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RAM HAZARD

TOO MUCH EMPHASIS CAN-
-NOT BE PLACED UPON THE DAN-
GE& TO OPERATOR FROM THE
RAM MOVEMENT. SUCH ACCI-
DENTS, AS CATCHING THE FIN-
GERS BETWEEN THE VISE OR
WORK AND THE TOOL ARE ALL
TOO FREQUENT. ON RETURN
STROKES THE HAND MAY BE
CAUGHT BETWEEN TOOL HEAD
AND COLUMN. NEEDLESS TO
SAY, SUCH ACCIDENTS ARE AL-
WAYS THE RESULT OF CARE-
LESSNESS. WHEN SHAPER IS
RUNNING KEEP THE HANDS AWAY FROM THE WORK, VISE,
RAM, TABLE OR ANY OTHER DANGEROUS POSITIONS.

{F ANY ADJUSTMENTS MUST BE MADE — MAKE THEM WITH
THE POWER OFF.

CAUTION

Where there is & machine in operation thera is dangerl Either to
the parson, the machine, to the werk or to all three! Unfortunately, on
a shaper there is one danger point that has nevar been successfully
climinated. That is the tool fead control, The hand must be used on
this handle a large share of the time while the ram is in motion. All
the other cantrols are on staficnary pivets.

Bofore making adjustments to ram stroke, ram position, cross feed

or balts ALWAYS SHUT OFF THE POWER, The switch is most con-

ventontly placed on the shaper for instant use, sa there is no excuse
whatever for not using if when neaded.

Great care should be taken to see that the tool head clears the
column on the back stroke. It is wise to operate the ram by hand
powaer through one compléte stroke befors turning en the power. This
may readily be accomplished by turning the four step pulley on the
powar shaft.

IMPORTANT; BE SURE DIRECTION OF ROTATION 15 IN AC-
CORDANCE WITH ARROW ON LARGE SINGLE-STEP COUNTER-
SHAFT PULLEY.

SETTING-UP

Place the shaper on a rigid foundafion. Level it lengthwise and
crosswise. If the base does not touch evenly at all points on the
banch, place shims where necessary. Fasten down with balts or lag
scrows.

Before operating the shaper, clean the rustproof coating off from
all boarlng surfaces, such as ram ways, table slide ways, eic. with
a cloth soaked in kerasene. Then wipe off with a dry clean cloth.

IMPORTANT: Lubricate the shaper THOROUGHLY at all points
shown on the lubrication chart, page &,

MOTOR
REQUIREMENTS

A Vs HP 1740 R.P.M. copaciter or
1, H.P. splil phase or capacitor motor
is recommended. We do not recom-
mend motors of greater horsepower

TO KEVERSE ROTATION OF ATLAS
SOTORS REVERSE 1 4 T

than V. Most standard makes  will
mount on the motor base at back of

in Fig. 2. Motor pulley should be
aligned with large tountershait pulley.
Use o straight edge la perform this
operation, important: Be sure direc-
fion of rotation is in accordance with
arrow on large single step counfer-

1

110 YOLT HOOK.UP

TO REVERSE OTHER MOTORS FOLLOW

OPERATING INSTRUCTIONS

shaft pulley. Belt fension is ad-
justed with the screw stud in the
motor base.

1t a 3 phase motor is to be vsed,
the . control swilch should be
mounied beneath the beach or
fioor leg board. We con furnish a
thermat overload manual starler 3
pole for use on 3 phase or 2 phase
3 wire circuits complete with mount-
ing bracket. Cab No. 57-300. We
alse can furnish suvilable 3 phose
motors. {See Cal)

CONTROLS

The Shaper has four differont
stroke speeds, These are oblained by simply changing the belt on
the 4.step cone pulleys. Selecl the proper ram speed in feet per min-
ute. SEE TABLE OF RAM SPEEDS, poge 4. The motor is controlled by
means of the ON-OFF switch an the side of the main column,

Starting and stopping the ram is controllad entitely by the ball
lever. This lever should aways be down when starting the motor. On
the opposite end of the lever there s a brake shos which fits into the
groove in a pulley on the countershaft. Whon the lever is lat down
the tension on both belts is relieved and the brake applied to the
countershaft.

Aftor starting the motor [with balts in the proper place] lift the
ball handle up until the ram starts to move. A little practice with this
handle will enable you to move the ram alang by inches to any point
desired with accuracy. When you have become familiar with fhe
movements of the machine under power, you are ready to procsed
with the setting up for work. The ram stroka and pesition should be
such that the teo! will clear the work about 14" at the start end of
cut and about 13" at the finish end.

RAM POSITION

MAKE SURE RAM WILL MOVE ITS ENTIRE LENGTH OF
STROKE AND RETURN WITHOUT STRIKING THE TOOL HEAD ON
THE COLUMN. Stroke position is adjusted by turnin the stud on
the rsar top of the ram with the crank after loosening fge lock handle
located on top. IMPORTANT: Be sure that the lock handle is tight-
ened socurely before taking a cut, otherwise serious damage may ro-
<ult to the ram adjusting screw and its component patts.

RAM STROKE LENGTH

To adjust the stroke length, place the crank on the square-snd shafl
inside the large hand nut which revelves with the bull gear. Hold the
hand mut with the left hand and turn the crank o half turn to the right
with the right hand. This will free the crank shaft to adjust the langth
of stroks. [The ram must be at the extreme return end of stroke.} Turn

the crank and watch the pointer and scale
at the side of ram. The reading shows length
of stroke directly in inches, Than hold the

MANUFACTURERS INSTAUCHIONS

- BLACK

® crank and turn the hand nut to the right
/_

until it stops. Lock by holding the hand nut

-t ® and turning fo the left with the crank.
Q- Yewow NEVER STRIKE THE HAND NUT WITH
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machine. Before mounting motor con- Iy~ ereen GREEN o
nect the machine switch to il as shown

|- o ANYTHING,
TOOL HEAD

Tool feed slide can be filied from ver
tical to 50° right or left for cutting angles
such as V-block or dovetail by loosening
the two cap screws. Tighten socurely after

210 YOLT HOOLUP seMing fo desired angle.




TOOL POST CLAPPER

When cutting surfaces parallel to tool slide
ways (Figs, 3, 10, L1, and 12], the clappor
swivel must be adjusted so that the tool wirl lift
away from the surface while fcol is making the
return stroke. The clapper seat must be cloan
end clapper must swing freely back into seat—
yet there must not be sxcessive. play in the
parts. Tes much play in the clapper results in
wavy and unevenly finished surface. While the
teol hoad can be revolved in a complets circls,
it is seldom actually used for greater than 45°
angle cuts. Therefore, it is graduated for only
Fig. 2 50° each side of vertical.

