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LIECIFICATION jorming part of Lietters Patent No. 301,165, dated July 1, 1884.

Applieation filed September 24,1883, (No model.)

To all whom it may concern : )

Be it known that we, WILLIAM A. ROGERS,
of Cambridge, county of Middlesex, and
GEORGE F. BALLOU, of Waltham, Middlesex

5 county, State of Massachusetts, have invented
an Improvement in Apparatus for Cutting
Screws, of which the following deseription, in
conneetion with the accompanying drawings,
is a'specification, like letters on the drawings

1o representing like parts.

Our invention consists,mainly, ina mechan-
ism for accomplishing the following objects:

First. To cut lathe or other screws to an
exact standard of length, or so that the dis-

15 tance between the terminal convolutions ofthe
screw-thread at the two ends, measured along
any line parallel with the axes of the screws,
shall be exacily equal to any equal multiple
or to any equal subdivision of the imperial

20 yard of Great Britain at the temperature.of 62°
Fahrenheit, or to any other standard of lineal
measurement that may be desired.. Screws
of any required pitch, whether regular or ir-
regular, may be cut to an exact standard of

25 length. g

Second. Toproducescrewswhichshall have
g uniform piteh, not only for aliquot parts of
a revolution or turn of the thread at any peint,
but also throughout the entire length of the

30 SCrew. ‘

It may be readily demonstrated that exist-
ing screws are far from accurate with respect
to uniformity of pitch, and the error in the
whole length at- the standard temperature is
35 often so great that ascrew cut upon one lathe
- will not fit a nut eut upon a lathe by a differ-
ent maker. The most serious errors found in
existing lathe-serews belong to a class known
as periodic errors, oceurring in each turn of

40 the thread, as follows: Starling at any point
in the arc of revolution, the error in Inelina-
tion or pitch of the thread increases by suc-
cessive small increments until at a certain
point a maximum value of the error is reached,

45 and beyond this point the error gradually di-
minishes; but not usually at the same rate
that it previously increased. Thus, though
the error in the first one-hundredth of a revo-
Iution may be, for example, only one ten-

thounsandths of an inch, the error in one tenth 50
of arevolution may, by sucecessive increments,
amount to as much as one one-thousandthg of
an ineh, and the maximum error in one turn

of the thread may reach one two-hundredths

of an inch.  Thus, though it may be difficult 55
to detect the errors for small ares of revolu-
tion, the accumulation of these small errors
for half a revolution of thescrew may become

a very serious matter.

Hitherto the method most commonly em- 60
ployed to obtain uniformity in the piteh of
screws consists in grinding with emery by
means of anutb having a greater or less length;
but 1t may be easily shown that the class of
errors described as periodic cannot be re- 65
moved by grinding. The errors in piteh atb
one part of the serew are simply distributed
in a slightly different manner. This must
necessarily be the case, since in grinding we
deal with a combination of the threads of the 70
nut and screw, and thesaid combination varies
at every point in the rotation of one relatively
to the other. In our process we deal with
each single turn of the thread. Each turn of
the thread is, by the process of cutting, made 73
to represent the mean of all the threads in the
screw for every part of the arc of revolution.

In order to cut screws in accordance with
our invention with suceess the following con-
ditions must be fulfilled:

(¢.) The carriage which carries the cutting-

8o

"tool must move in a plane parallel with the

axis of the serew to be cut. If there is any -
flexure in the ways upon which it travels, this
flexure must be neutralized by proper meth- 85
ods. ‘
. (b.) The cutting-tool must move in a line
parallel with the axis of the serew to be cut.
The ways must, therefore, have no curvature
in their plane. 90
(¢.) The screw to be cut must deseribe a
true eylinder in its revolution, and not the
frugtums of two cones. The flexure of the
rod upon which the thread is to be cubt must
therefore be nentralized.
In practice these preliminary conditions of
suceess are fulfilled by methods of mechani-
cal construction, which need not be fully de-
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seribed in this connection, it being assumed
that the machine is accurate in these particu-
lars, as such accuracy is within the range .of
mechanical construction.

