent to any address on request.

@
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Automatic Rod Magazine — Electrically Controlled

The Automatic Rod Magazine consists essentially of two
parts: (1) the magazine proper, into which stock can be loaded
at any time; and (2) the feeding mechanism, which, at the
proper time, takes a rod from the magazine and feeds it through
the screw machine spindle, as described below. Through the
use of this Attachment a substantial saving is realized, in that
an appreciable reduction in idle machine time is effected. In
addition, the operator is able to attend a greater number of
machines and give more time to the requirements of the work.

When the rod on which the machine is working is used up, the
machine (except the spindle) is automatically stopped, with the
chuck open. At the same time, a switch is closed, starting the
Attachment driving motor to set the Magazine feeding mechan-
ism in motion. Drive is transmitted from the motor through a
worm and wheel to a pinion, which meshes with teeth cut in the
bottom of the stock pusher bar to advance the stock.

The new rod is fed through the chuck, ejecting the remaining
end of the preceding rod, after which the machine automatically
is started again. On completion of the feeding movement the
Attachment motor reverses, returns the feeding mechanism to
starting position and stops until another rod is to be fed.

The Attachment may be set to feed the rod just far enough so
that the end will be squared by the cutting-off tool with the min-
imum waste of stock. Due to the control system used, rods for
any set-up may vary up to 12 in. in length without affecting the
accuracy of feed.

Automatic Rod Magazine — Electrically Controlled
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If desired, the Attachment can be set to start feeding before
the last piece has been cut from the preceding rod, the action
being timed so that the new rod will enter the chuck imme-
diately the preceding rod has been used up. This time-saving
feature is used on set-ups where the operation is a short one
and stock is consumed rapidly.

When using the Roller Feed and Timing Mechanism, the Rod
Magazine is set to feed the bar only far enough to be gripped by
the rollers. The magazine may be restocked at any time without
interfering with the operation of either the machine or the
Attachment.

Turret Swing Stock Stop is furnished with all Automatic
Rod Magazines, and is used whenever the conditions are such
that a turret stop must be used (in place of the machine’s
swing stop), unless the piece being made is of such length that
the end of the rod to be ejected will clear a solid turret stop.

Roller Feed and Timing Mechanism

The Roller Feed and Timing Mechanism is used in conjunc-
tion with the Automatic Rod Magazine. It replaces the ma-
chine’s regular feeding mechanism, and is designed primarily
for use on jobs where the part is of such length as to neces-
sitate more than one move-
ment of the regular feeding
mechanism per piece.

The Roller Feed Unit is
mounted at the left end of the
spindle, as illustrated. The
upper of the two rollers is the
driving member; the lower
roller is an idler member.
When the work chuck opens,
the driving roller is brought
down against the rod to feed
it through the spindle and up
to the stock stop. Roller Feed
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The Timing Mechanism is
mounted on a bracket just
above the rear cross slide, and
serves to minimize waste by
operating the swing stop to po-
sition each new rod for the
first cut, which squares the
end. On subsequent cuts the
swing stop does not operate,
and the rod is fed forward by
roller feed to the stock stop in
the turret, which is set for the
required length of the piece.

Timing Mechanism

Silent Stock Support

Objectionable noise created by stock revolving in the stock
tube of an Automatic Screw Machine is practically eliminated
by this Silent Stock Support. The flexible metal guide, in which
the stock rotates, is supported in a non-metallic casing which
deadens sound and prevents transfer of noise and vibration.
This is of particular advantage where hexagonal or square
stock is used.

Silent Stock Suppeort

Vertical Slide Attachment

The Vertical Slide, described in Booklet No. 11, is an Attach-
ment which provides an additional tool slide, and on certain
classes of work makes possible an appreciable increase in pro-
duction. It is designed primarily for use with a cutting-off tool
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to take the place of a swing tool or a cross slide tool for cutting
off and forming-in shoulders where it is impossible many times
to operate under ordinary conditions, leaving both cross slides
free to be used for forming, thread rolling, knurling or other
similar operations. A slight transverse and vertical adjustment
is provided and cutting off can be accomplished with the spindle
running in either direction.

When the Vertical Slide is used in the place of a swing tool for
cutting off, it materially reduces the number of revolutions cf
the spindle that must be allowed for tool clearance, in addition
to eliminating the long cam surface required to operate the
swing tool. It also permits increased cutting-off feed due to the
rigid mounting of the cutting-off tool close to the spindle with-
out interference with other tools.

Vertical Slide Attachment
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Thread Chasing Attachment

Designed to meet the full requirements of a wide variety of
work, the Thread Chasing Attachment permits the rapid pro-
duction on Brown & Sharpe Automatics of threads of partic-
ularly accurate form, lead and pitch diameter, such as are often
required on parts for timing mechanisms, electric meters and
similar devices. The Attachment is also of advantage in pro-
ducing threads at the back of a shoulder on parts which cannot
be satisfactorily threaded by other methods.

Thread Chasing Attachment (guards removed)

The Attachment shaft is gear-driven from the spindle of the
machine, assuring perfect synchronization between spindle
rotation and operation of the Attachment. The chasing tool is
carried on a double slide assembly mounted on the front cross
slide of the machine, and the thread is produced by several
passes of the tool along the work, cutting in one direction only.
The tool-carrying mechanism operates only while cutting
threads.
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Longitudinal Tutning Attachment

The Longitudinal Turning Attachment for No. 00 size Ma-
chines, fully described in Booklet No. 12,is essentially a Vertical
Slide Attachment provided with longitudinal movement. In
addition to performing any vertical slide operation, it also will
do straight turning to 1” in length. For turning behind a shoul-
der, it is particularly useful in that it eliminates the need of a
swing tool. Turning is accomplished independently of other
operations and with the spindle running in either direction;
and, since the Attachment is rigidly mounted and of sturdy con-
struction, comparatively rapid turning is permissible.

Low Threading Speed Attachment

This Attachment is for older design Motor Driven Automatic
Screw Machines. It provides a low range of spindle speeds
equal to 1/10 the high range of speeds, and is intended for use
when producing work requiring a speed ratio greater than the
5:1 ratio regularly furnished. This 10:1 ratio will be found
especially advantageous when producing parts from material
the nature of which, though permitting high speeds for form-
ing, turning and cutting-off, requires very low surface speeds
for threading operations. This Attachment is not required for
the latest Automatics, as the high ratios are available in the
machine,

i
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Low Threading Speed Attachment
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The Attachment consists primarily of an auxiliary or inter-
mediate shaft inside of the base at the left-hand end of the
machine. This shaft is driven by spur gears from the sleeve shaft
in the base of the machine. Change pulleys or sprockets used
on the end of the Attachment shaft provide for ratios of 5:1 and
10:1. The 3:1 ratio is obtained as usual from the regular 3:1
ratio pulley on the sleeve shaft.

Screw Slotting Attachment

The Screw Slotting Attachment, shown in Booklet No. 6, is
furnished in either belt-driven or motor-driven type. It will
take screws or similar pieces as they are cut off by the machine
and slot them automatically, thus doing away with an extra
machine for slotting and wholly completing the piece on one
machine in practically the same time that is required to make it
without slotting. Light milling operations on the piece can be
accomplished with this Attachment.

