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THE SHERLIME LATHE

The Sherline Lathe has been built for versatility, reliability and accuracy. It has been
designed to give a complete range of speeds for all materials without numerous belt
changes. A comprehensive range of attachments is available for the lathe, allowing jobs
sguch as screéw cutting, drilling, milling and tuming, using a 3 Jaw Chuck, 4 Jaw Chuck
or Collets. The motor supplied with the lathe runs on domestic voltage. It i a heawvy
duty motor with a built-in cooling fan. There are two steps on the pulley systemn and
variable speed control for adjusting the spindle speed. The electronic speed control is
located on top of the motor.
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SAFETY RULES

Read the manual carefully.
A proper understanding of the result of turning each handwheel is essential.

Always wear safety glasses made of impact resistant material,
Remove |loose clothing such as ties and jewellery, and roll up or fasten sleeves.

Connect cord to an earthed socket. Make sure the cord is clear of any moving
parts.

Remove all loose articles from the lathe.
Keap the work area and immediate surround clean.
Keep hands away from revolving parts such as workpieces, gears and cutting tools.

Switch motor to "OFF" before inserting or removing work pieces or tools and
before measuring the work.

Disconnect motor before servicing the lathe or changing accessories,
Hawe motor switched to “OFF’ before connecting cord 10 socket.

Always turn the main spindle by hand befora switching motor on, This ensures
that the workpiece or chuck jaws will not hit the lathe bed, saddle or crosslide,
and also ensures that they clear the cutting tool.

Check that all holding, locking and driving devices are firmly tightened.

Always use the recommendad attachments.



GUARANTEE
- |

Sherling Lathes are unconditionally guaranteed for Wl months to give
complete satisfaction or tool will be repaired free of charge.

CUSTOMER'S RESPONSIBILITIES

Always use care when operating the lathe. Follow the safety rules. Turn
off motor and disconnect motor cord before attempting adjustments
ta lathe,

SET UP INSTRUCTIONS

Read the instructions for cleaning, installing, lubricating and operating
before attempting to install or operate the lathe.




Satting Up Your Latha

With tha exception of the moter and speed control,
and the motor bracket, the lathe is completely
#ammbled.

Remove the rust preventative from all surfaces by
wipding with a cloth molstened with mineral spirits,

For stationary use, screw the lathe to a workbench
through the holes in the base, For portable use,
fosten the lathe to o suitable board,

To fit the motor bracket, remove the Two screws
from the rear of the headstock, insert them
through the holes in the bracket and screw them
back into the mear of the headstock. Tighten them
with the hexagon key provided.,

To fit tha motor to the bracket, first remove the
screnws from the two mownting legs on the motor.
Mo fit the motor lugs inta the bracket slots,
place screws with wishers through the bracket
slots and into the motor hugs, Tighten these by
hand so that you can 3tll move the motor alang
the slots.

Male sure that the headstack pulley and the
motor pulley are lined up 5o that the drive belt
will run straight. This can be sdjusted by loosening

the motor pulley grub screw with the small
haxagon key provided, and sliding the pulley along
the motor shaft. Plug the cable socket into the
terminal on the rear of the motoer control, FOR
SAFETY, REMOVE THE CORD FROM THE
LATHE WHEN UNATTENDED,

Lubrication

Bed Saddle Lkse a light oil such a8 sewing

Croulide maching oil on all points where
there i a shiding contact. This
ihould be dons immediately
after each clean-down.

Load Screw Sewing maching oil should be

Tailstock Serew  placed along all threads

Cromlide Screw  regularly. AL the same time
chiack that the threads are froe
of amy metsl chips,

Tailstock

Wind out the spindle s far as it
Spindla

can 9o, and lightly ol it with
serniny machime oil

Handwheels A few drops af light ail or
greass bahind the handwheel
will reduce friction bebwesn

the surfaces and make operation

easier and smoother.

