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TTRODUCEION

Once delivery of a 'Viceroy' Lathe has been effccted the first thing to do is to clean
the machine thoroughly with paraffin or siniler, wiping dry afterwards with o clean cloth.
The unpainted surfoces should be covered with a film of good cuality machine oil to
portect azainst rust.

‘‘he standord and extra equinnent should all be inspected and cleaned and carefully »put

1

ava; until required. =t this stage installation can be storted.
—

TSTALT ATON 410D ICULTD.TTOM

The 'Viceroy' lietal Turning Lathe beose plates are of laxrge area, especially designed to
be nounted on rubuer or felt pads. iloles are also provided for bolting dowm in the '
traditional manner.

Installation drewing and details of the enti-vibration pads or mats are available on
request. ‘hichever method is chosen for the foundation of the lathe, it is essenticl
that the floor wnder the machine is level ond if it is wood, adequote steps should be

taken to ensure that it is secure. If it is decided to bholt the lathe dowm it is

essential that the locking nuts of the foundation bolts are not over-—tight - finger tight
only. Yo ensure the lathe is accurately installed & precision level should be used
across the lathe bed ot both the hecdstoc!: and tallstock ends. rist in the bed should
not excecd .064 Ll/b.0025" if the works tested accuracy is to be transmitted to work done.
Special adjustment screws under cach of the lathe feet are provided, but under no
circunstances should these be touched until the cabinet base has been correctly levelled
in relationship to the floor by using precision level across the bed, s each are core-

I

fully set up ot vorks prior to shipning.
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Spindle Sneeds. etails of these are shown on the speed cheort on the headstocli.

Linlz 'V' Belt Speed Chonge. This is effected by opening the cabinet door, which will

automatically isolate the electrics through the safety electro-micro switch, the belt
tengion is then released by nmoving the tension lever inside the ccbinet base from the
vertical to the norizonial position. The rcouired speed is then obtained by moving the
'V' Dbelt to the position on the nmotor and counter shaft pulleys required. The cabinet
door cammot be closed until the lever is in the veriicel position, and the lathe rill not
start until the cabinet door is in the closed position.

Linlz 'V' Delt “Yension. The correct tension for the driving belt is obtained by adjusting

thenlocning nuts on the motor platforn tension lever. Should it be necessary to increase
the tension on the nein spindle belt, remove the rear nanel fron the headstock and then
turn the belt from the spindle pulley and remove one linlt until the tension reruired is
achieved.

Toolrest Cross--Jlide. This unit is fully wiversal and the clamping arrangenent is by a°

quick action screw type which ensures nexinum rigidity and is located under the bed. The

tightening handle is a tommy bar vhich is always clear of any voxrking positions. The 12*
and &' handresivs have been specially designed to allow a parzllel movenent of the hand along
the rest. They cre also interchangeable for turning from the outer rigger and the saddle
cross-slide position. .
OQutrigser. Yhe patented rodicl slotted latform enables work to be turned from any positién

—— : (s 5 . : :
on the included angle for turning of 2057, vhich includes working behind the facenlate with

‘eilstock. The “ailstock can be positioned on any part of the lathe bed and is loclzed in.

position by the quick action lever operated clamm. The adjustnent of the clauap is effected

by ti_htening or slaclkening the nut under the tailstock shoe, when adjusted and in the

&Y

loclzed position the clamping lever should be in the Vertical iosition.

Yailstoclk Darrel Lock. vhe Jarrel of the toilstock cqon be locked by a conveniently

placed single ball hondle in any position desired, cnd must be locked vhen turning between

centres.




Geopound Lwivel Slide. To enable the swivel slide to rotate to the correct anzle for

scretcutting et c., release the two square hesd screws thoet claim the slide, these cre

locoted at ezch side of the compound slide. 3I.F02T COLITIICTIIG OTILR OPZRUTICEIS TIID

SC 0S 1UST 33 TIGHT 70D, BUT 10T OV R-TIGIT DD

5eldle Jib. This part is located under the saddle behind the bed and is the means of
odiuvsting the saddle to the bed; the two socket headscrews should be tightened against
the spring washers, sufficiently to allow easy traversing of the carriage with the apron

handvheel - DO 1II0T OV. R-TICGIT IT.