KNEE

This unit consists of table cross slide, vertical slide, and front table
support and all other parts associsted with this unit,

;hu vartical adjusiment is obtained by loosening 8 cap screws on
the verical stides ane gquarter turn sach. CAUTION| Before making
this vertical adjustment of the table, wips off all metal dust and
chips from the column ways. Loosen the hex cap scraw on the front
of the table, and crank the table to the desired position. Re-
tighten the 8 cap screws and lock the cap screw. CAUTIONI NO
CUTTING SHOULD BE DONE WITH THE KNEE LOOSE ON THE
VERTICAL SLIDES.

I shaper is to be mountad on a table too far from edge to permit
ute of crank, a universal joint should be usod between lift screw shaft
and extension.

CROSS RAIL

The bearing surfaces of the cross fead slides receive probably the
roughest use, Chips and metal dust work into the slides and cause
waar. Therefore, no play should be allowed beiween the moving parts
on the ways, but the table must slide without binding.

CROSS FEED

The power feed is engaged or disangaged with the small lever on
the side of the ratchet gear case. There are two lelters, R ond L,
stamped on the gear case. When the lever is engaged on R the lable
travels to the Right when viewed from the front, oppesitely when
engaged on L. Neuiral position is midwey between R and L. Five
feeds are oblalnable viz: .005", 010", 015", 020", and 025" per
stroke.

To increase feed, loosen square head cap screw on the Tee slotted
crank disc and slide nut toward periphery of crank disc—then re-
tighten. To decrease feed, slide nut toward cenfer of crank disc.

Moter—It is very imperlant that the nut be secured on the proper
half of this erank disc to advance the work during the idle stroke as
putlined below,

FEED TIMING

The propar tima to advance the tool for the naxt stroke is during
the idle stroke, whether feeding by hand or pawer, In power foeding
this timing changes with the reversal of the ratchet knob. It is ad-
visabls to start each succeeding cut from the same side of the work
instead of revarsing the feed. -

TABLE

Three Tes slots are machined in the top of the work table for hold-
ing work or the vise. Two open slois on each side are for holding
work on the side with 35" machine bolts.

After the shaper has baen in service for some time the table top
will undoubtedly become nicked either from tool cuts or from the
wark. It is good practica to take a light truing cut on the table sur
face when neaded.

‘thinner than the depth of the jaws, use paralle

VISE

This is a very important piece of equipment
and must stand a great strain. It is constructed

of a minimum of parts fo insure rigidity.

The swivel base is graduated 0 o 90° right
and loft and has two witness marks on the
base flange, Thic makes a reading possible
at any position of the vise. Alignment with
the tabls Ts held with a key in the base. Fig. 4, Fig. 4

CLAMPING WORK IN THE VISE

First, be sure the vite is securely fastened to the table, and the
swivol socurely focked. Whon clamping work in vise, place the piece
solidly on the ways of the vise betwsen the iaws. If the piece is

s of the right height
to raise the work above the jaws enough to allow the cutting to be
done without the tool touching the vise. Fig. 5. Proceed to tighten
the vise with one hand, at the samo time lightly tap the work
downward with a small hammer, This is to overcome the lifting ten-
dency of the sliding jaw when it is being tightened. A piace of paper
put between tha work and the vise jaw will be of great benefit in
this operation. :

CLAMPING WORK ON TABLE

Whan work cannot be satisfactorily held in the vise for shaping,
the vise is removed and the work clamped either directly to the table
or a special fixture is used to hold the work. An angle plate having
holes in the wing can be conveniently fastened dicoctly 1o the table

by belts. See Fig. 6. Fig. 7 shows a piace of flat work bolted diract-
ly to tha top of the table.

SQUARING OR FLAT ON SHAFT

For this type of operation the work is held in the vise. The tool

post slide and clapper should be in a vertical position. In the case

of squaring & shaft, first proceed te cut one side. Then turn the work
Y, turn for the next cut. Check for trueness by using s square. Hold
the square against the fop of the table and the flat spot on the shaft
sgainst the verfical arm of the square. Clamp in the vise at this
position, Check every tima in this manner before proceeding to cut
the next side. Ses Fig. 8.

DOVETAILING

When performing a dovetailing operation, the work may sither be
held in fhe vise, or in a fixture, depending upen the shape of the work
to be davetailed. Sef the tool post slide o the angle desited. Alo
tilt the clapper so that the tool lifts off and away from the work on
the return stroke. Bad work will result if this requirement is not fol-
lowed.

Figure 10 shows a female dovetail being cut. Note that the clap-
per tilts in the same direction as the angle of the surface being cuk,

In figure 11 a male dovetail is shown being cut. In this case, also,
the clapper is tilted in the same direciion as the angle of the surface
being cut. Figure 2 shows a "V" eutting oparation.

CUTTING KEYWAYS

A cutting tool ground to proper size and shaps will be suitable
for ‘cutting small keyways. Provide sufficient clearance behind the
cutting edges of the tool—the sides as well as the bottom because
the sides ara also cutting away stock.

When using a narrow tool for cutting wide keyways, cut a slot
the width of the tool first, then, cut away the sides until proper
width is obtained.

If a keyway is desired along tha entire length of a shaft which
is considerably longer in length than the maximum stroke of the




shaper, this can bs accomplished by having the table off toward the.

laft side so that the work will clear the machine as it is moved back
for continuing the cutting of the keyway. The clapper should also
be tilted toward the left.