Slabbing Holder

Two saws are sometimes
mounted on the arbor for cut-
ting parallel flats, in which
case it is necessary to use a
Slabbing Holder to prevent the
work from rotating in the
bushing in case one saw en-
gages slightly ahead of the
other, due to a difference in

diameters of the saws. This Slabbing Holder

holder is clamped to the fin-

ished surface of the saw slide, so that the finger is located
between the saws and extends out ahead of them toward the
work. The piece, when fed to the saws, comes first in contact
with the notched edge of the finger against the pressure of a
spring which is sufficiently strong to maintain the desired ten-
sion on the piece.

When it is required that hexagonal or other odd shaped pieces
be slotted uniformly with reference to the flats, special devices
can be furnished that revolve and correctly locate the piece in
the screw holder arm bushing while it is being transported from
the spindle to the saw.
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Burring Attachment

The Burring Attachment (either Belt or Motor-Driven Type)
carries a single tool for removing burrs or taking other light
cuts on the cut-off ends of pieces of work before they leave the
Screw Machine. The Attachment operates on one piece while
the machine is making the next; consequently, in most cases, the
piece is entirely completed in the same time as that required to
make it without this final operation, and the necessity of an
extra machine is eliminated.

The operating tool is carried by the attachment spindle, which
is located as shown. A chuck, carried by the transfer arm, picks
up the work piece as it is parted from the bar, and first carries
it to a device that clamps it securely in the chuck, then feeds it
against the tool in the spindle. The arm then moves to open the
chuck and eject the finished piece. The movements of the arm
are controlled by cams located on the camshaft of the machine.

The spindle is carried in a slide which is adjustable parallel
to the machine spindle along a bracket fastened to the front of
the machine. The depth of cut is regulated by adjusting the
position of this slide.

Burring Attachment (Motor-Driven Type)
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Nut Tapping Attachment

The Nut Tapping Attachment is designed for the threading
operation on nuts of such a shape that they can be driven by a
rotating sleeve around the tap. It is of the second operation
type, the tapping being done, after the piece is cut off, in a sep-
arate mechanism attached to the machine. This allows the nuts
to be tapped at the same time as the blank is being made.

The Attachment is mounted above the front cross slide and
consists of a transporting arm which picks up the piece as it is
cut off and carries it to an intermediate spindle, where a coun-
tersinking operation is done on the back end, thence to the
tapping unit proper. Here the nut is placed in a revolving

Nut Tapping Attachment

member and automatically rotated over a bent shank tap. As
successive nuts are fed on, those previously tapped are pushed
along the shank and dropped off the end into the chute which
leads to the work pan.

The tap is held in position by the nuts, which, as they are fed
along the shank, bear on two bushings. One bushing is clamped
by the bolt seen at the top of the work chute.
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Index Drilling Attachment

The Index Drilling Attachment is designed to drill either one
or several angularly-spaced radial holes in binding posts, cap-
stan screws, studs, bushings, and pieces of a similar character
made on an Automatic Screw Machine. The Attachment is en-
tirely automatic in its operation, and does its work while the
machine is producing the next piece at the spindle; conse-
quently, with the addition of this Attachment, the time con-
sumed to wholly complete a piece is in most cases no more than
that required to make the piece without drilling, and the neces-
sity of an extra machine for drilling is eliminated.

The Attachment consists of two parts: (1) the transfer arm,
which takes the piece as it is parted from the bar and places it
in the work spindle chuck; and (2) the drilling and indexing
unit, which includes an indexing work spindle with a spring
chuck for securely holding the work, and a vertical drill spindle
driven by belt from Attachment Driving Stand or overhead
countershaft. Indexing of the work spindle, opening and clos-
ing of the chuck, feed of the drill and ejection of the completed
piece are controlled by cams carried on a camshaft at the front
of the Attachment.

Index Drilling Attachment
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Cross Drilling Attachment

This attachment is of advantage in making capstan screws,
binding posts, pins and studs with cotter pin holes, and similar
work requiring a drilled hole at right angles through the piece.

Cross Drilling Attachment

The attachment, described in Booklet No. 13, may be quickly
attached to the back cross slide. It consists of a drill spindle
driven from the overhead countershaft or Attachment Driving
Stand, or by individual motor on the rear of the machine.

A brake is used on one of the machine spindle pulleys in place
of the reverse belt, so that the spindle only runs in one direction
and is held stationary when the drill is operating. A spindle
brake is included with the attachment. Drills are held in
changeable bushings, one blank bushing being furnished.

Tutret Drilling Attachment

The purpose of this Drilling Attachment is to increase the
speed of the drill relative to the work, without running the work
spindle faster. This is accomplished by rotating the drill in the
opposite direction to the bar of stock.

This attachment is found valuable in making studs and a
variety of work requiring the use of one or more small drills,
for on such work it is often desirable to run the drill at a much
higher speed than that required for other tools, in order to
obtain an economical cutting speed.
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The drill spindle is driven from the overhead countershaft or
Attachment Driving Stand by a round belt and bevel gears, the
shank on the large bevel gear extending through the turret
with a grooved pulley attached to its end. Motor drive is also
available.

Several drills may be run at the same speed by meshing the

bevel pinions on each drill
spindle with the large bevel
gear in the center, in the same
manner as the single drill
shown in the cut. The pulley on -
the counter-shaft can be
changed to increase or di-
minish the speed of the drills
as may be desired.

Turret Drilling Attachment

Tap or Die Revolving Attachment

The Tap or Die Revolving Attachment, which is similar to the
Turret Drilling Attachment, provides for the use of a tap or die
in cases where a brake is employed on one of the spindle pulleys
in conjunction with other attachments which require that the
spindle be held stationary during their operation. In such cases
there is consequently no means of reversing the spindle to run
a stationary threading tool off the thread. The Attachment
spindle is rotated continuously in the same direction as the
machine spindle, but at a slower rate, the threading speed being
the difference between the two spindle speeds. When the brake
is applied to the machine spindle, the threading tool is quickly
backed off the work at the speed of the attachment spindle.

Combination Drilling and Tapping Attachment

This Attachment is, in principle, a combination of the Turret
Drilling Attachment and the Tap or Die Revolving Attachment.
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It provides a suitably high
speed for drilling and a low
speed for tapping, while allow-
ing the work to rotate contin-
uously at the proper speed for
best economy in the other oper-
ations.

The drill and the stock ro-
tate in opposite directions,
giving the desired high speed
for drilling ; while the rotation
of the tap in the direction of
Combination Drilling and Tapping work rotation combines with

Attachment the speed of the work to give
the proper speedss for thread
cutting and backing out.

Turret Milling Attachment

The Turret Milling Attach-
ment permits the milling of
flats or slots at the end of the
work piece while the machine
spindle is held stationary by
means of a brake furnished.

One or more cutters can be
accommodated on the attach-
ment spindle which runs at
right angles to the machine
spindle as shown in illustra-
tion.

Motor Drives for Drilling and Milling Attachments

These Motor Drives (for Motor Driven Machines) are pro-
vided for either Cross Drilling, Turret Drilling, Tap or Die
Revolving or Turret Milling Attachments. They are shown on
Page 5 of Booklet No. 13.

The motor, attached to the rear of the machine bed by a
bracket, is connected to a driving shaft through a flexible
coupling. Sets of bevel gears and shafts transmit the power
from the driving shaft to the respective attachment spindles.
The mechanism in no way limits the turret and cross slide move-
ments or the position of the cross drilling spindle with relation
to the cross slide.

Turret Milling Attachment
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Attachment Driving Stand

When Attachments usually driven from the countershaft
are to be used on motor-driven machines, an Attachment
Driving Stand (small auxiliary countershaft) is required.