Saddle .nti-Lift Sliding Clamp. This is located underneath the bed-ways and hasbeen

pre-set at works, should require no further adjustment unless saddle is removed.

COrocs-blide and Tool-Slide Jibs. Adjustment to these jibs is effected by releasing

the lock-nuts and applying equal pressure to each of the grub screws so thaet all play
i~ Gtcken up on the slides, which should be free to allow the 3-ball handle to turn without
apnlyirg too much pressure, the loclmuts must bhen be tightened before use.

iccrometer Dials. The graduation of the friction micrometer dials fitted to the cross-

slide and tool-slide ecch represent a movement of .02 iil. (IITRIC) or .001% (Lnglish)

OD.ILTION OF THD T.ILSTOCK.

Dy tightening the eccentric clamp vie the lever the tailstock can be locked in any
position on the lathe bed. ILdjustment can be effected by tightening or slackening the

nut under the tailstock shoe. Then adjusted and in the locked »osition the clampinz lever
should be in the vertical position.

Darrel Lock. The barrel locking handle must be tightened vhen it is desired to lock the

cailstock barrel i.e. Turning Setireen Centres.

~Qjusting the Teilstoclk. “hen the tailstock is set over for teper turning, relcase the

taileotock clamp and screw the square hecod adjusting screws in the direction recuired.
De sure to relecse the opposite screw, tizhten (ITot overtighten) after setting.

’L.TPORIL L DJUSTIZATT wOR BIULT THUSICITG.

42 oztnent for belt tensioning is mode by the lock nuts on the motor platform support
enindlse until belt tension is adjusted correctly. Ior shortening or lengthening link
V belts, if not oble to obtain correct tension by this method, remove or add links as

required.
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Linl: Belt. The use of this type of belt means spindles efc., do not have to be removed
renoved for repairing or renlocing belts.

Cobinet i.icro- Switch. “Then adjustments have been effected inside the cabinet base a

test run can be nade by LIFTIIG and PULLIUG LIGITLY the togsle of the micro-switch

‘fitted to the cabinet door into the maintenance position.

TUBRICAITCT S50 AT Aai00

Once the lathe is cleacned and set up it is essential to ensure all bearings and surfaces
are correctly lubricated.

L lubrication plate is fixed to all machines and shows the recommended lubricants.

The lathe does not reauire too much oil/grease, this caused dirt to accumulate and
impede the running.

CILI¥G CILRT

1. iieadstock Opindle -.earings, ..djustable “Yimken Taper - grease with good cuality
regularly, do not overgrecse.

2. Dock Gear - oil with gun deily, through niple below hecd-stock spindle.

5. ©Selector Levers - oil monthly.

4. TIeacdstock Sliding Gear - aoply o little oil monthly throush spring loaded oilers
in Head-~-5tock.

b
-,

5. lleverse Gear Crocket and Gears - oil daily.
6. Lecdscrev Zrackets - oil deily.
. Countershaft - no attention required - »ronccled.
€. Toilstock - 0il one hole deily, clean and lightly oil scquare thread
9. Lecdscrew end holf-nuts - oil regularly when in use.
10. .pron - oil two positions daily.
11. Carriage 'V' ‘ay, Dovetails and Sushes - oil daily.
12. :lotor Dearings - oil ammuelly,
Jccomnended Lubricants - Jsso Cil Company or equivalent
Gre:.se - Firmax 2 i i

[ShEa - Coxoy 45
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:pindle Chuclks. ..11 chuclis are supplied

fitted to the baclmlate rerdy Tor screwing onto

the snindle nose of the lathe. o chips, burrs or snall particles of dirt must be allowed

5

to lodge in the spindle or backplate screv thrends. These and the resister should be well

cleaned. It ig cdvisable to clean 211
then spmear o filn of oil before fitting
renoval of chuclis ctc.

