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. chine would be stopped to.reload the clevator.
. custom was' to break the paper off by hand after the load

‘o8 BULLETIN OF T TAYLOR SOCIETY-

Fig. 15. Standard Work Place for “Ribboning” Handker-
chi¢ Note the “Spring Chair” developed by Frank B.
Gilbreth.  The legs rest on springs in the extensions to elim-
inate loor vibration and any consequent discomfort or fatigue.

, .

soon found out after starting this that the sheets came out of
the machine badly curled, so much so that it was almost im
possible to pile them, to say nothing of the-trouble that might
be occasioned at the scoring machines later on. Rather than
discard the idea of running these sheets - this way and return
ing to thevold way, we rarsed the canvas coming off the last
drier abont 2, running it over a 447 roll instead . of a
7" voll, and. placing twor iron” rolls on the top of this “one,
thereby bending the board over a small diamcter roll in the
opposite direction from what the hoard is curled, coming {rom
thd large drier.  This attachment i running at the preseng
time, and the hoard is coming from the machine str ehter
than it did under the old e of running the sheets in the
m:lI:'hinc the old way; but it was found that in bringing” the
sheets.down to the man breaking at the end of the machine
L instead of coming out to him lidrizontally, it incon-
venienced the breaker so that it has heen decigded to put an
automatic cut-off on to this machine, most of ‘the apparatus
for which is on hand in the plant at_the present time,
Another adjustment which v found nee ryoin con-
nection with the aperation of this machine was one which
would raise *the paper off from the paste roll when the ma-
The previous

which was on the elevator had been run and then re-thread
the machine.  This appliance is now on the machine, and
shows a saving of one-half the time.

: ] .

_chine

I'ol. V, No. 1

The conclusions 'to be drawn
low's: . .
The second track to go on the ceiling has arrived 'but has
ot béen put in place.. The inside galige is heing made at the

from this report are as fol-

"« Chapel. Machine Shops.  New tongs for lifting' the paper rolls

are forged up and in the machine shop. New reel rods -are
smade and are i use. Tlhe elevator has been lowered- eéven
with the floor to receive the Cowan truck load of board. A
New canvas is running on the machine at the present time.

As soon as the rest of the alterations.are made on this
machine and the new ssizes of lining paper have arrived, there l
is no reason why the fask and bonus” camot he immediately
applied. :

Auy one of the examples cited above woutd in it-
sell Turnish the substance for 3 paper. .

Machine shop practice affords a rich field for ma-
standardization and in this field Mr. "Barth’s
work is preeminent . : ’ -

Two machine tovls of the same size and presumably
s will be
found 1o vary greatly in the range of speeds and feeds
provided and in pulling power.

of the same. capacity built by different malke

[t is highly desirable * .
—more obviously so under scientific managenient—,

. that they should he the same. or as nearly so as possi-

ble. in order that jobs may be routed- to either one in--
discriminately and done as efficiently in one as the
other, “the same instriction cards and the sanie tool
lists serving cither one. "By judicious anc inexpensive
changes in pulleys, belts and gears, Mr. Barth not only
brings this about, hut what is of greater importance,

~ provides a range of speeds; of feeds and of pulling

power suited to the predominating product, taking in-
to account size, material and kind 6f work, in'place of
the combination provided by the maker which aimed
to provide for cverything within the machine’s capae-
ity, from the largest to tllle smallest,

For example in a

24" engine lathe one may turn a picce 24" in diameter

or 27 in diameter but it is not good practice to do
either, therefore, why try to provide speeds suitable
for these extremes at the expense of spe‘cds for the
range of diameters that should properly and will as
a rule hehandled in 2 machine of that size?

Bolt slots for clamping work on the tables of drill
press milling machines and boring mills and on the
face plates of lathes seem to have been a detail con-
sidered of little ililport_ance “by machine designers. -
Two different Tachines built by the same maker will
be found to tzlkc‘\bul‘ts of the same diameter but with
heads of a different size; two machines of the same
kind and Size built by different makers will-be found
to call for bolts different in diameter as well as in the
dimensions of the heads. I have even seen a drill
press with slots provided to take bolts 34" in diameter,
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“"Fie. 160, Truck Station. - : .

i a, ((liﬁ'crcnt size head in the table from that pro-
vided for in the base plate. )

. From what T have said about holts under vthc Il(’{l([
of standard tools, I think you will appreciate ‘the dif-
ficulties, the logs of time and of production which SI-IL‘ll
o an unstandardized condition entails. l{\'cn' supposing
that a supply of ordinary bolts for cach machine were
kept in the tool room, resulting in a much larger stock
and more work in the tool+eom, that they were kept
in’ first-class condition and issued to the machines as
required in advance for cach job, we \\'(ml‘d neverthe-
less ifind that owing to the poor_propottions of the
head:they would frequently break or damage the slots
stablel. . : ‘

On this account it is the practice as one of the pre-
Iill]il{’\ ry stc]).\j in installing the Taylor 'l(im ma ma-
chine shop to plane out the slots in all-n !aclm}cs to take
the strong standard bolt-developed by Mr. Barth.
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Still another-excellent and simple illu.xl‘mli()u of 111’:1—
chine standardization in a machine shop is in the 't< (?1
1)(».:“ of small and medium size engine lathes. Lut}l
quite rccc‘;m]y and still in many instances, 113'0 ?(m! post
with its concave or cupped washer and sliding shoe
{urnished with the machine was intended to, be used
with a tool simply cut off from the bar of steel, the
end trimmed roughly to shape and ground. Now the
Taylor standard tool, as will he seen by rcfcrring back
to .["igm'c 7. has a nose turned up consl(ler'a.hl:\' above
the top surface of the bar; facilitating grinding and
affording an increased number of grindings hefore the
tool must be dressed, with, as a consequence, less waste
In all cases where necessary Fhe toll
and in some cases the slide rest are :1]t$‘r?d to
nit the use of standard tool ll.\’&l{l”(\‘ [IL%QSLIItS
in reducing the number of sizes of tool steel that have

1
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of tool steel.

to be used. A more direct gain is obtained, however,
v .




