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HERCUS 9" SWING
Precision LATHES

HERCUS 9” SWING PRECISION LATHES

Hercus Lathes are characterised by fine workmanship
and built by experienced craftsmen. They are built to
close limits of accuracy in order that the work they
produce will come within the exacting loleronces de-
mmnded by modern industry. Finely finished spindles
and bearings, direct smoeth running belt drive with back
gears for low speeds and heavy cuts, a wide range of
threads that can be cut with a precision lead screw,
worm drive through friction clutch for feeds, and a close
grained precision ground bed all help lo make Hercus
Lathes high-class precision machine tools.

The Bed iz a close grained semi-steel casting, strongly
constructed and well ribbed, having three vee ways and
one flat. The two outer vee ways guide the saddle, and
the third vee and flat hold the headstock and tailstock
in perfect alignment. All bed castings cre rough planed
ond seasoned before being precision ground to imperl
thet degree of accuracsy necessary to pass the rigid in-
spection tests to which all Hercus Lathe beds are subject.

The Back Geared Headstock is hand scraped to fit the
bed; has a three-step pulley for flat belt or a four-step
pulley for vee belt, giving 6, 8 12 or 16 changes of
spead according to the type of drive used. The bearings
and spindle are unusually large and are precision ground

and bored to a fine finish to ensure long life. The integral
adjustable bearings are provided with oll wells and a
capillary oiling system, in addition to the usual ocilers
on top, which feed through fine cloth to filter all oil before
reaching the bearings. The spindle of good quality alloy
steal is provided with a ball thrust bearing and take-up
nut to eliminale end play. The hole is bored the full
length to clear a §" bar, and the front end is bored to
No. 3 Morse taper, fitted with a sleeve and a No. 2 Morse
centre. A hardened steel spindle can be supplied instead
of the standard spindle for o small extra cost.

The Tailstock iz also hand scraped to fit the bed. It is
of rigid design and coan be =et over for laper turning.
The spindle is graduated and the centre is hardened and
is self-sjecting.

The Saddle, which has an unusually leng bearing on the
bed ways, is hand scraped to a perfect fit and p'm\rides
a solid support for the cutling tool.

The Compound Rest swivelz to any angle, is graduated
to 180 degrees, and has two locking screws. The cross-
feed and compound rest screws are fitted with graduated
collars to read in thousandths of an inch. The dovetails
of the slide ways are all precision ground.

FAGE ONE



HERCUS 9" SWING
Precision LATHES

3 MODELS OF HERCUS 9" SWING LATHES

Hercus 9" Swing Lathes are made in three models:
Maodel A, Maodel B, and Model C. With the excsption
of the feed and thread cutting mechanism, all three
models are identical.

The Model A Lathe is fitted with o quick-change gearbox
and an apron, which provides auicmatic power feeds for
both surfacing and longitudinal traversing without using
the threads of the leadscrew or halfnuts.

The Model B Lathe has the conventional pick-off chonge
wheels and the automatic feed type of apron, which pro-
vides for 26 longiludinal feeds and 23 cross feeds.

The Model C Lathe has pick-off change gears and a
plain apron, and gears are provided o give o series of
45 screw threads and 14 longitudinal feeds using the
lead screw.

MODEL A LATHE

The accompenying llustration (fig, 1) shows a Model A
Lathe mounted on legs with iray. Legs and tray of this
kind can be fitted to all models of Hercus Lathes., It is
also fited with faper turning attachment, four speed vee
belt drive from countershaft to headsteck, and twe-speed
drive from motor to countershatft,

FIG. I—MODEL A LATHE ON LEGE WITH TRAY.