Attachment Driving Stand

This driving stand is driven by a belt from the pulley on the
left rear of the machine. If the machine is driven from a coun-
tershaft, no driving stand is required, the pulleys for the attach-
ments being placed on the countershaft.

Rear End Threading Attachment

R R R I
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Rear End Threading Attachment

The Rear End Threading Attachment, shown on the previous
page, is designed to thread the rear or cut-off ends of cylinder
head studs or other such pieces which cannot be satisfactorily
completed during the operations at the machine spindle.

With this Attachment, the operation of threading the rear
end of one piece is carried on while the succeeding piece is being
made by the screw machine. Thus, in most cases, the work is
wholly completed in the time required to make the piece without
threading the rear end, and the need of another machine for
this operation is eliminated.

The Attachment includes a transfer arm, which takes the
piece as it is cut from the bar and carries it to a pair of clamp
jaws. The piece, while gripped in the jaws, is threaded by
means of an opening die holder in a revolving spindle. After
the threading operation, the clamp jaws open and drop the com-
pleted piece into the work pan.

Double Movement Cross Slide

The Double Movement Cross Slide was designed to give a
greater movement to the tool holder on the front cross slide
toward and away from the spindle than could be obtained in
the regular manner by the throw of the cross slide cam. This
extreme movement is necessary, for example, when a magazine
feeding attachment for automatically chucking small parts is
employed, the principal use of the Double Movement Cross Slide
being in connection with these attachments. In such cases a
work carrier on this cross slide transfers each piece from the
magazine to the spindle chuck.

In use, the regular cross slide is removed and the Double
Movement Cross Slide put in
its place. It consists of a pair
of slides, one mounted on the
other. The lower slide carries
a pinion which meshes with a
pair of parallel racks, one
clamped to the machine frame,
the other on the upper slide.
When t,he lower slide is ad- Double Movement Cross Slide
vanced in the regular way, the
pinion causes the upper slide carrying the tool to advance twice
the distance. An adjustable stop is provided.
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Other Brown & Sharpe Screw Machines

No. 00 Automatic Screw Machine

No. 00 is a new 14” capacity machine with spindle speeds
from 7200 to 34 R.P.M. The Vertical Slide is standard equip-
ment and carbide tooling can be used when desirable. Tooling
is similar to the No. 00G.

No. 0G Automatic Screw Machine — High Speed
This is a larger machine of the same general design as the
No. 00G used to illustrate most jobs in these booklets.

Taking stock to 54" diameter, it has 196 two-speed combina-
tions ranging from 4230 to 85 R.P.M.

No. 2G Automatic Screw Machine — High Speed
The No. 2G has choice of either 1” capacity spindle or 114"

capacity spindle for light to medium work. Speed range is
3025 (2180 on 114" capacity machine) to 25 R.P.M.

Nos. 00G, 0G and 2G Automatic Cutting-Off Machines — High Speed
These machines are similar to the correspondingly Automatic
Screw Machines except the turret is replaced by a stop holder
slide, making them suitable for manufacture of parts requiring
only one operating tool in addition to the cross slide tools.

No. 4 Automatic Screw Machine

For production of larger work, this machine takes stock to
114” diameter, or where work permits, stock to 2”7 (with out-
side feed to 234”). It is of massive design and has 168 two-speed
combinations ranging from 1965 to 17 R.P.M.

Nos. 00, 0 and 2 Hand Screw Machines

For small-quantity runs of bar work and second operations.
Use many of the same tools, collets ete. as the corresponding
Automaties.

Polishing and Finishing Machine
Advantageous for burring and hand finishing of small parts.

Individual circulars or specifications are issued on machines
and attachments. These give complete details, capacities,
speeds, etc., and are available for the asking. State particular
machine in which you are interested, when writing.
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20 BROWN & SHARPE MFG. CO.

APPROXIMATE CUTTING SPEEDS AND FEEDS FOR STANDARD TOOLS

Please bear in mind these higures are only approximat_e, to be used as a basis from which proper figures for the
job in hand may be calculated. They are averages and if the work has any features out of the ordinary take these
into consideration and alter the figures accordingly.

Feed — is feed per revolution. Speed — is maximum surface specd of stock in feet per minute.
The same feed is used for both carbon and bigh speed steel cutting tools, the cutting speed only being different,
Cut Brass Material
i Mild or Soft Steel Tool Steel
- free Cutting | i op Soft Stee 80-1,00% Carbon
Tool Iz):fa. Speed Spfeed %J Stur- Spfeed il? Stur-
Hol in Sur- __1face Feet ace Fee
o0 | Feed | hace | Feed g tipres| Feed |t OSS.
Feet ____ | Tools | Tools __ | Tools | Tools
Boring Tools. ...... .. . ... . .008 50 110 .004 30 60
Box Tools — Roll 012 010 70 150 005 40 75
1 Chip Finishing 010 008 70 150 004 40 75
008 007 70 150 003 40 75
008 006 70 150 002 40 75
i .006 .005 70 150 .0015 40 75
Finishing 005 .010 010 70 150 .006 40 75
Centre Drills............. under 3| .003 .0015 50 110 .001 30 75
over } .006 .0035 50 110 .002 30 75
Cut-Off Angular........ .0015 .00C6 80 150 0004 50 85 -
- Is ircular. . ] .0035 L0015 80 150 .001 50 85
oo Straight........ P 4 .0035 .0015 80 150 .001 50 85
Dia. Stock under 1" .002 .0008 80 150 0005 50 85
Button Dies............. 30 14
Chager Dies.............. 30 40 16 20
Drills .02 0014 001 40 60 0006 30 45
Twist Cut...... veus .04 002 0014 40 60 .0008 30 45
o5 004 002 40 60 .0012 30 45
] 006 0025 40 60 .0016 30 45
i .009 0035 40 75 .002 30 60
5 012 004 40 75 .003 30 60
1 014 005 40 75 .003 30 60
o= .016 005 40 75 .0035 30 60
3 .016 £ 006 40 85 .004 30 60
; 016 5 006 40 85 .004 30 60
$ .016 El 006 40 85 .004 30 60
Form Tools — Circular...| 34 {| ooz | = |09 g | 008 I} 50 | s
a .
4 Il B8] 5 |80 s | 150 | ooot| 50 | sg5
-3 .001 % 0005 80 150 .0003 50 85
4 1 .001 ::"é .0004 80 150
4 Lurne 5 012 > Lo | 150 | 008 | 40 85
Hollow Mills Jiam. ug; ko o | = o | 7 150 | loo6 | a0 85
Balance Turn- Turned 2 017 g8 o | m 15 | 010 | 40 85
i0g Tools  ~ diam, = 05 | @ | oi2 | 70 150 | 008 | 40 85
} 02 Z o0 | 70 150 | .008 | 40 85
& o0 | F 008 70 150 | [006 40 85
i .009 S 007 70 150 .0045 40 85
1
Knee Tools............... Py g { 8}3 70 150 { 8(1)3 40 85
Knurl Tools g
Turret............... on 020 Bl 015 150 .010 105
off .040 K] 030 150 .025 105
Side or { .004 = 02 150 .002 105
Swing 006 2 004 150 .003 105
T { .005 =] 003 150 .002 105
op .008 80(;8 1?8 .004 125
o s . 001 . 000! 0005 0 80
Pointing & Facing Tools { 16025 "002 70 150 10008 40 80
Reamers & Bits. ......, { .003 to| % or 010~ .008- 70 150 .006 40 60
004 llESS 007 .006 70 105 .004 40 g()
004 to| }or .006 40 0
R AN EAR S T
. .0006 0 0 004 5
Recessing Tools, End Cut { 0055 _803 ;0 }50 002 20 75
. 002 .002 0 05 0015 0 60
Tuside Cut B { 0008 0006 | 70 105|004 | 4o &
Qs s 0 000 0 5 0005 0
Swing Tools, Forming....| 4 i -0 0005 | 70 150 | 0003 | 4o 85
34 { i ol w0 150 | .0002| 40 85
Turning Straight. .. .. i 008 .006 70 150 0035 40 85
5 003 004 70 150 003 40 85
3 005 .003 70 150 002 40 85
o5 004 .0025 70 150 0015 40 85
..................... 25 30 12 15
'wing Tools

Taper turning same as straight turning but the feed is taken slow enough for the greatest depth of cut.
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NORTH KINGSTOWN, R. 1., U.S. A,

TABLE OF MACHINE CAPACITIES, SPEEDS, ETC.

