


Bulletin No. 4-A

How to True Brake Drums
In the Motor Service Machine Shop

Good brakes are essential to safe driving and are required
by law in most localities. Since the brake drum must be round
and true if the brakes are to operate efficiently, it is important
that the brake service shap have good equipment for testing and
truing brake drums.

The methods and equipment described in this bulletin have
been endorsed by leading automobile manufacturers and auto-
motive engineers and amicing used in hundreds of motor service
machine shops, brake service shops, and fleet service shops
throughout the country.

Demountable tvpe brake drums can be machined on the
13-inch lathes fitted with raising blocks (to increase the swin
to 18-inches) and on the 16-inch or 16-24-inch lathes. A 36-inch
swing South Bend Lathe is the most popular size for the shop
specializing in brake drum, wheel and hub service. This lathe
has the capacity to swing all types of wheels, single or dual, with
tire attached, up to 361 inches in diameter, and it will true all
types of brake J:umﬂ up to 2315 inches in diameter.

The South Bend Lathe not only has a wide range of spindle
speeds and turning feeds most practical for machining brake
drums of all sizes and materials, but it has the accuracy and
precision necessary for this type of work. With South Bend
equipment in your shop, yvou can true brake drums of all types
with greater speed and accuracy than with any other equipment.

In addition to truing brake drums, the South Bend Lathe,
being a universal tool, can be used for general wheel and hub
service, and for many other practical jobhe in the auto service
shop, such as machining flywheels for new starter gears, boring
rebabbitted connecting rods, truing differential flanges, machin-
ing crankshafts, refacing valves, finishing semi-machined pistons,
truing and undercutting armature commutators, making bush-
ings, cutting right and left hand screw threads, and for general
machine work of all kinds,

South Bend Lathe Works

Copyright, 1838, by South Bend Lathe Warka., All righta reasrved,




Fig. 1. Truing a brake drum on a 13=jnch South
Bend Lathe equipped with raising blocks,

How to True Brake Drums

Hundreds of safety campaigns held throughout the United States have im-
pressed on car owners everywhere the importance of having good brakes. Com-
pulsory brake examination has been established in many localities, and many of
the cars tested have delective or inefficient brakes.

Since the efficiency of the brake depends more on the accuracy of the brake
drum than anything else, it is important that the brake drum be perfectly true
and concentric. If the brake drum is irregular or out of round, or if the surface
of the brake drum is not smooth, it will be difficult to equalize the brakes so that

maximum brake efficiency may be obtained
and so that all sidesway, grabbing, and
squeaking may be eliminated.

Testing Accuracy of Brake Drum

By mounting the wheel assembly in the
lathe, as shown in Fig. 2, and inserting a dial
test indicator in the tool post of the lathe, any
irregularity in the brake drum may be de-
tected, The indicator may be moved across

the face of the brake drum, and the brake

drum may also be revelved to show the varia-
tion in the surface. The pointer on the indi-
cator will show the wariation in thousandths
of an inch, and not only discloses the out of
roundness or eceentricity of the drum, but alse
any taper, bell mouth or barrel condition.

I

Fig. 2. Tﬂunﬁ the aceuracy of a brake

drum with dial test indicator,




Why Brake Drums Should Be True
A Smoeth Accurate Surface is Essential

Braking effect is directly proportional to
the area of contact between the surface of the
drum and the brake lining. For this reason,
the brake drum should be true and should
have a smooth, accurate surface, na shown in
Fig. 3 at the right. This will allow the entire
surface of the brake lining to bear against the
revolving surface of the brake drum, so that
very little effort will be required to obtain
an efficient and effective brake action.

For well balanced and uniform braking
power on all four wheels, it is necessary that
the brake drums and linings of all wheels fit
together properly, as shown in Fig. 3.

li the brake drum or lining on any one of
the four wheels is in any way defective or
inaccurate, satisfactory service cannot be ex-
pected. If the brakes are of the mechanical
type it will be difficult to balance them, and
even though they are adjusted so that a uni-
form braking is obtained they will not remain
balanced very long. It will be impossible to
balance brakes if they are the hydraulic type.

Scored Brake Drum. Fig. 4 shows a brake
drum that has been scored. The drawing has
been slightly exaggerated to show the irregular
surface. Only a small area of contact is pos-
sible between the brake lining and the brake
drum. and, as the lining will wear rapidly,
frequent adjustments will be necessary. How-
ever, if this brake drum is remachined, brakes
will operate just as efficiently as when new.