HERCUS 9" SWING
Precision 1LATHES

GENERAL SPECIFICATION OF
HERCUS 9“ SWING LATHES

ALL MODELS
Swing over bed e i
Swing over saddle .. : " 5"
Length of bed . oo o o o o e e ... 40"
Admits between centres . _. ; i iy g g SR
Width of bed s PG et BY
Cone pulley diamelers . . - 2F 34, 4
Width of belt e e I
Hole through spindle ... . A U ¢
Spindle nose . ) v 14" % 8 thds., US.S.
Front spindle bearing e . Y 144" diam.
Leadscrew ccme thread i e e A" x 8 thds.
Compound rest hand feed . o 21
Cross slide travel _. e PR au 1l i B
Tailstock spindle travel - .2
Tailstock top sets over S e L g "
Small face plate diameter ... ... ... .. .. .. i O
Collet capacity maximum . . i e ¥ dicim,
Centres Morse taper et 2 Lo R N

Spindle speeds are set out on page 9.

Electrical equipment is not manufactured by us, and
when it becomas more readily purchaseable fuller details
will be made available. For further information, reler
to page 18.

FIG. 2—-MODEL C LATHE ON LEGS WITH TRAY.



HERCUS 9 SWING
PRECISION LATHE—MODEL A

All Model A Lathes are fitted with «
quick-change gearbox as llustrated in
fig. 4. Changes for the various screw
threads and feeds are made by shilt-
ing two levers on the front of the gear-
box (fig. 5. All screw threads and
power feeds instantly available are
shown on the index chart (lio. 3). By
shifting the gearbox levers, a range
from B to 224 threads per inch, includ-
ing 19, can be cut, and threads from
4 to 7 per inch can be obtained by

removing the 20 tooth stud gear and
replacing it with a 40 tooth gear.

Threads other than those shown on the

index chart can be cut with the use

of additicnal change whesls. These
B s ; wot v F. W. HERCUS HﬁNUF.ﬁ.CTUMHG CO. LIMITED sosrmasn soumm aust :
ABOVE—FIC. 4. . can always be supplied to order and
Standard Modsl A , C THREADS PER IMCH to suit the particular thread required
' FEEDS IM THOUSAMDS - . Pt 8 LT ul .
Bench Lathe. qm:h HER Us S. g

Workshop PRECISION LATHE
RIGHT—FIG. 3. mooeL I
Index Chart for Feeds MACHINE No. _

and Threads cbiainabie
on Hercus Model A
Lathes.

CROS55 FEEDS

«3 TIMES LONGITUDIMAL FEEUS

AUTOMATIC

HERCUS 9" SWING
Precision LATHES




HERCUS 9” SWING
Precision LATHES

AUTOMATIC APRON FOR MODEL A AND MODEL B LATHES

Medel A and Model B Lathes are
equipped with an aulomatic apron, as
shown in fig 7. This apron has a
worm drive and friction clutch for
operating the automalic power longi-
tudinal and cross feeds. The threads
of the leadscrew being used only when
screw cutting.

The knob in front of the apron, lower
centre, engages the Iriclion clutch, and
the lever acbove it engages the longi
tudinal feed when in the upper posi-

tion and cross feed when in the lower
position, the cenitre position being
neutral,

An cutomatic safety device ensures
that the half nuts can only be closed
when the lever ig in the neutral posi-
tion.

This cutematic apron, in conjunction
with osarbox (fig. 5), as fitted to Model
A Lathes, gives an extremely wide
range of feeds, as shown on chart
(fig. 3.

Model C Lathes are fitted with a plain
geared screw feed apron, as illustrated
(fig. B). The cross feed is hand-operated
ond the longitudingl feed is obtained
by engoging the half nuts with the
leadscrew.

LEFT—FIG. 5

QUICK CHANGE GEAR BOX
AS FITTED TO ALL HERCUS
MODEL A LATHES.

PAGE FIVE
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ABOVE—FIG. 6.

PLAIN APROM AS FITTED TO ALL
HERCUS MODEL C LATHES.

