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Do Not Operate The Lathe Until . . .

@ it is properly mounted and leveled. Atlas-Clausing
lathes pass rigid inspection and operating tests before
shipment — to maintain its built-in accuracy it must be
properly installed.

@ you are acquainted with the lathe and understand all
the controls and their functions. '

® you have oiled the lathe.

@ you have carefully read all the instructionms.
Then operate the lathe in back gear - get the "feel? of the con-
trols - set up different threads and feeds — engage the power

feeds - get acquainted with the lathe hefore starting a job -
doing that will save time and produce better work.
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INSTRUCTIONS FOR ORDERING REPAIR PARTS

IMPORTANT: The following information must be furnished on all
repalr part orders:

1. Model Number and Serial Number of your lathe. This is
found on the plate attached to the bed.

2. Part Number and Name of part.

3. Quantity required.

Parts shown coded are standard parts and should be purchased
locally. ,

Parts prices will be quoted on request.

L]



Instructions For Setting Up The Lathe

The lathe should be very carefully unpacked and installed to retain the
fine accuracy that has been built into it. Be sure all the parts are re-
moved before packing material or crate is destroyed. Clean the lathe
thoroughly. Wipe all surfaces with a clean cloth and immediately apply =2
coating of good machine oil to the machined surfaces to prevent rust.
Wipe off the o0il occasionally and do not allow dust, chips or dirt to
accumulate., Cover the lathe when not in use, Cleaning and oiling the
finished surfaces regularly will help to retain accuracy and ease of

operation.
MOUNTING AND LEVELING
THE LATHE

It is most important that the lathe is
mounted on a solid bench or stand which
is reasonably level and rests solidly
on the floor. A concrete floor or base
is the best foundation for supporting
lathe bench or stand. A wood floor
should be well braced and capable of
absorbing any vibration and to safely
withstand the load. ' '

The lathe must be .accurately leveled.
Use only a precision level to level the
lathe. The level should be at least 10
to 12 inches long and should show a

distinet movement of the bubble when a .

.003 shim is placed under one end of
the level, :

Both ends of the lathe bed, the head-
stock end and the tailstock end should
be checked with the level placed at
right angle to length of the bed. Place
parallel bars or two metal blocks of
exact equal thickness on the flat ways.
These blocks or bars must be thick
enough to clear the V ways when the
level is set upon them. By leveling
from the flat ways, not the V's, you
are assured of leveling in the same
manner in which the lathe is checked
and inspected at the factory. Place
shims of hardwood or metal under the
mounting pads of the feet of the lathe
until lathe is level . Both bench and
cabinet model lathes must be leveled by
placing shims under the pads of the
lathe bed legs ~ do not try to level
the bed by shimming under the bench or
cabinet. If the lathe is not properly
leveled, it may twist the lathe bed,
resulting in misalighment of the head-

Stock or tailstock with the ways, cauns- '

ing the lathe to chatter, turn and bore
taper. ACCURATE WORK CANNOT BE EXPECT-
ED IF THE LATHE IS NOT LEVEL.

Lag screws or bolts can be used to se-
cure bench to a wood floor. When set-
ting the lathe on concrete - mark the
location of the bolt heles and use a
drill to make a hole large enough to
receive expansion bolts or set studs or
bolts in melted lead. After bolting the
stand or bench to the floor, check the
lathe again with the spirit level as
the tightening action of the bolts may
have pulled down enough to change the
level, In time, the stand may settle -
and it may be necessary to readjust the
shims to correct this condition. Check
the level of the lathe at frequent in-
tervals to assure accurate turning. 1If
lathe turns taper between centers,
first check the tailstock center align-
ment, then, check the level. A bored
hole that is not straight is an indica-
tion that the lathe is not level.

OILING THE LATHE

Ehfore operating lathe, the headstock,
gear-box_and carriage apron must be
filled with S.A.E. No. 20 machine oil.

Remove headstock cover and plug oR
front end of headstock. Fill headstock
to level of oil plug. Replace plug and
cover. When replacing cover, be sure to
use screw with breather hole away from
bull gear, If this isn’t done, the bull
gear will throw oil out through the
breather hole. 0il level can be checked
and refilled by removing the plug.

Remove gear box cover and pour oil
through opening, until level with oil
cup on side of gear box. The oil cup is
at the proper oil level - maintain thls
cil level at all times.

Fill the two elbow cil cups at the top
rear of the headstock. After that, a
drop of oil 1s sufflclent for each day
of use,
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" direction lever,’

For each day of use, put sevefal drops

of 0il in the o0il cup at the top of the .

gear guard. This lubricates the gear
faces of the gear ftrain.