Barrel Shaped Drum. Fig. 5 shows a brake
drum that has been worn barrel shaped. If
o brake drum in this condition is used with a
new lining it will not operate efficiently, as
the lining will touch the brake drum only on
the edges. Frequent adjustments will not be
necessary if brake drum is remachined per-
fectly smooth and straight.

Bell Mouthed Drum. Fig. 6shows a brake
drum that has been worn bell mouthed. This
condition is similar to that shown in Fig. 5,
but is even worse so far as braking efficiency
is concerned as the brake lining touches the
brake drum only on one edge.

z

Correct Drum

s

Fig. 3. Corraectly mmchirel brake deuas
providing perfect gantact for entire
surface of brake lining.
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Fig. 4, Scored hraks drum providing
vary amall aren of contact
far brake lining.

Barrel Shaped Drum
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Fig. 5. Brake drum worn barrel shaped
o that lining touches drum
only at the edges.

Bell Mouthed Drum
&1 A
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Fig. 6. Braks drum worn ball movout bued
£ that lining touches only on one edge.
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Fig. 7. A front wheel with taper roller bearings mounted on a straight
mandrel fitted with universal bearing adaplers.

Mounting Front and Full Floating Rear Wheels
Method for Truing Brake Drums in Lathe

ﬁu 'mnt w]1u.-.]n nn.rl fu“-ﬂml.'l'ng Fear Wl!lﬂéEB
having tapered roller bearings or ball bearings
in both sides of the hub are mounted in the
lathe on a self-centering straight mandrel fitted
with wniversal bearing adapters, as shown in
Figs. 7 and 8. (See page 10 for specifications
of mandrels and adapters. |

The rounded comers of the bearing adapters
contaet the inside surface of the bearing races
{or cups), and automatically center the assem-
bly. ‘The mandrel on which the brake drum
and hub assembly is mounted is then placed in
the lathe and is rigidly supported on both ends
by the headstock and tailstock of the lathe.
This method is much more substantial than the
#tub arbor methed and permits machining the
brake drum quickly, as heavier cuts and higher
turning speeds may be used.

The self-centering mandrel and universal
adapter method is the most accurate and prac-
tical method for mounting the wheel in the
lathe for hll:i:n.g the brake drum because it
centers the wheel from the bearing cups in hub.

Fig. 9. A front wheel mounted on = strmight
mandrel with cone adapiers,

Brake drums that are mounted in the lathe
by this method and machined will run true
when replaced on the axle, because during the
process of machining the drum, the wheel and
hrake drim assembly is mounted and centered
on its own bearings exactly the same as when in
operation on the car.

The universal bearing adapters are designed
to fit all types and sizes of Timken, MNew De-
parture, S.KLF., Bower and other makes of
tapered roller bearings and ball bearings used
in the wheels of automohiles,

mi

Fig. 8. A front wheel with ball bearings
mounted on & straight mandrel fitte
with universal bearing adapters,

Cone Adapters for Mounting
Wheels in the Lathe

Wheels may also be mounted on cone adapters
for truing brake drums, as shown in Fig, 9 at left.
Cone adapters are preferred by some shops because
they are less expensive than the universal bearing
acdapters deseribed above. One mandrel with a few
cones will take care of practically all sizes of wheels,

For this reason the straight mandrel with cone
adapters is popular with auto service shops that do
not need extensive brake drum equipment.




Fig. 10, Hear wheel mounted an a self-centering taper mandral.

Mounting Semi-Floating Rear Wheels in Lathe

Semi-lloating rear wheels that are mounted
and eentered from taper bored hubs are moun ted
in the lathe on self-centering taper mandrels for
truing the brake drums as shown above, (See
page || for specifications of taper mandrels.}

The tapered portion of the mandrel is driven
into the hub and automatically centers the
assembly. The mandrel on which the brake
drum and hub assembly is mounted is then

lmced in the lathe and is rigidly supported on
Euth ends by the headstock and tailstock of the
lathe. This method is much more substantial
than the stub arbor method and permits heavier
cuts and higher turning speeds.

The taper mandrels are made in several sizes
and tapers to fit the taper holes in the hubs of
warious types and makes of roar wheels, includ-
ing wood wheels, and demountable wire and
dise wheels, single or dual types.