Current Design Machines

Tlg' O_OG %\éo. 0G No. 2G (Beginning
Y , i egins egins Serial No. 542-2-376)
Automatic Screw Machines Serial No. Serial No. 1 Cap. |11 Cap.
542-00-451) 542-0-321) Spindle I Spindle
Capacity, UP 0. . . 1vt it e e Round Hed 3 ” 1
pacty. up Hex. '.!"r." l:_" ! 1 ]12%"
Square 37 A Ly 17
Capacity, where work permits, upto.............. Round b 3 14
Hex. S G 1 ;.'_:r
Square g i 17
Greatest length that can be turned at one movement...,.. %(’g’ 1;” P
Greatest length that can be fed at one movement
Driving shaft 240 R.P.M, (180 on No. 0G).......... 1”7 2! 24"
Driving shaft 120 R.P.M.. ... ..................... 2 3” 4
Number of combinations of high and low spindle speed. ... 6196 196 196 170
0 P . : 050 4230 3025 2180
Tastest and slotw est spindle Spt:eds, TP e 50 35 25 23
Change gears give one revolution of cams
P Fastest 3 sec. 1% sec. 3 sec.
Driving shaft 240 R.P.M. (180 on No. 0G) ... { fastest PP e L7o] 5 04 3
. ; o1
Driving shaft 120 R P.M. . ... . ... ........ { Srl{:)S\:eessti 9{ 2 Zgg 2615 :gg 488 Zzg'
Time allowed to feed stock or index turret :
Driving shaft 240 R.P>.M. (180 on No. 0G).......... 1 sec. 1 sec. 1 sec.
Driving shaft 120 R.P.M... .. ..................... } sec. 3 sec. 1 sec.
Time ?lllowed to automatically reverse spindle or change
spee
Driving shaft 240 R.P.M. (180 on No. 6G) 1 see. } sce. } sec.
Driving shaft 120 R.P.M.................. 7 sec.  sec. 1 sec.
Number of holes in turret. ... ....... 6 6 6
Diameter of holes in turret. . . . F ¥ 1"
Diameterof turret...............covvuneonn. 33 44" 5
Greatest distance tools can project from turret. 21 31 33
Greatest diameter of tool turret will swing. ... .. 137 23 23
Greatest distance between turret and chuck..... ... 2157 5" 637
Least distance between turret and chuck. .. ........ 1% 24 3
Center of holes in turret to side of turret slide. . 3 137 13
Screw adjustment of turret slide. . ............ ar 17
Top of cross slide to center of spindle. 17 16" 145"
Movement of eross slide.............. 1 117 137
Distance from center of spindle to floor. ... ..... 46" 467 46’
H.P. required at maximum capacity............. 2 3
Floor space, length. . .............. ... ... . ... 683" 7817 8417
Floor space, width., ................... 281" 327 ”
Net weight, about, inlbs.. . ... ........ .. ... ..., 2200 2975 3425 3525
E No. 00G No. 0G No. 2G
Tu:rt);gv Machine | Machine | Machine
(ACapagitl;
uto. Screw ”
Machines) 12 2" 37

The specifications for the following Automatic Cutting—Qﬁ' Maphines are the same as those listed above for the
corresponding Automatic Screw Machines except for the items listed below and omitting statemenis pertaining to

the turret.

N(I)s. 00G 1\1130. oG N G
. : . (Begins (Begins 0. 2G (Beginning
Automatic Cutting-Off Machines Serial No. Serial No. | Serial No. 544-2-4)
544-00-5) 544-0-1)
: ar srr ”
Capacity, up to. .. .. ittt i e :5” i 1 "
%gl '?]f'" ”
. . in 1% W
Capacity, where work permits, upto.............. :75” 1 };lg"
ar ;n W
Number of holes in tool slide......o.vv e, 1 1 1
Diameter of hole in tool slide. . . i 4 17
Greatest distance between tool slide and chuck. 107 127 16”
Ieast distance between tool slide and chuck ... .. ... 13 2/ 217




22 BROWN & SHARPE MFG. CO.

TABLE OF MACHINE CAPACITIES, SPEEDS, ETC.
Automatic Screw and Automatic Cutting-Off Machines

No. 00G No. 0G No. 2G (Serial
(Serial No. | (Serial No. [ No. 2G (Serial No. 12864 to
19799 to 14343 to No. 9084 to 14813 and No.
Automatic Screw Machines 22012\:3 and 154}‘17 and 12863) 542—%—?} to
0. 0. 542-2-375)
542-00-1to | 542-0-1 to | 1” Cap.|1}" Cap.| 1” Cap.|1}” Cap.
542-00-450)| 542-0-320) | Spindle | Spindle | Spindle | Spindle
Capacity, up to. ... ovviin it Round 3 Hd 17 14 17 13
Note — For special arrangements Hex. 7 1 4 11 3 117
for greater capacities, see below, Square 1 T’ 14 17 1 17
Greatest length that can be turned at one movement 3 14 2 2"
Greatest length that can be fed at one movement
Driving shaft 240 R.I>.M. (180 on No. 0G). ... 17 2" 21 21
Driving shaft 120 R.P.M.................. .. 2" 3" 4 4
Numbﬁr of combinations of high and low spindle 196 196 2 100 196 170
- - o 1
Fastest and slowest spindle speeds, r.p.m........ { sogg 4zgg 3089 2182 30%2 2132
Change gears give one revolution of cams
Driving shaft 240 R.P.M. Fastest 4 sec. 1% sec. 3 sec. 3 sec.
(180 0on No.0G) ................ QIO\\'est 45% sec. 176’% sec. 240 sec. 240 sec.
Driving shaft 120 RP.M. .......... Shoest | ort e | ppghsee 480 ses. 480 e
Time allowed to feed stock or index turret
Driving shaft 240 R.P.M. (180 on No. 0G).. .. 1 sec. 1 sec.  sec. 1 sec.
Driving shaft 120 RP.M........ .. ... ... .. 4 sec. 1 sec. 1 sec. 1 sec.
Tin?)e alloweddm automatically reverse spindle or
change spee:
! Driving shaft 240 R.P.M. (180 on No. 0G).... 1 sec. 4 sce.  sec. 1 sec.
Driving shaft 120 RP.M.................... i sec. 4 sec. 1 sec. 1 sec.
Number of holes in turret.......... eriaas ceeeas 6 6 6
Diameter of holes in turret, . e tieiaceee 3 3 1 17
Diameter of turret. .............. eeea PR 33 4457 5 5
Greatest distance tools can project from turret..... 25 317 33 31
Greatest diameter of tool turret will swing....... . 13" 3 23 23
Greatest distance between turret and chuck.,...... 218 51 63 63"
Least distance between turret and chuck...,...... 137 24 3" 3”7
Center of holes in turret to side of turret slide ¥’ 137 147 137
Screw adjustment of turret slide............ 3 1” 1
Top of cross slide to center of spindle . 17 1% 175" 15"
Movement of crossslide. . ........ 17 147 137 137
Distance from center of spindle to floor. e 46" 46" 46" 46"
H.P. required at maximum capacity .......... 2 3 5 7% 5
Floor space, length. .. ... ... ..., .............. 683" 785" 841" 8417
Floor space, width ..., . .. e e 284" 32 34 347
Net weight, about, inlbs. . ..... ... . . . ... 2200 2975 3375 3475 3425 3525
F Largest Stock taken with Extra Size Hex. No. 00G | No. 0G | No. 2G
Feed Tube (for light cuts only) | 20uRd | Fja¢s | Square TE:;‘;:g Machine | Machine | Machine
R Capacity
No. 00G Machines........ . 3 o'’ i
No. 0G Machines. ... ... | }7", i (Ajto; Serew |14 2 8"
No. 2G Machines. .. .. . 1 15" ’