BELOW—FIG, 7.
AUTOMATIC APRON AS FITTED TO
ALL HERCUS MODEL A AND MODEL B

LATHES.
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The Model B Lathe, Fig. B, is

Mode]l A except thot it is nol fitled g MaworacTemiue Co Limines

LOUTH  BASKE

change gear box.
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gears afe provided whl
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HERCUS 9" SWING
Precision LATHES

) SCREW THREADS AND POWER FEEDS leg
OF FRECITION  LaTHl
MACHINT Ma

M1 10 R
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LATHE—MODEL C. -
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Fiz. ||—INDEX CHART FOR
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pick-ofl change gears
e cul 4 1o 160 threads
and, as per index chart,

range from
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HERCUS 9" SWING DRIVE UNITS

Precision LATHES
for

HERCUS LATHES...

Hercus Lathes can be fitted up with three types of drive units. The H type,
as illustrated in fig. 12; the B.S. type, as per illustration (fig. 13); or the
standard countershaft, as per illustration (Hg. 15).

FIG. 12—H TYPE DRIVE UNIT FITTED TO
MODEL A HERCUS LATHE.

The B.S. Type Drive Unit, as per illustro-
tion (fig. 13), is suitable for use with the
lathe when mounted on a bench should
it be desired to mount the lathe on a
bench already set up, or, if thought
advisable, to have a bench fitted with drawers and cupboards to house varicus
accessories for use with the lathe. This drive is fitted with a togale lever and
turnbuckle to adjust the balt tension and to loosen it tor shifting the bell from
one step to ancther.

FIG. 13—B.5. TYPE DRIVE UNIT FITTED
TO HERCUS 9" LATHE,

The H Type Unit Drive bolts direct on to the back of the lathe bed, and is
especially convenlent when it is required to mount the lathe on legs as per
{llustrations (fig. 1 or fig. 2. The shaft on this type of drive is carried in self
aligning swivelling bearings with screw adjustment for belt tensioning. The

lever, top right, serves to slacken the belt for ease in changing from one
spead to another.

PAGE EIGHT




HERCUS 9” SWING
Precision LATHES

DRIVE UNITS FOR HERCUS LATHES

All motor drive units supplied for Hercus Lathes
can be fited with two-spsed drive from moter to - . 2
countershaft and fourspsed vee belt drive from
countershaft to lathe. A flat belt drive from the
couniershaft to the lathe with a single-speed drive
to the motor gives six spindle speeds, and if a two-
speed drive is fitted to the motor, then 12 speeds
are ovailoble. Using a fourspesd ves belt drive

from the countershaft fo the lathe and a single spesd

drive to the motor, eight speeds are available, but if
FIG. 14—H TYPE DRIVE UNIT FITTED FIG.

T HERCUS 9 SWING LATHE, a two-speed drive is used, then 16 spindle speeds
can be obtained. An H pattern drive unit fitted

with vee belis for a 16-speed drive iz illustrated Lot
in fig. 14. - J}Lualu . Suahol il IS
,,Jﬂm.f;...zf'?yrtﬁ_ 1050 — 795 — 5§90 — 445

15—STANDARD COUNTERSHAFT FOR
LINE SHAFT DRIVE.

SPEEDS AVAILABLE WITH H AND B.S. TYPE DRIVE UNITS

Single speed molor drive and 3-slep flal belt: |
750 — 410 240 — 160 — 80 — 50

LINE SHAFT DRIVE

For the user of a“Hercus Lathe who wishes to drive from a ' Twospeed meter drive and 3-step flot belt:
line shaft already installed, a neat countershait is supplied. i i - R AR L

[ ; i Slow Motor Speed i 580 — 320 185 — 120 — 70 — 40
This is fitted with fast and loose pulleys 6" x 14" and a Bingle spood motor drive ond 4-step Vee belt drive:
three-step cone pulley for flat belt drive to the lathe, as per ' 3 0, S — 370 — 200 — 176 — 113 — 81 —60
i y : Twoapeed motor drive and 4alep Vee belt drive:
fig. 15. This type of drive can also be by vee belt if desired. Fast Motor Speed ... ..  1050~—%20— 850 . 420230 — 170— 120 — 82

Slow Mater Spesd | . 540 —385— 280 — 215 146— 86— Bl — 47

2 PAGE NINE e b i
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FIG. 16—HANDWHEEL DRAW I[N OOLLET
ATTACHMENT,

J -r':'J-u'n ik :- :
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FIG. 17—STANDARD AND SPECIAL COLLETS

FIG. 18.
COLLET ATTACHMENT
FOR WUSE WITH
MILLING ATTACHMENT.