The ball bearings are lubricated
during assembly, Repack with
bearing greate avery S0 hours

of use. For acoess 1o Headstock
Boarings see “ADJUSTMENTS",

Ewery 50 hours of running &
dropa of sewing machine odl
should be placed onto the

Headsioek
Bearings

bearing at each end of the motor |

Operating Instructions

The tathe i supplied with an electronic speed
control, as well 83 8 two spesd pulley system. Slow
spead on the pulley systemn is oblained by setting
the belt on the small step of the moator pulley and
tha largs step of the headstock pulley. Most metal
turning should be done wusing the slow speed. For
wark on other materials, or for turming small
diameter metal, @t the lathe onto high speed by
rumning the drive belt from the large step of the
motor palley to the small gtep of the headstock
pulley. The electronic speed control gives spandle
speed variation without continual balt changes,
This feature allows increase in speed 10 compensate
for decreass in diazmeter during work, and also
allows increase in motor power if the cutting load
affects the molor speed. The spead range uﬁng i)
small motor pulley i3 100 - 2000 rp.m, and on the
large motor pulley is 1000 - G000 r.pom.



To operate the motor, turn the speed controd knob
clockwise as far @ it will go te 5", Then turn
switch to "ON" and select the spesd by turning the
spoed coniral Knob ant-clockwiss towards "F'. To
reach maximum speed, turn the knob to "MAX"
This requires additional pressure 1o actuate the
switch machanism — & click can be heard

Each type of turning work réguines the correct
tool for the job. 1t & smgsed tant that the CutEing
tool is sharp and cormectly set up in the toolpost
Ther cutting edge of the tool thould be oxacthy
lewel with the centre height of the lathe. Check
this against aither the headstiock centre or tailstiock
o N
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i ofder 1o el the toal near the centre, koosen (se
bt and slede the o lpost a5 close to the centre &5
possible. 1T the tip of the tool 5 w, raiss it by
sleding o spacer undernesth il. Keep a number of
spacar sirips of ditferent thicknestes and use a5
few of them & possible under the wel, The 1ol
bet must be on centre or just below centre (0, Tmm
of DLO04™ max. ). Ensure that the tool s fixed
ughtly s position by firmly tightening the sockat
haad scréws. Try not to have tha tool cutting edge
protreding mare than 10mm or 378" from tha
tosn | post. When the tool is correctly set and the

Sl Famge selected, turn the Lathe motor switch
to 'ON" and adjust the electronic speed control
kneh to give the best speed for the job, Tum the
crogmlice and saddie handwhesls to bring the tool
into position.

Turning the appropriate handwhesl moved the
iatddle, crodslice and tailstock spindle. For Model
1000, cne complote twrm of the handwhesl gives &
mavement of 0,060, For Model 1100, one
complete turn of the handwhesl gives a movemeni
of 1 mm. Handwheaks are calibrated in 0U001 for
Maodel 1000 and 0.0 mm for Model 1100, Keep
the screws clean and oiled,

Holding The Work Piece




Work can be habd bebeeen centres, in a d or 4 Jow
Chasck, on the Faceplate, or with a Collet. Some
times i1 s mecesiary 1o use & chuck and centre, and

if the work is spinning fast, a Live Centre shoulkd be
L],

Live Candira

Turming Batween Cantres

T'his 18 done by fittng the caerier pssembly 1o the
bar whach 15 1o be turned and fitting the bar with
thes carried DeEivwesn Thé centrés in the headstock
and 1he LaslStOCk

The carrer it driven by fitting it into one of the
teceplate holes, This method of terning s ideal for
Do work of turning of steps on bar, The centre
miust be greased to prevent over-heating

Cantre Drilling

Im order 10 hold the work between centros or using
& chuck and centra, ot 13 feceisry to drill a cenire
hole into the work. To drill a centre hole, first
woribe the position of the centre on to the end of
thi bar and use a centre punch and hammer 1o
mark it. Into the mark made by the centre punch,
drill the centre hole using & centre drill



There are several other methods of dodling o
oinire

1. Hold the work in a 3 Jaw Chudk and fit the
Drill Chuck to the tailstock with & centra drill
i it and the 3 Jaw Chiuck 1o The main
spindle. Bring the tailstock close o the work
and lock it in posation

Tuern the tailstock handwhesl 1o bring the drill
forward. The deill will autsmatically centre.
Eeep drillimg. In this case, the work terms and
the dirill doss not, Make sure the dnll does not
bacome hot a8 it may break,

2. Fit Drill Chasck into headstock wsing the Mo 1
Morse Arbour, Punch & centre (with a centra
pamnchl, Hold the work in the toolpost of on the
orosslide,

Wind ithe croslide and saddle nlo posithon o
that the cantre drill is in line with Tha oentre
punch hole. Wind saddie towards the Drill
Chusck to drill the hale.

