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IT IS DESIRABLE THAT THIS BOOK BE GIVEN TO THE OPERATOR OF THE MACHINE

USER PLEASE INSERT SERIAL
NUMBER OF MACHINE

MODIFICATIONS ARE MADE TO THESE BOOKS FROM TIME TO TIME
AND IT IS IMPORTANT THE iiwt@rshkvadkibach ONLY THE BOOK SENT
WITH THE MACHINE SHOULD BE USED AS A WORKING MANUAL
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MEDIUM DUTY SPINDLE MOULDER
TYPE BER.2.

SPINDLE LOCKING
LEVER

CONTROL LEVER

SPINDLE RISE & FALL
HANDWHEEL

FIG. 1,

SEPECIFICATION
Diameter of top piece (Standard) ) ol 30mm
Optional diameter of top piece LM Ly 20mm, 25mm
Size of table 30" x 36" T60 x 915mm
Speed of spindle 4,500 and 7, 000 rpm
Rise and fall of spindle a Tomm
Table height 33z BEOmMm
Two circular table plates give openings of 6, 5/8", 35", 23" 170, 90, 7T0mm
Size of fence plates 14" x 43" 365 x 115mm
H, P, of motor (3 phase) 3 (Standard)

4 (Optional extra)

H. P, of motor (1 phase) 3
Speed of motor 3, 000 rpm
Floor space 30" x 36" T80 x 915mm
Approx, neft weight 510 1b 230 kg
Approx. gross weight 672 1b 306

Approx, shipping dimensions www.Datbn$\adkin com .8Tm
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TALLATION 4, Connecttheline leads to the appropriate terminals. See fig.
Remove protective coating from bright parts by applying a 2 for 3 phase supply and fig. 3 for 1 phase supply.
h soaked In paraffin, turpentine or other solvent, 6. Check all connections are sound,

6, Check the rotation of the motor for the correct direction, If
this 18 incorreet, reverse any two of the line lead connections for

MAINS 3 phase supply,
e
Voltage Phuse H; P. 5. W.G, Tinned Amps
EDEEBT’ Wire
220 3 3 21 29
I!;' I'—F L3| 380/420 3 3 23 20
530 3 3 24 17
200/ 220 1 3 15 78
230,250 1 3 17 65
220 -] 4 19 s
G 3s0/420 i 4 22 24
240 3 4 23 20
L] o
Oll racks weekly Ol pivot pin
ﬁ weekl
-
-y

LY
MOTOR

3 PHASE WIRING DIAGRAM

FIG. 2.

Oil rise & [all
worm weekly

START  STOP G) )
&
rease both
ends of spindle

one shot per
g —Dmk.
Grease both ends

[ of motor 2 turns
] RUN —p | Grease control per year,

1 .t B C cable weelkly
IMOTE LEvEH oA TRIP \“—rur—

[« L MOTOR FIG. 4.

FIG.3. | LuBRICATION
It is advisable to keep all bright parts covered with a thin

ING DETAILS film of oil to prevent rusting.

The motor and cont rol gear have been wired in before despatch, TYPE OF OIL RECOMMENDED POWER EM125

hat is required |5 to comnect the power supply to the starter TYPE OF GREASE RECOMMENDED SHELL ALVANIA 3
solator when fitted, TYPE OF GREASE RECOMMENDED CASTROLEASE
Points to note when connecting to power supply :- FOR BRAKE CABLE Eﬁggﬁjgﬁgl‘n"
Check that the voltage, phase and frequency correspond to

e on the motor plate, also the correct colls and heaters are

d to the starter,

It s important that the correct size of cable Is used to give FOUNDATION

zorrect voltage at the starter. Too light a eable will give a See fig. 5 for bolt positions and clearances required. When
ige drop al the starter and may damage the motor, installing the machine level the table by packing under the feet.

Check the main line fuses are of the correct capacity. Seewww.DaltonsWiedkin.totis are not supplied with the machine except
relow. When anisolator isfitted, the fuses are of the correct by special order.
£Lity as recelved,
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BELT TENSION

The machine |8 driven by an endless flat belt (rom o 3 H, P,
motor mounted on a hinged bracket inside the base of the machine,
A handwheel removes the tension on the bell for changing the
speed of the machine spindle,

To chunge the speed the undermentioned procedure should be
followed; -

1. Checkthe control handle {5 in the "free” positionas described

in the following section,
2, Open the door at the rear of the machine for access to the

pulleys,

3. Remove the tension on the belt by unscrewing the handwheel 25

"A" In fig. 6.
4. Select the required speed and re-tension the bell by screwing
the handwheel A",

“

www.Dalton

The rise and fall of the spindie is obtained throogh a worm-
wheel on a racked quadrant and has a maximum travel of 3"
TEmm),

The heighl of the spindle can be efficiently locked in any
position of its travel by means of the locking lever "B",

Whilst the rise and fall movement of the spindle provides an
immediate adjustment to the cutter height, further adjustment
oulside the range of this can be effected by re-positioning the
collars on the work spindle.

The spindle should be rotated by hand whilst raising or
lowering the spindle in order to prevent excessive stretch on the
belt,

4, POSITION CONTROL BOX
The control box is shown in fig, 7
Position 1

This is marked "run' and Is the only control lever position
where the machine ecan be operated.

Position 2

This position is marked "'[ree” when the conirol lever is in
this position the motor is isolated and the work spindle can be
rotated by hand, The conlrel lever should be in this positionat

all times whenthe machine isnot required for operation to ensure
the machine cannot be started up accidenlally,

This position should also be used when setting culler equipment,
Position 3.

This position 1s marked "brake"”, Movement of the control
lever fromthe "run" tothis brake position automatically switches
off the motor and light pressure on the lever operales a very
efficient brake to the spindle,

Position 4,

This position is marked "lock"”. Whenthe control lever is in
this position the motor is isolated and the main spindle is locked
to facilitate the removal of the work spindle or cutter equipment
required. The spindle may require rotatingby hand to ensure
QWaMEcb?n fully engaged before allemplting lo change cutter
equipment or the work spindle
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. SPINDLE INSTALLATION

efore ingerting the work spindle, select which of lh@
ring openings you require, The two removable riggs

fzes of 6,5/8", 31" and 20" din, (170, 00 and TOm

o insert the work spindle the undermention
| be [ollowed:-

igert the work spindle A" in fig, 8 ial main spindle
h the bole in the lable top. Great car ould be laken to
p that the work spindle and main spindle seatings are
etely free from all burrs, divt and rust, A thin [ilmofloll
| be put on Lhe work spindle seatings before inserting. Line
g in the work spindle with the slot in the main spindle and
gpindle onlo seating.

pen access door at the front of the machine,

*
edure

jove control Box Lever to “lock™ posillon as previously
b,

sert the spindle drawbolt "B up the centre of the main

¢ and screw inlo the end of the work spindle and lock with
o provided,

= Drawbolt thread is right hand.

he spindle is now ready to receive the cutter equipment as
e,

0 remove the work spindle the undermentioned procedum
| be followed:-

ock main spindle as previously described.

pen access door at the front of the machine,

nscrew the drawbolt "B" and withdraw from the main spindle
he work spindle "A™ ean now be removed by lifting cloar
h the hole in the table

lant

lwaye ensure al alltimes that work spindle is securely held
whaolt before starting the machine,

FIG. 9.