Tmpes of Chuck %he 3-jow self centring

nove simulteneously cnd centre the vork

threcd and faces of the brelplate and spindle nose,

chuclzs ete., to the spindle nose. Thig feeilitates

chuclk will grip rounC work quicl:ily since the B=Jjors

autonctically. T™vo sets of jaws cre supnlied, one

for internal sripning and one for external.

The 100 11.(4") i~-jaw self centring chuck is ideal for s<uare and hexagon wor, aixd the

4-jew independent chuclz is used for irrezuler sheped work which has to be mochined, end

q A

centred +to run dead true, the jaws on these chucks cre reversible. The drill chuck is used

%o hold drills, reamers, tops etc., in both the headstock and the toilstock of the lathe.

vapecity is 0-12 1iI (0="") or 0-3 3. ( ") to 29 iil () diameter with keys for tightening.

Lathe 'Wools and their .mnlications. The correct sharpening and type of lathe tool nmust

1,

eluays be used if the lathe is to turn efficiently and accurately. The tool nust have

o keen and well supported cutting edge which hos been ground for the particular meterial

which is being nachined.

=)

ihree types, Loft Iond, Jight Jand and Straight Purning Toolholders are usually used in

. . . - . N\
conjunction with the sinsle wvay (ctoandaxd) t3pe of toolpost and the 4-wey, 2-way and

‘nerican Yoolpost (Uxtras). e manufrcture and supply a range of

5

end ‘nglish JT Leathe Yoolholders. :any

tools and for such vork it is necessary

eneral puirnose .ierican

t-nes of worl: carmot be readily cxecuted with these

1

to use the boring tool, partins-off tool, threzding

tool and lmurling tool etc., see list enclosed.

ColletChuck. or precision and renmetition worl: it is cdvisable to use o collet attcchment,

vhich is the most accurate of all types
collet should be no more or less than a

size, which are available up to 0.12 Il.

of chucl: ncnufactured. Viork to be machined in a
few thousands of an inch than the normen collet

() capacity.
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Threcd vial Indiceior. This is used to save time, particulerly vhen cutting long screw

threads. .hen the lathe is set wp for cutting screw threcds, the thread dial indicotes
the relative positions of the leadscrev, spindle and carringe of the lathe. this permits
the half-nuts to be disengased fron the lecdscrew ot the end of o cut, returning the
carricge quickly to the starting point by hand without reversal of the lathe spindle and
re-~ensaging the half-nuts with the leadscrev at a point to ensure that the tool follows
exactly the original cut.

Vixed Steady. The purpose of the fixed steady is to support long shafts of small dia-

neter vhen being turned, and for boring and threading spindles. The steady is fitted

to the lathe bed and is adjustable.

I”;V2LLIHG 8% . DY. The purpose of the travelling steady is to supwort work of a small
1iamoter vhich mizht otherwise spring away from the cutting tool. The steady is fitted
to the lathe scddle and is set with the jaws to bear directly o finished diameter of work
- adjustonents are effected in the saue way os a fixed steady.

Flein or ..djustoble Carricge Stops. These are used for facing shoulders to an exact

length and are clamped to the lathe bed in the position required to act as a stop for
the carriaze.

Pine Feed Attochment In order to provide for an extra fine feed two compound gears and

1007 Change “heels are supplies. i/ot required on 103 1/1G3 and DS 1/1 PCS Lathes, as an
-

extra fine feed is incorporated in tiec gearing.

Coolant Jauipnent. iacliines can be supplied vith a coolent pwm and complete with reservoir

sedinent tenl:.  rressure for the »ump is re-set at the works. The small tap on the
outlet pipe fitted to the cross-slide adjusts the flow of coolent recuired. for cleaning
4thae tanl: fitted inside the cobinet it can be removed easily Ly releasing the seli-tapping
écrevs at the rear of the ccbinet.