HERCUS 9" SWING
Precision LATHES

COLLET ATTACHMENTS AND COLLETS

Tha draw In collect chuck s the most occurate of all chucks, and
is wery much used for tocl work and all other kinds of work whers
exirems occuracy is necessary. The drow-bar is hellow o enable
all kinds of stock, sclid bar or tubes, o poss right through., The
adaptor or ciceing sleeve fits into the No. 3 Morse foper of the lathe
noge and iz hardened and greund all ower. The nose cap serves os o
pratoctan fer the threcd en the lathe ncse and also to withdraw the
adapior frem the lathe spindle. Cellete can be supplied individually
frem stock or in sets of 15 ranging [rom 1/16" to §" in 32nds. Collels
In B4th mizes com alse ba supplied from stock. Special collats such as
gizes of rounds not mentloned obowe, sgquares and hexogons not
regularly kept in stock conm be supplied fo order,

COLLETS FOR MILLING ATTACHMENT

The collet attochment ilustrated in Flg. 18 can be supplied
for uvse wilh thes miling atlochment index head. The
standard adaptor or closing sleeve lits into the Mo, 3
Mose loper in the index spindle and the special sheort
draw lube enables all cellets which fit the atanderd

collet attzchmen! lo be used with the milling aotiachment.

THREAD CHASING DIAL

The use of this allachmen! makes I unnecassary 1o
revarse the lathe to return the saddle 1o the staring point
to begin each successlve cul whoen screw culling. The
dial iz graduated and numbered lo Indicate when lo close

fhe half nuis cn the leadscrew.

FIG 184,
AMERICAN PATTEEN
TOOL HOLDER.

American pattern tool holders  are
supplied o8 standard with all HERCUS
Lothes aond an exise thick floot piece
can be supplled as per Fig. 18A for
usa with icols os per Fig. S0

FIG. 19.
THREAD CHASING DIAL.




TAPER TURNING

The taper turning attachment
greatly simplifies the turning of
tapers or the boring of taper holes.
It reduces this otherwise awkward
job to a plain turning or beoring
operation. The cross feed screw
must be removed when i1 is
desired to do taper turning or bor-
ing work. Tapers up to 163° in-
cluded angle, or 34" per foot can
be turned or bored over a length of 77
in one seting. Swing over taper attach-
ment cross slide 5.

This altachment cannet be supplied as a
urit to be fitted to the lathe after having
left the factory. It must be fitted at the
factory. The hand lever forming ond
cut-off slide cannot be used in conjunction
with taper attachment.

MILLING ATTACHMENT

The milling attachment is made in the
form of a T slotted vertical slide, having
a movement of 3" and a face area of
3" x 6. The vertical slide swivels sither
way off the vertical to 90°, and is mounted
on the compound rest base of the lathe,
where it wili swing through 380°. The
work plece may be bolted direct to the T
slotted vertical slide or it can be hsld
in the vice as shown in fig. 20. For index-

FIG. 20—TAPER TURNING ATTACHMENT.

ing work such as squares, hexagons, or
light gear cutting, the vice is replaced with
the index head. This has a No. 3 Morse
taper in the front and an index plate is
fitted to the back. The collet attochment
shown in fig. 18, page 12, is used with
this head to hold small pieces, and larger
work may be held with arbors made fo
fit into the No. 3 Morse taper. A 24 divi-
sion index plate is supplied as standard
equipment; other numbers can be sup-
plied to order.