Each fen
the plastie
Lo the desi

an be independently adjusted by means of
l= A", in fig, 8. The fence platescan be set
itlon and locked by the plastic handwheels “B",
e plates ¢an be made either of metal or wood and
endwise,
ence slide bars rest in accurately machined vee groows
eld In position by the two brass grubscrews on each bar,
slide bars become slack adjust the grubscrews "C™ by the
i red imount and relock inposition with the 3/8" whit, locknuts,
& fence plates should be locked both waye ul all times when the
machine 1s in uge,

The lence is fitted with a safety guard and a "Shaw'" guard ean
also be [tted if required.

The safety guard is adjustable depending on the section of Llmber
being worked, This guard is shown in position, In fig, 9, Toadjust
the guard for various sections ol timber unscrewthe Knurled knob
0¥, set to roquired position and relock the knurled knob "'D',

To adjust the safety guard in relarion to the fence plates
unscrew the two ball lever screw “E", position the safely guard
and relock.

GENERAL HINTS

1, Use sharp cutters, reasonably balanced.

2, Make good robust jlgs and ensure the parts are local ed securely
on the jig.

3. NEVER runthe cutter equipment al higher Lhanthe recommencded
speed,

4,  Alwaysusethe guards available to ensure maximum protection.

5. Ensure the cutters are tight on the blocks before starting up,
Use the spanners provided and never [l a piece of plping to get
greater leve uge, This will strain the nuts andbolts and ultimately
make them unsafe,

G, NEVER packthe culters wilh sandpaper. Thisis most dangerous
a8 the grit collapses, when the cutter is working and the cutter

works looge, For packing use one thickness only of thin brown
paper,
T, Keep nuts and bolts clean and use oil on the threads,

8. When changing cutter equipment always ensure the machine
control lever is inthe free or lock position. If in doull isolale
the machine electrically,

www.DaltonsWadkin.com
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ASSEMBLY.
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B-1046/8
B-1048 /7

D-104G6/2
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AT3
LT3
D-1046,1
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When ordering replicement parts guote
part no, and serial number of the machine,

38 whil x 17 long cadmium hexagon head

T whit x 3/8" long sockel head grubscrew

2" dia, plastic handwheel, £ whit

A7 bare ® T8 o/ x 17 long oilite bush

20 13
12
Mo, Off Description Itef Mo,  Part No.  No.Off Descriplion
3 i whit % 1" long round head screw 12 18 347 cadmivm wisher
i Small table ring 12 16
1 Large table ring halt
@ 316" whit x 3" long socket head grub screw 14 A-1037 715 3 Door cam
4 328" whit lock nut 15 2
1 Main table 16 A-1024 /57 2 Spring for door lock
4 3/8" whit x 1, 38" long stud 17 C-1046 /17 2 Doar for base
4 378" washer 14 A-103% /31 2 Spindle for door cam
4 A/B" whit nut 19 Patt Mo, 14 2
1 MEM Stsrter (3 phase, JH, P, & 4H, P, a0 4 Corner fillet for base
S0 eyeles) 21 C=1046/5 ] Fool for base
1 Brock Starter (3phase, 3 H, P, 60 wwheBaltons\Akadkin.com 2
1 Brook Starter (1 phase, 50 & 60 cycles) 23 D-1048/16 1 Sheet Stesl Base
1 Main frame



SPINDLE HOUSING ASSEMBLY

0. Part No. No,0ff Description
4 378" whit x 1" long hexagon head bolt
2 * whit nut
1 * whit x 3 long hexagon head bolt
1 * whit x 3/8" long socket hoad grubscrew
1 *whit x 1" long socket head grobeorew
A-1048/47 1 Riso and fall locking atud
D-1048,/3 1 Sploele housing bracket
A-10468 /45 1 Guill Rise and fall Loaking shaft
A-1038/33 1 i1 locking handle
Pait No. 28 1 13" din plastic ball 38" whit
1 507 whit x 2" long mtud
C-1048/8 1 Rige and fall brackot
1 58" whit washer
2 " whit x 1 long socket head grubscrew
1 8/8" whit locknut
A=1008/430 1 Rached guadeant for ¢lee and fall
-] 378" whit x 1" long cadmium hexagon head

il
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NOTE :-

When ordering replacement parts gquote
pari no, and serial number of the maching,

Ref Mo, Parl No, Mo, Off Description
47 A-1026/ 28 1 Collar for rise and fall shafl (wilhout 38"
whit hole)
44 A=1026 /85 2 Fibre washer for rise and fall ahafl
40 A=1026 /29 1 Enll:?r for rise and fall shaft (with 378" whit
ole
50 2 37167 dia x 14" long groverlok spring dowel
51 1 38" whit x 3/8" long accket head grubscraw
52 A-1028 /32 1 Worm for rise and fall shaft
B3 B=1044 /44 1 Rise and fall shaft
54 1 /16" whit x 11" long groverlok spring
dowel
66 B-1026,/ B 1 Handwhesl
L1 A-1026 /22 1 ‘Washer for handwheel
BT Falt No, 14 1 2" dia plastic handwheel " whit T, R, T,
58 A-5-101 1 Splndle for 3" plastic handle
59 Mo, 6555-37 1 3/8" Grip ring circlip "Truare”
www.DalfonsWadkin.com 3" long plastic handle
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SPINDLE.  ASSEMBLY