The taper mandrels have a long taper so that
one mandrel will it the wheels of & number of
different makes and models of cars having hubs
with the same taper per foot, even though the
diameter of the holes may vary in size.,

Far example, the Mo, 1822 taper mandrel
having a taper of one inch per foot will fit the
rear wheel hubs of 83 different models of auto-
mobiles from lourteen popular makes of motor
cars manufactured in the United States from

Fig- 12. Straight ndrel and ta) -
g adaplers I‘Er mT-:min; FERr ﬂl‘;n“
in the lathe.

1929 o 1936 inclusive, including Auburn,
Chrysler, DeSoto, Diodge, Essex, Terraplane,
Graham-Paige, Hudson, Hupmobile, Marmon,
Nn:h. F’I}'muut]L, Rea -il.l'ld Studebaker.

A good straight axle with trus running center
holes in each end may be used for mounting a

wheel if no suitable taper mandrel is available.

Fig. 11. Close-up of wheel mounted on Laper
mandrel for machining brake drum.

Cone Adapters for Mounting
Rear Wheels in Lathe

A straight mandrel with two cone adaptors. as

4

shown in Fig. 11 at left, may be used instead of
tapered mandrels for mounting rear wheels in the
lathe. This equipment is less expensive than the
tapered mandrels described above, as one mandrel
with a few adapters will take care of practically all
rear wheels. Shops having a limited amount of brake
drum work usually prefer this type of mandrel be-
cause of its ability to handle e0 many types and

e ————
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RUBBER BELT
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Fig. 13. Hubber beits and springs for brake drum truing.

Rubber Belt Used to Prevent Vibration

The r-lﬂign and construction of most brake
drums are such that they will vibrate easily, and
unless some precoutions are taken to prevent
vibration while the brake drum is being ma-
chined it will chatter and cause a rm.lgh and
unsatisfactory finish,

A heavy rubber belt is used as a damper to
prevent vibration of the brake drum. The robber
belt is placed on the outside of the drum when
machining internal brake drums and is held in
place by a coil spring, as shown in Fig. 14. For
machining external drums, the belt is placed in-
side of the drum and held in pl.m'.r. lJJr 1 p'i_ﬂ:r,. of
flat spring steel. A leather or fabric belt may be
used if a rubber one is not available. A buckle or Fig. 14. Using a rubber belt to prevent vibra-
cord may be used to hold the belt onto the drum. tion while brake drum is being machined.

AFRHIA BELT

Grinding and Setting the Cutter Bit

Narrow Pointed Tool is Best
for Truing Brake Drums

A narrow tool with a small radius on the point, as
shown in Fig. 15 at left, is best for truing brake drums.
A tool of this shape will cut freely and does not have
Flg. 15. Top view of cutter bit a tendency to cause the brake drum to vibrate or
il faax srimetiliy Sy ok ke sl tien chatter. A broad-nosed tool should not be used,

The top of the cutter bit should be ground with
plenty of back slope to facilitate free cutting, and the
front of the bit must have sufficient clearance to pre-
wvent the heel of the tool from rubbing. The cutting
edge should be set on center.

The cutter bit may be ground to cut in either direc-
tion so that the tool may be fed either in or out while
the cut is being taken. In busy shops it is customary
to grind the tool so that the eut may be started in the
i:ll.l;k of the drum a.m:l 1.]1.: tuﬂl fed out from left to
right. This permits the operator to leave the lothe
after the cut has been started and do other work, as

there is no ;u;nihi.]il.y of damaging the work when the
FI'“;'.,:',',.,,'E r:,:f::t‘.:::': ;:.::::Ht end of the cut is reached.
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Speeds and Feeds for Truing Drums
Size and Type of Brake Drum Governs Spindle Speed

The spindle speed that should be used for truing
a brake drum depends entirely on the diameter of
the brake drum and the material from which it is
made. If the drum ia made of soft steel and s of
maderate size a spindle speed of 150 to 200 K.P.M.
may be used. Spindle speeds as low as 15 or 20
RP.M. may be necessary for machining brake
drums of VEry hard steel or cast iren in order to
avoid chatter and overheating the toal.

ll. 1= a:i\r::al.';l:: o npe:u.l‘.z the lathe at as h:El‘L 1

spindle speed as possible for satisfactory results, as
this permits doing the work with a minimum amount

g 4 Fig. 17. Truing ths brales drum of a
af time required from the operatar. demountable type front wheal.