In practicing our invention, as shownin this
instance, we employ a screw-cutting lathe, the
leading or tool-feeding screw of which may
have greater or less inaccuracies, as is inev-
itable in serews made previous to our inven-
tion, the said feeding-screw and the spindle

carrying the shaft to be threaded being con--

nected by gearing, so as to normally have a

- definite relative rate of rotary movement, as
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is usual in screw-cutting lathes, and the said
feeding-screw operating the carriage for the
tool, by which the shaft or rod is cut or thread-
ed in the usual manner.

The invention consists, partly, in the lathe
having a tool-carriageand feeding mechanism
therefor, combined with a standard linear
scale or graduated bar fixed upon the lathe-
bed, and a measuring device; shown in this
instance as a microscope; carried by the said
tool-carriage, whereby the distance traveled
by the tool-carriage may be accurately and
minutely observed from point to point, and
the inaccuracies of its feeding movement thus
determined throughout the entire length' of
the said movement. This shows the amount
of correction necessary during the different
parts of the movement of the tool-carriage;
and the invention further consists in mechan-
ism for go correcting irregularities of longi-
tudinal movement of the tool in relation to
the rotary movement of the spindle carrying
the rod or shaft to be cut as to make the said
relation constant. '

The invention also consists in various de-
tails of construction hereinafter described,
whereby the movements of the different parts
-are rendered more aceurate.

Figure 1 is a plan view of an apparatus for
cutting screw-threads embodying this inven-
tion; Fig. 2, a front elevation, and Fig. 3 an
end elevation, thereof; Fig. 4, a transverse sec-
tion on line #, Fig. 1; Fig. 5, a longitudinal
sectional detail of the spindle for revolving
the shaft or rod being cut, and Fig. 6, a detail,
to be referred to.

The lathe-bed ¢ may be of any suitablé or.

usual constructien, the ways ¢ « &', upon
which the tail-stock b and the tool-carriage ¢
travel, being preferably made as eylinders, for
greater accuracy. The cylindrical ways o ¢,
upon which the head and tail stocks of the
lathe are mounted, are provided with longi-
tudinal dovetail-shaped ribs «', (see Fig. 4,)
rigidly fastened to them to facilitate the clamp-
ing or fastening of thesaid stocks upon the said
ways.

The spindle d of the head-stock, to which
the shaft or rod S to be cut or threaded is
fastened by any suitable clamp, dog, or chuck,
preferably as hereinafter described, is pro-
vided with an actuating worm-gear, &', mesh-
ing with a worm, e, mounted loosely on: the

driving-shaft f, provided with a pulley, f/,
and mounted in bearings f* upon a shelf; /%,
at the head of the lathe-bed. The worm e is

|.provided with a grooved collar, ¢, runningin

abearing, f*, which prevents any longitudinal
movement of the said worm relative to the
worm-gear & and spindle d, and the worm is
provided with pins ¢*, passing through sockets
in a collar, ¢, fixed upon the shaft f, the said
pins and collar operating as a spline to permit
the said shaft to move longitudinally through
the said worm, bub causing both to have the
same rotary movement. The shaft fhas fixed
upon it a4 worm, ¢, engaging a -worm-gear, ¢,
fixed upon the leading or feeding screw g7,
which engages and operates the tool-carriage ¢
intheusual manner. Itwillbeunderstood that
if the worms eand g are of equal piteh, and the
worm-gears d' and ¢ are exactly equal, then
the screw ¢* and shaft S will be revolved at
exactly the same speed as long as the worms
remain in the same relative position, or, in
other words, as long as the shaft £ and worm
¢, fixed thereto, have no longitudinal move-
ment; but if the said shaft and worm be
moved longitudinally by mechanism herein-
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after deseribed, the said movement will give

arotary movement to the gear'g’ and screw g*
independent of that produced by the rotary
movement of the shaft and worm, and the said

95

rotation produced by the longitudinal move- -

ment of the shaft f, and which may be called
the correction, may be such as to increase or
diminish the rotation of the serew ¢ relative
to that of the shaft S, according to the diree-
tion of the longitudinal movement of the said
shaft f.