3. Hald the work in the 3 Jaw Chuck and place
the centre drill in the chuck of a drilling
machine and drill the centre hole.

Initial Test Curting

Aa the tool bites in. it should cut emooathly if the
spead 15 comect. 1f the ool s fed into the work
ton quickly, the main spindle will slow down
consderably, Too much pressure may cause tha
motor 1o stall, but this will not do any damage if
the tool i backed off immadiately. If the vool
jama in the work, turn off the motor and back off
the tool, As long as a soft metal is used, there &
little danger of damaging the culting edge of the
tool. If the swarf (remosed matal) ks smoking and
the ool is getting very hot, then the speed i tog
fast or cooling compound should be used.,
Kerosine or water ane ideal cooling compounds.

With a little practice on scrap brass or &luwmsniwm,
wou will soon e able to judge cormect mator
speed and feed rates. If the tool is cutling the
material efficeenily, then you are operating the
machine properly.

If powdery materials suech as cast ron ane e
worked on, or & grinding whoel is fitted m the
chuck for tool sharpening, the Lathe bed and the
seria must be protected by cosering 1T with paper
or aluminium foll.

Afver work has been completed, remave all
shavings from feed screws and slicdes, and chean all
ower and re-oil, The lathe will maintain precision if
it % looked alter.

Adjustments

Gibs are fivted at the rear of the saddle and on the
left hand side of the crosslide. Correct adjustrment
of the gibs will ensere smooth and steady opsr
atlon of the slides. Three grub sermas with lock
niits are et nto the body of each slide alongside
thee giks, and these can be tightenad or loosened
with the small hexagon key and wrench, to adju
the slack



Adjust each serew until thare is & emooth sliding
action without rocking, along the cormplete length
of travel of the slide. If an operation is being done
where no movement is required in one of the
slides, it can be locked by firmly tightening the
canire grub scranw,

Ay excess back lash that may develog in the slide
foud screws can be taken up by relocating the
handwheels. To adjust the crossiide feed screw,
loosen the handwheel grobscraw with tha small
hexagon key and rotate the handwheel about a
Quarter of a turn. Push the cromlide assembly as
far a8 it will go towards the rear of the lathe and
at the same time, push the handwhes! hard flush
againgt the thrust collar, and retighten the grub-
werew. Adjust leadscrew slack in the same way,
only this time pull the crosstide assembily towards
the tailstock end of the lathe. Tellstock screw
barck lash i5 also taken up in the wame way by
pushing the tailstock spindie into the tailstock
while rotating and retightening the handwheel.

The headstock bearings are corofully sdjusted a1
the factory and usually need only be sdjusted when
the bearings need regreasing. Loosen the grub-
screw on the heasdstock pulley and remove the
puliey from the main spindle. Loading an the
magneto bearings used in the headstock is done by
two kacknuts which will now be sccessible

To remdove the main spindie from ihe haadstock,
undo the locknuts and gently tap the main spindis
forward. After reassambly, if the spindle is running
too frealy, tighten both nuts in o clockwiwe
direction. If the spindle is running too tight,
Ioosen the nuts in an anti-clockwite direction.
When the spindle is rotating freely, but with no
lateral play, tighten one nut against the other so
that they are locked firmly in position,

Thare i an aligning key which protrudes fram
betwean the base of the headstock and the bed.

Bfore swivelling the headstock, this key must be
resnoved, Wihen the key it replaced, the centra to
oentre al ighment is agpproximats only. Belore
tightening the headstock locking screw {located
undher the nameplate], enture centre 1o cantre
sccuracy by bringing wup the tailstock s close to
the headetock as possible and liming wp the tail:
stock centre with the centre in the main spindle.

Whan this is done, tighten the headstock hoCk g
screw with the hexagon key,



Use of Accestones and Attschmants

Your lathe is made more versatile with the
sddition of suitable attachmaents and accessores
These include various chucks, a screw-cutting
attachamant, a verticel slide, a milling column,
collets, a live cantre and many others, Soma of
the most popular ones and their uses are Hsted
here.

Remember that accessories and artachments musl
e cared for in the same way as the lathe, Abvays
miaks pure that throads are fres from metal chips
and dirt. Chucks should be lightly oiled freguently
$0 that they continue to functicn smoothly and
accurately, Gears in the serew-cutling ATIRChment
should be lightly greased when in operation.

Come attachmaents havwe moving ledes and these
should be lubricated in the same way & the slades
in your lathe isee "LUBRICATION").