Fine Feed Used for Finishing Cut on Brake Drums

{ A rather coarse feed may be used for roughing
euts, but for finishing cuts a fine feed should be used
in order to produce a smooth accurate surface. Al
wava hone the cutting edee of the cutter bit with a
small 6il stone before taking the finishing cut.

In some sl'inp: the lead screw and half-nuts are used
for the roughing cut, and without changing the gear-
ing, the automatic longitudinal feed is engaged for
taking the finishing cut. Since the automatic longi-
tudinal feed ia three or four times as fine as the lead
serew and hall-nut feed, very satisfactory results may
be abtained by this method. The brake drum may

" be polished with emery cloth and cil if a bright finish
P18 1wt By vurting in the tathe. - is desired to complete the job.

Time Required for Truing a Brake Drum

A rough estimate of the time required to true any average brake drum is
11,—|nc]:| wiadth of ,,urf.;n_n: PEF minute. Actunl I:urnlnﬁ ar ll:ld.Ll:Ilnll'tn birme Fe:l-r
truing one brake drum on the South Bend Lathe is shown below.

Automobile, Light Truck or Bus Medium Size Bus or Truck
Truing Time—5 Minutes Truing Time—12 Minutes

Brake Drum Size, 1015 x 2 inches Brake Drum, 18 x 53¢ inches
Front Wheel Rear Wheel
F'a34;e||ger Ca.r: Chcvml:t Truclr.: International 5F46. E—Tl;m
Tire Size: 30 x 4,50 inches Tire Size: 34 x 7 inches
Lathe Used for Work: Lathe Used for Work:

South Bend Brake Drum and South Bend Brake Drum and

General Purpose Lathe General Purpose Lathe

CAUTION: When truing a brake drum remove the least possible amount of
metal necessary to obtain a smooth, true, accurate surface,

i
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Fig. 19. 13" x §5° Sauth Bend Lathe uqulp:pucl with raising blocka

Fig. 18A. End View
of Lathe showing
Pedestal Ad just-
ahle Motor Drive.
2V-Beltsenclosed
in a guard trans-
mit power [rom
mator Lo coun fer=
shaft.

to increass awing of lathe to 18 inches for truing brake drums.

13-18-inch Lathe Takes Passenger Car Drums

Brake Drums of Demountable Wheels Measure 14-16 Inches

Dl:muthl.hl: type wh:pclﬂ. are now used on
most of the popular makes and models of auto-
mobiles. On this type of wheel, the brake drum
15 attached direct to the hub, and the hub and
brake drum may be removed from the wheel.

The outside diameter of the brake drum on
thc pnpu!n:r models of automobiles varies from
14 inches to 16 inches, so that any lathe having
a swing of 16 inches or more may be used for
truing this type of brake drum. On some of the

larger and heavier models of automabiles the
outside diameter of the brake drum is approxi-
mately 18 inches, which would necessitate a
lathe having a swing over the bed of at least
this dimension.

A 13«inch |uth¢: tqu with raising blocks
has a rwmu inches over the . which
permits truing hr&kt drums up to 18 inches in
diameter and accommodates practically all pas-
HETUEEr Cur drums fram d:muuntﬂ.hlatypﬂ wheels,

Brake Drums Attached Permanently to Axle

Brake drums for the rear wheels of
1933, 34, and '35 Chevrolet and Pontiac
automobiles are permanently attached
to 'the axle and should be put in the
lathe together for truing brake drum.

A special steady rest Aixture is necea-
gary for truing this type of brake drum,
The axle is supported on the bearing
surface next to the brake drum by the
steady rest hxture as shown at right
and is driven by the lathe chuck.

1936 Maodel Chevrolet and Pontiac
brake drums may be machined as shown
in Fig. 20 or they may be removed from
the axle and machined on a mandrel
between the lathe centers.

Fig. 20. Special stead t fixture Ii
i bllhﬂll;rﬂml l{tr:dl'lnd 'l.u“': et

T



Fig. 21. 18-M" Souih Bend Lathe in cperation truin

drum of an arti

type whesl, T

the brake

& lnthe will take

any wheel up to 24 inches in dinmeter,

Heavy Brake Drum Work Requires 16-24” Lathe

For Artillery Wheels, Truck and Bus Whaals

Artillery type wheels and some old madel
steel and wire wheels have the brake drum
permanently attached to the wheel and the
drum should not be removed from the wheel
for machining. This necessitates  larger size
lathe than is required for truing the brake
drums of demountable tvpe wheels, used an the

more recent mu-dcln- 1:-:[' au I.nmnl:lill:n.