The requisite for making a correct screw-
thread on .the shaft 8 is that for equal angu-
lar or rotary movements of the said shaft the
tool shall be moved by the tool-carriage equal
distances measured parallel with the axis of
the shaft; and it will be seen that if there is
no inaccuraey in the construction of the gears
d. ¢ and worms e g, and if no error arises in
the connection between the gear ¢ and shaft
S, or between the gear ¢ and screw ¢°, or be-
tween the said serew and the cutting-tool, then

if the screw ¢* itself were accurate, the desired

relative movement.would be imparted to the
shaft S and cutting-tool, and a correct screw
would be cut of the same pitch as the feeding-
serew; or it might be of different pitch by va-

.rying the gears d’ and ¢’ and their respective

worms. It is, however, impossible to find a
correct screw made by previous methods, and
congequently the first step toward making an
accurate serew is to find and tabulate the er-
rors in the feeding-screw ¢°, or, in other words,
in the longitudinal movement of the tool-ear-
riage and tool relative to the rotary move-
ment of the shaft 8. Supposing, for example,

it is required to cut a screw, the thread of

which makes five hundred turns in one meter
oflength, or, as it is commonly called, ‘‘a serew
of five hundred threads to one meter,’’ then for
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each five rotations of the shaft S the tool should
travel one centimeter, or for each one-half ro-
tation a millimeter, and so.on. The actual
relatiyve travel is defermined as follows, it be-
ing supposed that the screw ¢* has five hun-
dred threads to one meter, although they are
not uniforn: _

In order to accurately measure the number
of rotations of the shaft S, so as to compare
its rotary movement with the longitudinal
movement of the carriage ¢, the spindle d is
provided with a plate or disk, 2, having one
or more projections %', according to whether
it is desired to measure whole rotations or
fractions thereof, it being shown in this in-
stance as having two opposite projections to
measure half-rotations. The said projections
co-operate with an indicating device or gage,
I’y consisting of a lever pivoted at 4% nor-
mally held in contaet with an insulated stop,
%, by a spring, I the said lever and stop A°
forming a key for the circuit of an electrical
signal or sounder, %°, which thus announces
each time that the projection 2’ engages and
moves the said lever.

In order to determine the point f{or stop-
ping the shaft S, so that it may be always
stopped at exactly the same point, the lever
I* has a long index-finger, 27, which is moved
by the action of the projection %’ over a grad-
uated are, %, so that the shaft may always be
brought to rest when the sauid pointer has ar-
rived at the same graduation on the seale or
are. ‘ :

In order to further facilitate observation
from any part of the lathe without approach-
ing the index and arc, the stop-gage lever %
has connected with it a mirror, 7, by which a
reflected beam of light may be made to travel
along a scale as the said lever is turned, it be-
ing used in substantially the same way as in
the well -known galvanometer. The move-
ment of the lathe will necessarily be very slow
when frequent observations are to be made,
and it will be hardly practicable to drive it
by power; but it will be turned by hand, and
the operator will be enabled, by the indicat-
ing devices or gages last described, to stop

" the shaft at exactly the same pointin each ro-

65

tation. The divisions of the scale are useful
in finding the same point on the shaft with re-
lation to the point of the cntting-tool in case
the Iatter should be reset or ground hefore
the operation is completed, in which case it
might be found necessary to stop the shaft at
another division of the indicating-seale.
Having determined exactly a number of
complete revolutions or an exact fraction of a
revolution of the shaft S, the next step is to
measure the distance traveled by the tool-car-
riage under the influences of the screw ¢°,
which is accomplished by means of a linear
measuring - bar, 4, accurately graduated for
linear measurements with the desired num-
ber of gradations to correspond with the dis-
tance to be traveled by the carriage in the

different measuared portions of the rotary
movement of the shaft 8. TFor example, the
bar may be divided into centimeters and the
shaft stopped at every fifth. revolution, when
the position of the carriage ¢ will be deter-
mined by a co-operating measuring device,
which, for extreme accuracy, consists in -this
instance of a microscope, ¢/, having the usual
cross-wires to definitely fix a line of vision, it
being fixed upon the said carriage. The
mechanism is set with the shaft S stopped at
a definite point indicated by the gage #°, and