INTERNAL SHAPING AND KEYSEATING

Fig. 13 and 15. This kind of work is usually held in the vise. A
special tool and holder are used. Catalog No. §7-315, The cutting
tool projects ahead of the holder a litte farthor than the length of
cut, In soms cases of internal shaping, the clapper action must be
limited.

One mathod is to Tnsert a faicly stiff spring under the shank of tool
holder {ust above the hinge of the clapper. Another method some-
times used, bu! not so good, is to He or clamp the clappar down
solidly, This, of course, prevenls any movement of the clapper and
thus defeats 1ts purpose. |t must be remembered that the purpose
of the clapper is to relieve the pressure on the tool point during the
roturn stroke whils it s being fed for the next stroke-cut,

Internal shaping is a delicate task because the taol shape is such

that it Will have a strong tendency té "bite or hog" into the work
and extrame care must be used in feeding, especially the down feed.

Fig. 13 shows a fypical inteenal shaping operation upen a die block.
Fig. 15 shows a gear keyseating operation.

CUTTING TAPER AND WEDGES

When culting tapers, the vise will be found the most convenient
fixture, Clamp the work in the jaws firmly. Set the swivel to the
desired angle and tighten the bolts, A combination of angles can be
cut on the same piece without removing from the vise jaws simply by
selting the swivel to different angles. In most of taper and angle cut-
ling the tool is fed across the surface and depth of cut fed by the

. ¢ross slide. The width of the surface is limited by the fravel of the
tool slide.

In general, howover, the operator will set up his work so as to
take advantage of the power feed as shown in Fig. 14,

Making a wedge with only a slight angle, the work may be clamped
in an inclined position in vise, one end ralied to the desired height,
but all parts should rest selidly as much as possible.

RACK AND GEAR CUTTING

Culling rack teeth, either ralchet style or gear style, is o compara-
lively simple operation, whereas culting teeth on o radivs involves
some special fixtures for indexing the teeth.

For indexing the teeth on o rack the feed screw dial is used. For
example 16 diametral pitch equals 196" which is the distance the
table is moved for each tooth. (Fig. 17.) Gear culting operations
are performed in much the same way except that an indexing fixture
is necessary to hald the blank.

CUTTING BITS AND TOOLS

Cutting tocls and holders for a shaper are vary similar to ihe tool
equipment used on a motal lathe, even to the sharpening of the tool
bits, with this exception, however, We suggest for the harder metals
to ute more top rake and less end and side clearance,

Fig. 14 illustrates how cutting bits should be ground for various
thaping operations. The angles and form shown are general and will
vary with materials and cenditions.

FORMED TOOLS

When duplicate shaping is done, such as gear teeth, raichet teeth,
keyways, fillels, beads, grooves, elc. formed lools are required for
uniformity.

formed tools present the old problem of challering cuts. The
greater the cufing edge of ool in confact with the work, the greater
chance for chatter.

When conditions permit, it is advisable to rough oul with & nar-
row lool before using the formed tool,

For Internal shaping such as keysealing a hole square, hexagen or
any odd shape in a hole, u long projecting tool Is used. This tool
should have the largest possible shank and minimum offset ot the cut-
ling end 1o obliviate trouble due 1o springing of the lool. {See Fig. 14.}

RAM SPEEDS

Below is a table of ram speeds in feet par minute. These speed:
are only applicable when using a 1740 R.P.M. mofor and the motor
pulley furnished with this machine, and are appreximate,

RAM SPEEDS [N FEET PER MINUTE

Leagth of POSITION OF BELT IN PULLEY
Stroke in Smallest
'nches Step No. 1 Step No. 2 Step Mo, 3 Step No, 4

1 30 19 12 7
2 58 35 24 14
3 84 56 36 21
4 112 74 47 27
5 138 20 58 33
é 163 107 68 3¢
7 187 122 78 45

CUTTING SPEEDS FOR VARIOUS
MATERIALS

Select the cutting spoed suitable for your work. Cutting speeds
for the various materials in general would bo as follows:

Aluminum 100 to 116 Ft, per Min, | Cast Iron 4010 50 Fh per Min.
Brass 100 to 116 Ft. per Min. | Soft Steal 4G to 50 Ft. per Min.
Bronze 80 to 100 Ft. par Min, | Carbon Steel 30 to 40 Ft. per Min,
Zine 80 to 100 Ft. per Min. | Plastics 100 1o |16 Ft. par Min,

Bocause of excessive vibration caused by the action of the ram
fravel, very high speeds should be avoided on the longer strokes,

ADJUSTMENTS

The ram, the knee and the cross rail slide bearings are provided
with shims and gibs for making adjustments when necessary. The shims
are 010" thick and are made up of 54} 002% and {2) 001" Teaves,
held together with a light film of solder for convenience in handling,
and can be easily separated with a knife blade. {See Fig. 9.) The
side with the 001" [aminations is colored gray. -

The sliding vise jaw Is also equipped with laminated shims for
nacessary take-up.

Fig. 9

1. TIMKEN BEARING ADJUSTMENT

The bull gear and pinion gear shafts run on Timken bearings which
have been properly adjusted at the factory and should not be tam.
eired with unless end or radial play develops. If so proceed as
allows:

A. BULL GEAR BEARINGS: Run the shoper about an hour %o
warm vp the shaft {a temperature rise Increases the length of the
shaft), Remove the knurled knob from the shaft. Also, detach the
pitman rod from the cross feed disc (locoled directly beneath the
knob). Pry oft the Feed disc guard, after loosening the two cop
serews. loosen the set screw in the coliar adjacent to the spur gear
and turn collar untit bearings bind slightly in rotation; then, back off
fo give free rolation with no end play. {Test this by moving the bull
gear in a longitudinal and radial direction.) Tighten set screw in

the collar and reossemble the parts in reverse order.