Fill the 01l cup in the spindle drive
pulley., Affer that a drop of oil is
sufficient for each day of use, Access
to the oiler is through the hole in the
gear guard next to the handwheel.

Ta fill o0il reservoir in apron remove
one of the screws that hold apron to
carriage and use hole for supplying
"gil. Fill apron to level of oil cup on
gide of apron. Maintain this o0il level
at all times.

.Other parts to oil occasionally are:
1. Right lead screw bearing

2. Tailstock ram

3. Tailstock screw

4. Carriage handwheel shaft

5. Leadscrew

6. Carriage and compound dovetail ways
7. Lathe bed ways

g, Felt wipers on carriage saddle

9., Rim of threading dial.

KEEEP YOUR LATHE CLEAN - oil and dirt

form an abrasive compound which canh
easily damage carefully fitted bearing
surfaces. Wipe the bed and all polished
parts with a clean oily rag at freguent
intervals. Use a brush to clean spindle
threads, gear teeth, lead screw threads,
ete.

time and produce better work.

o

DO bi()?' OPERATE THE LATHE . until you are th;1)ug}|]y
familiar with all the controls and their functions (read care-
fully the instructions MAINTENANCE AND CONTROLS). Then operate
the lathe in back gear - get the "feel" of the controls ~ set up
different threads and feeds - engage the power feeds - get ac-
quainted with the lathe before you start a job - it will save

HEADSTOCK

The headstock on the 6300 series Atlas
lathe is completely enclosed and all
parts run in a bath of oil.

FEED REVERSE LEVER e

e- lever, or lead screw
is located on the
front face of the headstock - =see
Figure 1. Movipg this lever to right or
left reverses rotation of lead screw.
Vertical position of lever is neutral
and disengages gear train. This lever
should not be moved while lathe 1s
operating at high speeds, but it is
possible to quickly reverse lead screw
at lower speeds if desired.

¢ feed revers
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1 Lathe hesdstock showing location of lead screw
dirgetion Iever.

SPINDLE DRIVE, See Figure 2

Back Gear Drive - To engage back-gear
drive, disengage spindle clutch wheel
from driver pulley be sliding wheel 11
direction away from headstock.



Next, move back=-gear lever to the
right, If gears will not mesh, rotate
spindle. '

Direct Drive - Disengage back-gear
drive by moving back-gear lever to
left. Then engage the spindle clutch
wheel with the driver pulley by sliding
toward headstock, and rotating wheel if
‘Necessary.

CAUTION - Always stop motor before
changing from one drive to the other.

GPIADLE CLUTCH
WHEEL

{engaged} (disengaged}

2 Position of back gear lever and clutch wheel
for spindle drive in back gear (shaded) and in
direct drive (outlined)y,

MOUNTING CHUCKS
AND FACE PLATES

To remove face plate or chuck, first
lock spindle by placing back-gear lever
in the back gear g§gaged position and
the handwheel in'¥the “IN“ position.
(This locks spin&ie -~ do not turn on
the power). Place the spindle nose
collar spanner wrench in one of the six
hples on the collarpand turn in a
flockwise direction until the collar is

off the face plate or chuck. Carefully
remove chuck or face plate so as not to
damage spindle, -

]
To install a chuck ﬁr face plate, first
make certain there are no chips or dirt
on the tapered nose or in the threads
of the spindle nose collar. Chips and
dirt are liable to score the spindle
hose, preventing accurate'fitting[ug;

Rotate spindle until ke ) .
will be easier to line up key with

keyway in chuck or spindle. Ld€_3-
spindle in this position. Then mount
chuck or face plate on spindle nose,
lock in position by screwing on the
spindle nose collar. Release spindle,
DO NOT TURN ON POWER WITH THE SPINDLE
LOCKED. -

AUTOMATIC APRON

Figure 3 gives the names and positions
of the carriage controls. The carriage
handwheel moves the carriage along the
lathe hed. The cross feed and compound
slide ball cranks move the carriage
slide and tool rest in and outs

The carriage lock screw is used to lock
the carriage to the bed - use it for
facing or cut-off operations only.

The power feed lever controls the oper-
ation of both power longitudinal and
power feeds - the half-nut lever en-
gages the half-nuts with the lead
screw. When one of these levers are en-
gaged, the other is locked and cannot
be moved - DO NOT FORCE. The position
of the levers to obtain a thread or
feed are illustrated in Figures 4, 5,
and 6. The direction of feed is con-
trolled by the reverse lever on front

of headstock.

COMPOUND
E

5 CRank 0
BALL CF /

CARR | AGE ..
HANDWHEEL

up -~ it

3 Controls on the lathe carriage.

MPORTANT ~ Use the half-nut lever for
eading only - never for feeds. It
Il prolong the life of the lead
ew, and preserve its accuracy for

ading operations.



