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Process Sheet —Cam 1109 Lab 2- Lathe Widget 2
(Page 1 of 2)

Chuck part in 1” collet with 2 1/2” sticking out

Face end of part (Bare Minimum Clean Up)
654 RPM with carbide insert

Turn .747/.753 diameter x 2.25” length
654 RPM with carbide insert

Turn .491/.498 diameter x 1.00” length
654 RPM with carbide insert

Groove .420 diameter at 1 inch location
654 RPM with carbide insert

Groove .630 diameter at 2.25 inch location
654 RPM with carbide insert

Use lathe to make a line at 1.220” for end of 60 degrees
654 RPM with carbide insert

(continued on Page 2)

Video Resources

2.1 - Setup of Lathe

ADD A QR CODE
HERE TO PROVIDE
EASY ACCESS TO

THE LAB VIDEO

2.2 — Turn Main Diameter

ADD A QR CODE
HERE TO PROVIDE
EASY ACCESS TO

THE LAB VIDEO

2.3 — Turn Thread Dia.

ADD A QR CODE
HERE TO PROVIDE
EASY ACCESS TO

THE LAB VIDEO

2.4 - Groove 1&2

ADD A QR CODE
HERE TO PROVIDE
EASY ACCESS TO

THE LAB VIDEO




Process Sheet - Lab 2- Lathe Widget 2
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8) Turn 60 degree taper
654 RPM

9) Set up lathe to chase 74-20 UNF2 B
95 RPM

10) Use lathe to make line for overall length at 2.75 plus 1/16 use cut off

tool

654 RPM

11) Chuck part in % inch collet & face to 2.75 overall length

12) Center drill end 3/8” wide

13) Drill with Q drill 1 1/8 inch deep

14) Tap hole 3/8 — 24 thread 5/8 deep with tap wrench & tail stock

15) Knurl head to print specs, chamfer as indicated and deburr

Video Resources

2.5 - Line & Taper

ADD A QR CODE
HERE TO PROVIDE
EASY ACCESS TO

THE LAB VIDEO

2.6 — Thread

ADD A QR CODE
HERE TO PROVIDE
EASY ACCESS TO
THE LAB VIDEO

2.7 - Cut Off

ADD A QR CODE
HERE TO PROVIDE
EASY ACCESS TO
THE LAB VIDEO

2.8 — Lathe Tapping

ADD A QR CODE
HERE TO PROVIDE
EASY ACCESS TO
THE LAB VIDEO

2.9 — Knurling

ADD A QR CODE
HERE TO PROVIDE
EASY ACCESS TO

THE LAB VIDEO




TAPDRILL ___ X1 1/8" DP.
v 1/16" DP. X 82'

3/8-24 UNF X 5/8" DP
NOTE: DETERMINE TAP
DRILL FROM CHART

@ .753/.747 1/2 - 20 UNF 2A

@1" (STOCK)
BEFORE KNURL

RN =4 F
5 |__1 g 18
i 500 1.00—=
MEDIUM KNURL :

NOTE: CALCULATE INFEED FOR 1/2-20 UNF USING INFEED = .708/N WHERE N = NUMBER OF THREADS PER INCH.

TOLERANCES: DRAVIN

XX = +.020" KAB 8/24/2017 SINCLAIR COLLEGE

R CHECKED

ANGLES = + 1° KM_ B/24/20017 " Irime

FRACTIONS = + 1/32" MATCLRS

BREAK ALL OUTSIDE

EDGES 1/64" MINIMUM HEAT TREATMENT LATHE WIDGET 2

1/2-20 UNF Thread Data

Minimum | Maximum = pWENG REV

Major Dia| 4904 | .4986 A Lathe Widget 2
Pitch Dia | 4614 | 4661 SCALE 4. q] [sHEET 1 OF 1
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