B. PINION GEAR SHAFT BEARINGS: Run tha shaper as ex-
plained above. Looten the set scrow in the bearing boss on the LEFT
side of the main frame. With a small shaft held aniularly tn one of
the recessed holes in the thrust plate, tap lightly with a hammer and
advance plate in'a tlockwise direction until bearings bind slightly in
rotation; then back off to give froe cotation with ao end play. Tighten
the set screw in the bom,




NARROW ROUGH

OFF SET ROUGH-R. OR L.

BOTTOM ROUGH- RIGHT

BOTTOM ROUGH - LEFT

INSIDE KEYWAY TOOL

2. RAM

Yertical play on the ram can be taken up by poeling off a leaf at
a time from the laminated shims. Side play is ediusleg with the gib
screws at the left side top edge of the column or body. Adjust vor-
tical play to ,0017-.002". Side play to .001”-.002", This allows & film
of oil to “float" the ram.

The ram screw may be adjusted to remove excessive end play by
fightening nut on extreme rear of ram and securing with leck nut.

3. TOOL POST CLAPPER

The tool post clapper hinges on a topered pin which affords take-
up adjustment. .

If excessive play developes betwsan the clapper and pin, tighten
the nut on the pin until play is eliminated, but yet pacmitting the
clappor to fall freely into position by its own weight,

If the pin is drawn up too tightly, loossn aut and lightly tap pin
with & hammer, ‘

4. KNEE

No play should be allowed in the slides of the knes. The clamping
plates should be adjustad so that the knea slides will be rigid when
the 8 cap scraws are lightened. A good way to do this is to make
adjustment so the knee will just slide without play whea the 8 zap
scrows are tight. Then remove an axtra 002" lamination on each side
for clamping. The gib at tha left side should be adjusted for sliding
with ne play, but should not be locked,

5 CROSS SLIDE

Adjustments on the cross slide are a little differant from either the

ram or knes slides, The table should slide freely on the cross slide,
ot no play must be prosent, Excessive friction here would result in
Iurohn feeding mechanism. Excassive play would result in chattering
cuts and rough finish.

Adjustment on cross slides is also made by peeling or inserting
shims which are placed between the bearing plates and held with 8
socket head cap screws. These are accessible from the rear when the
table is moved to the extreme right and extreme left.

Vertical play is laken up with 3 gib screws ot the bottom of slide.

Fig. 14

The cross slide screw may be adjusted to remove excessive snd
play by tightening nut on left end of cross slide screw and securing
with leck nut.

6. SLIDING VISE JAW

I5 vertical play develops in the sliding vise jaw, it can be slim
insted by removing some laminations from the shime. It will be
necessary to remove the jaw. To do this, proceed es follows:

Remove the front bearing plate; looten the two jam nuts on the
end of the screw; pull jaw oft from the vise.

7. TOOL SLIDE

The gib screws on tha tool slide should be kept tightened to pre
vant any undue play. After tightening, lock in position with the ja~
nuts. Mote: When making this adjustment be sure the gib is againet
the wolid portion of the inner slide, otherwite a bant gib will be the
result. ‘The tool slide screw may be adjusted for end play with the
two nuts on the hub of the handls. To adjust, tighten innes nut ang
lock with outer aut. A nice working, snug fit is ideal,

8. CRANK BLOCK SLIDE

Machine too! builders as & rule do not attempt to provide adjust-
mant on’ this particular part of the shaper because any adjusting
machanism only complicates and makes more delicate parts to give
trouble quicker than if left solid and allowed reasonable tolerance for
waar, When worn to the stage of unsatisfactory service, the parts are
renawed and the cost to replace is small.

9. END PLAY IN SHAFTS AND SPINDLES

End play in the vise screw may be removed by tightening nut on
screw at end of vise and locking with ram lock nut.

End play in shafts and spindles is takon up by means of collars
with 1ot scraws In them. This applies to the countershaft, pinion shall.
ram screw adjusting shaft (on top of ram] and knee lift scrow shaft.
However, adjustments of these parts will soldom be necessary.

10. COUNTERSHAFT HANGER BRACKET

The countershaft hanger bracket is provided with slots so that the
unit may be raised or lowered if necessary to provide additional
motor clearance or aid in fensioning belts.




"LUBRICATION CHART

NOTE: Use a good grade

5. COUNTERSHAFT

Oil every time the shaper is used,

6. ROCKERSHAFT

Oil occasionally, Also apply a fittle grease on the cams occasionally.
7. BEYEL GEARS

Oil occasionally,

8. BEVEL GEAR SHAFT

Occeasionally apply a fow drops of oil on the bevel gear shaft on top
rear of ram,

9. TABLE LIFT SCREW

About once & month clean the table 1ift screw with kerosene using o
stiff brush, then apply a small amount of cil.

10, HORIZONTAL CROSS RAIL WAYS

Apply a liberal quantity of oil to the ways and to the cross rail
wipers whenever the shaper is used.

11, YERTICAL CROSS RAIL WAYS )

Clean regularly and occasionally apply a liberal quantity of il

12, LIFT SCREW (AT POINT OF BEARING)

Occasionally put a few drops of oil at the point of bearing of the
table lift screw on the frame.

13, SPIRAL GEARS

Occasionally place & few drops of il in oil hole on top of gear
housing. i
{4, CROSS FEED SCREW

About once & month cledn the lead scrow threads with kerosens and
a small, stiff brush and apply a small amount of oil.

15 and 16. CROSS FEED SCREW BEARING (Left and Right)
Occaslonally apply a few drops of oil.