MILLING CUTTER ARBOR

Fits direct into the No. 3 Maorse taper of
lathe spindle and is held with the draw
bolt. It has a capacity between the nut
and the shoulder of 14" for cutters, 1"
bore, and is fitted with three spocing
collars.

PAGE THIATEEN

FIG. 21—MILLING ATTACHMENT,

FIG.

22

MILLING CUTTER ARBOR.

HERCUS 9" SWING
Precision LATHES



23 <LEVER TURHET ATTACHMENT.

MANUFACTURING ATTACHMENTS
LEVER TURRET ATTACHMENT

This abiechiment fits on the bed waye in place of the toilstock, and is held by on
eccaniric clamping devics. The turret alide iz sperated by the lever, and the head
indexes automatically ecch time the lever ks moved to the oxtreme right. The nut,
with hondle atiached on top of the turret, locks it in posiion. Each pesition of the
turfet has Independenily odjusted feed siop zcrews o control the length of cul. The
effective feed of the turret slide is 337. The distance cenire of turret hole to top of
slide is 1-7/16". Turret holes are bered 3 when supplisd wilh the lathe unless
ordered otherwise.

If thé furret is sold separately from the lathe, the purchoser musi accept the

respcensibility of fitting to the lothe and boring in position. When furfels are
supplled this way the holes are rough bered 1o 11/16°.

SADDLE STOP (Fig. 24)

Thiz altochmeni cloemps directly on fo the bed, and is extremealy useful for werk

SQUARE TURRET

SI¥  POSITION SADDLE S5TOP.

where a number of shoulders need to be ocourciely spaced.
positions. and. in addition to the six short stops oz {llusticted IPE" 24), six long

slop ecrews are alss provided.

THE FORMING AND CUT-OFF SLIDE

The forming and cutoff slide is litted cn the saddle cross-slide
dovetgil in place of the compound slide rest ossembly. ™t iz
cperated by o rack pinion and lever, and the opsrating |:|:'_>ml.|,c':|
of the lever 'can be V-:I'Ied ba sult the convenience af the operdior.
Two toal blocks are provided and iy b wse r]. the front one for
forming and the rear one for parting off or as desired Adjust
able slops are provided 1o regulate the movement of the “slide
in either direction.

A5 A TURRET LATHE

The fithng of tha lavar turrel citachmean! and
the lorming and cul-off slide wirtwally converis
the lathe to a light turrel lathe, 1, i used
in conjunction with the collet aliachment, is
sultable for o wide range of bor work.
Chuck work can alss be done using the hand
lever furrel, together with the forming and
cul-off slide or the square turret (Fig. 25),

If the slx position saddle top (Fig, 24) iz used,
this adds 1o the usefulness of the forming and
cut-off alide, and i1 adds considerably to the
usefulness of the square turret beccouse of the
greater number of tocls available.

FIG. 26—-HAND LEVER FORMING AND
CUT-OFF SLIDE.

It indexesy to six

SQUARE TURRET

This is made 1l} fit inta the T slot on lop of the slandard compeund
slide resi in place of the ioclhclder usually supplied. [t s made
L] accommodate four §' square cutting toola. The fturret indexes
ad!;::u.e]y. parmifling the locls io be used in sequence ler
roughing, finishing, cultng ofl. or other opergtions as desired.
It is locked In posilen by the combined nul and lever an lop.
It can aglsc be suppled as non-indexing,

FIG. 27—LEVER TURRET AND CUT-OFF SLIDE.



