


























Part 3

By J M. Huckabee, CMC, FBHI

As A Clockmaker Turns

Adapting a Tool Slide Rest to the Watchmakers Lathe

Overview

This material is the third of a four-part series relating the adaptation
of a tool slide rest to a typical American-style watchmakers lathe. This is
called adoptation because most in our trade no longer have all-new
tools at owr disposal. This means that we must modify, adapt, and adjust
the available t0ols to our working needs.

Adaptation and modification are not all bad. They permit bringing
together the best of whatever is available. The situation is not unique to
the clockmaker. All of industry thrives on a similar mode of operation
for their specialized production machinery.

In this article, we will iook at the tool slide in the light of affixing
measurerment devices and controls that rake critical work sasy, and all
work genuine fur.

The Dial Gauge Fixture

Parts 1 and 2 related attachment of a dial gauge 1o our cross shide.
Figure 1 is an overall view of that setup. This gauge reads in increments
of 0.001", both up and down. The thamb screw lock on our gauge bezel
permits a zero-set of the gauge at any point of slide position. Now
recall, the gauge measures slide motion. Here, on the cross slide, that is
approximately 0.001" per division for cut depth. A cut depth of 0.001"
in radius gives a work diameter change of (.002".

Fuse the term of approximate depth cut. Your fool bit tip on, above,
orbelow center will alter the situation slightly. Flexure of the work piece,
or your machine is also a factor. However, with & very sharp tool bit on
exact center, making light cuts, the value read is almost perfect. Cuts as
smail as 0.0002" can be made after very little practice. This gauge has a
1" range. Depth inserted into the bracket can easily bring the gauge into
working range. While looking over Figure 1, observe the longitude safety
stop in the top left of the illustration. F'll discuss that feature later.

In the interest of precision turning, we must have the slide rest
square to the lathe bed and very securely attached to the bed. Figure 2
shows the Hamme] Riglander slide rest underside. The stop-block indi-
cated must permit slight adjustment to calibrate the index on tool top
side. Its position on the tool sets the tool in range of work diameter at
hand. The under surface and bed surface must be clean and the stop-
block firm against the bed near-edge.

A strong draw bolt is very important. The one in Figure 3 is shop-
built. Note that the bolt head is quite large and fiils the T-slot of the tool.
A poorly fitted bolt head is likely to break the T-slot of your slide rest.

Attachments to the Longitude Slide
The left end of our longitude slide may present a problem with an
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attached bracket. Figure 4 shows the longitude feed screw left-end. This
one is below the end surface. Some slides have this screw with an exten-
sion fang for power drive. In that case, the gauge bracket will differ from
this work. If you have a Levis slide, a simple passageway hole in the
bracket is sufficient. The smaller hole in this {llustration was drilled and
threaded to machine screw size #8-32-B.

The bracket of Figure 5 is fixed in place and a dowel hole drilled.
The dowel is 1/16" brass rod. The completed job is shown in Figure 6.
This is secuzed with a binder head screw, the Jarge-head type of screw
commonty used with electrical terminals.

First use of the longitude slide bracket is shown in Figure 7. This is
asimplerod of 1/4” diameter used as a safety stop. For instance, set this
stop so that it i impossible to run your slide under the jaws of a large
chuck, or to prevent an expensive milling cutter touching a collet, etc. A
crashed tool is a great loss and a shame to the worker’s pride. We may
also use a dial gauge in the same bracket port. A micrometer barre] stop
can be used to measure a facing cut as small as (.0001".

Dial Gauges

'The bracket ports i this series are 5/16" in diameter; one of the
size standards for measurement tools in this country. The gauges in Fig-
ure 8 are built to that standard. These gauges have a 1" range in ten tums
of the main dial, and two turmns of the small dial. Calibration s in black-
upward, and red-downward. One tum of the farge dial is 0.100" (about
2.54 mum). One tum of the smali dial is 0.500" (about 12.7 mm).

The cross slide gauge fit-up is shown in Figure 9. This works out
very nicely. However, the dial adds length to the cross slide and means
that your motor may vie for the same space. If so, a distance of about
10" from lathe bed rear-edge to motor will clear gauges shown here.

The index mentioned earfier is shown in Figure 9. The stop-block
shown in Figure 2 is adjusted so that zero on the index has the Jongitude
stide paralle] to the line of head and tail stock centers.

Forward
Part 4 will relate some methods of slide rest safety stops when the
lathe 15 used for wheel work.

For those readers seeking information about the tools Mr.
Huckabee uses i this project, send a self-addressed envelope
{business letter size) to Huckabee Tool Information, AW Cen-
tral, 701 Enterprise Dr.,, Harrison, OH 45030.

HHustrations continue on page 10 and 11.




to take part in an effort to
revitalize Cleveland’s down-
town theater district.

As a “Playhouse Square
Volunteer”, Pat frequently
devotes more than 60 hours
a month during the busy
season working as a tour
greeter, usher and planner of
special events. She was
recently honored for her
efforts with The Mayor’s
Award For Volunteerism.

Pat has been with Eveready®
for 17 years. When she isn't
at work or deing duty at
Playhouse Square, she likes
to travel. She has been {o
Europe three times, Australia
once and to countless places
inthe (.8,

"

“f don’t know what your
destiny will be, but one
thing I know, the only enes
among you who will be
really hoppy are those who
have sought and found how
to serve—

ALBERT SCHWEITZER

PAT MADDEN
CT Rovrn Operator
Eveready” Watch Batterfes
Quaiily and Specifications
Clegetand, Ohio

I Pat Madden’s special area of

service contributes much to
her personal happiness. Three
years ago her love of the

theater, coupled with a desire
to be active and make new
friends, led her to volunteer

I VL Bas.mcamen s

Pat Madden’s second floor  These tests measure the Eveready® watch battery

workplace has an interesting
history. Before it became
the property of Eveready® it
was a showroom for new

electrical discharge of a bat-
tery and are designed to test
longevity under various use

customers the ulti-
mate in quality
and perfor-

mance.

situations. They are ordered
and evaluated by Eveready®
engineers, I is the responsi-
bility of Pat and her counter-
parts to set up the tests then :
carefully monitor the infor-
mation from each testona
regular schedule. It’s all part
of the process that assures

EVEREADY.

©1990 Eveready Battery Company, Inc.

Hupmobile automobiles
(circa 1930). Today its
ornate columns and moldings
are home to row upon row of
“computer controlled test cab-
inets” which hold fhousands
of miniatire batteries of every
conceivable size and type.

s, EVEREADY®WATCH BATTERIES
I . Exceptional quality and dependability,
. the result of a sophisticated
7 manufacturing process, a high degree
of techtical expertise and peaple
dedieated to making the difference.

















































































































































