&

Ref Mo, Part No. No, Off Description R_e% rt Mo, Ho, Off Desoription
0 A-1046 /32 1 Spindle nut (11" spindle) Fi= 1046 /A 1 Dusteap for Guill
A-1046 /63 1 Spindle nut (30mm spindle) 1 £ whit x 3" long hexagon head boll
ks | A-104G /31 1 i Spindle eollar (13" hore) ¥} A=1046 /28 1 Rise and fall peg
A-1782 /152 1 Gmm Spindle collar (Imm bove) \ a1 1046 4 | Spindle Quill
T2 A-1046 /31 1 4" gpindle collar (11" bore) a2 C=1046 /10 1 Rrake housing for Guill
A-1792/152 1 1Zmm Spindle collar (30mm bor @. 5% 3 4 whit x 1" long countersunk screw
T3 A-1046 /31 1 1" Spindle collar (11" bore) r a4 B-1046 /24 1 Brake drum
A-1782 /152 1 25mm Spindle collar (30mm b 45 2 5AS" whit x £ long hexagon head boll
T A-104G6 /31 1 14" Spindle collar (15 bor bg B-1(46/21 1 Bamd brake
A-1782/152 1 38mm Spindle collar (30 b7 A=T046 /37 1 Pin [or spindle lock
75 B-1045 /30 1 14" dia, work spindla i 2 ' bore % 5/8" o/d x 3" long ollite bush
B-1046 /05 1 30mm dia, work spi 59 1 Lrowhit x 17 leng socket head grubscrew
76 1 532" dia x 54" lo perlok springdowel 1040 A-1046 /38 1 Link for apindle lock
77 1 i dia x 574" long rlok spring dowel 101 1 & whit x 17 long baolt
B B-1046 /B0 1 Spindle drawhol 102 1 Meteor [lat belt 223" long x 1" wide {3 phase
T A-1046/23 1 Spindle top Lo 30 cycles)
a0 6208, C50 2 S, K. F, Bearing - 1 each Meteor flat belt 245" long x 1 wide and 227
41 C-1046 /22 1 Main Spindle long x 1" wide {1 phage, 50 cycles)
42 1 518" wide x 3" thick % 4, 3/8" long key 1 Meteor flat belt 214" long x 1" wide (3 phase,
a3 EPL. 58 1 EMO, Pre-load waved washer 4 H.P, 50 cycles)
a4 B-1046 /25 1 S0 cycle apindle nulley 1 Meteor flat belt 244" long x 1" wide (3 phase,
B-1046 /79 1 B cycle apindle pulley G0 cycles)
45 A-1046/ 29 1 Spindle pulley locknuat 103 2 {"B,5.F. nut
1] 3 £ whit x 3 long socket head countersunk 104 A-1046/85 1 Nipple for brake
sorew 105 A-1044 /G0 1 Spring for brake cable
a7 H,0,L}{"B,5F 2 Grease nipple straight type 106 BE-1046/75 1 Cable assambly
"
RING FENCE ASSEMBLY
EXTRA ¥
Ref No.  Part No, Ko.Off Description
116 B-8-1-B 2 A8 whit ball lever screw
111 B-17937132 1 1" x 3" Filboe
112 D-1792/40 1 fiing fence column
113 2 v whit x 14" long hexagon head bolt
—1i3 (1] 114 2 2" whit washer
et 115 1 378" whit x 37 long square head boli
115 C-1048 /55 1 Bracket for ring fence column
117 A-10349 /54 1 Ring foence arm
118 D-1792 /66 1 Ring fence

www.DaltonsWadkin.¢om'E:: -

When ordering replacement parls guote
partno, and serial number of the machine,



OTOR _MOUNTING ASSEMBLY

Part No. Ko, Off

itk Mo, 14

1046,/ 63
1046,/ 87
1048 /48
-1046 14

. 1046,/13

et B D e

e 03 B

(=

Deseriplinn
2" din plastic handwheel ! whit TR, T,
§" washer
Spring for bell Lension
Stod for motor Lénsion
Motor plvot shaft
Bracket for bell tonaloning
38" whil x 1" long socket head grubscrew
1/8" gan x §" long sockel head prubscrew
Motor pulle
A8 whit x 3" long cadmium hexigon head
ball
38" cadmium washer
G167 whit x 3 long hexagon head bolt
08" wide x 2" long key
38" whit x 1{" long cadmium hexagon head
bolt
/B whil x 3 long countorsunk serew

www.DaltonsWadkin.com

When ordering replacement parls quote
part no, and serial number of the machine,

135
NOTE :-
Ref No. Part No,
135

138 C-1046,/88
C-1044,78
C-1026/12

137

138 D-1046,00

198 WWW-

140

No. Off
1

1
1

1
1
1
4

Description
Brook motor, MGH,3,000 R, P.M, 3 M. P.
T,E.F.C, oot mounted (3 phase 30 cycles)
Brook motor, ME&8, 3,600 0, P.M,, 3 H, P,
T.E.F.C, fool mounted (3 phase 80 cycles)
Brook motor, D 184, 3,000 R, P. M, 3 . P,
T,E, F,C, foot mounted {1 phase 50 gyeles)
Brook molor, 90L, 3,000 R, P.M, 4 H, P,
T.E. F.C. foot mounted (4 M. P_, 3 phase,
50 cycles)
Motor platform for MGG molor
Motor platform for 184 motor
Motor platiorm for 901, motor
L windt cadmium nut
Motor pivol bracket

adkin.comitetaining washer

i whit x 1" long hexagon head boli
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FENCE ASSEMBLY

Ref No, Part No, No, Off Deseription . Bef Mo,  Part No, Mo, OfF Description
150 A=1029 759 1 Knurled knob for 165 A=1046/53 2 Fonce rack bar
151 & 348" washer 166 D=1046 /48 1 Adjusting fence frame
152 1 387 whit x 17 16T A-1024 /41 2 Fence adjusting pinion
153 B-1046 /56 1 Ehield for g owsting 168 2 516" bore x 1 o/d x 3 long oilite bush
154 1 3/8° whit ong sockel head grubseres 168 Patt, No, 14 2 &" dia plastic handwheel 5/16" plain bore
155 B-104G/52 1 Goard castim®or adjusting fence 170 G 38" whit spring washer
156 D-1046 /50 1 Cover for adjusting fence frame 171 G 378" whil x 1" loang socket head cap serew
157 B=5-1-B 1 /B whit ball lever screw 178 DB-1048/54 2 Fence front plate
156 A=1046 /55 1 Arm for guard casting 173 B-1048/51 1 Right hand fence front adjusting bracket
158 2 B owhit x 52 long hexagon head boll 174 B-1046/51 1 Left hand fence fromt adjusting brackel
160 Patt Mo, 32 2 137 dia. plastic handwheol 3/8" whit 175 2 3/8" whit x 1" long hexagon head bolt
161 4 38" whit loclmut 176 z 38" whit x 15" long stud
162 4 /8" whit x 157 long brass grobscrew 17 i 58" whit wingnut
1d3 2 38" whit x 137 long brass stud
164 2 ' waghey
B4 s CONTROL BOX ASSEMBLY
Bef Mo, Part Mo, Mo, Off Description
180 " whit aerotight nut
181 2" washer
182 A-1048 /33 Brake swivel pin
163 17 whit % 3 long hexagon head bolt
164 316" whit nut
1B5 3/16" washer

36" whit x 137 long countorsunk head soroew
Instruction plate for control box

17 whit x 17 long round head screw

Conteol landle

Cover for control box

Cable assembly

Burgess micro switch

Control box

Spring for handle

1E6
187 m-1046/20
183
189 A-1046/40
190 B-1046/1%

11 B-104G/73
192 C.Y.W.2

193 C-1046,/18
194 A-1046 /84

195 4 whit & 14" long hexagon head bolt
196 A=1046 /54 It'iralm top anchor plate
i " owhit x 3087 long socket head grubserow
WWW.DaItOi‘%éNadEIDIEgEr},_IE :Iab:e [or brake