The specifications for the following Automatic Cutting-Off Machines are the same as those listed ahove for the
corresponding Automatic Screw Machines except for the items listed below and omitting statements pertaining to the

turret.
No. 00G No. 2G
(8erial No. (SNO. log (SNO'121\(I} (Se2r8ig.‘l1 No.
. . . 19799 to erial No. erial Nos. 1 to
Automatic Cutting-Off Machines 22023 and 14343 to 9284 to 14813 and
No. 544-00-1 15417) 12863) No. 544-2-1
to 544-00—4) to 544-2-3)
Capacity, upto....................... Round a 144 17 1”
Note — For special arrangements for Hex. 5"’ 3 3 3
greater capacities, see above. Square 1 s 18 1&
Number of holes in tool slide.................. 1 1 1
Diameter of hole in tool slide. ................ 3 37 17 17
Greatest distance between tool slide and chuck. . 10”7 127 16" 16"
t distance between tool slide and chuck . . . . 137 2 23" 237

For Machines of current design see Page 21
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TABLE OF MACHINE CAPACITIES, SPEEDS, ETC.

High Speed, Nos. 4 & 6 and Screw Threading Machines
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For Machines of current design see Page 21




NORTH KINGSTOWN, R. I., U. S. A.

TABLE OF MACHINE CAPACITIES, SPEEDS, ETC.

OId Design Machines

25

Nos. Nos. Nos.
00 & 000G |0 & 0G |2 & 2G
Diameter of hole through regular feed tube......................... .. 3 I 14"
Largest stock taken in regular {eeding fingers........... Round Ifg“ ;;‘, 177
Hex. 5 ” 1
Square 4’ " iu ’”
Note — For special arrangements for greater capacitics, see below. ¥ 8 #

> Greatest length that can be turned at one movement................. . 137 2 3”

5 Greatest length that can be fed at one movement ... P 3" 47
Number of spindle speeds. . ........................... 12 15 12 12
Tastest and slowest spindle speeds r.p.m. ..............oovernvnnnonn. 420 260 200 120 119

. 2400 2420 1800 1200 1216

Change gears give one revolution of ams....................ocvuveno..

glastest 1} sec. 3% see 488 sec.

owest. ... .| 91 scec. 353 sec. sec.

Actual time allowed to feed stock.............................. . % sce. 2 see 1 sec.
Actual time allowed to automatically change speed............ . 4 sce.* 1 sce 4 sec.
Actual time allowed to index turret 4 sec. 2 sce 1 sec.
Number of holes in turret.......... 6 [
Diameter of holes in turret. ........ 3 3" 1

] - Diameter of turret. .. ......... ... ... ............ 33" 43" ’’
Greatest distance tools can project from turret. 2k 317 33
Greatest diameter of tool turret will swing. 13 257 23"
Greatest distance between turret and chuek....................... I 54 61"
Least distance between turret and chuek.......................... o1y 21" 24"
Screw adjustment of turret slide. . ..............coveeureninininn, .. i 1"
Rack adjustment of turret slide (one tooth) ..........c..oovvvinnn, ..| Approx. %"

Top of cross slide to centre of spindle. ...........cccoeovennnnnn... .. 17 15" 1%
Movement of eross slide. .. .............c.ccoeeeeeeeeneeisnnni! .. 1 1 137
Distance from eentre of spindle to loor. .........oooooeeenrieinannnnn.. 46" 46" 677
Floor space, length.......... ... ... . oo 40" 491 51 62" 60" 62’
Floor space, width. ... .............. 22" 277 237 28" 26" 28"
Net weight, about, inlbs.................... ... ... ... 1100 1500|1800 207512600 2000
1
*On No. 00G Machine only.
Largest Stock taken with Outside Feeding Attachment
Round \ Hexz. | Square
Nos. 0 and 0G Machines with 3} holeinspindle..................... 3 % 3
with " hole in spindle. . i3 %
Nos. 2 and 2G Machines with 1%’ hole in spindle ... 11 13 b
with 1%’ hole in spindle .................... 13 195 [1)
Largest Stock taken with Extra Size Feed Tube (For light cuts only)
Machine Seriai Hex.
No. No. Round Flats | Sauare
i 48 ’ ” . s
88(; ggg; ig 3(4198 } 3 Fi3 31 Soldered in fingers
8?)(} %gg:g gé:g } 3 33 117 Threaded fingers
0 Prior to 2015 ” 1 " .
oG Prior to 2913 5 3 33 Soldered in fingers
8(} g;:g: tg gg}g 1 1w 37" | Fingers made on tube
0 e el $7 | 31”7 | 32 | Threaded fingers
gG g::g; zg gggg } %" 18" 3 Soldered in fingers
gG gz%:;: gggg} 1 33" 33" | Threaded fingers

For Machines of current design see Page 21




26 BROWN & SHARPE MFG. CO.

SPINDLE SPEEDS AND BELTING DIAGRAM
No. 00G Automatic Screw Machine (High Speed)
For Motor Drive Only
With 30 or 36 Spindle Speeds

(30 Speed Machine, Serial Nos. 11651 to 12851)
(36 Speed Machine, Serial Nos. 12852 to 19798)

DRIVIN HAF

i
i lg
CHA?I«!E GE. __{1,-
[ f ; l‘

T »4=]

CHANGE PULLEYS

|
! | g
skl Sl o (T
E—— = U‘l H RPM

Above diagram is for 36 Speed Machine. On 30 Speed Machine belts may
be run open or crossed to suit conditions.

Spindle Speeds — R.P.M.