Three Jaw Chack

Thix three jaw self centering chasck it the most
populer of all lathe attachments, This chuck will
grip round or hexagonal work guickly sinoe the
s et Sirmultaneoashy 1o aulcmatically cenire
thee weierk beirg held.

Before mserting the jaw, rotate the scroll until the
start of the thresd appears just bafore the jow, This
is done for each slot in tunn.

Four Jaw Chuck

Each of the four reversible jmws on the four jas
chuck can be sdjusted indepsndently of the others.

Thie jaws on the chook are reveraible s that the
one chudk can be used for both internal and
external gripping

To reverse the chuck jaws, rotate the knwr bed
scroll until they disengage, Mow reverse the jae
and insert them in the following order, Jaw 2 into
Shot 1, dow 1 into Slot 2, Jewr 3 into Slot 3, The
numibers of the jaws and slots are stamped into the
metal. The jaws are picked up on the scroll ring.




It is usad widely because of its capacity to hold

slmost any shape of material in a centered, con-

centric or eccentric position and can be adjusted
1o whatmser degres of sccuracy i required.

The most comnient way of of fsetting work is
with a dial indicator, The woerk 12 firet contored
rouighly and then by revolving the chuck by hand
o determing in which direction the work must be
moved. Adjustments may require loosening and
tightening of two or more jaws at o time. The final
canlering shows on the dial indicator, which
indicates movement under the tip in micromater
measurements, Another way of centering is to use
8 thin feeler gauge or paper as o centre findar,
Mount a blunt ended bar in the toolpost, Place the
feeler or paper sirip botween the bar and the work:
pince and sdvance the crosslide until the tension
just hobds the paper in place. Then rotate the
chuck by hand, and if the tension increases ar
decreases, it indicates if the work i not centered,
Anather very useful and precise method (s to coat
the work with leyout stain, Rotate the work by
hand and & lathe toolbit will mark the high spot
on th work.

Drrill Chuck

The Drill Chuck is also one of the mone poplas
attachments, It is used for mainly drilling from the
tailstock. When the lathe is to be used for drilling,
the work can unsally be mounted in one of tha
other lathe chucks, or clamped to the faceplate for
attaching to the main spindle. It is important to
remember that when drilling, a centre drill is ussd
to start the hole. Then the hole will b diri e
conceniric with the outside dismeter of the work,
This is particularly important when drilling deap
holes with small dismeter drill bits.

7
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Make sure that the headstock and tallstock centres
ara properly sligned. 11 is sometimes useful 1o st
the toolpost just touching the side of the drill, ta
prevent the bit from bending and 1o make it start
approximately true in the centre of the work,

A No. 1 Morse Arbour is available for the Drill
Chuck s that it can be fitted inte the main spindie.

Al chucks must be kept clean. The three and four
@ chiucks should be washed in salvent and oiled
lightly when rew and after use. The Drill Chisch
should be washed in solvent and oiled occasionally.

Collet Attachment and Collen

A collet s essentially another tvpe of chuck used
when greater precision is required with smaller
diameter rowund bars than is possible 1o obtain with
the three jaw chuck.

Never grip anything but the rated size in the collet,
othverwise it could be damaged. A full rangs of
collets is available for your lathe,

Because collets ane accurate holding devices, thiy
st be kept very clean. The smallest amount of
grit will not only cause the work 1o run out of
true, but the accuracy of the collet may be
permanenily impaired

3 Point Steady Fest

A Steady Rest is needed to prevent whipging or
wobble when turning slender or fragile bars, or
drilfing into the end of long cylindrical pisces.



Ta cut intermal thresds with a tap, first prepars the
correct size hole for the desired thresd, Drill
manulsctiurors supgly charts of drill sfzes which
will grve this informateon, The tap is wound into
the rotating work by hand, with plenty of oil
lubricating the cutting edges, External threads arg
cut with a die. Gently turn the work by hand and
e & liberal amount of oil en the die. If the die
starts 10 bind, back off, brush the chips sway and
take up bgain.

