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composite tpol ini his turret, combined the operations of spot-
ting and rough turning; the second, a forming tool on his
cross-slide, combined the operations of finish turning, facing
and chamfering. By accomplishing with two tools operations
formerly done with five separate tools, the standard time per
piece was reduced from 9.0 to 5.0 minutes.

Case 31—W. Groves, Metal working plant, February 1928.
Lathe hand, counter Boring aluminum pistons on a Hendey
lathe, sought and received permission to transfer the opera-
tion to a fast drill press. The time necessary to finish a
piece on the lathe was 6.0 minutes. The standard time per
piece on the drill press is now 2.0 minutes. N

Case 32—B. Whileside. Metal working plant, February
1928. Operator, machining steel pipe flanges on Cleveland
automatics, developed tools by means of which washers of
2 similar stock size could be produced simultaneously with
the! flanges. The feature of this idea consisted of two parallel
cutting-off tools d on a lide tool post.
While the first tool cut off a pipe flange, the second ome was
cutting off a washer. These washers formerly were made
on a second automatic which was released for other work
by virtue of this development.

Case 37—L. Parkins. Metal working plant. One of the
hand screw machine operators had listened to many com-
plaints relative 'to rcamers coming from_tool cribs dull and
often with chipped edges. One day, while standing at the
crib window, this worker noted some lengths of old rubber
hose lying about on the floor. He asked the crib attendant
what purposc this hose was serving. “No purpose at all,”
the attendant replied, “It is full of leaks and I intend’ to sell
it for junk.” “Domt do that” said the hand screw operator,
“Cut it up into suitable lengths, and use the latter as a
protection for the reamers while they lie on the crib-shelves.
Put each reamer into a hose length and reserve whatever
lengths are left over for future reamers.” This idea, which
was adopted, effected a very foticeable improvement in the
condition of reamers throughout the shop.

Case 40—J. Hannah. Metal working plant, March 1926.
Lathe hand, turning the outside diameter of aluminum pistons
on a small Porter and Cable lathe, sought and received per-
mission to perform this operation on a large Potter and
Johnson semi-automatic turret lathe. ~On this heayier ma-
chine it was possible to use a greatly increased feed. The
original time for turning a single piston on the Porter and
Cable lathe was 20.0 -minutes. This time was reduced to 4.0
minutes on the Potter and Johnson. For effecting this great
economy, the worker received, I am glad, to report, a sub-
stantial increase in his hourly wage rate. |

Case 44—G. S. Robinson. Metal working plant, April 1928.
Landis grinder hand performed a grinding operation on two
separate surfaces of a steel shaft. He had been instructed to
grind the first surface, then reset his wheel and grind the
second surface from a new setting. By devoting thought to
his work he finally developed a new shape of grinding wheel
by means of which he was able to finish both surfaces from
a-single common setting. The new method quickly became
accepted practice for this operation. Elimination of the second
set-up reduced the standard time necessary to complete a
piece from 10.0 minutes to 5.0 minutes.

Case 45—Tower and Handerson. Metal working plant,
April 1928, An operator ‘and a helper running a group of
four Gridley automatics, on their own initiative suggested
that they could take on another machine in addition to their
regular quota. For several months now they have been suc-
cessfully operating five of these machines without any in-
crease in_down time over the four machine basis.

Case 47—B. Whiteside. Metal working plant, April 1928.
* Automatic screw machine operator, running a group of Brown
and Sharpes, developed a tool which greatly increased the
output' of push rod ball ends from these machines. Existing
practice consisted of profiling and cutting off these parts on
Brown and Sharpe automatics, and then sending them to
hand screw machines where the more exacting operation of
forming the ball was performed. Owing to the relative slow-
ness of the hand screw machine operation, the output of ball
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ends produced in this manner s only 150 per day, a figure
much below the output possibilities of a Brown Sharpe auto-
matic, if an adequate all-forming tool could be developed for
the latter machine, This worker applied his_ skill and wits to
the problem, and presently came through with a tool for the
automatics that formed a perfect ball radius. Since then
this operation in its entirety has been performed on Brown
and Sharpe automatics. The output on the new basis is 800
per day, an increase of 430 per cent over the old method.

Case 48—B. Whiteside. Metal working plant, April 1928.
The stecl ball ends described in the preceding case passed
next to an Ott plain grinder where the ball radius was ground
to a careful finish. Each piece, at this stage, was held in
a special chuck, the grinder operator holding the chucked ball
end against his grinding wheel, and slowly revolving the work
to and fro through 180 degrees until he obtained a satisfactory
finish. The maximum output obtainable from a single grinder
in this way, was 50 picces per day. The same worker, who
already has effected the economy described in the preceding
case, suggested that the operation be transferred to a Cin-
cinmatti centerless grinder where a_ special radius form grind-
ing wheel might be developed and used. Such a wheel was
developed eventually, and it entirely climinated the time for-
merly consumed on the Ott grinder in moving the work to
and_fro on the stone. The output of these parls from the
centerless grinder is now 2,000 per day, an increase” of 3,900
per cent_over the old method.