Left-hand Pulley Rl%::ﬁ}e)?,nd Change Gears
Inter. Pulley Small Pulley Large Pulley Lower Upper
*2000 *1200 *6000 71 29
1666 1000 5000 67 33
1460 876 4380 64 36
1235 742 3710 60 40

1045 626 3122 56 44
890 534 2670 52 48
760 456 2280 48 52
647 388 1940 44 56
547 328 1640 40 60
461 277 1385 36 64
404 243 1212 33 67

* 333 * 200 *1000 29 71

* 36 Speed Machine only.
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SPINDLE SPEED DIAGRAM
No. 00G Automatic Screw Machine (High Speed)
(Begins with Machines Serial Nos. 19799 and 542-00-1)

No. 00G Automatic Cutting-Off Machine (High Speed)
(Begins with Machines Serial Nos. 19799 and 544-00-1)

_BELTT0  FOR HIGH AND LOW SPINOLE SPEEDS IN SAME DIRECTION,
DRIVING  TRANSPOSE SPAGER AND GEAR ON FRONT

| ‘sHaFT CENTER. WHEN LOW-SPEED DRIVE IS NOT RE-
QUIRED, USE SMALL GEARS WHICH DO NOT MESH
=] INTERMEDIATE DRIVING GEARS

SPINDLE DRIVING CHAINS
I;IIGH SPEED ILOVI SPEED

T

L
e olf)

e
SPINDLE

SPEED
, GHANGE
g GEARS

il coent]

Spindle Speeds—R.P.M.

. Ratio Change } Upper Opposite Same
Spindle Gears Tower Direction \ " Direction
Lower

Change
Gears

Low Speeds Front Rear

H.
C{;nters High | 28 31 35 | 39 | 42 | 46 | 49 | 53 56 | 6C 64 67 70 3

Speed| 67 | 64 | 60 | 56 | 53 | 45 | %6 | 32 | 39 | 35 | 31 | 28 | 25 | 22

Low. |Up.

1 i) R IR B T
73-22 |6050|3780|3255|2700|2265/1990|1680|1480|1240{1100| 920| 765| 660| 565

5 N T
E 70—25 |5110{3180|2745{2280{2015|1680|1420(12501055| 930( 775| 645 555 400
67-28 |14365 2345(1950(1630|1435[1210{1065| 900| 790| 665| 550 440| 345
‘ 64-31 |3770|2345 1680(1410|1225[1045| 920| 780| 685| 575 410{ 350] 295
60-35 |3130{1950{1680 1170(1030] 870| 765 645| 565 395 340| 290| 245
56-39 [2620(1630|1410/1170 860| 725] 640] 540 400| 330| 285| 245| 205
53-42 |2305(1435(1240|1030( 860 640| 565 420] 350{ 290( 250| 215| 180
i 49-46 |1945]1210/1045{ 865| 725 640 400| 350] 295| 245] 210{ 190} 155
46-49 [1715(1065| 920] 765| 640 560 355 310| 260} 220( 185| 160! 135
42-53 |1450| 900| 780| 645 540 400] 355 260| 220| 185 160} 135| 115
39-56 |1270] 790 680| 565 415| 350( 310 260 195| 1607 125 120} 100
35-60 |1065| 660| 570 305 350] 295 260| 220| 195 135 115 100] 85
31-64 | 885 550 395| 330| 290| 245] 215| 185] 160| 135 100 851 70
28-67 | 765 410] 340| 285| 250| 210| 185} 155| 140| 115/ 95 70 60
25-70 | 650 405! 350 200| 245 215/ 180 160| 135/ 120{ 100{ 80| 70 50
22-73 | 550| 345 295 245 205| 180} 155| 135| 115| 100] 85| 70 60} 50

Ratioof High | 161 1.8| 22| 26| 3 |36|41| 5 [55[65|79]|01) 11|13

Spindle Running Fast Backward — Cross Driving Shaft Belt.
Spindle Running Fast Forward — Open Driving Shaft Belt.

+ These combinations not to be used in opposite directions.




28 BROWN & SHARPE MFG. CO.

SPINDLE SPEEDS AND BELTING DIAGRAM
No. 0G Automatic Screw Machine (High Speed)
For Motor Drive Only
With 36 Spindle Speeds

(Machine Serial Nos. 8021 to 14342)

_ nm U’ SPINDLE

o

| _DRIVING
SHAFT

CHANGE
GEARS

1800 R.RM. MOTOR

CHANGE PULLEYS

Spindle Speeds — R.P.M.
Left-hand Pulley ngPl::ﬁt::nd Change Gears
Inter. Pulley Small Pulley Large Pulley Lower Upper
1390 840 4150 35 15
1230 745 3660 33 16
1060 640 3160 32 18
890 540 2660 30 20
755 460 2260 28 22
645 390 1920 26 24
550 335 1640 24 26
465 285 1400 22 28
395 240 1180 20 30
335 205 1000 18 32
290 175 860 16 33
255 155 760 15 35




NORTH KINGSTOWN, R. I, U. S. A.

SPINDLE SPEED DIAGRAM

No. 0G Automatic Screw Machine (High Speed)
(Begins with Machines Serial Nos, 14343 and 542-0-1)

No. 0G Automatic Cutting-Off Machine (High Speed)
(Begins with Machines Serial Nos. 14343 and 544-0-1)

29

LBELTTO  FOR HIGH AND LOW SPINDLE SPEEDS IN SAME DIRECTION,
DRIVING TRANSPOSE SPAGER AND GEAR ON FRONT
| SHAFT CENTER. WHEN LOW-SPEED DRIVE IS NOT RE-
QUIRED, USE SMALL GEARS WHICH DO NOT MESH
=] INTERMEDIATE DRIVING GEARS Hi
[ R — SPINDLE DRIVING cHans/ |1
= = HIGHSPEED  LOW SPEED | |||
=] B / [ ol
- i/ '/ [ b ]
= B '
SPINDLE T = = SPACER ]
SPEED wu: M= N
CHANGE - B ||, = |
GEARS  \|= =[] HEE ¥ N
= = HIE= 4 = r"
H —1w I:'_.n!'k— I
! = p—z
:ll == (3%} = [k
] : =
L H
T ZNIREAR | Ramio cHancE
= =! \FRONT|GEAR CENTERS
Spindle Speeds—R.P.M.
. Ratio Change \ Upner Oppusit S
%’;}’;‘:&g Gears Lower Dll)recst.iocn\ <~ D"i;relcetion
Gears
Low Speeds Front Rear
Cemters |igh | 28 | 81 | 25 | 90 [ 42 [ [ [ 53 |56 | o0 |64 | o7 |70 | 13
Low. |Up. Speed| 67 64 6", 56 33 49 46 42 39 35 31 28 25 22
T LR TR U
73-22 [4230 2590 22T30 1855(1550|1365/1150{1015| 855 750| 630| 525| 450 385
1-
70-25 13570 [2185(1885(1565(1310{1150 970} 855| 725| 635| 530| 440| 380 275
67-28 {3050 1610{1340[1120] 985| 830| 730| 620| 545| 455 350 280| 235
64-31 (26301610 1155| 965] 850( 71| 630 535| 470| 390 280 240| 205
60-35 2185 (1335|1155 805| 705 595 525| 445| 390 270 235| 200| 170
56-39 (1830|1120|' 970! 805 590| 500] 440, 370 275| 225 195| 165| 140
53-42 |1610] 985| 850| 705| 590 440 385 285( 240| 200| 170| 145| 125
49-46 {1360] 830 715| 595 500| 440 275! 240| 200| 170} 145 125| 105
46-49 |1200] 730| 630| 525| 440| 335 240 215| 180 150} 130| 110| 90
42-53 |1010| 620| 535| 445| 370 275| 240 180| 150 125| 110| "90| 80
39-56 | 890/ 545| 470 390 285/ 240| 215 180 130| 110 951 80| 7o
35-60 | 745 455| 390 270| 240| 200| 180| 150| 130 90| 80| 65 55
31-64 | 620 380 272| 230| 200| 170| 150 125} 110{ 90 65| 55/ 50
28-67 | 535 280| 235| 195| 170| 145| 125| 110| 95| 80/ 65 50 40
25-70 | 455| 280| 240| 200| 170| 145| 125| 110| 90| 80| 70| 55| 50 35
22-73 | 385| 235| 200| 170| 140| 125 105| 90| 80 70| &5 50| 40f 35
oo High 16 1.8 |22 (26| 3 |36[41] 5 |55]|65|79]|0.1| 11|13

Spindle Running Fast Backward — Cross Driving Shaft Belt,

Spindle Running Fast Forward — Open Driving Shaft Belt.