70
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with the cross-wires of the microscope exactly

on one division of the seale or bar, and the
shaft is turned for five revolutions and an ob-
servation made through the microscope. If
the ecross-wires are on the proper division of
the bar, it shows that tlie feeding-screw ¢* is
of proper average pitch for the said portion of
its length. If, however, asis usually the case,
the cross-wires are not on the division, the
amount of variation isobserved and noted asan
inaceuracy to be corrected in eutting that por-
tion of the shalt S, and the screw g¢* will be
turned by the operator independently of the
shaft 8 until the cross-wires are broaught ex-
actly upon the division, after which the shaft
S will be turned five more revolutions and
another observation made as before and the
result tabulated. Tn this manner the inacen-
racies of the screw ¢° are determined through-
out its entire-length. For the sake of illus-
tration it may be supposed that in the first
division the carriage o falls behind one one-
hundredths of amiilimeter, and in the second
division it has gained one one-hundredths of a
millimeter. This will show that daring the
first five rotations of the shaft 8 and the
serew ¢ the latter will have to gain one two-
hundredths of a revolution, and in the second
five rotations it will have to lose an eqnal
amonnt to malke the proper correction in the
travel of the tool-carriage. These corree-
tions are made by causing the shafts f to move
longitudinally during its rotary movement by
which the shaft 8 and screw ¢* are turned.

8o

85

gC

95

100

110

The longitudinal movement of the shafs f may g

be produced by various kinds of wnechanism.
As herein shown, the said shaft is provided
near one end with .collars k, engaging the ends

- of asleeve, ', in which the said shatt rotates

freely, the sleeve being provided with a pin,
I, entering a block, %%, (see Fig. 1, where the
sleeve and a portion of the shaft fare broken
away,) mounted in guides of a guide - plate,
I*, pivoted as shown in dotted lines at 20,
Fig. 1, upon a carriage, &%, movable in & longi-
tndinal guide, &% fixed upon or forming part
of the bed of the lathe. The said ecarriage
is provided with feed-serew m, operated by
a nut, m/, itself rotated by a suitable train
of gearing, m*m’ m' m°, from the shaft of the
gear g, by whieh the feed-screw ¢* is actuated,
the said gearing being such that the cairiage
K* is fed sufficiently to cause the block &' to
travel the length of its guide during the

120
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130,



- shaft f may be caused to move a certain dis-
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. stock of the 1athe,for carrying the shaft S to be

60

- Tig. 5, the said shaft having a small thread

65

making the corrections for the said inacecura-

feeding movement of the tool-carriage ¢ along |
the lathe. Thus by setting the guide-plate
k* at any desired angle to the guide #° the

tance during-the entire feeding-movement of
the carriage ¢, thus varying the relative rate
of motion of the shaft S and screw ¢* from
that made by the simple rotation of the worms
¢ and g. This permits an error extending
throughout the entire length of the screw to
be rectified automatically while the lathe is
runnipng at the usual speed, or a-screw to be
cut of slightly greater or less average pitch
than that of the feeding-screw g% so as to
bring the serew that is being cut to the de-
sired standard of length, although the minor
inaccuracies occurring at different points
along the screw will not be corrected.

. In order to turn the guide-plate k' on its
pivot, it is provided with-a worm-gear, =,
below the carriage &, engaged by a worm, %/,
splined upon the adjusting-shaft #°, extending
along the front of the lathe, and provided with
any convenient number of graduated disks or
handles »*, by which it may be rotated to turn

being free to travel longitudinally on the shaft
#?, to accommodate the longitudinal movement
of the carriage k"

For correcting the minor inaccuracies which
oceur in the feeding-screw ¢* from point to
point, the plate &* may be gradually turned
by the operator, while the lathe is in op-
eration, to produce the proper longitudinal
movements in the shaft f, to make up for
the said inaccurgcies, and while removing or

cies the gearing m* m® m* m® may be discon-
nected from the shaft of the-screw ¢% so that
the carriage I° will have nolongitudinal move-
ment while the corrections are being made, the
plate %* merely operating as an arm to move
By this mode of operai-
ing the thread is correctly cut from point to
point of its length, and is consequently cor-
rect in its total length. It may in some cases
be desirable, however, to first cut a screw of
correct total length by means of the inclined
guide-plate &', carriage %% and co-operating
parts when operating automatically, as previ-
ously described, and then to use the secrew thus
cub to actuate the tool-carriage while cutting
the screw for which corrections: are made by
hand from point to point throughout the en-
tire length of the thread.