HOTE :-

199 A-1046G,/ 35
When ordering replacement parts quote 20
part no, and serizl number of the maching, i Pall Mo, 28

Brake plvot pin
& owhit x 37 long socked head grubscerew
13" dia plastic ball, 3/8" whit

bk ek i B Bk bk b el e b b el e B B B e D e
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221

226

225 218

E— P,

ASSEMBLY (EXT

213

214

o, Parl Mo, No, Off Drese viption Ral. Mo, ™.  No.Off Description
D-1792/109 3 Shield for canting ring guard 220 1 Fool for ring guard
i 'r ' whit x B;H" long socket head grubscerew 22[ 92 HI 1 Pivot brar;ltet for canling ring guard
i " whit x §" long cheese hoad serew 1 £ whit x 1]" long stud
D-1792/113 1 ﬁ.rm for eanting ring guard -1792/112 1 Pivat pin for canting ring guard
D-1752 /114 1 1" % 1" filboe for eanting ving puard 2 3/8" whit x 1" long coachbolt
B-5-1-B 2 34" whit ball laver serow Patt, MNo.14 1 3" dia. plastic handwheel, 1" whil blind
D-1782 /60 i Fan; nu.'n:l eolumn & 3 3/8" washer
2 ! " whit x 14" long hexagon head b 227 A-1029/59 3 Knurled knob for guard
1 3 vaaher 228 1 38" whit x 1" long stud
1 38" whil x 0™ loag square hr$ . 229 D-1782/110 1 Top piece lor canting ring guard
240 241
24|
242
249
243
244
= 246 243
247 24|
244
© 250 /
245
23— J
243
44— 246
244 .
245 247
248
AW GUARD ASSEMBLY (EXTRA) 248
. Part No.  No, O Description Ref,No, Part Mo, Mo, Off Deseription
A-1046/57 1 Shaw guard cantilevor arm 246 2 5/168" spring washer
B-5-1-B 3 378" whit ball lever seraw 241' 5/16" whit x &' long hexagon head balf
D-1702 /66 1 $' % 3 Moo | wa& Ki Wood shoes for shaw guard
No. 8 4 i" long black Juppaned round head serew hﬁ adkin. cqm Front pressure bracket for shaw guard
4 316" washer Hﬂ ﬁ 1046 /58 1 Shaw guard top pressure bar
D-1742 /45 2 Shaw guard pressure spring
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: EXTRA EQUIPMENT

GUARDS & FENCES. ATTACHMENTS.

SHAW GUARTD - This guard provides Lop and side pressures and
ensures salely in operation for use with the standard fence or as
¢ffectively wilh the ring fence [or curved work,

SLIDING TASBLE TERONING AT
quickly adapled Tor a variety of g
sizeof Limber which canbe admi

® Tmm), Using two 5" dia

CACHMENT @ - This can be

W operations, The maximum
ys 10" wide x 3" deep  (254mm
nim] cutterblocks lenons up Lo

2" long (00mm) can be cu : pass, This attachment can also
be used for olher operalNag) such as Em.l!]ujyp'mg, covoer locking

and fgr shoel panels god ¢itbs which are difficult to hold by hand,
Using a 4" din, 08Ny Tlush mounted cutlérhead tenons up to

e cut al two passes by turning the timber

4 5 long {llﬂniml \

OVERHEAD TYPE TENONING ATTACHMENT - When used in
conjunclion wilh the sliding table alfachment and4' dia. (101 mm}
flush mounted cutterheads, tenons up (o 4_'."[11.'! mm) long can be
cul in one pass apd 6 {152 mm) long in iwo passes. This

SAFETY GUARD :- This puard has adjustable flaps and is for atlachmenl isaself contained unil wilh 2 2 H, P, molor and {lat

use with the ring fence and completely covers the work spindle  bell drive to the spindle, It can be guickly offset in relationtothe
and cutter equipment, The poard swings away Tor ease of access  machine spindle for unegual Lenons,
when selling the cutters,
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VETAIL ATTACHMENT TYPE EE:- For boardupto 12" (305 SPINDLES AND ADAPTORS.

1) wide supplied complete with comb plate, collet adaptor and
" dia. {9 mm) H, type collel,

This attachment is a very simple efficient device for
retailing two boards at right angles to each other, They are
mped in positien and sultable stops are provided for setting. -
I the dovetail and the pin are produced at lhe same operation,
| the pin i rounded go that no hand work |s necessary, m
CGuide ]g}!a.les and bits are available fur the following pitches

§/8', 37, 1, 147 and 13" ( 13 mm, 16mm, 19mm, 25mem,
mim and 38 mm),

i 5 3w STANDARD LOOSE SPINDLES :- 3", 1" or 14" dia (20mm, 25mm
= ~ 8 - = and sommiavailable, These are for carrying standard bore cutter
PHCH FITCH PIILE blocks, slotted collars, grooving saws, ete. The spindle threads

are right hand, and all spindles are supplied with locknut and a
aot of making up collars,

i
'.—;/E//vz.qrj 2 :; %ﬁ | ;%:il %| -Aé

cutier only, which 4

1
___f g _‘ Aﬁ Maximum redo
33 F1

L Rcr b
E”? i
3z |

*
complete with 3/8", & and 0/16" {(9mm, 13mm, and 4mm) "H"

i : COLLET TYPE ROUTER ADAPTOR :- This adapior is supplied -
Lec- When ordering spare dovedadl bits, pleas i
e not the diameter of the bit,

&

Iy piteh type collets, It enables standard router cutlers to be used,

C 1 o

ADAPTOR FOR STAIR HOUSING ATTACHMENT :- Special adaptor
having a 578" bore (16mm]) to accept both "2 lype of clothes peg
Lype culler

AIR HOUSING ATTACHMENT: - This attachment consists of

nplate guide roller, arot and pillar. ,
This attachment can be filled in a few minutes, The roller

ide which controls the cut, is rigidly carried on a solid steel

W from 4 pillar and centred with the spindle. The template IS ApApTOR SPINDLE FOR TENONING ATTACHMENTS :- This

sured to stair string by medns of a hand nut, The iempl;ftn is spindle iz speclally screwedor aflush mounted cullerhead and is
vergibleto produce a pair of strings right andleft band without  ,vaj1ap1e for both the standard machine andthe overhead Lenoning .