THREADING - Place feed lever at
the horizontal position. Shift
split-nut lever upwards to engage
split-nuts with lead screw. Use
the split-nuts for threading
only - not for feeds.

POWER CROSS FEED - To engage
power cross feed, place split-nut
lever im the down positioen -~ the
feed handle cannot be moved until
split-put lever is ian this posi-
tion., Move feed handle downward to
the vertical position.

6

LONGITUDINAL FEED . To engage
longitudinal feed, first make sure
split-nut lever is in the down po-
sition., Shift feed lever sideways
to the right about 1/4°, and then
upwards to the vertical position.

The threading dial is used in thread
cutting and indicates the proaper itime
to engage the haif-nut lever so that
the cuotting tool will enter the same
groove of the thread for each cut.

%¥hen cutting even numbered threads en-
gage the half-nut lever at any one of
the markings oo the threading dial for
each cut of the thread. ¥When cutting
0dd numbered threads, engage the half-
nut lever for the first cat and all
successive cuts at either the 1 or 2
positions on the dial. When cutting
half-numbered threads, engage the half-
nut lever at the same mark on the
threading dial for ezeh cut of the
thread.

LEAD SCREW

IRECTION LEVER

SLIDI¥E GEAR
9 EANDLE

7 filustration Bhowing the name and locaticn of
controls used to obtain = thread or feed.

SELECTION OF THREADS
AND FEEDS

Study the chart oam the gear box - it
lists the threads and feeds available
and indicates the positionm of the con-
trols for thread or feed desired.
Figure 7 illustrates and names these
¢ontrols.

Sequence of engaging controls for
thread or feed are cutlined below:

IHPORTANT - Before setting up a thread
or feed make certain the carriage feed

controls sre not engaged.



1« Pull gear engaging lever knob out
and move lever up as far as it will
g0. (When this lever is in its low-
est position the stack gears are
locked in mesh and the gear selec-
tion handle cannot be moved),

2. Becond, 8lide gear selector handle
until red marker on gear chart is
framed in the position of the thread
or feed desired.

3. Move sliding gear handle “in“ or
“out® as indicated on chart for
thread or feed required.

4, Bhift lead screw direction lever for
the direction of carriage travel.

9 To make sure gears will engage,
first start motor and .then move gear
engaging lever down as far as it
will go - until it locks in posi-
tion. ’

6. Next, check the chart for the posl-
tion of the shift lever. There are
three positions - center, left and
right. Shift the lever to position
indicated on chart., Make sure lever
is properly indexed. (It may take a
few seconds for the dog gears to en-
gage if lathe is in back gear or
turning slowly). Lathe is now ready
to cut the thread or feed. '

/
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8 Controls on the lathe tzilatock.

TAILSTOCK

Tajlstock is securely locked to the bed
with the lever-controlled bed lock lo-
cated on the rear of the tailstock.
Graduations on the ram simplify accu-
rate boring and drilling. Ram is locked
in place with the lock handle located
on top of tailstock. Before inserting
the center in the tailstock ram, clean
both tapers thoroughly with a dry

cloth.

Tailstock can be set over 1" for taper
turning, by first loosening the bed
clamp and then adjusting the screws on
front and back of tailstock base.

STANDARD DRIVE COUNTERSHAFT

Changing B8peeds - Lower belt tension
lever to loosen belts from the pulleys.
Shift belt to position desired and then
raise lever to tension belt. The chart,
Figure 9, lists the speeds available
and how they are obtained.

Adjusting Spindle Belt - The spindle
drive belts may be adjusted by loosen-
ing the two screws on the hanger and
moving the hanger on the two vertical
supporting rods.

Adjusting Motor Belt - Motor belt may
be adjusted by moving the collars lo-
cated beneath the motor base tension
springs. :

VARIABLE SPEED DRIVE

Dial contrdl for instant speed changes
is located on the VARIDRIVE motor -
accessable through cabinet door. (If
No. 7581 Remote Control unit is used,
speed indicator dial is located on
front of cabinet). Provides speeds be-
tween 30 and 1400 RPM. ' '

.CAUTION: DO NOT TURN SPEED CONTROL DIAL

UNLESS MOTOR IS RUNNING. OPERATE UNIT-
OVER ENTIRE SPEED RANGE AT LEAST THREE
TINES A WEEK.

Complete lubricating instructions are
shown on plate attached to unit.

Yotor Countershaft — 1

 ——

SPINDLE SPEEDS PER RPM

BACK GEAR DRIVE DIRECT DRIVE
BELT POSITIONS BELYT POSITIONS

| 2 3 4 | 2 3 4
"s5 | a8 | 1as | 220[fs24 [ 517 [ 8101300

9 spindle Speed Chart