Asg herein shown,the spindle d of the head-

cut, is madehollow,and has a slightly-tapering
socket in its end‘to receive the correspond-
ingly-tapered end of the shaft S, as shown in

cut on it to be engaged by a threaded socket
in a clamping-spindle, 0% passing through
the spindie d, and provided with a collar, ¢,
engaging the rear end of the said hollow spin-
dle d, and adapted to be rotated by a suitable

[
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wrench or key to draw the tapered end §* of
the shaft 8 into its tapered socket in the spin-
dle, thus securely fixing it in relation to the
said spindle while being operabed upon by the
latter. The clamping-spindle o* has a shoul-

der, o', engaging a shoulder in the hollow
spindle d, so that when the said clamping-
spindle is turned in the opposite direetion it
will throw the shaft S out from the socket, so
that it may be removed from the lathe.

It will be found that certain irregularities
occur in the relative rotary movement of the
shaft S and longitudinal movement of the tool-
carriage ¢. during each rotation of the said
shaft, owing to some imperfection in the gear-
ing or mechanical connection between the said
shaft and 0ol- carriage other than the irregu-
larities in the feeding—screw, which bave be-
fore been referred to and provided for; and
these irregularities in rotary movement may
be determined by careful measurement of the
longitudinal movement of the tool-carriage
during the different fractions of several suc-
cessive rotations of the shaft S. Thus in a
series of measurements at various points in
each rotation of a series of rotations it may
be found that errors of the same character are
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repeated during the same part of each rota-

tion, the angle of inclination of the thread
being, for instance, too great in the first one-
tenth of each turn of the thread measured from
a given linealong the side of the screw parallel
with its axis, and the said angle being too small
during the next one-fourth of each turn of the

100

thread, and so on, although the amount of va-

riation will not usually be equal in the differ-
ent turns, but may be averaged. Such irregu-
larities as are found repeated at the same part
of each revolution are compensated for by the
connecting mechanism between the spindle d
and its acbuwtmg gear d’, by which the move-
ment imparted to the smd spindlevaries some-
what from that of the gear. Ashereinshown,
the said spindle has ﬁxed upon it a wrist-plate,
p, shown as having a tapering socket pressed
upon a corr‘esponding taper on the spindle d
by a nut, p’, the gear d being loose upon the
hub of the said plate,which is provided with
a pin, p?, pivoted in the said plate, and hav-
ing an arm, p°, provided with a stud bearing
upon a can, p*, shaped in accordance with the
previously-observed irregularities in rotary
movement of the gear @' with relation to the
longitudinal movement of the tool-carriage,
the. eam being fixed upon the head - stoek.

The pin p*is provided with an eccentric-stud, .

p°, connected by a link, p* with the gear &,
so that as the said pin is partially rotated by
the oscillation of the arm p® there is a slight
rotary movement of the plate p and spindle d
within the gear d’, which will compensate for
the irregularities in the movement of the said
gear. By fastening the shaft S to the spindle
d by means of the tapering socket, the irregu-
lar strain that is derived from the usual face
plate and dog is avoided. :
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‘When necessary, the entire apparatus up to
the level of the graduations on the bar ¢ may
be immersed in a liquid such as oil, so as to
maintain the graduated bar or standard ¢ and
the shaft S at the same temperature, and if
the said bar and shaft are of materials having
different co-efficients of expansion, the sald
liquid will have to be kept at a uniform tem-
perature while the cutting is taking place.