::zetling. .Mm-km"" out is practically eliminated and a complete attachment., These spindles with a flush mounted cutterhead are
ir of strings can be cut in less time thar is normally taken in - 1?._1].'1 yitable for working drip grooves in sills and other
rking out. WV‘Mféﬁ [ &S@'H{r%n as for use with the {enoning attachment,
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CUTTER

EQUIPMENT

PLAIN SLOTTED COLLARS :-

For 3" (20mm) dia, work spindle := 25" (5Tmm) dia, with ' {(Bmm)

wide slots,
Minimum cutting eircle - 239 (T0mm)

For 1" (26mm) dia. worlo spindle ;- 2 (Gdmm) dia, with 1" (Gmem)

wide slots
Minimum cutting circle (- 37 (T6mm)

For 1}" (30mm) dia, work spindle:- 3" (Témm}dia, with " (fmm)

wide slots

Minimum eutting eircle - 3.5/8" (92mm)

Slotted collar cutlers have many advantages, they have a good
culting angle, a comparatively small cutting circle and are easy
to shape, maintain and re-grind and also inexpensive, The
maximum cutter projection should not exceed 5/8" (16mm) to
ensure maximum st rength and support,

2%" (Bdmmidia x 1" bore or $"(25mm or 20mm) bore ball hearing
type slotted collars also available,

>
o

BALL BEARING GUIDES :- Available i
cutterblocks (89mm and T01mm)

33" (B9mm) dia x 7' (20mm) or 1" ( 1) bore,

4, 1/8" (1Mmm) dia x }" (20mm) or 17 (25mm) bore,

SQUARE CUTTERBLOCKS :- These cutierblocks are used for

long runs, cutters working in pairs. Two or more pairs may be

mounted on a single block to build up a mould,

For 1" dia. (25mm) work spindle:-

237 (B4mm) square x 37 [T8mm) long complete with 4 -

A3mm) dovetzils cutter bolts, nuts and washers,
Maximum recommended speed :- 4, 500 rpm,

For 141" dia work spindle

Ly

"' whit

31" (B9mm) square x 3" (Timm) long complete with 4 - 5wwwRalt

dovelail cutter bolts, nuts and washers,
Maximum recommended speed (- 4, 500 rn, m

*\O

sizes for 31" and4"

CIRCULAR CUTTERBLOCES := These cutterblocks have wedge
type clamping for safely., They are smooth running amd used for
facing or shallow rebates etc,
For 17 dia, work spindle ;-
ST 88mm) diameler circular cotterblock, 3" {(76mm) long or 2"
(50mm) Long,

Maximum recommended speed - 7,000 rpm
TFor 11" dia. work spindle :-
4" {102mm} diameter circular cutterblock, 3" (TGmmilong.

Maximum recommended sp@?.ﬂﬂlﬂ rpm

MOUNTED CUTTERHEAD :-

102mm) diameter with screwed bore, lor use with special 4"
daptor spindle,

For standard machine right hand thread.

For overhead tenoning attachment left hand thread,
Maximum recommended speed - 7, 000 rpm,

TWO KNIFE WEDGE TYPE MOULDING CUTTERBLOCK

These cutterblocks are designed to take from 5/32" (4mm) Lo
1" (Bmim) thick eutters this permits tungsten carbide tipped cutters
to be used when necessary,

The cutters can be used for mouldings requiring up te 17
(13mm) culter projection when using i thick cutters 4" (102mm)
dia x 19/16" (24mm) thick x 1"'(25mm) bore Part No, QRE0,

This block uses 5/32" (4mm) thick cutters only.

4,7/8" (12dmm} dia, x15,/16" (Bmm) thick x 1" (25mm) bore.Part
No. QR 11/B

4,747 (124mm) dia. x 15/18" (Bmm) thick x 11" (30mm) bore,
Part Mo, QR 1/B

4, 7/8" (12dmm) dia, x 11" (32mm) thick x 11" (30mm) bore. Part
No. QR 2

4,787 (12dmm) dia, x 14" ( 38mm) thick x 13" (30mm}bore. Part
Mo, QR 10,

4,7/8" (12dmm) dia x 2" (50mm) thick x 13" (30mm) bore. Part
No. QR 3

e AdDCOM) dia. x 2 (50mm) thick x 13" (30mm) bore, 4 Knife
Part No, QR 66




GLE SAW :-

Fhese saws are wsed where varied widths of grooving are called
and where gquantities are small, They are not recommended
pantity productionor where preclsion accuracy or the highest
ard of finish is required,

51mm) diameter for grooves 1/8" to 37 (3mm to 19mm)
For use on 1'" and 15" dia (25mm and 30mm) spindles.
02mm) diazmeter for grooves 187 to & (3mm te 13mm)

For use on 3" {20mm) dia spindles,

Maximum recommended speed, 4, 500 r.p.m.

CUTTERS.

www.DaltonsWadkin.com

CUTTERS FOR STAIR HOUSING ATTACHMENT :-

Z Type and Clothes peg type 5/8" dia shank,

These cofters are desipned to give a slightly undercut trench
and perfectly uniform wedge space. All have 5/8" dia shank,

CUTTERS FOR SQUARE € RBLOCKS
&
SLOTTED mias

Ov

e
T'ERS FOR QR BLOCKS Q
‘utters 5/82" thick T,C, Tipped 5\'0
' onoout VZ VZ/T \
' on ocut val VEL/T
' oon eut Va2 T
! on cut Va3
" on gut VZd
‘' on cut VZo
"' on cut VEG
ick
met Rebate & Sguare Irons
on out YE20 Tor
on cut vzl VE2L /T For 23" square cutterblock :-
M oon cut VE22 VZ222/T Rebate Irons Square Irons
" oon cut V23 VERI/T T g
" anoeut VE Part Nos,
- on fﬂ: 3;;2 OnCut R,H, L.H Qan Cut Part MNos,
" oon cu
" on eut VE2T ' ovar vQ2 13" vQi3
58" V3 Ve b V14
e 4 Vs V6 o VLS
P A Y A VB ain VLG
" vEs  vQlo 240 vQLT
=1t T "
er bt s 14 vgll  vQle 3 VgL
For 33" square cutterblock -
Rebate [rons ﬂuare Irons
Part Nos,
On Cut R.H. L.H. On Cut Part Nos.,
B TE1 TRE? 13" TE14
a5/8" TB3 TE4 an TB1b
3 TES  TBG 24" TB16
78" TRET TBH 23" TB17
1% TR TRIO 23" TE18
T TB1l TB12 = 1 TE1S

1 TR13  TBI3a

www.DaltonsWadkin.com
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5.
Seotia Cutters
Tonguing and Grooving Irons Tor 24" sq. For 34" sq.  For 247dia For 3" dla
" i " cutterblock  cutlerblock  Slotted Slotted
For 2% square cutterblock :- For 33" square cutterblock :- el Collars Collars
Part Mo, Part No,
Dim A. Part No, Part No, Part No, Part No.
Size Tonguing Grooving Tonguing Grooving ri BTJ1 TJ1 BTL1 TL1
Cutter Cutter Cutter Cutter 3]};31' BTJ2 TJ2 BTL2 TLZ
1/8" Vsl VRl TV T Bt BTJS TI3 BTL3 TLS
Ef’l g Vao VR2 TV TR 5/8" BTJ4 TJ4 BTLA4 TL4
L vs3 VR TV2 TX2 Ly BTJS TJI5 BTLS TL5
518" vi5d VR4 ™V XY T BTJE TJ6 BTLE TLE&
3'{;3.. V&5 VRS T4 TR4 i BTJT TI7 BTLT TLT
'S M L