HERCUS 9" SWING Metric Thread Cutting METRIC THREAD CHART

FOR HERCUS MODEL B & C LATHES

P.“Eﬂ-’:.ﬁfﬂﬂ LATHES LEAD SCREW 8 THREADS PER IMCH
. B e FIG,
METRIC THREAD CHART 44 FIG.
FOR HERCUS MODEL A LATHE VS et
LEAD SCREW 8 THREADS PER INCH . z ;::j-
MM GIAELEVER STUD COMPOUNT SCREW — FIG
PITCH POSITONS CEAR CEAR CEAR K 3 FiG.
6 — 8—48—127—100—S56 3 FIG.
5.8 8 44 127 100 56 T i FIG.
5, =—— B=—g0—I127—100—56 2 ]
4.5 8B 36 127 100 : =
4, — 10—40—I127—100—56 %3
3.5 o
q g
o' B § e I, aw
J5 4 FIG E
£ 4
2. 4 W HG E
1.7 F —r — G i3
15 A5 I8 PG z
1.2 4 — b= FIG. 2 e
1. TTE ]
-9 | —d— PG,
Fi "AD CUTTING 7 — 127 —100—56 . W
A LATHE. g 127 100 56 14— FIG.

—_—lg2 7 —100—56 0 AG. 3
36 127 100 56 I ——FIG.
sl — J2 —N27 =100 —55

F.W.HErcus MFC.Co.LIMITED

SOUTHWARK SOUTH AUSTRALLA

SOUTHWARK

FIG. 30 T FOR METRIC T I FIG, 31—CHART FOR METRIC THREAD CUTTING
'.:'."F:'IN‘:'; MODEL A LATHE - MODELS B AND C LATHES.

All three models of Hercus Lathes can be used to cut metric threads. On the
Model A Lathe a szet of seven (fig. 28) transposing gears are used in con-
junction with the gearbox to oblain the pilches shown on the chart (fig. 200
This chart indicates the gears to use and the gearbox lever positions for the
different threads. Cn the Model B and C Lathes a set of six (fig. 29) trans-
posing gears ars used In conjunction with the standard set of change gears
provided with the lathe to obigin the various threads shown on the chart
(tig. 311. When screwing metric threads, it is advisable not to open the half
nuts, but run the lathe in reverse to bring the saddle lo the starting point to
begin each successive cut. Do not use the chasing dial,




THE TRAVELLING STEADY

The Travelling Stesdy (Fig. 32) is attached
io the lathe soddle and travels with it It is
used to suppert long slendsr shaites while
belng machined between the lathe centres,
and is particularly useful for leng thread
cuttlng work. The adjusiable jows are mode
af emst fron machined all over, will open oul
s 2" diometer, and are fited with clomping
and adjusting scraws,

THE STATIONARY STEADY

The Sialicnary Steady (Fig, 33 clemps on
to the bed guids ways and is used to support
leng shafts beiween cenites of 1o suppat
fha cuter end of & shaft while the ather end
iz hald in the chuck.

The 3 adiusiakle jows are made of casl lren
machined oll over and will open oul to 27
digmeter. The jows are clse [ted wiih
clamplng ond adjusting screws, The top

hali af the staticnary sieady I8 hinged to

ferellltaie insertion and remaoval of work plecs,

FIG. 33.

THE MICROMETER SADDLE TOP R e,

Tha Micrometer Saddle Step (Fig. 34) is o

precislon  slop with micromeler odjustment CHUCES
and is very useful for facing shoulders when
turning eor bering. It s nol on ouiomatic Chucks as shown in Fig. 35 are recom-

gaddle siop, and the saddle should always mended as the mest suitcble for Hercus 3"

ba breught up to it by hend.

swing lathes for all general purposes. A &"
or 64" light pattern 4-jow independent and
a 4" er 44" standard 3-faw seli-cenireing
having two sats of jows.

FIG. 32.
TRAVELLING STEADY,

LEFT—FIG. 34. Chucks connot  be
MICAROMETER SADDLE
STOP, E ! ! T[S LI BT whan they become

more readily available,

supplled at present, but

they will be supplled

mounted recdy for use.

RIGHT—FIG. 335
INDEPENDENT AND SELF-
CENTREING CHUCKS.