-It will be seen that the accuracy of a serew-
thread cut in accordance with this invention
depends only upon the accuracy of rectilinear
parts of the machine, and upon the aceuracy
of a standard of linear measurement, which
points of construetion are ftttfunable in prac-
tice.

The essential novelty of the opemtlon con-
sists in compenswtmo for unavoidable inaccu-
racies in existing machines while in the actual
process of cutting each continuous portion of
the thread, which is measured directly during
the process of cutting. It follows that the
serew can be made aceurate to the highest de-
gree that is capable of measurement.

‘We claim—

. 1. In a machine for cutting serews, the com-
bination, with a carriage for the cufting-tool
and mechanism to move it, of the stationary
bar graduated to standard linear measure-
ment, and a co-operating measuring device
connected with the said carriage,whereby the
actnal linear movement of the tool-carriage
may be accurately and minutely measur ed

substantially as and for the purpose descr ibed.,

2. In a machine for cutting screws, the com-
bination,with the spindle for the shaft to be
threaded or cutand the {ool-carriage, of mech-
anism for actuating the said spindle and car-
riage, and devices for indicating the exact
amount of rotary movementof thesaid spindle,
and measuring the corresponding movement of
the said earriage, substantially as described.

3. In amachine for cutting screws, the com-
bination of the spindle for the shaft to be
threaded, and the tool-carriage and tool,with
actuating mechanism common to the said spin-
dle and carriage, and the mechanism, substan-
tially as set forth, for correcting the effect of the
said actuating mechanism upounthesaid spindle
and tool-carriage from point to point,whereby
they maybe moved at a uniform relative rate,
substantially as described.

4. The bed and head and tail stocks ’chereon,
combined with the graduated bar fixed on the
saidbed,thetool-carriagehaving alinear move-
mention the said bed, and amicroscope fixed on
the-said carriage and co-operating with the
said bar, substantially as and for the purpose
described.

e

5. Inamachine for cutting screws, the mov-
able tool-carriage and means to measure its

“movement, combined with the spindle for re-

volving the shaft to be threaded, the plate or
disk fixed on the'said spindle, and provided
with projections, and the co-operating indicat-
ing deviee or gage forming a portion of an
electric circuit, substantially as described.

6. In a machine for cutting screws, the mov-
able tool-carriage, and means to measure its
movement, combined with the spindle for re-
volving the shaft to be threaded, the plate or
disk fixed on said spindle and provided with
projections, and the co-operating indicating
device or gage provided with an index-finger
and co-operating graduations, substantially as
and for the purpose desecribed.

7. Inamachine for cutting screws, the mov-
able tool-carriage and means to measure its
movement, comblned with the spindle for re-
volving the shaft to be threaded, the plate or
disk fixed on said spindle and provided with
projections, and the co-operating indicating
device or gage provided with a reflector
whereby a reflected beam of light may be
moved along a scale, substantially as and for
the purpose described.

8. The spindle for rotating the shaft to be
threaded, and the actuating-gear loose there-
on, combmed with connecting mechanism be-
tween the said gearand spmdle whereby their
relative pOSlblOIl is varied during their rota-
tion, substantially as described.

9. The longitudinally - movable actuating-
shaft and worms rotated thereby, ome worm
being movable with the shaft and the other
having no longitudinal movement, combined
with the gears wctmted by the S’le wornis, the
sleeve on the said shaft, block, pivoted guide-
plate, and meclnmsm for turning Lhe said
plate on its pivot, substantially as descnbed

10. The lonrrltudmally movable actuating
shaft and worms rotated thereby, one worm
being movable with the shaft and the other
havmg no longitudinal movement, combined
with the gears S actuated bythe said wor ms, the
sleeve on the said shaft, block, gunide-plabe,
carriage supporting the said plate, and means
to impart to the said carriage a movement
proportional to that of the tool-carriage, sub-
stantially as deseribed.

In testimony whereof we have signed our
names to this specification in the presence of
two subscribing witnesses.

WM. A. ROGERS.
GEO. F. BALLOU.
Witnesses:
Jos. P. LIVERMORE.
W. H. S1gsTON.
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