Fig. 22, Truing brake drum of wire wheel
with tire attached in 3-inch swing
South Bend brake drum lathe.

Since practically all artillery type wheels
have rims less than 24 inches in diameter, the
16-24 inch South Bend Brake Drum and Gen-
eral Purpose Lathe, shown above, is ideal for
this class of work. This lathe has also suficient
capacity for truing brake drums of bua and
truck wheels on which outside diameter of
wheel or drum does not exceed 24 inches.

16-36-inch Lathe Handles All
Brake Drum Truing Jobs

In large shopa where a great deal of brake and
wheel service work is taken care of, it is desira-
ble to have a lathe with sufficient capacity to
permit truing brake drums without removing
tires from the wheel, and also to permit truing
brake drums of large bus and truck wheels,
For this class of work the 36.inch swing South
Bend Brake Drum and Ceneral Purpose Lathe
18 recommended. Thia lathe will talke wheels
with tires attached up to and including 3614
inches in diameter when doing brake drum work.

In addition this lathe is suitable for handling
all kinds of precision machine work. And be-
cause of its large swing, jobs may be undertaken
which would be impassible with a smaller lathe.
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Equipment for Truing Brake Drums

Special Tool Holders with :
Extra Long Shanks "m

Special tool holders with extra long shanks, as shown in B O h—q
Fig. 23 at right, are used for truing brake drums. The extra m
long shank permits machining across the entire width of the & i 12
brake drum. The right hand bent tool Mo, 10 is wsod for .__
turning the inside of the drum, and the left hand bent tool
Mo. 7 for turning the outside of the drum. High speed steel Fig. 23. Right nnd left hand too

3 halders with extrs long shank
cutter bits, as described below, are used in these tool holders. l'u: 1rul.-iln¢ lf-uh-r-':l:-tm:. 3

\H Cutter Bits Used for Truing Brale Drums
High speed steel cutter bits, as shown in Fig. 24, are used
Fig. 24, Hiih speed steel cutter bit. in I:l'lc s];lﬂ:ia.. bnqll |!!:Hm’5 descrilued uhﬂ:’b‘l: for !rl:n':rlg hr.u.]-:l:
drums. The cutter bits are sharpened by grinding to the

y — shape shown in Fig. 15 on page 5.
Pre. 35, Sasllite sxities Kk For truing very hard cast iron or cast steel brake drums,

o stellite cutter bit or tungsten-carbide tipped cutter bit, as
shewn in Fige. 25 and 26, may be required. These cutter

_ bits are much harder than the high speed steel cutter bits.

Tungstepvarlide cutier bits will machine very bard oeetal,
Fig. 6. T hicl 5 i
' tlmdu::::;n;:r i but are difficult to use, because they are brittle.

' Rubber Belt and Spring

A heawy rubber belt and spring, as shown in Fig. 27 at HUBHEH BELT
right, are used to prevent vibration of the brake drum while
it is being machined. The rubber belt is placed around the
outside af the drum and is held in place by the spring. This
permils I:l:l: lCLIl“I.‘IH tool to pruclur.e F :mourl'i.. unifarm surface
as it prevents chatter,

For machining external brake drums the belt is placed :
around the inside of the drum and held in position by a fat COILED WIRE

4 SPRING
steel spring. :

The _applicatimli of the rubber belt and spring for truing Flg. 27. Balt and spring for pre-
drums internally is shown on page 5. venting brake drum chatter,

Special Combination Boring and Turning Tool

A special heavy duty eombination boring and turmn-

ing tool. as shown in Fig. 28 at left. may be used for
truing both the inside and the outside of the brake drum._

This tool uses cutter bits shown above in Figs. 24, 23
and 26 and permits boring and turning to a greater depth
than is possible with the extra long shank tool holders.

The combination boring and turning tool is heavily
constructed and is very convenient for many classes of
work, in addition to truing brake drums. It may be used
for regular turning and boring operations of all kinds, and

Fig. 28, Heavy duty combination ;i :
baring and furning tool. is especially desirable for heavy duty work.