The quickest way 10 561 up the rest is 1o support
the work batween centres or between chock and
tailstock . Loosen the three sot screws with the
corfect hexagon key and push the brass bearing:
irward until they contact the work lightly. Lock
i pedition and lubsicate the bearings with oil or
grease. Mever run them dry. At the paint of con
tact, the work must be smooth. Brass bearings are
uted because they caute minimum marring of the
waork

Thresdeutting

Thres ways of cutting threads on the Lathe are with
o, dees of the Screw Cutting Attachment, Taps ]
and dies are more economical when only two or Screw Cutt ing Gear Layout

three thread sires are required. Full instructions
for serew cutting with the attachment come with
the kit. The Serew Cutting Attachment works on
thet principle of eoupling the main spindle to the
bpac screw with @ gear trasn, Threads are cut by
havving the saddie moved o1 a fined rate to the maln
spindie, Internal and external thiesds can b cut N
Various thread shapes can be cut depending on the
angle which = ground on the ool
‘ See Charts 1 and 2

N




Chart 1 — For Model 1000, threads per inch available wsing the screw cutting attachment.

Thiresds Main Spindle Lead Screw Meshing Cluster
Par Goar Gear With Gaar
Inch L [
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Chart 2 — For Model 1100, pitch of threads available using the screw culting sttechment,
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Tool Bita
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Two terms frequently used are “Feed’ and “Cut”.
Reference to the diagrams will show what is meant
by these terms. Normal turning, when wsed to
reduce the diamater of a work piece, involves
achrancing the cutting tool across the lathe bed by
BN appropriate amount (depth of cuf) and then
feeding the tool along parallel 10 the lathe bed 1o

remove material the desired length (see diagram 1),

In this case the depth of cut is set by the crossiide
handwheel, and the feed is provided by the hand-
whasl on the end of the bed, When facing off a
work piece hedd in a chuck or faceplate, the depth
of cut is set by the handwhes! on the and of the
bed, and the feed is provided by the crosslide
handwheel {see diagram 2).

Disgram 1

Disgram 2

Cutting tools are ground to variows shapes
sccording to their usage, If you purchase a st of
eutting toals with wour Lathe, it will contain:

fal  Normal Turning Tool: This feeds from right
to baft, is wied to reduce work to the desired
diameter and is the most frequently used of
all toals,

b}  Side Tools: These are used to face off the
ends of shoulders and may also be used a5
normal turning tools, Note that one of thess
is then fed from LEFT to RIGHT and is
called a LEFT side tool.

[e]  Parting Tool: This is shaped like a dove-tail
when viewed from above and s used to cut
off work pieces by feeding the end of the
100l across the lathe bed and through the
work piece. Note that feed and cut become
synonymow with this toal,

(d) Boring Tool: Used to enlarge holes in & work
meece grippad n & chuck.

These toals arg illustrated

The clearances ground behind the cutting edges
indicate the type of material for which the tool
may be used and the direction in which it is fed
glang the work ,

Whan grinding tool bits, correct clesrances are
essential or “rubbing” can ocour.

Turning Tools (left and right)

Reference to Disgram 3 will illustrate the Laterai
paositioning of this tool. Note the clearance behing
the point between the end of the tool and the
work. Intutficient clesrance will cause the tool to
“rub” and excessive clearance will produce a
ridged or wavy finish due to the small length of
tool edge in contact with the work. This ridging
becomes more pronounced with rapid feed. To
provide a smooth finish the sharp cutting point
mdy b shightly rounded with an oilstone, taking
care to preserve the side chearance onderneath this
cormer. |See Disgram 4.]



Diagram J Dilsgram 4
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This tool should not be advanced directly endwanys
into the work, the depth of cut being set whilst
the tool iz clear of the end of the wark. The
starting procedune is to advance the tool until the
point just touches the work, note the reading on
the crosslide handwhesl, withdraw tool slightly
and move abong until elear of the end of work.
Mow advance the crosslide to the above reading,
add desired depth of cut snd then feed the tool
abong the work piece the desired distance, With-
draw the tool clear of the work, having noted the
reading on the crosslide handwhes!, mentally note
the reading on the kead screw handwheel, retum
tood to starting position and advance 1o the
previous reading plus the desired cut,

The second feed is now commenced, ceasing at the
sama previous reading of the lead screw handwheel,
after the appropriate number of complete turns of
this handwhesl. This procedure ensbles turning o
accurate length.