17. YISE SCREW

Put a few drops of oil on the vise screw. This thould be done every
time the shaper is used. Clean the vise screw reqularly with a small

stiff brush.

o No. 10 miood grace | 18. YISE SCREW BEARING
equivalent throughout (ex- 6~ /ll ?r::::“:?aﬂ'i/l *PPly & fou
cept whore otherwise speci- 10 6! 33 :
fied.) {Refer to Chart.] AT | A== 7 26 19. VISE BASE
= Z h g Keep the revolving surfa
I. RAM ADJUSTING |7 (O | R v 1 4 of the vise baso well oiled at
SCREW AND CRANK I B 14 all times,
e el ] ® ) 20. VISE CLAMP WAYS
il liberally every time the in/ K the vi |
shaper is wsed. This will alte 2K 7o oL o manani = e Pleg }e lvllse. clamp ways
zilﬂfhe c{a:k lover sttL atij ‘ lo 0 4 O SR 1] BN 6 loalt:ro : g:ner:'tztsw;'l.lmA::a:"l
ottom link pin and shoul L b= 2 i
not be neglectad. Note: Use 2 28 % on ""-w“y’ when the shaper
:h No. 20 lubrteating ofl in 0714 m 20 {P_ = 33 is nob in use.
is cage, 21, TOOL FEED SCREW
2. CRANK LEVER BLOCK 22 L2y, Frequongyl oll the iou! fe?'d
C screw, & an occasionally
R AND PIN | 2;5 32f 3l | o with a small stiff brush,
emove side cover plate, ! 8
and frequenily apply a lib. 231! 29 22. TOOL FEED SCREW
quenily apply | 5 7
eral amount of oll fo the 24 ! BEARING
crank block through the oil ! Occasionally apply a fow
hola located in the plate on HEl drops of oil where the grad-
the side of the ram lever. K ualed collar contacts the
Notica: The ram must be in il e i — - T scrow thrust plate,
extroms forward ‘position. 34 = 34 6 23. DOVETAILS ON THE
3. CRANK LEVER LINK 20 1e AN, the i 7 10 TOOL POST SLIDE
- Qil every time shaper is used, ' 9 A N\ : Keep clean and apply a lib-
Also, apply a few drops of - Te) Prmom I eral quantity of oil on the
oll to the oilite bushings in 1 s ways every time the shaper
Lhe shaper fran}e w:ich hare 19 1N 1} ! is used.
earing points for the shaft " e, :
which supports the crank N i L Bl ) 24. TOOL POST CLAPPER
laver link. : Qil regularly.
-
4 25. RAM SWIVEL
4,
S&ESK AND - PINION 10 E 3 Qil occasionally,
A small amount of graphite 12 I3 LHS 26. RAM WAYS
gsar grease should be ap- ) Keap the ram ways ciled at
plied to the gears cccasion. '] N all times. Two oil cups are
ally, provided for this purpose

Also apply cil to the exposed portions of the ram ways when in for
ward and back positiens, and to both of tha ram wipers. THIS AP
PLICATION IS YERY IMPORTANT.

27. NECK AND QUTER BEARINGS

Qil these bearings every fime tha shapar is used,

28. TABLE LIFT SCREW SHAFT BEARING

Qil occasionally,

29 and 30. PITMAN ROD BEARINGS

Apply a fow drops of oil on each end of both the pitman rods every
time the shaper is used.

31. RATCHET CASE

Apply a fow drops of il on each end of both the pitman rods every
time shaper is used.

32. RATCHET GEAR BEARING

Cil every time the shaper is used.

33. PINION GEAR BEARINGS

Fill both grease cups with a light ball bearing grease every two
woeks. Give the grease cup caps a turn or so every fime the
shaper is used.

34, RAM STROKE ADJUSTING BLOCK WAYS

Remove the side cover plate and il the ways occasionally.

35. RAM STROKE ADJUSTING BLOCK SCREW AND SPIRAL
GEARS

Remove the side cover piate and oil occasicnally.

KEEP ALL BEARING SURFACES CLEAN, DIRT IS THE

NATURAL ENEMY OF ACCURATE SHAPER WORK.
WHEN NOT IN USE THE SHAPER SHOULD BE KEPT

WELL OILED AND PREFERABLY COVERED.

IMPORTANT: Whera Oilless Bronze Bearings are used in this
shaper, lubrication takes place by oil seepage through the porous
bushing wall thus assuting o filtered lubricant,

DO NOT DRILL HOLES THROUGH THE BUSHINGS.




ORDERING INFORMATION

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

|. Quantity Required
2. PART NUMBER and Name of Part
3. Model and Serial Number of Shaper

- S Sample for .Ordering

By Telegram

Be sure to give Model and Serial Number on
Plate. Plate located on Right Side of Shaper
RN AN Frame.

stmae_womsia]|” NOTE: On shapers without this plate, SERIAL
NUMBER is found on LEFT FEAME WAY,

Parts shown without part numbers are standard parts and should be purchased locally.

We reserve the right to make changes in design and specifications without notice.

INDEX

FOR SHAPER PARTS AND PRICES

HUB, CRANK GEAR, and PINION SHAFT. .. ... ... .. .. .. ... ... ...
FEED and RATCHET GEAR CASE. . ... .. .. ... .
TOOL POST . e
RAM and RAMLEYER . ... ... .. .. .. ... ..... e e .
VIS e S
COUNTERSHAFT, GUARDS, MOTOR BASE, MOTOR PULLEY and BELT. .. ...
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FRAME PARTS LIST
‘/. " X 1/‘ "
“ - GROOY PIN
%"-20 x %
HDLESS SET SCR, $7-199

KNOS / ' l HINGE PIN
632 x4 RD. HD.

" MACH. SCR,
ey

10F-732
cLip
Ss8x 7 HEx [ L6723
s OILER (2 REQD.] EA/ wcu scRew [ HINGE -
COVER $7.39A ¢ tio REQ&} o RD. ib. WACH.
' RAMPLATE {LEFT] ' RAM GIB SCR. (3 REGD.)
Y "-28 x 1" HDLESS / —S7-39
SET SCR. (dg. pt.) -
(3 req'd) N RAM PLATE (RIGHT)
2 1024 x ¢
' F— RD. FD. Mk
% ".28 HEX SCR. {2 REC
JAM NUT
%28 x 1" (4 rea'd)
HDLESS SET SCR,
(dg. pt.) \
BD3-102 =
GREASE CUP
S7-153L S
WIPER RETAINER ey Q “ .
H#2x3," P DR gé 632 2 14" ROUND
P.K. DR, SCR.

