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ToTrueUpontheFace-plateofaLatheaPrick-punchMark

thathasbeenSpottedontheFaceofaDieBlank.

NOTE.-Thedieblankisassumedtohavebeenplaned,laid

out,andthecentersoftheholestobeboredordrilledprick

punched,previoustothisoperation.Thedieblank,aslaid

cut,isshowninthelowerright-handcornerofthesketch.

Theprick-punchcenterListobetruedupwiththecenter

ofthelathespindle.

1.StrapdieblankBontheface-plateA,bytheaidofthe

strapsCandtheboltsandnutsH.Bringthetail-stockfor

ward,closetotheface-plate,andmovethetailcenterK

forward,sothatthepointalmosttouchesthedieblankB.

2.Removethebeltfromthehead-cone,andletithang

loose.

3.Turnthelathespindlebyhand,andtrueuptheprick

punchmarkbylightlytappingdieblankBuntilthemark

isapparentlytruewiththepointDofthetailcenter.

4.StrapweightEtotheface-plate,tocounter-balancethe

weightofthedieblankB,whichiseccentricallyclamped

ontheface-plate.

5.Revolveface-platebyhandtoseeifithasbeencounter

balancedcorrectly.Ifnot,replaceEwithaheavierorlighter

weight,asrequired.

6.PlacetheindicatorMinthetool-postFandbringthe

centeringpointNoftheindicatorforwardsoastoenterthe

prick-punchmarkonB.

7.Revolvetheface-plateAandseeiftherearendpoint

Goftheindicatormoves.Ifitdoes,theprick-punchmark

doesnotrunfullytrue.

8.Turntheface-platebyhand,lettingG,whichwillmove

inacircle,comeasclosetotail-centerKaspossible.Then

tapdieblankBlightlyatapointinastraightlinewith

thecenterofthelathespindle,untilpointGremainsper

fectlymotionlesswhenthespindleisrevolved.

NOTE.—Afterhavingtrueduptheprick-punchmark,spot

anddrillholeL,andthenboreitwithaninsideturningtool

toataperof112degreeoneachside,forclearance.Re

peattheoperationoftruingup,drilling,andboringforthe

holeP.

ToDrillOuttheCoreinaDie,EliminatingtheNecessityof

BroachingOuttheWebofStockbetweentheHole.

NOTE.—Previoustothisoperationthedieblankhasbeen

planedandholesLandP,drilledandbored.Thecore

shouldbedrilledoutsothatthedrilledholesinclineabout

142degreewiththeperpendiculartothefaceofthedie,for

clearance.

1.Placeadrillinadrillchuck,andtightenthechuck

jaws.

2.Laythedieonthedrillpresstable,andproceedtospot

everyalternateprick-punchmarkwiththedrill.

3.Whenspottingtheholes,careshouldbetakentoseethat

thedrilldoesnotrunintothescribedoutsidelines.Where

thedrillshowsatendencytodoso,drawthespottedhole

overtowardstheinsidewithasmallchisel.

4.Placeathinpieceofsheetsteelunderthecornerofthe

diedirectlyoppositetheholestobedrilled.Thesheetsteel

pieceisputinsothattheholeswillbedrilledataslight

anglewiththebottomofthedie,tomakeunnecessarythe

operationofreamingtheholesfromthebackwithataper

reamer,inordertosavetimeinfilingoutthedie,whichis

filedtoanangleof142degreeforclearance.

5.Proceedtodrillaholeateveryotherprick-punchmark

allaroundtheinsideofthescribedline,asshowntothe

leftintheengraving.

6.Afterhavingdrilledeveryotherhole,proceedtodrill

theholesindicatedbytheprickpunchmarksbetweenthe

holesalreadydrilled.Whenalltheseholesaredrilled,as

showntotherightintheengraving,coreXfallsout.

7.Withasharpchiselchipouttheremainingprojecting

points,almostdowntothescribedline.Inchipping,begin

atthefaceofthedieandchipthrough.Ifthestartismade

atthebottomofthedie,thestockisapttobreakoffbelow

thescribedlineonthefaceofthediewhenthechiselcomes

through.

NOTE.—Whentheshapeoftheopeninginthediedoesnot

permitthechippingallthewaythroughfromthefaceofthe

die,chipthroughasfarastheopenspacewillpermit,and

thenbeginchippingfromthebottomofthedie,tomeetwhere

thechiselleftoffwhenenteringfromthetop.

ToFileOutaBlankingDietoFitaSampleBlank

orTemplet.

NOTE.Itisassumedthat,previoustothisoperation,the

diehasbeenplaned,theshapeoftheopeninglaidout,the

holesLandPdrilledandbored,andthecoreinthecenter

oftheopeningremovedbydrillingaroundthescribedout

lineofthecoreasshowninShopOperationSheetNo.77.

1.Placethedieinavisewiththefaceofthedietowards

thebackofthevise.

2.PlacepiecesAandBintheviseasshown.PieceApre

ventstheedgesofholePinthediefromcomingincontact

withtheedgeofthefilewhenthedieisfiledout.PieceB

simplyservesthepurposeofpermittingthedietobeheld

parallelinthevise.

3.Acoarsefileisfirstusedforroughfilingtheopening,

filingdowntotheinsideofthelinesscribed.Filetoaclear

anceofabout14degree.

4.Insertthesampleblankortempletfromthebottom

ofthedie,pressingitlightlyforwardasfarasitwillgointo

theopeninginthedie.

5.Removethediefromthevise,andholdituptothe

light,andmarkwithaleadpencilthosepartsofthedie

wherethesampleblankbearsagainstthesidesoftheopen

inginthedie.

6.Removethesampleblank,placethedieinthevise,and

fileouttheleadpencilmarks.Inserttheblankoncemore,

andrepeattheoperationdescribedinsteps4and5untilthe

blankwillpassthroughtheopening.Whenthedieisnearly

filedouttotherequiredsize,useafinefileforfinishing.

NOTE.-Infilingoutthedieopening,careshouldbetaken

toseethattheclearanceisfiledstraight,andnotrounded,

asinthelattercase,thediewillnotcutthestockproperly

andtheblankswillnotreadilydropthroughtheopening.

Theclearanceanglemaybemadecorrectanduniformby

theuseofadie-maker'ssquare,whichdiffersfromother

squaresinthatthebladeissetatanangleof90degrees

plustheclearanceangle,withthestock.