Aepeat the until the wark has bean
rechsced 1o within about 0,010 or 0.25 mm of
desired diameter, noting that each 0.016" or

0.4 mm increase in depth of cut will redece this
work diameter by twice this amount, i.e. 0,030 or
0,8 mm. For the finishing pass, advance the tool
by required amount [say 0.005" or 0.13 mmi and
feed along the work just far enough to gauge the
finished diameter. Adjust depth of cut if necessary
and complete the final pass using a SLOW feed 10
obtain a smooth finish and exact size. Filing in the
lathe con be a dangerous operation if not carried
out cormectly,

Parting Tool

This tool will cause no end of trouble if it is not
correctly ground, set and used. Setting 1o exact
centre height is essential and axact lateral setting
reqguires that the sides behind the brosd cutting
edge will clear the sides of the groove in the work
as the tool ahvances. [Sea Diagram 5.0

The toal should be clamped in the ool post with
the minimum af overhand to avoid “spring” and

conssqueent ool chatter and digging in. Thecutting
off eperation should be carrbed out with the toal
positioned a5 chose to the chuck or centre as
possible to avoid “spring” of the work. Maximum
rigidity and slow speed are essential. A small square
held against the work will assist in locating the tool
squarely. I the tool chatters or produces noise as
it s fod into the work, Ury reducing the turning
speed, a5 @ parting tool has a much greater length
of cutting edge in contact with the work than most
ather tools, Am alterstion in the rate of feed will
alls0 pmsist,

Feod the 1ol positively and evenly inta the work
s0 that it neither digs in nor begins to rub. Watch
that the sides of the tool clear the sides of the
work a3 it advances. NEVER attempt 10 com:
pletely cut off a work piece when held betwean
centres as this is positively dangarous. Stop while
thare is still o reasonable commecting picoe, remowve
the material fram the lathe and break ol o saw
off, The work may be chucked 1o turn off any
projection kit on the end.

Wery small work may be completely cut off when
held in & ehuck, and allowed to fall on 1o the
crosslide & it is too small and light 1o cawse aevy
damage. Hollow articles, o.g. rings, may be caught
on & plece of wire whose end is held in a suitable
position.,

Disgram T
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Whilst these may be, and often are, used as general
pur e Turming tooks, their specific use s for
fming the sides of collars and shoulders (ie.
finishing these 1o earrect dimensions and smooth
flot surfacel, and for facing work held on o face-
plate or in & chwek. The facing of woark in this
mannar 5 very uselul for the prodoction of truly
flat surfaces and for producing articles to an exsct
thickness. The twad utes af the side tools are
ilhustrated in Diagrams 6 and T. The sharp eommer
at the cutting pont should not be stightly rounded,
a5 may b done vl th the normal turning tool, a8
knife tools may be required 1o produce sharp
(=4l g

Baring Tool

The use of this tool requires the exstence of &
drilled or cored hole, or it may be wed 10 enlange
the bore of a tube, The work muwst be mounted in
a chasck or on a faceplate and the boring ool st 2
shawm in Driagram B, noting the clearanoe behind
the cuting pant.

A slow rate of feed should be used o3 the turnings
arg not able to escape freely from the hole,
Frequent withdrawal of the tool to allow wwrnings
to edcape may e necesisry. Care should be taken
nal 1o feed the tool beyond the depth required, or
to feed so deeply a5 to catch the chudk or face:
plate. Where 5 hole must b borsd right through
the work, it should be packed out from the face
plate to provide clearance for the tool 1o feed
thrauegh. The lead seres handwhea! graduations
may be used to indicate the cormect depth at which
to st the foed, Motice thet with boring, the
depih of cut is increased by moving the toal and
crosslide towards the operator and not away as

w1 Th normal turming

The boring of holes often necessitates greater than
marmal over hang of the tool from the ool post,
50 the depth of cut and rate af feed should be
reduced from noe mal.

Tool Cutting Angles

The shagsing of cutting tools te suitable angles fior
the type af material and nature of work baeing
performed can be very important to satisfactory
wWork.

When tools become dull, gently re-gringd and
prserve the original angles and shapes. Better
cutting and longer life will be obtained from
cultting edges if they are finished with a srall
pilstone 1o obtain a really kesn smiooth edge. Do
nof grind the top face of the tools, but confine
ihar pening to the end and'or tides.

