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TURDINESS and accuracy are incor-

porated in this inexpensive, roller-
bearing grinder, which you can make
from an old auto-differential assembly.
The grinder will take wheels up to 12 in.
in diameter, and it can be made either in
a floor or bench type. The work can be
done with ordinary tools with the excep-
tion of a turned wheel shaft, which
is substituted for the axles, the
latter and the gears being dis-
carded. The original grinder was
made from a model-T Ford dif-
ferential, although you also can
use the housing from a model-A
Ford or a Chevrolet.

When you take the assembly apart, save
the bearings and the thrust washers,
which are used on the new shaft. With
these parts at hand, get a 24-in. length of
cold-rolled steel, 1% in. in diameter, which

13 1.D. BRASS TUBING
WITH J" WALL

@ GRINDING= WHEEL
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is used for the shaft. Rough, cast-iron
disks, commonly known as building wash-
ers, are cheapest for the four wheel collars
needed. To make the drive pulley, shown
in Fig. 1, four hardwood disks are bored
to a drive fit over a bushing made from a
3-in. length of brass tubing having an in-
side diameter of 1% in. and a Yg-in. wall.

Use glue between the disks and
clamp them tightly until dry.
Then drill through the side of
the pulley and bushing, and
tap the hole to take a standard
headless set screw. Fasten the
pulley on the shaft. If a lathe
is not available, have the shaft
and collars machined to the di-
mensions given in Fig. 1. The
pulley can be left on the shaft
and be machined in the same
operation. Note that each wheel collar is
recessed %s in. on the flat face which goes
next to the wheel. This is important. It is
equally important that the faces of each
collar be machined exactly parallel to as-
sure that the grinding wheels run true.
The finished collars are then bored to a
snug, sliding fit over the outer ends of shaft.
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Fig. 2 shows how the
housing is cut away on
top and at the ends to
provide an opening for
the drive belt and a rigid
support for the spindle.
The upper detail gives
an over-all finished
length of 1334 in., but it
is better to make this
roughly 14 in. to allow
for irregularities in sawing off the ends.
Note the collar inside the housing. This is
the retaining collar for the outer end of the
roller bearing and is already brazed in
place. Also, note that the housing projects
slightly beyond the collar, which allows
room for a felt grease-retaining washer,
The opening for the drive belt can be cut
at a point opposite the propeller shaft
sleeve, or you can arrange it so that the
machine can be driven from the back. Be-
fore assembly, drill and tap holes into the
housings directly above the bearings t>
take standard pressure grease fittings
as in Fig. 3.
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