+ These combinations not to be used in opposite directions.




30 BROWN & SHARPE MFG. CO.

SPINDLE SPEED DIAGRAM

No. 2G Automatic Screw Machine (High Speed)
(For Machines Serial Nos. 9084 to 12863)

No. 2G Automatic Cutting-Off Machine (High Speed)
(For Machines Serial Nos. 92584 to 12863)

BELTTO  FOR HIGH AND LOW SPINDLE SPEEDS IN SAME DI-
FDRMNG RECTION, TRANSPOSE SPACER AND GEAR ON FRONT
4 SHaFT CENTER. WHEN LOW-SPEED DRIVE 1S NOT RE-
[ QUIRED, USE SMALL GEARS WHICH DO NOT MESH,

SPINDLE DRIVING CHAINS

HIGH SPEED LOW SPEED
\
| —
1"
]
1y
}
L
{
1
{)
SPINOLE  _J|T ¥
SPEED - :
CHANGE = L1
GEARS - i
l::

REQER RATIO CHANGE
FRONTGEAR CENTERS

T
E
E=

Spindle Speeds—R.P.M.

Spind! Ratio Change Upper Opposite Same |
C't)ll;?ngzca Gears JLower Dxrectwu\&{ Dircction

Gears Low Speeds Front Rear

LHCenters | jigh | 28 [ st '35 [ 90 | 2 [0 | 0 [ 5 | % | 0 [ 60| o

Lower Upper | Specd| 67 64 G0 50 53 49 46 42 39 35 3t 28

*G7-28 Pt ]t |7 )
3000 1630 13T55 1135[1000| 840 740| 625 550| 460| 385
.‘.

6531 agoo(1630]  (1170| 980| s60| 725| 640| 50| 47| 305 285
60-35 2150/1355|1170 810] 715| 600| 530] 450 395 275| 235
56-39 [80011135| 980 815 600} 505} 445] 375 275| 230 200
53-42 15801000} 860/ 715| 600 445! 390 290) 245| 200 175
49-46 1340 840| 725| 600| 505 445 280| 245 205( 170] 147
46-49 LLI8J[ 740] 640| 530] 445| 390 245/ 215 180] 150| 130
42-53 100D| 625] 540] 450| 375 280 245 180] 155 130| 110
39-56 875| 550| 475) 395 200| 2451 215 180 135 110/ 96
35-60 735| 460 400 275| 245] 205| 180] 155{ 135 93[ 80
31-64 610] 385 275| 230] 200| 170| 150 127| 110 93 67
28-67 525 285| 235| 200 175 145| 130| 110 96| 80| 67

fongio of Migin 16[18(22(26| 3 |36({41] 5 |55]|65]79]01
Spindle Running Fast Backward — Open Driving Shaft Belt.
Spindle Running Fast Forward — Cross Driving Shaft Belt.

1 These combinations not to be used in opnosite dircetions.

* These Soced Groups not to be used on machines cquipned with 135" eapacity spindlc.
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SPINDLE SPEED DIAGRAM

No. 2G Automatic Screw Machine (High Speed)
(Begins with Machines Serial Nos. 12864 and 542-2-1)

No. 2G Automatic Cutting-Off Machine (High Speed)
(Begins with Machines Serial Nos. 12864 and 544-2-1)

|, BELT TO FOR HIGH AND LOW SPINDLE SPEEDS IN SAME DIRECTION,
DRIVING TRANSPOSE SPACER AND GEAR ON FRONT
SHAFT CENTER. WHEN LOW-SPEED DRIVE IS NOT RE-

QUIRED, USE SMALL GEARS WHICH DO NOT MESH

INTERMEDIATE DRIVING GEARS HT

I
SPINOLE DRIVING CHAINS }
’IIGH SPEED |I.0W SPEED |

= |
= / '/ [ ]
— = \
SPINDLE = % 1 1] SRACER
SPEED z = Hi [ So——
CHANGE\ | : : ]"' "
= = Il o
H i |
= ___._.h' |}
1 -
I
Hi 35:& RATIO CHANGE
ERon (GEAR CENTERS
Spindle Speeds—R.P.M.
. Ratio Ch Upper Opposite Same
%Il’]‘:gég “G':a,s ange}m Direction Direction
Gears Low Speeds Front Rear
Conirs [High| 23 | 31 [ 35 [ 30 | 42 |46 [ 49 | 83 [ 56 | @ | 6 | &7 | 0|
Tow 1 Uo. | Speed| 67 64 60 56 53 49 46 42 39 35 31 28 25 22
Low.|Up. - _—
¥73-22 Tt ot T T T T
3025 1820163513551135 1000} s40| 710{ 6235| 550| 460| 385 330| 285
*70-25 1o550(1595/1380[1145| 960 840| 710| 625| 530 465 300| 325| 250 200
67-28 |2180|  [1175| 0s0| 820 720| 610| 535| 450| 395| 335| 275 205| 170
64-31 |1850(1175 845| 705| 620| 525| 460| 390| 345| 285 205 175| 150
60-35 (1560| 980| 845 585| 515| 435| 385| 325| 285 200| 170, 145 125
56-39 [1310| 520{ 705/ 585 430 365| 320| 270 200| 165 145| 120| 105
53-42 11150! 720| 620| 515| 430 320| 280 210| 175] 145| 125! 105| 90
49-46 | 970 610| 525 435| 365| 320 200 175| 150| 125| 105! 90| 75
46-49 | 855| 535 460 385| 320/ 280 175 155 130 110| 95! 80| 65
42-53 | 720 450| 390 325| 270 200| 175 130] 110 90| sol 65 55
39-56 | 635| 395 345 285 210 175| 155| 130 951 s0| 70| 60| 50
35-60 | 530 335| 285 200] 175| 150| 130| 110| 95 65 60| 50| 40
31-64 | 440 275 200 165| 145| 125} 110| 90| 80| 65 50| 10| 35
28 67 | 380 205 170| 145| 125| 105| 95| so| 70| 60| 50 35| 30
25-70 | 325| 205 175 145| 120| 105| 90{ so| 65| eo| 50| 40| 35 25
22-73 | 275| 170 150 125| 105 90| 75| 65| 53| s0l 40l 35| 30| 25
Ratio of High -
Ratio of Hieh 116 |1.8 [2.2 (26 | 3 |36 (41| 5 |55 |65]|79]01|11 |13

Spindle Running Fast Backward — Cross Driving Shaft Belt.
Snindle Running Fast Forward — Open Driving Shaft Belt.

+ These combinations not to be used in opposite directions.

* These Speed Grouns not to be used on machines equipped with 135" capacity spindle.