Remember that heavy depth of cut and rapid feed
willl throw greater ttrain on the chuck: snd lathae,
maay induce “spring’” of bending of work and tooks
and also produece a poor finish,

Turning Speeds

The chart below provides s guide to spproximate
speeds ot which work of differing matesials should
b rotated, Note that the turning speed i inversaly
in propostion 1o the diameter of the work,
Material often varies in its hardness, L5 these
figures may have to be varied, The harder the

ira téeraal, tha slower the turning speed should be,
The targer the diameter, the slower the spead,

Guide to Approximate Turning Speeds

% Bmml %7 (13mm) 17 25mm)
Diam. Diarm. Diam.

duninealed
carbon
eal BEODOR.PM. 400 R.PM. 200 R.P.M.
Cast iran SDOR.PM. 450 R.PM. 225 H.P.M.
Mild itesl 1SDOR.PM. TSORPM. 376 R.P.M.
Erass J0RPM, 1M50RPM. 5T5R.P.M,
Adyminium

alloy 2000 R.PM. 1500 RP.M, 750R.P.M.



Howwear, apart from possible production of
excessive heat (which will cause the work 1o
mxpand) and the foct that excessive speed may
diamage the cutting edge or cause it 1o “rub™
instead of cutting, twrning speeds are not at all
critical. Slower speeds than normal cause no harm,
except by incresing the time invobed. Aluminium,
however, usually gives a batter finish turned at

high speed and lubricated,

Lubricants

Much can b written about the use of lubricants,
bt where production rates are not very important,
they may wsually be dispenssd with. Aluminium
and its alloys may require the wse of turpsntine or
paraffin oil or kerosing to pravent the chips from
walding to the point of the tool. If desired, a
mixture of one part ioluble oil 10 Six parts of
water may be used on steel to assist in producing
a grmoather finith snd reduce ool chatter when
parting off, Brass and cast ifon ane almos shvays
turned dry. Lubricants should be remowed from
the lathe after s,

The main purpose of using lubricants is 1o remove
hast from the tool and the work. Modern high
spead ool bits are not likely 1o be affected by heat
on our type of work.

Wertical Milling Artschment

The Milling Attachment is mada with a solid
aluminium base and dovetailed vertical colurmn.

L]
kT

The column has 8 saddie with gibs which can be
ratsed or lowerad by rotating the handwheel. The
lathe hesdstock is fitted to this saddle in the same
mariner &4 01 was hitted 1o the left hand side of the
kathe, T millissg column is litted 1o the left sade
of the lathe where the headstock originally was
attached. Work s ussally fitted to the crosslide
and held in 8 chuck, or directly on the slide with
clamps, or in a vice

Cutters are held in the headstiock by a chuck or
collet or tpeceal cutier holder,

Grooving, keyway cutting and flhycutting are some
af the different types al milling operations
porssible.

Far basic grooving and keyway eutting, a vertheal
slicde can be fitted 1o the crosslide.

—
|




Reaming

Twsist deills will generally not drill perfectly
accurale sipes and very small boring tools are nod
satisfactory on deep holes due to their Tlexibility
Therefore reaming is used for holes requiring
accuracy within 00005 or 0013 mm.

Reamers are available in any standard sires. They
should only be wied 1o “"clean wp™ the hole, To
make an accurate hole, the work is drillsd one
size under the rearmer size

The work should be slowly rotated and the reamor
dowly fed into the hole, with plonty of cutting oil
applied, The reamer should be frequently removed
and cleared of Ehlpi Nl}'.q_-r FoTole o reamer Dack-
wards i work as this can dull the cutting edges

Facoplate Turning

The faceplate has thees slots which 1it stondard
matal threads

Flat work can be screwed directly to the feceplate.
Extra holes can be drilled to suit odd shaped work
unsuitabile for 8 chuck. If work B mounted off
cenire, be sire 10 counter balance the fateplate,

Tapar Tumning

On maost lathes a taper can be cut by offsetting the
tailstock. Un the SHERLINE it is done by turning
e headstock at any angle away from dead centre,
To adjust the headstock angle, loosen the screw on
the front of the headotock and slids out the squang
key just protreding on the left hand side belovw the
headstock, The hesdstock can now be st at the
angle of the required taper by lining the headstock
ek to the required sngle snd tightening the
screw. [he base has been calibrated in GO
increments up to 459 both keft and right of desd

conirg,

To machine a tagered bar, centre both ends of the
bar, set the hesdstock angle and mount bebwoeen
centres. |f the headsiock is angled towards the
rear of the lathe, the taper will cut smaller at the
hissditock end. If the headitock is anglad towards
the lathe front, the taper will cut small at the
right.

Tapers can also be bored in work held in the 3 or
4 jaw chuck,
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