Qeading Cutters

For 23" dia slotted collars ;- For 3" dia slotted e ’
Part Mo. Part Mot Tor 23" sq, For 33" sq. For 21" dia For 3"dia
Size Tonguing Grooving Tonguing ing cutterblock cutterblack glﬁtlt:EE glcﬁt[t::ls
Cutter Cutter Cutter (ay
L .
316" BVLI E— VL1 11 Dmlt“A Part Mo, Part Mo, Part Mo, Part No
1es F BTHN1 THN1 BTP1 TPl
4 ]:n,r L2 BVJE- VL2 N YJ2 3{"3” BTN2 T™ND BTPE2 TPE
9,18 BVL3 BV.J3 VL VI3 | = -
] BTHN3 THI BTPS TP3
38 BVL4 BvVJ4 Va4 EIII,BH BTH4 THA BTF4 TR4
2 BTHNS TKS BTPS TPS
3 '?,-"B" BTME TG BTPG TPG
'__T 1" BTHNT THRT BTPT TPT
A 1,1/8" BTME THH BT PS8 TPB
11 BTNS THNG BTPS TPH
L 1. 34'8 BTNI1O THN10 BTP10 TP10
- 15" BTN11 TH11 BTP11 TP11
N
Qvolo Cutters
For 23" Square Culterblock For 33" Square Cutterblock
Dim A, Part No, Part No,
g BTFI TF1
3{’8" BTF2 TF2
BTF3 TF3
ﬁfﬁs" BTF4 TF4
BTFo TFb
778" BTF TF6
1™ BTF? TF
For 23" dia, Slotted Cutterblock
For 23" dia, Slotted Collars For 3" dia, Slotted Collars
E_:.ljn A, E:%ﬁiﬁo. Part No, Sash Culters
o i b or 24" sq. For 31" sq For 2i"dia For3" dia
tterblock tterbl 1{ Slotted Slotted
Lo BTH3 TH3 Lol L Collars  Collars
S/8" BTH4 TH4 Dim A Part No, Part No. Part Mo, Parl Mo,
2 BTHS THS 1.3/8" BTR1 BTR1 BTT1 TT1
7/8" BTHS THE WWW. Daltoh%dkm comTH2 TRZ BTT2 TTE

: kid BTHT THT BTR3 TRi BTT3 TT3
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CUTTERS AND CUTTER STEELS FOR SPINDLE MOULDERS

Special grades of steel are used for making cutters for

i Y
different duties and applications on the spindle moulder, The
following is a rough guide,
A High speed stesl oniron ;- is used for long life and for cutting
| hard woods. High speed steel is brittle and is usually welded to
a softer steel back for all types of unsupported irons, These are
used on square cutterblocks, slotted collars and some thin knife
moulding eutterblocks, A large range of irons for the square

cutterblock and slotted collars are readily available in this steel,

Solid high speed steel - iz more briffleand isonly used where
Nosing Cutters thfe cutt_ers are Euppurted very closeup to the cutting edge e, g, a
For 24" aq, Ly B v thin knife on the circular cutterblock, or where a strong section

orfe 9. Fou s sg For 23" dia For 3"dia can be used such as a milled to pattern slotted collar cutter,

cutterblock cutterblock Slotted Slotted
Collars Collars Alloy steel on iron :- is less expensivethan high speed steel
on iron, and i3 more ductile. Alloy steel is not as hard and will
.‘b‘ P;ﬁ Fi:in. P::l;lﬂn. 1;9{;'11'1;:0' P{",EIND' not stand up to heavy cutting or hard woods as well as high speed !
g BVT2 VE? BVH2 VHZ steel., A large range u_t irnns_ for i_ha square cutterblock and
; BVFI VES BVHI Vi slotted collars are readily available in this steel,
B BYF4 = VF4 BVH4 VH4 Solid alloy steel :- is normally supplied in bar form in the
I BVFS VFS BVHS VHS soft condition for cutting up by the customerg Itis easily hardened
ilf"' i BVFfa VFia BVHGa VHEa and tempered and is normally used for ndg spindle work up to
|'" BVFG VFG BVHE VHE 6, 000 rpm where culters are held by a“gcRing screw in spindle,
Is:: BVFT VFT BVHT VH7Y locking direct on to the side of the o
i EEENS Eig Eﬁgg 3%2 All the above types can be sup@liog inbar form, micrometer
ground to precision limits, The oy and alloy on iron 3/16"
(Smm)x 3" (20mm)upto £ % 3" (T6mm) in the soft conditicn
and the solid high speed st 2 (dmm)x 14" (38mm) and 538"
_[_ . {4mm) x 2" (50mm) a eed steel on iren " (mm) x 14"
l A {32mm) and 1" (Bmm ! {38mm) in the head treated condition
1 These latter bars e cuf with a tool and the blanks should
L _L be ordered toe %rinding lengths unlessthe user has suitable
iz f grinding wh Ul ent for cutting to length himself,

low Nosing Cutters

Liv prevas Tungs ¥rbide tips ;- These are specially made for use on
fl.?trteizblni? gi?:-{tzd dia g s woods with high silica content also plywoods and
el e Collars g rdﬁ_where High Speed Stee:lwill not stand uptotheabrasive

it el R It iz much more expensive bul gives very much longer
A Part No. Part MNo. . A limited range of these cutters for slotted collars and
' VE1 VDl Fguare cutterblocks are available, Special shapes can be supplied
‘g ¥B2 VD2 to order,
” VBi VD N.B. Special diamond impregnated grinding wheels and diamond
e VB4 Vi hand caps are essential for shaping and servicing Tungsten
! VBS vh Carbide Tipped Tools, Theseare avallablebut expensive for the
Lre VB& small user for whom we can offer a cutter grinding service if
%H VBT requirﬂd.
H VB8
4 VEBI $ Da
SHAPING CUTTERS
When shaping cutters for any mould on any type of cutterhead
or slotted collars it is important that the eorrect allowance is
made to the depth of form cutter.
Fig. 10 shows the projections of the cutter to produce a simple
rebate, Forexampleusing the 37" square cutterblock, to produce
a 1" (25mm) deep rebate the cutter must have a depth of form of
1.3/16" (30mm) this being due to theangle at which the cutter
strikes the work on the line "AA". When a shaped mould is
requiredtobe cut it is necessary to plot outthe form of the cutter; I
this ig shown in fig, 11,
re Edge Cutters It is important when selecting blanks from which to make the
ut For 24" dia For 3" dia cutter that they have the minimum necessary overhang, Also a
Slotted glotted blank as near the shape and width as possible should be selected
Collars Collars so that there will be less waste and less change of overheating
e _—— = e cutters when grinding,
BVN1 VK1
' BVN2 VN2 The minimum cutting eircle is fixed to give the necessary
1 BVN3 VNI clearance for the bolt head when working with straight irons only,
i EE{E Eﬁ‘; The cutting angle which is normally 350 is shown at "B", in
. sl b ﬂlgt.h ILE andthe cutting and the cutting angle at "C" this angle varies
ol VN7 Wi e size of the culterblock and the depth of the mould
! BVNE VNB
i BVN9 VNG