Case $3—IV. Yeager. Metal working plant, May 1928. A
tool crib attendant noticed that specifications called for 3/64
inch drills which had to be made up specially at a cost of
$11.95 per dozen. He submitted a suggestion  that No. 56
“drills, ock size obtainable at $1.71 per dozen, be substi-
tuted. This worker, in his memorandum, called attention to
the fact that as there was a difference of only 10004 inches
in the sizes of the two, the stock drill probably would-serve.
This recommendation was adopted and its proposer received
a reward. .

Case 57—F. Dutnak. Metal working plant, May 1928. A

hand serew machine operator developed a special chuck by the |

use of which the machining of water pump covers, formerly
done on Fox lathes, could be transferred to a No. 4 Warner
and Swasey universal. Through the greater accuracy of the
universal, it was possible to obtain a satisfactory finish to
these parts in considerably less time than on.the Fox lathe.
The standard time per piece for this operation was reduced
from 33.5 minutes to 17.0 minutes by this development.
Case 58...Metal working plant, May 1928. The production
department has sent operation sheets into the shop stipulating
that two machining operations on aluminum gear housings be
performed on a straight lathe. The first operation consisted of
rough and finish facing a hub—the second one consisted of
rough and finish turning the hub and then back-facing the
flanged end of the housing. Each of these operations re-

. quired a special set up. A hand screw machine operator sug-

gested that both operations be combined in a single hand screw
machine operation, in this way eliminating,. the second set-up,
as well as a considerable amount of unnecessary handling time
spent at the lathe. To support his idea, the worker suggested
a new way of holding the work on an_adapter so that all
machined surfaces would be made accessible to the necessary
cutting tools. This development was successful and the new
method was permanently adopted. Standard time for ma-
chining a single housing by the old method was 11.0. This
time was reduced to 5.0 minutes by the new method.
Case 65—B. Whiteside. Metal working plant, June 1928.
Operator runping a group of Cleveland automatics, devised
! and suggested equipment by which the machining of steel clamp
nuts, formerly done on Jones and Lamson engine lathes could
be transferred to the automatics. When this ¢hange was per-
manently adopted, it increased the output of these parts from
.50 pieces to 200 pieces per day, an increase of 300 per cent.
Case 66—B. Whiteside. Metal working plant, June 1928.
Operator running Gridley automatics suggested and developed
necessary cutting tools for the machining of steel packing
nuts on the automatics. Former practice had consisted of
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Discussion

Gustave Geiges.! I am very glad of the oppor-

tum'-ty of presenting labor’s views to- the Taylor
Society and its friends. The American Federa{ion
o.f Full Fashioned Hosiery Workers, the organiza-
tion which I represent, clearly recoglnizes thi need
forvco-operation with management in every problem
which the full fashioned hosiery industry must face
We, therefore, welcome the engineer and the scien-'
tifically trained expert in industry, because we igel
th?t the greater knowledge which these men can
bm}g to this task will, in the long run, aid both
caplt:-ll and labor [to find a more reaso;mble and‘
certain method of reaching a rational and practical
system of mutual assistance in the conduct of -
dustry.

.The hosiery workers’ unjon welcomes the tech-
nical expert in industry. We have just recentl
sought the professional services of certain distin):

*President, American F i F i i
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guished members of the Taylor Society in an effort
to splve the problems of our industry without re-
sorting to a strike and the sort of conflict which has
usually been an almost inevitable feature of dis-
pufe.d industrial situations, involving differences of
opinion on matters of wages and workingr.‘ condi-
th.l‘lS. Progressive elements in the modern trade
union movement believe that strikes, like wars
must bc.*, eliminated if social progress is to be main:
tained ina complicated industrial society such as
we are living in today. We must develop not only
2 clear understanding in industry of the rights oyf
both etmp.lt?yer and employe, but we must create the
opportunities which wi i
prbortumities b h will translate understandmg_ ;
) Most of the employers with ‘whom I havé come
Into contact during the past ten years agree that
it w.oulq be advantageous for. their industry if all
parties in the industry were organized — workers
f'md manufacturers alike. The difficulty, however
1s to convince the individual employer i)y reason:
able argument to accept organization of his em-
ployes, when the workers in the entire industr;
are‘still not unionized, 100 per cent. Y
’1}.1e American Federation of Full Fashioned
Hosiery Workers has demonstrated its-willingness
to meet the needs of a competitive business system
and has been alert at all times to adapt itself to
the present industrial problems resulting from con-
stantly increasing production. . o
‘Let me digress for a moment and make clear the
difference between full fashioned hosiery and other
jtypes of hosiery manufactured. First of all, there
is the difference in the method  of manuff;cture‘
The seamless, or circular, knit is knitted in tubular
fOl‘n.l, while the full fashioned hose is knitted as
a piece of flat fabric shaped to the limb of the
wearer. This is the difference in techniques, but
tl.u;re is a greater difference in the actual co;np0~
sition of the full fashioned hosiery industry as com-
pare‘d with the seamless industry. The use of full
fashioned hosiery is increasing, while the use of
sean}less hosiery is tending to decrease. The full
fas]uon.ed hosiery knitting machine is much more
expensive than the seamless and is much more pro-
ductive.
) The average full fashioned manufacturing plant
is Qrobably more efficiently operated than most fac-
tories, due to the fact that the various operations
are performed by specialists. The knitters, who are