(2 req'd IR HEAD MACHINE SCREW
) (2 req'd) e / (2 REGD.)
gt | 420 x 4"
] % __HDLESS SET SCR.
$7-158 ® AL " (2 reqe)
'y Oy
WIPER {2 REQD.}
FELT OlLER i . FRAME PUG
{2 REQD.) / 101.16040 Y {7 req'd)
4 : MODEL No. PLATE N\
& N\ j $7.251 e 57-130
* SERIAL No. PLATE % BUSHING (2 REQD.}
§7-183R -
WIPER RETAIMER
57-167 W30-16 57-122 $7-123
g (YR - .
RD.6H3|§.XI\{(2ACH. _ LAMINATED SHIM OILER :\L'I:é:‘ SWITCH PLATE CORD
SCR. (4 REQD.) S7-167A 423-001 "
005 SHIM\ {INSULATOR ‘ 9.424C
$72A CONNECTOR
BASE

/ %20 x %" ROUND J\
$7-67 HEAD MACH. SCREW ©

CONDUIT . (2 req’d]
57-167 '
/ $7-131
LAMINATED SHIM -
w161 /%7-!67;& CLIP (2 REGD)
HEX CAP SCR: 005" SHIM Y,".20 0.
¥ {4 req'd) NUT {2 req'd]




TABLE PARTS LIST

$7.242 -
§7.243 COUAR :
SCREW ™ 4 BD3-44 5,8 Hex

LOCK NUT

) S7-6A
S7-156L
BD345 — @ / KNEE WIPER RETAINER 6-32x'%" RD. HD.
LOCK SLEEVE @ / '/ /AACH. SCR. (4 REQD.)

57144 . $7-61
SHAET [PURCHASE i PLATE
WITH §7-147) '
T S/ 18 x %" ALLEN
' % '~ CAP SCREW (8 REQD.)
) /
§7-52
% / GIB
e $7-61
S7.147—" f ) PLATE
RUNNER WITH SHAFT .
o ——57-162

SHIM {2 REQD.)

J— \-

§7.158— > gﬁg
 WIPER {2 REQD. 1 /
5716”18 x 14" '

ALLEN SET SCR. %
RN §7.32

ST-157 Ve'-28 x 114" HEADLESS FEED NUT

ST-!SbR/ | FELT OMER (2 REQD.) SET SCREW {DOG POINT]
WIPER RETAINER T {3 REQD.)
' V("-28 HEX JAM NUT

— 57.100 (3*REQD. $7.125
o n/CRANK ' BUSHING

574
CROSS RAIL

$7-160
SHIM {2 REQD.)

Y"thx %" HEX CAP
SCREW (8 REQD.}

D

-——— 57.4}
PLATE (2 REQD.)

10-249
BUSHING \

R

+ M1.92
COLLAR SCREW S7.181 24 WX | .
9-101-20 WASHER AN NUT \‘ %" WASHER
GEAR ., \ @ _ $7.42
S7-111 SPRCER » : Gl8
BUSHING oS
/ T 57-/(63 $7.72 lg"-28 x 1"
% \ WASHER : LIFT NUT HEADLESS SET SCREW
_ Y= S7.29A I/4"-20 x. %" ROUND — $7.43 {DOG POINT, 3 REQD.)
X A< T HEAD MACH. SCR. LT SeREw
- FEED SCREW oiiciiie V428 HEX JAM NUT
) 3 {3 REQD.)
\ : , No. 3 WOODRUFF KEY
$7.31 L3-1056 Y24 HEX JAM - N °
GRADUATED COLLAR COLLAR $7.60 A NUT ¢
V " 3‘ “ -l R
/ﬁoxv /PIN CEAR '/ ~«——57.[15

WASHER WASHER
R &

. ('—f}‘@@} 10-255A (.010"]
- \ . \%553 (.025") __ST-e0A
el %" INT ' GEAR

$7-70 NO. 3 WOODRUFF  S7-113 SHAKEPROOF 1OCKWASHER - Y"24 HEX
UFT SHAFT KEY SPACER J,a{BM NUT

10-255 {.005"} i




HUB, CRANK GEAR, AND PINION SHAFT PARTS LIST

: 34" INT. SHAKEPROOF
.24 HEX JAM LOCKWASHER S7-168A

$7-60A NUT {2 REQD.) $7.163 8EARING CONE and
GEAR s7-181 WASHER cup
S7-117
BUSHING $7.115

SPACER S7-t17
¥%" INT. SHAKEPROOF BUSHING
LOCKWASHER \ \ \

Y24 HEX -
JAM NUT / $8.84
SPACER ST.TIA SHAFT
No. 3 WOODRUFE \ SLEEVE WITH
| T KEY S7-60A". BUSHINGS
GEAR /W No. 3 WOODRUEF
No. 3 WOODRUFF 57-13A KEY
HUB WITH
BEARING CONE
SCS7-56A / @ o) \
REW 5/16"-18xlfy"
O T s . Lock oot
§7.15 I MACH. SCR. HEEL
NUT 4 :
$7-13AX CRANK GEAR HUB ASSEMBLY ‘WASHH .
as reg'd)
{LESS $7-59 LOCK WHEEL) $7-198 (‘002"}
Y."-20 MACHINE SCR. §7-194A (.005")
HEX MYT $7-1988 {.010")
$7-198C [.025")
1" INT. SHAKEPROOF
LOCKWASHER
§7.53 ~=—___ o
PLATE (2 REOD.| A /4 .20 x % ?léle?ciELF LOCKING

S7-12
$7-55 ) CRANK GEAR
SPACER A
1/‘” :/‘ "
GROC;V PIN
".18 x L3 N
S7-14A L ALLEN CAP SCR.
BLOCK & PIN {6 req'd)
%16 x %" PHILLIPS
MACH. SCR. {6 reqd) ™
[FLAT HEAD}
§7-12X CRANK GEAR ASSEMBLY
/4”20 x I" ‘
H'DLESS SET SCR. S7-136R 10-80-
ADJ. COLLAR PULLEY
S7-138 $7-18
S7-136L COLLAR GEAR No 3 WOODRUFF No. 3KV{\9°DRUFF
ADJ. COLLAR : \ l /
\ s« <

o)
\

__ ‘ =% i _ l‘..- “,- 0 ]
/ T \ 9-206
S7-174A S7-83A S7-137 ST-174A GREASE CAP
BEARING SHAFT COLLAR BEARING
. ‘/‘"'20‘ %M ‘
IR §7-149 HDLESS SET SCR, z '-“"T'E
GROOV PIN PIN )
147-20 x %" S7-126
ALLEN SELF- CTRSHAFT TO PINION BELT

LOCKING SET SCR.