BVN1O VN1O www.DaltonsWadkin.com
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CORRECT FORM OF

CUTTER a8 D
——— ACTUAL SHAPE
il | B A5F MouLD
5 i H
ACTUAL DEFTH =3 24
CF MouLD K] and
?I E EI
1 Ilw i
= NG
| e X Bl | ol
) N
FEED SN
o NN
CUTTER T

=

ll\rll

SOUARE 3
BLOCK

WAL CLUTTING
TRACK

-
\ 5 ACTUAL SHAPE &
, 5B oA MINIMUM CUTTMNG CIRCLE OF MOULD gl - - g
T 4 & e

\‘\ \ \{* Ltk —_—
TN ‘5 "

ACTUAL DEPTH OF FORM OF CUTITER “

3
FIG. 10. TRCT TN
%) ‘ AINA
To obtain the correct cutter form for a shaped mould, without Q\ ; / ™ \

uging the moulders rule, itisnecessary toplot this out as sho
First the square block and cutter at minimum cutting\
1}

are drawnoutat "Y" in fig. 11. The radius of the minimu
girele is drawn around to the centre line and divided ug
lines A,B,C,D and E, into either 1/16" (2mm) or
according to the size and intricacy of the shape, tF
then struck round from the centre line radially
culter, ]

AL X" the lines A1, B1,C1,D1, and E1 riedacross as ﬁ , ]
shown, also at "W" the mould ig produced ctly as at """ and ab |l
divided up the same, the lines 1,2,3,4 which are from the
points where lines A, B, C, ete, inters e edge of the mould,
are then drawn across to "X'" thus cut by 1; D1 by 2, etc
The points of intersection are joined as shown thus giving the 1
correct projected form of the cutter. 1

This takes up considerable time to do for each shapeof culters 'f—;.ﬂME

I}
TRLE

v

required, and can be very much reduced by using the moulder's

rule as shown in fig, 12, This is a graph on whichthe form can

be plotted and automatically gives the necessary allowance onthe

depth of form, 1 T
When the mouldistobhea standard, atemplate should be made

to the projected form to which the cutters can be shaped whenthe T

job repeats, This will ensure uniformity on all future runs.

MOULDERS RULE I
MOULDERS RULE ] ACTUAL MOULD 3

A permanent moulder's rule can be made by the customer in
sheet brass and aluminium and will then be handy for use in the g
workshop.

To plot the form of a cutter by use of the moulder's rule it is
necezsary todraw the full size shape of the mould ontracing paper 4
and rule 1/8" {(3mm)} squares as shown in fig, 122, This is then 145
placed alongside the moulder's rule and projected across, this O 2 4 & B8 1
will give a series of dots which must be joined to give the form of PROJECTED SHAPE
the cutter, The cutter blank chosen must be wide enough to give OF CUTTER FiG [2A.
;lt 1;!]?$lf l;’ﬂ" fBr;:m‘,l overlap beyond the edpe of the mould, The 5"
epth of form of the cutter for the same mould varies slightl !% -
when used on a 33" (89mm) or 23" (G4mm) square cutterhinegl{l die e e .

]
CTED

,
to the different cutting diameters, Moulder's rules are required _I.?
for eachsize of square block., Thecuttersare not interchangeaialeDaltonsWadkin.com FRaE

from one size ol cutterblock toanother if a really accurate mould
is required. FIG.I12




| / [§]
i i
43./ TUNGSIEN CARBIDE T8

HOME HONE
HOLLOW
CUTIR GROUND CUTTER
SHAPED HOME

. SHAPED

CUTTER
FiG.13.

ER GRINDING

utter should be ground carefully avoiding any overheating
5 Will: erack or soften cutters so that they will not stand u
work,

solution of soluble oil and water should be handy a

s should be held in this occassionally to cool the
pn will also prevent rusting, Culters should n
+d Lo become discoloured during grinding, as i
cating,

he correct cutting angle of 35% for most
ained as this gives the correct strength
hollow grinding is carrvied out, the ang
| be kept as near 357 as possible, see fig, 13(a) and (b},
ollow grinding is recommended wherever possible, as a
utting edge is more easily obtained when hand lapping, When
g or stoning a flat ground cutter, a) pood edge is more
1t to obtain due to the tendency to rock the stone and leave
ex face,

ood open grain wheels should be used and should not be
d to become glazed, as this will cause excessive heat,
bout 12" (304 mm) diameter wheels used downto 10" (254mm)
the best radius for a hollow grind and an economic life, B
m} wheels used down Lo 6" {153mm) leave the grind tao
'I-
ungsten carbide tipped cutters shouldbe purchased the shape
ed and re-ground only as necessary. In this case cutiers
| berelieved at 359 onthe steel position and the tips finished
diamond impregnated wheel at 450 as shown, uwsing only
ight cuts to prevent cracking, The diameond wheel should
allowed to touch the steel backing as this clogs the wheel
lses excessive heat, Where available a copious flow of
t should be used, They may be honed with a Diamond hand
s the cutter becomes dull, until a re-grind is necessary, A
1 lubricant should be used on the hand lap,
1l cutter blanks sent oul by us are ground only and if usedas
18 or rebate cutters require honing with 4 142 carborundum
one to produce a razer sharp edge before commencing to
Chis will ensure a good finish on the wood and an easy feed,
utters give a poor, rough and plucked out finish, and make
cult to feed the job past the cutters, Honing should be done

www.DaltonsWadkin.com

by a reciprocating or rotary motion on the cutter, using a little
paraffin to give "Bite" to the stone, The honing stone is a much
finer grit than the grinding wneel and leaves a sharp keen edge.
Anumber of honing stones of different shapes, e,g, round sticks
or sgquare sticks will be found helpiul in honing shaped cutters.