L]
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Fig. 29. Straight mandrel and adapters for mounting front whesls
and full Aoating rear wheels in the lathe,

Straight Mandrels and Adapters
For Front Wheals and Full Floating Rear Wheels

Straight mandrels with universal hearing adapters, as illustrated in Fig. 29
above, are used for mounting the front wheels and full floating rear wheels in
the lathe for truing brake drums and other wheel and hub service operations.
The application of these mandrels and adapters is described on page 3.

Straight mandrels are made in three sizes, and the universal bearing adapters
are also made in three sizes to fit each of the three mandrels, as listed in the
tabulation below. A set of universal bearing adapters is required for each of
the three mandrels, as the adapters are made in several sizes to conform with
Il'u-. "U'IIT';!'III$ g.'i_?l:-i; QF I'u;!a.ri;ngg 1_|¢_u;=r| 'in r“ﬂrrt-rli' ﬂ‘lﬂt{!‘:ﬂ H.'I"n!‘.l det]S GE W].'Iﬁ!ﬂlﬂ.

South Bend

Fig. 30, Straight mandrel with spacing collars For use with

universal bearing adaptars, Fig. 31. Univeraal bear=

ing apters for
straight mandrels.

Straight Mandrals and Universal Bearing Adapters

Cat. | Dinm. of | Length of | Fita Adapters 3 Dinm, of Univoraal
Mo, Mundrel Mundrel ! with Ueed for Baaring Adapiers
e 15" 13" 115* hols Autosmodsiles 185" to 324" in Bila
I8 | 13" 14" | 134" hole Light Triscks |2 4® to 4 3% in 4ihs
15440 r Fi . 214" hole ||r'1|._'r:r Trucks 134" to 7% i|l_-|-1||-l

Face Plate Adapters for Mounting Wheels

A special face plate and radial bearing adapters are used with
Mo, 1800 straight mandrel for mounting three-guarters foating
wheels in the lathe for truing the
brake drum and other wheel and
hub service operations. Several
models of Buick and Willys-
Knight automohiles have wheels
of this construction. Extension
nuts and clamps are used to
elamp the wheel to the face plate
adapter and the radial bearing
a,d,npu:r ceEnters the wheel. Sea
Figs. 32 and 33.

Fig. 32. Face plate and
radial adapter for three=
guarters floating wheel.

Fig. 33. Application of face plate and radial mil.ptu.
o

—"kll
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Fig. 34. Taper mandrels far mounting semi-fAoating rear wheals,

Taper Mandrels for Rear Wheels

Semi-floating rear wheels having taper bored huba are mounted on taper
mandrels for truing brake drums and other wheel and hub service operations.
The taper mandrels are supplied in several sizes and with various tapers to
conform to the different makes and models of wheels.

The specifications in the tabulation below show the size and taper per foot of
the various taper mandrels that are required for popular makes and models
of automaobiles, buses and trucks.

. c
k ' 1] {
Fig. 35. Taper mandrel for mounting semi-Aoating
rear wheels in the lathe.

Specifications of Standard Taper Mandrels

| |

Cat. Ddipmeder of Length of Taper

N Wlnlre] Bandrel | per Foot aesd for
1B 13y~ L | Katos amd Troeks
1RH | 154" L Auatea and Trocks
1821 | T1ig" 1Y Autoa and Trocks
182D 13" 1" Antos and Trocks
1HES 14 1* Antos and Uroeks
1824 | 11357 147 | Anlos and Trucks
1525 158" 104" Trucks Moaily

Taper Cone Mandrels and Adapters

Straight mandrels with taper cone

adapters, as shown in Fig. 36 at right, are )
me:f in some s for mounting il thes

front wheels nnd the rear wheels in the lathe 1 et} Rl
for turning the brake drum. (See pages 3 |

and 4 for further details.) :

This type of equipment is less expensive = _
than the straight mandrels with universal
bearing adapters and the taper mandrels

because one or two mandrels with a few
cone adapters c:dre sulﬁil.;:{; for mounting
both the front and rear w on practically 55 Siraight mandrel with = ada
all makes and models of automohbiles, = for mn-l.:.:tll:n: E::u:.‘t :;d-::u t': -:lf'::: |l.ﬂll|.‘“"




Other Jobs That Can Be Done on the Liathe
The lathe, besides doing all the

jobs shown on the preceding pages, will handle
many other classes of auto servi

ce jobs, a few of which are illustrated below.