~ HERCUS 9" SWING
Precision LATHES
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HERCUS 9” SWING
Precision LATHES

DRILL PAD, Fig. 28. Is used In the lathe ioilstock to support flat wark when drilling, |

HOLLOW CENTRE. Fig. 39. Hos 60% conical hollow centrs for supparting paris such
as shafts which ore not centred. Will accommodatle up to § diometer, Made of iool

slee] hardened and ground all over.

CROTCH CENTRE. Fig. 40, Is usod in the tgilsiock fo support round work for cross
drilling. 2

P i T TWO.THIRD CENTRE. Fig. 41. This iz used in the ioilstock when luenlng very small
FIS. 38—LARGE FACE PLATE, = J :
. dizgmeter work on centres where the full centre weould foul the wurning tool.

HALF CENTRE, Fig. 42. [l used in the taoilstock with exireme care i will centre
wark wery accuralely.

LARGE FACE PLATE. Fig. 36. Screwed 1o {it spindle

nose i slotted for clamplig work or fixtures, 1t Is strongly SQUARE CENTRE. Fig. 43. Used in the tallstock for centreing material or for turning

) : up out of true cenfrea in work.
ribbad and is 7§" diametar.

STANDARD CEMNTRE. Fig. 44. Headstock and Tailstock centres are interchangeable,
made of tool steel hordened and ground all over. Angle 60°, No. 2 Morse taper. Two
are supplied with ecch lathe.

CHUCKE MOUNTS, Fig. 37. These are supplied rough

turned and screwed i Hi the lathe nese in 3 siondard

aizes: 4", 5" and 6" diamelar.

LEFT—FIG. 7.
CHUCE MOUNTS.

RIGHT—FIG. 38-44.
STANDARD CENTRES FOR
METAL WORK.

PAGE SEVENTEEM




WOOD TURNING
EQUIPMENT. ..

Fig. 45—HAND HREST. Used for wood turning. Is 12" long, and
replaces the short 4 rest shown in Fig. 49,

Fig. 46—3CREW CENTRE. Usad in the headsicck spindle of the

lathe for turning wooden disca and similar work.

Fig. 47—8PUR CENTRE. Used in hecdsicck of
wood ler luming between cenires.

lathe fo drive

Fig. 48—CUP CENTRE. Used in tallstock af lathe

turning between cenires.

for wocod

FIG. 49—HAND REST.

Fig. 49—HAND BEST. Moude up of base and two T rests 4" and 12" long.

Mode af cosl iron

: and fits on compound reat base of lathe in place of compound rest.
h:

Fig. 50—TURNING TOOLS. This sat af nl.“j!'l! imals will cavar most gn‘-n{!:':'. turning work Th-?g,"
are made from 7 sg. 18% lungsten sieel. forged, hardened, and cccurately ground 1o shape. ’
For the user who prelers tool holdors, the standard lcolpost supplied os part of the equipment
with Hercus lathes will accommodate standard tool holders, hawing 3” x § shanks.
Small Tocls for uee In the Squore Turret (Fig. 23) can be readily ground up from siondord
1" squars toocl bits.

FIG. S0—TURNING TOOLS.

Flg. 51—DRIP CAN. This is made to clamp on lo the back of the cross-slide base. I is adjust
able for height and con be swivelled fto drep the |

1t direct cnio the culli

g lool.

HERCUS 9" SWING
Precision LATHES



COLLET RACK —— MOTORS —— SWITCHES
for
. HERCUS LATHES

COLLET RACK

Fig. 52. Thizs rock holda 18 collets, ond provisian iz alss made far 2 centras, centre

sleeve, nose adoplor, nose prolection ring, and draw ube with hondwheel. It s held

by o brackel which clamps onto the back Veway of the lathe bed.

FIG. 53—THREEPHASE MOTOR.

MOTORS FOR HERCUS LATHES

Motors to suit 220-vell single-phase, or 415-voll 3-phass curten! can be supplied,
and are fitted to H or BS pottern drive unis.