32 BROWN & SHARPE MFG. CO.

SPINDLE SPEEDS AND BELTING DIAGRAM
No. 00 Automatic Screw Machine (High Speed)
With 30 or 36 Spindle Speeds
(30 Speed Machine, Prior to Serial No. 12852)
(36 Speed Machine Begins with Serial No. 12852)

{st COUNTER SHAFT 1
»vAII t
A
/
2nd COUNTERSHAFT r
[}
g8
= g
3 &
= = || 3 !
g g r 6 5
20 Q,
wwn
88 ‘
[T
£ &
Sis SPINDLE
Ry Ay _‘J !
o e OSArT
8 0 3 B
39 j\
240 R.P.M. B
Belt on R.P.M. Belt on R.P.M. Belt on R.P.M. Belt on C’ISsl‘i £t
Spindle Backward Spindle Forward Spindle Forward C’Shaft R.P I?'I
Driving Driving Driving Cone e
Pulleys Pulleys Pulleys | | | Step | 7
30 Spd. | 36 Spd. 30 Spd. | 36 Spd. 30 Spd. | 36 Spd. 30 Spd. | 36 Spd
5000 | 6000 1666 | 2000 1000 | 1200 1
4264 | 5100 1420 | 1700 852 | 1025 2
3641 | 4360 1212 | 1450 727 875 3 575 688
3118 | 3720 1035 | 1240 622 745 4
2660 | 3190 885 | 1060 531 640 5
A-B 2720 | D-E 905 | C-E 545 6
2280 | 2210 760 735 456 440 1
1940 | 1880 641 625 388 375 . 2
1659 | 1610 551 535 331 320 3 260 253
1419 | 1370 472 455 283 275 4
1213 | 1170 404 390 242 235 5
1000 333 200 6
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SPINDLE SPEEDS AND BELTING DIAGRAM
No. 0 Automatic Screw Machine (High Speed)
With 30 or 36 Spindle Speeds

(30 Speed Machine, Prior to Serial No. 8021)
{36 Speed Machine Begins with Serial No. 8021)

Ist COUNTER SHAFT T

-

i

WA.I

A
/
2nd COUNTERSHAFT
D F
(o}
L QO
g g
= g ’
QO Q
QS <
2. = - 3 2 l
2 2
0w
88 l
[
& n
S s SPINDLE
B A u
< g b by
8 © \ 3 8
2
180 R.P.M.
Belt on R.P.M. Belt on R.P.M. Belt on R.P.M. Belt on 1st
Spindle Backward Spindle Forward Spindle Forward C’Shaft C’Shaft
Driving Driving Driving Cone R.P.M.
Pulleys Pulleys Pulleys Step
30 Spd. |36 Spd. 30 Spd. | 36 Spd. 30 Spd. | 36 Spd. 30 Spd. | 36 Spd.
3600 | 4220 1205 | 1410 730 850 1
3080 | 3600 1025 | 1200 620 | 725 2
2630 | 3080 875 | 1030 530 620 3 540 630
2250 | 2620 750 875 455 530 4-
1920 | 2240 640 745 385 450 5
A-B 1910 | D-F 640 | C-E 385 6
1640 | 1640 545 545 330 330 1
1400 | 1400 465 465 280 280 2
1190 | 1200 400 400 240 240 3 245 245
1020 | 1020 340 340 205 205 4
870 870 200 290 175 175 5
745 250 150 6
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SPINDLE SPEEDS AND BELTING DIAGRAM
No. 2 Automatic Screw Machine (High Speed)
With 30 or 36 Spindle Speeds

(30 Speed Machine, Prior to Serial No. 7352)
(36 Speed Machine Begins with Serial No. 7352)

l

Ist COUNTER SHAFT

A
/
2nd COUNTERSHAFT 1
o QO
£ 8
=]
S Q
S &
HE !
g~ Rie~]
£ L5
o © ' 6 5 >
oM
[T
2L
B Ry
o Qﬁ SPINDLE
w0 1
=1 DRIVING
g8 SHAFT £ _FB‘
N
240 R.P.M.
Belt on R.P.M. Belt on R.P.M. Belt on R.P.M. Belt on st
Spindle Backward Spindle Forward Spindle Forward C’Shaft C’Shaft
Driving Driving Driving Cone R.P.M.
Pulleys Pulleys Pulleys Step
30 Spd. | 36 Spd. 30 Spd. | 36 Spd. 30 Spd. | 36 Spd. 30 Spd. | 36 Spd.
2400 | 3000 890 | 1070 510 | 645 1
2100 | 2460 780 880 450 525 2
1775 | 2110 655 [ 750 380 | 450 3 540 | 590
1510 | 1790 - 560 640 320 385 4
1280 | 1530 475 545 275 330 5
A-B 1250 | D-E 445 C-E 270 6
1090 | 1090 405 390 235 235 1
930 895 345 320 200 190 2
790 765 290 275 170 165 3 240 215
665 6560 245 230 140 140 4
585 560 215 200 125 120 5
455 160 100 6
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WEIGHTS OF STEEL AND BRASS BARS
STEEL.—Weights cover hot worked steel about .50% carbon. One cubic inch weighs
2833 1bs. High speed steel 10% heavier.
BraAss.—One cubic inch weighs .3074 1bs.

Actual weight of stock may be expected to vary somewhat from these figures be-
cause of variations in manufacturing processes.

WEIGHT OF BAR ONE FOOT LONG

Steel Brass
«z | O O O | O O 0O
Inches 1bs. 1bs. 1bs. 1bs. 1bs. 1bs.
% .0104 .013 .0115 L0113 .0144 .0125
L 042 .05 .046 .045 .058 .050
5 .09 12 .10 .102 130 112
b i 17 .21 .19 .18 .23 .20
= .26 .33 .29 .28 .36 .31
2 .38 .48 .42 41 .52 .45
i .51 .65 .56 .55 71 .61
1 .67 .85 74 .72 .92 .80
=% .85 1.08 .94 .92 1.17 1.01
2 1.04 1.33 1.15 1.13 1.44 1.25
+ 1.27 1.61 1.40 1.37 1.74 1.51
3 1.50 1.92 1.60 1.63 2.07 1.80
3 1.76 2.24 1.94 1.91 2.43 2.11
Z 2.04 2.60 2.25 2.22 2.82 2.45
is 2.35 2.99 2.59 2.55 3.24 2.81
1 2.67 3.40 2.94 2.90 3.69 3.19
1% 3.01 3.84 3.32 3.27 4.16 3.61
; 1} 3.38 4.30 3.73 3.67 4.67 4.04
] 1% 3.77 4.80 4.16 4.08 5.20 4.51
3 1L 4.17 5.31 4.60 4.53 5.76 4.99
15 4.60 5.86 5.07 4.99 6.35 5.50
13 5.04 6.43 5.56 5.48 6.97 6.04
1% 5.52 7.03 6.08 5.99 7.62 6.60
13 6.01 7.65 6.63 6.52 8.30 7.19
1% 6.52 8.30 7.19 7.07 9.01 7.80
15 7.05 8.98 7.77 7.65 9.74 8.44
14 7.60 9.68 8.38 8.25 10.51 9.10
12 8.18 10.41 9.02 8.87 11.30 9.78
133 8.77 11.17 9.67 9.52 12.12 10.49
11 9.39 11.95 10.35 10.19 12.97 11.24
11% 10.02 12.76 11.05 10.88 13.85 12.00
2 10.68 13.60 11.78 11.59 14.76 12.78
24 11.36 14 .46 12.53 12.33 15.69 13.60
2L 12.06 15.35 13.30 13.08 16.66 14.42
23 12.78 16.27 14.09 13.87 17.65 15.29
21 13.52 17.22 14.91 14.67 18.68 16.17
25 14.28 18.19 15.75 15.50 19.73 17.09
23 15.06 19.18 16.62 16.34 20.81 18.02