JL;‘ 'Q {_j__i_ 3
™ 1:—“_._ 7

B

L

S |

fa} (b)

FIG. 14,

In all cases where posgible when using square cutterblocks it
is advisable to break up the cut over twoor morepairs of cutters,
Ehis ?:s many advantages as is shown in the examples shown in

ig. 14,

Fig, 14 {a) SIMPLE REBATE, By using two pair of cutters there
is very little grinding to De done, only side relief on the cullers
"B'" to give a good clean cut and prevent burning, Cutters are
mounted on all sideg of the bloek, This also spreads the cut over
the four sides of the block and gives a smoother action,

Fig, 14 (b) 3ASH MOULD, This isbest worked with three pairs of
cutters as il enables correct side reliefto be obtained on all cuts,
It also allows the same cutters to be used with varying widths of
mould as they can easily be adjusted sideways,

Fig. 14 (c) and (d). HAND RAIL MOULD, This is broken up inta

three separate operations, At fig, 14 {c) the top is worked first

g0 that the timber runs on a flat face. This cut is done by only »
ong pair of cutters, At fig, 14 (d) the sides are worked in two

operations, one pair of cutters doing all the side work,

By breaking the moulds up as illustrated, it is possible to use the
same cutters for many moulds thus reducing the total quantity of
cutters required, it makes grinding of side relief a simple

operation and enables the exact shape to be obtained by adjusling

Wirw utters across each other, It is essentialto have each
pfy 9{?&’5@1@1@1@&3 for smooth vibrationless of the machine,
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TYPICAL SET UPS

FRAMING ON SQUARE BLOCK FIG, 156

Equipment required ;- 13" (30mm) diameter @
spindle, square cutterblock three palrs of cullerg, styflg
and shaw, guard. The cutters will have to be
moulded portion, allowing for angle by usi

Each pair of cutters must be balanced to
accurately set up on the square block,
The cutterblock is then mount
correctly in line, top and side spri
firmly to the fences, adjustable.
Spindle speed :- 4, 500 rpm,

o to
oulde

serawed
ht fence
suit the
r's rule

vent vibration, then
1 are cutting.

the spindle, fences set

gsures sel to hold work

Note := Cullers are always used in palrs (o maintain balance,

BALL BEARING GUIDE

SHAPED PANEL ON SLOTTED COLLARS  FIG, 16

Equipment required :- 1" (26mm) diameter loose screwed
splndle one pair of slotted (one belng the ball bearing type) one
pair nosing cutters and safety guard with flaps. The cultersare
set up in the collars keeping minimum track in line with the
bottom ball bearing slotted collar, The collars are mounted ona
1" (25mm) diameter loose top plece, The work piece is held by
spikes to master former which is below the work,

The safety guard is setto cover the culters andtop piece.The
former {8 passed across the gulde. The cutters are completely
shielded {rom the operator’s hand by the work.

Spindle speed ;- T, 000 rpm.

L .

FIG.I7,

CIRCULAR CUTTERBLOCK WORK FIG, 17

Equipment required :- 13" (30mm) diameter loose top piece, 3"
(Témm) deep circular cutterblock, ring fence and safety guard
with flaps,

The cutterblockis mounted onthe 11" (30mm) diameter loose
top piece and set so that cuttertrack Is in line with the ring fence
as shown in Fig. 17. The guardisthen sel to cover up block and
top plece leaving only sufficient room for work to pass underneath,
Work i to be mounted on a shaped fixture which is held up to the

ring fence. Contact must always be at the same point on the ring
fence lo ensure even depth of cut, This is essential due lo the

www. DaltohsWaakiHigomne.

FIG.16.

The circular block gives a good smooth cut and finish to work.
Spindle speed :- T, 000 rpm,



FULL RANGE OF SOLID PROFILE
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CUTTERS CAN BE PROFITABLY USED.

B
2

1" SBquare edge
Cutter {3 bore)

316" Tonpuing
Cutter (1" bore)

No.l
No.2.

No IO
No 8

14" Square vdge

3/16" Tonguing
Cutter (11" bore)

Cutter (14" bore)

No20 L0 No.25 &l
" R i dia. N
No | 9 %%Rih%s No 22 &ie il

1" Rad, Cult 38" Rad.
030 @imory  NO.35 e i nerg No 40 ¢
1" Rad, Cutter, 3/8" Had, Ogee

03| (1 bore ND, 36 Cutter (15" bore} No 42

INSTRUCTION FOR REGRINDING

Reversible Glue

416" Grooving
Joint {37 bore)

Cutter {3 bore)

Nol2
Nol3

Noll
No©Q

Reversible Glue

3/18" Grooving
Joint (1" bore)

Culter (13" bote)

/8" dia, Mosing

1" dia, :!\El:lsil'lg
Cutter (' bore)

Cutter (5" bore)

No 27
No 23

No. 26

T8 dia, Mosing
Culler (14"

1" dia. Nosing

bor e} Cutter {1+ bore)

Angla ' ﬁmg]u Table edge
CUH{.F (3" bore) No abter 4" hore) N O 50 Cutter {7" bore)

.fmgle ag” _.\n;ﬂ:,- Table edge
Cuﬂcr (15" bore Catter {13" bore) N o 5 i Cutter (13" bore)

ILE CUTTERS

FiG. 1.

are lwo methods of grinding these cullers:

‘ith precision tool grinder,

nethod involves grinding the cutter on an arbor between centras,

aching should be set bo grind the face of the culter 8o that angle ABC, in
is the same after grinding as 1t was originally.

ith hand or bench grinder,

e regrinding the cutters by thie method ensure that the check chart supplied

e cullérs ig o hamd, To check the angle of the cottera, place the new

i face, i.e, line BC, in Fig, 1, against that of the check chart and when

gleis correctthe bore of the cutter should correspond tothat of the check
This ensures that the correct angle is maintained at all time,

8

slight wariation in the angle ABC, in Fig, 1 on opposile wings of the
is not too Emportant, but for the best resulie avold having the point "B"
. 1 or its opposite on o different radivg. This would cavse one cotting
0 do all the cutting and would make the cutber ouwl of talance and cavge
fon,

O A
O

WRONG

FiG.3.

2, When making single cuts with more than one culter in the get up always
STAGGER the culting edges rather thanline them wp. Dwoing this improves the
guality of the work and reduces vibration andchatter. Staggered cutters reguire
lese power than "in line" cutters.

3. Cutlers must always be ground in the root of the tooth, as shown in Fig, 2
never as in Fig. 3. Otherwise the cutters will drag or fail to ol the complete
shape, Fallure in observing this point resulls in weakenlng the tooth form and
shortening the usable life of the cutter.

4. REGRINDING SERVICE
We offor procision regrinding service and the charges are moderale and the
service prompt,

RETURN THE CUTTERS TO:

BURSGREEN (DURHAM) LIMITED,
FENCE HOUSES,
HOUGHTON LE 5PRING,
CoO, DURHAM,
ENGLAND

CAUTION
We do not recommend these cutters to be used on anything but short runs of
plywood or resin bonded wood substitules, because resinous glues used in

making plywood ete, are extremely hardand abrasive, This causes the cutters
to overheat and soften If not of the Tungsten Carbide Tipped variely.  Wrue for

PEVGRR. BTESHEWHBRTA gglgTe for such materials.

CORRECT
FIG.2.
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