For conlinuous or heavy work a 4 h.p. molor is necessary, bul for light or inter-
miflent work a 153 hp would be sulllclent.

COLLET RACKE Hercus lathes can be suppled without motor, switch er wirdng for thoss wha

i .
prefer to supply their own elecirical equipment.

SWITCHES

Elactric drive units supplied with Horcus lathes are all fitted with a plain

slart-stop swilch as per Fig. 55 unless otherwise ocrdered. Reversing swiiches

con ba supplied for single phose and

ea-phase motorg. These are illis-

iraled Flg, 56, and con be fitted in lisu ef the plaln switch [Fig. 55 for o

-FLAIN SWITCHES FOR SINGLE

il
REE FHASE, small axtra chorga.

COR TH

R

w.ﬁ--"i*’.lfﬁﬁ

FIG. 54—SINGLE SE MOTOR.

RICHT_FIG. 56 15, 54—S5INGLE PHASE MOTOR

REVERSING SWITCH:

THREE FHASE AND
SINGLE FHASE.

HERCUS 9" SWING
Precision LATHES




F. W. HERCUS MAMUFACTURING CO. LIMITED
ANDERSON STREET, SOUTHWARK, S.A,

HERCUS 9" PRECISION INSPECTION of
Mo A Mackine No. :}é%?m HERCUS LATHES

INSFECTION RECORD

"~ Perminible Test | Tested
Ervor Record | By
HEADSTOCK SPIMDLE :
Spindle taper run-out— The inspection sheet here illustrated (fig. 57) is a
i: E:?ng;eTNDI;:r ren s " o -%3 ﬁﬁf% copy of the inspection sheet which accompanies
Test Bar parallel with bed— o ] b every lathe that leaves the Hercus Works. A dupli-
Herizontal plane (free end inclined towards toal) L0007 -l b | I :
Vertical plane free end rising) oo o b 0007 : . cate is alse kept for official reference.
Axial Slip F easured at two points displaced by 180°) L0005
TAILSTOCK SPIMDLE In addition to checks shown on the inspection sheet,

Test Bar parallel with bed—

Horizental plane (free end inclined towards tool) | .0004 in 2" |.co03| - every lathe is subject lo over 50 additional checks

Vertical plane (free end rising) .. . | 0004 in2" |gogz| e after assembly.
AXI5 OF CEMTRES
Horizantal plane (tailstock end inclined towards tht These checks apply only to the assembled lathe.
ety A L S . 0005 o0es| = . . ;
\"’amcg? plane (tailstock end rising) i L0005 Loaeal Every individual part in the lathe is inspected after
CRO55 SLIDE ALIGNMENT every machining operation, to guard against foulty
Lathe must face concave only within .. .. .001 on 9" diam.|. . material or workmanship reaching the finished
Does saddle fit bed correctly, travel smoothly, and clamp A 000k . n..... Z
RS, " N e i o T j product.
Do Cross Slide and Cmrpound Rest work mmthl-_.rﬂ

Does Lead Serew turn freely and nut fit correctly?
Tailstock moves freely on bed and clamps firml
Tailsteck barrel warks smoathly and clamps correct ]r
Tailstock Centre knocks out ... ... ...

The inspection department only passes work that
comes within the rigid toclerances which have been

Tailstock Set.over works correctly and graduations are T - worked out after years of experience on this class
L ok i f = e | of work. This ensures that only parls as near per-
Gear Box gears and Tumblers I" work correctly | | fect as possible are assembled into Hercus Lathes.
Apron Gears work corredtly .. . o s | e B 2
All Change Wheels and bushings have been tested and e '
AEiapiieni-t ol S e el e T e & i v""
REMARKS:
Inspected MW D.ute..Vj/“;'/? Eon
HERCUS 9 SWING
FIG. 57—INSPECTION RECORD. L€V Precision 1LATHES
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