TISCOLLITTOUS o UTiin ©. A full range of accessories are available and are shovn on the

enclosed lisi i.e. focevnlate, centres, toolholders, carriers, drill sets etc., as wvell as
other itens of e-uipment which are available on request and special prices can be quoted

for alternative or additional itens of non-stonderd design.
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"WIC 20Y ©DS 1 LMD

«-11 screwecutting and power longitudinel feeds - sliding only ~ is through the 3. Lead-
screv, ror nmetric threcds - or & T...I. Lecdscrew for Thitworth Yhreads seeCharts
fitted to end~drive guard.

huto-adjustable traverse trip fitted to TDS 1/1 G & ©D5 1/1 PCS Feed Shafts. This is
a S.POTY OMU0 illininating eny risk of over-run if set correctly.

Jetting l.ethod

J.A*O‘L.L '~_..'_ln
s

To predeternine the position of COLL. 2 (1) for auto—t roverse longitudinal feed trink-
a) Release grub screw (4)

b) Set COLL D (1) to position recuired.

q) Lock Collar (1) in position by means of grub screoiwr (4)

d) “he cpron (3) will then be moved automatically against coller (1), and push feed
shaf® (2) until the gears in the feed box or genr box d disengage.

~nprox " lateral novenment.

e) To re-enjage the gears in the feed box or geer box, sirply wind the apron (3) avey

from the Iicadstocl.

vhen S0 ~.CUTLTIC or uwsing the L.D5(. ., the COLLER (1) ilST be L5 so as not to

interfere with apron movenment.




sl L 1L 0 Ldweys quote the cole end serial nunver of the machine vhen enterins into

any corwespondence or when ordering spores. This number will be found clecrly morked on

bl
tiie foot, if electriccl stote nhase. ohould any difficulty be exr erienced with our

'"Viceroy' laties or any of our other nroducts - 'lome or (verseog' - plesse bring the

-
J

notter to the attention of your supnlier or direct to our 'Lexvice cofter Scles
wao will treat the complaints or queries with the necessary URG i1CY.
~ e nope these instructions have Decn helpful and will heln to ensure that vour 'Viceroy!

Lothe vwill give you many yecys of efficient service.

). 1

I conclusion, renember thot we cre ot your service, vhether in an alvisery or technical

l

copacity - plerse do not hegitate to contect v
LLTES G WE G ST

wointenance: .. YL clecn the lathe ox any other machine tool ond euvinment after use,
or eachh day.
cbr Y3 01l and zreose rzeulorly.
be sure the drivin . welts are correct tension.
e 1D e sure that the clicnze vheels axre correctly in mesh, if too tich

o

< ,-A.;.J oo 1 ‘;
in mesh you iiglh: donage to the jecr wheels.

ce o0 2djust the jib strips ot resular inservols.

~esulexr naintencnce of yvouxr lathe or any otler mochine tool ensuves trouble
free rumiing, accuracy cnd finish.

e e

Ll out ospanners, tools etc., on the bedwoys.

LW Imurl witihout oiling vorl: wiece ox lmwurls,

.. .0 uge cenirss wiich are bH.dly wormn.

2V L insert centres in hollowv spindles witliout cleoning centres ox
sohindles.

A centre Jdrxill without foecing tae voxrll niece.

. a tizhten toolnogst compound slide and tool toilstoci: locl:ing screus

tihiwer thon recuired.

V. tronsfer concentric chucks from one lothe

SCCWTCICY

lecve the chucl: ey in the chuci: cnd lecve tie lathe unattended.

try to enzoge the 121f nut vhilst the le d screw is stopned.

file or polish wozxlt necr the clucl: jaws without wollin: up your

sleoves.

. put finzers in o Dore to feel the snoothmess of the Tinish vhilst
tlie chuel: is revolving.

-

to another and exvect