FEED AND RATCHET CASE PARTS LIST

8-32x K"
FIT. HD. MACH. SCR.
(6 req'd)
10-24 x %"
9.544 STAT1A $7-25D S7.114 ALLENM SET SCR.
OILER BEARING HOUSING $7-86 [
COLLAR .
57.64 GEAR M&-22
57-73 BEARING PLATE 6
SPACER LEAD SHOT ST7-24D

GUARD

ST-11A ©.100
FLANGE HEX JAM NUT

$7-181
WASHER

Wx %" SCREW

WITH Groov PIN
DISC & GEAR pdiine (2 o) '/

$7-129 .-——-—-'* @

BUSHING

418 x %" HEX
CAP SCR. (8 REQD.)

STI e

2oD Yl x Y HEX

CAP SCREW
$7-80 ~~iy ) x
BUSHING (@9 @ 8:
$7-181
WASHER
S7-75A
PAWL
§7-132A .
§7-22DX FEED AND RATCHET GEAR PIN / Mb6-214 10-24 x v%
CASE ASSEMBLY BALL ALLEN SET S$CR.

: # S§7-135
$7.22D 9.157 % @/ SPRING
: SPRING /
B

GEAR CASE Q S7.76
57-80 % @y
WITH OILER S$7-150 HANDLE
BUSHING HoUunG ——
S7.51 S7-82A

34724 HEX g
JAM NUT
$7-181
WASHER
%hUx 1Yy Yq20« 14" HEX
GROOV PIN CAP SCREW
{2 req'd) /‘f $7-81
X{E&ib ; GEﬁI{l WITH 10-249
Ye"20 x 1% PHILLIPS BUSHING 57-23D BUSHING

RATCHET CASE WITH

MACH, SCR. {2 REQD.} OILER & BUSHING




TOOL POSY PARTS LIST

$7-8AX TOOL POST CLAPPER AND SWIVEL ASSEMBLY

§7-65

$7.45
WASHER TooL POST 9.103
L / HANDLE
e () =) <
— - b WITH
\ o \ CRANK i ANDLE
: = g.3ix "
S7.148 $7.35 PL%'EI 16 oiess ser scr.
SCREW GRADUATED COLLAR s 8.84
$7-45X TOOL POST ASSEMBLY ... .. .00 Abda\ﬁ '@ - sPACER
MACH. SCR. {2 REQD.) s,
1 No. 3 WOODRUFF
;28 HEX JAM - Qe by
NUT {4 REQD.)
$7.66 i
S7-8A B e §7.33
SCREW TOOL POST SLIDE ™
-222 '/
92 §7-10A

HEX JAM NUT

"IN,
SHAKEPROOF
LOCKWASHER

(]

SWIVEL (PURCHASE WITH

57-9AX CLAPPER)
N

ST-46A
PIN

%720 x 14"

& ALLEN SELF-LOCKING
SET SCR.

-

Va"-28 x ’/."/5‘1-41»«

HEADLESS SET SCREW GIB

ST9A . - DOG POINT) 4 REQD.
CLAPPER WITH SWIVEL 78”16 x 3" PHILLIPS ( ‘
AND PIN MACH. SCREW
(FLAT HD.}

< §7.12] ——>

S7-9AX CLAPPER ASSEMBLY
WRENCH

416 x %" HEX CAP
SCREW (2 REQD.)




RAM AND RAM LEVER PARTS LIST

$7.105
HANDLE

57-170
SPRING {2 REQD])

57-3X RAM ASSEMBLY

. §73
RAM

832 x 14" RD. HD.
MACH. SCR. (2 REOD.)

57-88

9.644
A/)ILER

$7.28
-

WITH
CLAMP 1 aNDLE

= 10-24x 13" FILLISTER
" HEAD MACH. SCR. (2 REQD.)

V.20 x A
ALLEN SET i‘cn.‘b@ —BDI-24

POINTER

§7-212
$TUD
ST-173
SPACER
-5
S7-104 §7-26 e
Il BUSHING  ||CRE WASHER BLOCK WITH STUD
SCREW \ AND BUSHINGS
Y O\
\ .. 000 10 T
mmmnmmmnhn.hhhn!m!\‘!\!@!\“'.‘h-“‘ @ V ALLENSSﬁLZ'ég mKING

ET SCR.

Ay

14".20 HEX JAM

GEAR (PURCHASE WITH
57-103 SHAFT)

S7-118 NUT (2 REQD.)
GEAR :
" ST-16A » ST-49
. : WITH PIN
GROOY PIN RAM LEVER PLATE
$7-50
§7-19 @ BUSHING {2 REQD.)
BLOCK
\ 4/ T’K” x Vérr
$7.133 GROOV PIN [4 REQD.)
PLATE [PURCHASE WITH
-16A LEYER %" INT. SHAKEPROOF
s J ©® WASHER {4 REQD.}
1‘5‘;"-18 x T’I" %\
ALLEN SELF.LOCKING 1024 x I/; RD. HD.
SET SCR. MACH. SCR. (4 REQD.]
S7-17 $7.50
LINK WITH BUSHINGS ———— BUSHING {2 REQD.]

BD1-24~,

COLLAR

V.20 x 757 )
8,4 18 x %" ALLEN

ALLEN SET SCR.