Fig. 41. Truing differential fange. Fig. 42. Machining a flywheel,
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Valuable Books for the Mechanic

The bulleting listed below illustrate and describe how to handle ral lathe work and seven
major aute service jobs according to the latest shop practice that is followed in the most successful
shops and plants in the United States. Thousands of mechanics are using these bulletins in their
work. Order some of these for vour mechanica—they may be helpful. Bulleting are 6" x 9% in
size and contain from 8 to 160 pages each. When ordering specify the titles of the bulletins
wanted and they will be mailed postpaid on receipt of price indicated. Coin or stamps of any
country accepted.

“How to Grind Lathe Taosl Cutter Bits”™ Bulletin Ma, 36, Explains
in detail how to sharpen varlous tyvpes of cuiter bits for lathe work.
lb poges, size 6"29%, 50 illustrations. Price postpaid ... ... 10

"“Haw ta Cut Screw Threads” Bulletin No. 38-A. Explains various
sorew thread forms ond how to cut screw threads in the lathe, 24
pages, size 67x9", 67 illustrations, Price postpald ...ooocommemm 106

THow to Truc Armestere Commuateators and Undercut Blica Bullotin
Mo, 2-A, {Automotivel, Contains information on truing armature
commutators and undercotting mica in the lathe. 12 pages, size= 629",
35 Nustrattns., Price postpald ... .cccoemmmesiossesismnme s e LS

"How to Grind Valves and Sharpen Reamers™ Bulletin No. 1,
[Antomotivel, Contains informotion on refacing avtomohils engine
valves, sharpening valve seat reamets, cutbers, ote, |2 pages, size
6"x9", 23 ilhustrations, Price postpaid L DR

“How to Finish Pistons" Bulletin No. 8. {Automative) Contains de-
tailed information on fnishing semi-machined pistons in the lathe,
FRATHE ated ]11.1-|“';||; wrial pin heles, ste. 012 Pages, slze 67x3Y, 31
Hhustratioon, Price postPeid e e g s s s s v s s s [ R

How s Moke '-'“lvl

Ty “How to Make Bushings” Bulletin No. 7-5. Contalns information
on making bushings, lathe mandrels, press fits and running s, 12
pages, size 6"x9%, 18 illustrations. Price postpaid o

“How to Bore Rebabbitted Connecting Rods™ Bulletin Mo, 8-C.
{Automaotive), lllostrotes and describes the [atest shop practice for
baring, facing, and Gaishing febabbitted connecting rods. B pages,
size bx97, I3 illustrations. Price postpaid o o et (1115

“How to Test and True Differentiale™ Bulletin Mo, 5-A. { Automao-
Hwve)d. Contains information on removing the old ring gear, testing
and truing the ring gear seat, tosting bearings of drive pinions, eto.
B pages, size 6%x9", 20 illustrations. Price postpald e

“How to Machine Flywhaels” Bulletln No. 2-A. {Avtomotive) Con
tains information on turning down fAywhesls for new starter ring
gears, 8 pages, size &"x%7, 24 illustrations. Price postpaid ......... 1oz

“How to True Brake Drums” Bulletin Mo, 4-A. (Automotivel
Shows how to mount various types of brake drums in the lathe for
] | truing the drum so that it will be concentric, round and troe. 16

l What 18 MokE pages, size 6°x%7, 40 jllustrations. Price postpaid .. .. 10

in the Lathe
““What to Make in the Lathe" Bullétin No. 34. [llustrates and de-

aeribes aver 65 useful projectz for the home and shop including toals.
grindera, and other useful ohjects, also various models such as steam
and gna engines, locomotives, airplanes, ste, X8 pages, size 6"x%Y,
75 Muateations. Price postpaid .. 10w

“"Haw to Run n Lathe"™ (32nd Edition). This s an suthoritative
and instructive manual on the care ond operation of a back-gesred,
screw cutling lathe, It gives the fundamentals of lathe operation in
eletail with illustrations of various classes of work. Contains 160
pages, size 3L "xA", and mors than 300 illustrations

———

This baok s used as i handy refarence book by machinlsts and
mpprentices in industrial plants, railrosd shops and machine shops,
mid k& also wsed as o kext book by stodents in edocationm] imstitu-
tions. It is considered the most popular text on Meiths work In the
world. More than a million and a hall copies are in wee,

Price pestpoid ... e e et e e e s e BT

h' MBAS5-—RXM —B-21-36