SET SCREW
9.222
HEX JAM NUT- "OINT.
SHAKEPROOF

§7-16AX RAM LEVER ASSEMBLY

S7-49

C@% PIN

-«——BD1.24
COLLAR

Vv,-20 x %"

LOCKWASHER ALLEMN SET SCR.




|
VISE PARTS LIST

$7-91X VISE ASSEMBLY

'/3” M ”/4 "
GROQY PIN $7-986 10-24 x 33" FILLISTER HEAD
JAW LINING MACH. SCREW (4 REQD.)
$7.92A | ~ '
SLIDING JAW Wi S
NUT N No, 2x %"
\ i, : $7-140 P.K. DRIVE SCR.
_ . y
Nﬁz"” | ﬂz REQD.)
$7.143
CLAMP e  MI1-309
%g"+18x %" ALLEN——me COLLAR
CAP SCR. (4 REQD.) V20 x 3

S$7.95 o FALLEN SET SCR.
SPACER '

MI1-310 .-)' " T = Mi-311
COLLAR pad=—J" < WASHER
YA §7-98G
§7-938 > . ‘ . JAW LINING
WITH Va".20 % /" FILLISTER .
SCREW cotiar HEAD MACH. SCR. (2 REQD.)
|/'-ﬂ' x %n

%16 HEX NUT

/ (6 REQD.)

=3 WASHER (6 REQD.)

o 5796
T-BOLT {6 REQD.):

GROOY PIN

PN

RENCH

6-32x %" FLAT HEAD
MACH, SCREW (2 REQD.]




COUNTERSHAFY, GUARDS, MOTOR BASE, MOTOR PULLEY, AND BELT PARTS LIST

998
§7-124 COLLAR

PULLEY

|/4 ”.90 x %u -
SELF-LOCKING

SET SCR. 9111
§7-21AX COUNTERSHAFT ASSEMBLY ' o
9-141

PLATE {2 REQD.}

%20 x %"
ALLEN SET SCR.

.| $7-102
GUARD

§7-189
BRACKET

57-145

5t ——. §7.142

#

7 @y cue
No: 10 WASHER \ 10-24 x 3"
RD. HD. MACH,
S7-245X SCREW

MOTOR PULLEY
{with bushing, %" hole}

4

/

v " 20 x v, ’”
ALLEN SET SCR.

':C‘ B B TS A AL Em5‘
L3-126
MOTOR BELT

W44-2
1" ALLEN WRENCH

75" WASHER
{3 req'd}

Y "-20 x 8%
HOLESS SET SCR.

9.109 ST-181 e seznor IJEL
- RACE [2 REQD. - NG
BEARING §7-217 ( ! SET SCR.

10-80

PULLEY
ST.21A BEARING
HANGER Y x” Ve"-20 x ?ET gElF-lOCKING
lN V " x .I" R.
§7-120  OROOV PN ioov ein A
s7-119

ROCKER SHAFT

$7-20
BRACKET

\ 832 %"

RD. HD. MACH,

Nblz REQD.]

%

: WITH KNOB S7.164
HANDLE
AND BRAKE HINGE PIN
L3.110S
. KNOB
¥"-16 x 1" HEX,
CAP SCR. (3 REQD.)
%"-16 x 3/:." PHILL, HD.
MACH, SCR. {2 req'd)
S7-108A

MOTOR BASE

57-74
BRACKET

57-247
BOLT

S WASHER

92-1%90
HEX JAM NUT

15
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" (tlas. 7" SHAPER ACCESSORIES

INDEX CE

.

NTERS

For dividing operations required in splining,
fluting, gear cutting, and squaring shafts. Outer
ceater support may be positioned for work up
to 8 inches long and is locked securely by bolts
which travel in two T-slots of base.

No. §7-400 INDEX CENTERS for Atlas shaper,
Code word ZEHIB, weight 21 1b.

Maximum distance between centers.....cvunn... 8"
Maximum swing 512"
Base dimensions................ 14147 x 67 x ¥" thick

FURMNISHED: Two index plates (30 and 36 holes,
iB and 48 holes); 134" clamp dog, dog driver,
olts.

EXTENSION TOOL

Provides extrz clearance .
for ioternal work., Cuu BN
many shapeswwexamples at JHR
Left. Dro'p-forged older
Vy x 7% polished steel
bar with broached hole
for 3/16” high-speed cut-
ter bit.

M. 57-315 EXTENSION [N
TOOL with_cutter bit 2nd i
wreach. WYZZA. 2 1b

No. M&6.3365 SIX EXTRA
3716 CUTTER BITS un.
geound. YEZAV, 11b,

M

©
©
©

TOOCL HOLDER

For working at all angles, Ex.

tremely rigid, ‘The head an
be swivelled and locked at any
one of elght positions. 14"
high speed cutter bit furnished,
No. §7-139 SHAPER TOOL
HOLDER with " tool bit.
WYVZQ. 2 Ib,

CUTTER BITS

7900097

High speed steel V4™ x 14¥ cutrer bics ready-ground
for use in §7-139 tool holder,

No, 57-388 SET of 7 FORMED CUTTER BITS
shown above, ¥ x V,~. ZEDEV., Wt. 1 lb.

Unground Cutter Bits

Ne. We.
No. Size in Set {set) Code
T 3868 [ 6 § or. YAR
3867 lg” 12 1 b, YARMO
3855 ' [ 12 oz, YARPY

ROTARY
INDEX TABLE

Mo. §7-420 ROTARY INDEX TA-
BLE for Atlas shaper, with four base-
clamping bolts and wrench. Code word
ZEHOC, weight 14 lbs.

Table diameter .omrereeseenereaccasns 5147
Height to Top of Table.nn.....s 174"

ANGLE PLATE

No. $7-530 ANGLE PLATE
with bolts. ZEHUD. 3 Ibs.
Base and face each are 212%
r 4" x 1/14".

FLOOR STAND

No. 57-442C FLOOR STAND
for Atlas Shaper. ZEHEZ.
138 Ib. .
Overall: 14% x 317 x 33147
high.

LY

W,

v






