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HEAVY DUTY SPINDLE MOULDER
IYPE _BER 3

FENCE

CONTROL: LEVER

SPINDLE RISE AND FALL -

/ $ i ' " 'HANDWHEEL.
SPINDLE LOCKING @R
$ FIG. L,

SPECIFICATION
Diameter of top piece 13 -
Optional diameters of top piece 1" and 30mm 30mm
Size of table Je"t x 32 915. x 815mm
Speed of spindle : 2, 800, 4, 500, 5, 600 and 8, 000rpm, e T
Rise and fall of spindle g 150mm
Table height 33" '840mm
Three circular tableplates giving openings of 34", 43", 7', 9" - 80,120, 1‘75 230mm "
Size of fence plates 6" x 14" o S 150 x400mm
HP of motor - 5% (T3optional) '
Speed of motor, 50 cycles 3, 000 rpm
Speed of motor, 60 cycles 3, 600 rpm _
Floor space 36" x 3g” 915 x 915mm3
Approx. net weight 780 1o BOkg
Approux. gross weight 1, 000 Ib 450'kg " |
Approx. shipping dimensions 46 cu. ft, 1,30m.3.
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_B_\ISTALLATION

Remove protective cozting from bright parts by applying a
¢loth soaked in paraffin, turpentine or other solvent,

MAINS

MOTOR
un:u'r sv:umu L
CONTROL - 3 PHASE

FiG 2.

WIRING DETAILS

The motor and control gear have been wired in before
despatch 211 that is required is g connect the power supply tg the
starter or isolator when fitied,

Potnts to note when connecting to power supplyi--
1. Check that the vollage. phase and:frequency correspondq

0il fence:

slide bar
weekly,

0it Slides
‘Weekly,

Grease both ends
of spindle and

raise and lower
gear 2 shots of
grease per week.

Grease both ends
of motor 2 turns
per year.

Qil belt tension
pivot pin weekly.

Grease control
cable weekly,

Grease Rise & Fall
Nut 2 Shots of
Grease per Week.

FIG 3.

those on the molar plate, also the ect cml&. and hkealers
fiited to the starter, ' %
2, W is important that the correct'size n!‘ cable is used’

ihe correcl voltage at the started,. . Too licht a cable wi a
voltage drop al the starter and may danw.f'e the moto

3. Check the main line fuses are'of'the correc m

list below, When anisolator is fitted, 1hetuses \ e curr‘eck
capacity as received. %

4. Connect ‘the line leads to the appro] iy

Fig, 2 for 3 phase supply ﬁ
5, Check all conneclions are sound.

£, Check the rotation of the motor fpr\heecorrect direction. If
this is incorrect, reverse any two of t ine lead connections for
3 phase ssupply.

Voltage Phase H.P&S. W. G, Tinned Fuse Rating

Copper Wire Amps
54 18 45
54 22 24
5 23 20
74 17 65
73 1¢ 38
71 22 24

ninals, See

220
380/420
550
220
38D /420
500

LD oo L W2

LIBRICATION

It is advisable to keep all Lright parts covered with a thin
film of oil toprevent rusting.
TYPE OF OIL RECOMMENDED POWER EM 125
TYPE OF GREASE RECOMMENDED SHELL ALVANIA 3
TYPE OF GREASE RECOMMENDED CASTROLEASE BRRAKE
FOR BRAKE CABLE CABLE LUBRICANT

FOUNDATION

Sec Fig, 4.for bolt positions and clearances required. When
installing the machine, level the table by packing under the fest.

Foundation bolts are nol supplied with the machine except by
special -order.

311'
(787mm)

- §/16" holes

{14mm)

293 "Cnts
(’?49mm)

FRONT

g4
(610mm)

22"Cnts

(559mm) 'III--

1

-

FOUNDATION PLAN

FIG 4.
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RAISE AND LOWER OF SPINDLE

The spindle rise and. fall 1s by means of the handwheel, A"
in. Fig.6 and operates through spiral gears giving maximum
travel of ' {152mm),

The spindle assembly can be locked at any height by means
of the locking lever “B",

Whilst. the rise and fall movement of the spindle provides an
immediate adjustment of the cutier height, further adjustment
outside the range of.this can be. affected by re-positioning the
eollars on the work spindle.

ADJUSTMENT OF BRAKE.

The brake on themachine ig pre-détbefore leaving the factory
but, shouldthe brake require adjustment due: to: normal wear,.
Lhe under meéntioned: procedure shouldbe followed:-

To adjust for wear,. the hexagon'locknuts on the end of the
brake pull rod should be loosened off afid adjusted gradually
until the correct brake’ adjustment 18 obta.med The locknuis
should then be re-tightened,

FIé & O@
BELT TENSION *
>
The machine is driven by an Alpha section vee belt from. a
53HP (Std), 7T2HP (Optional extra) flange mounted motor. E%

To:change: the spindle speed ensure that the control lever is
in the "Free' positon, Unlock the motor and release the beit
tension by turning the hand lever "A'" in Fig.§ anticlockwi

Re-position the belt to give the required speed-in accor%

with the 5peed indicator plate fixed above the access door
rear of the machine, Turn the hand lever "A'" clockwise
automatically retension the belt and lock the motox.

The degree of belt tension is pre-set in our w
adjustment may be necessary within the life of the m . To
increase the tension, turn the screw "B" in Fig,5 isg to
deecrease tension turn in opposite direction, justment
should be made gradually until the requir N ension: is.
reached.

- - BRAKE -

&£ 3

Lubrication Points

FiG 7.

BURSGREEN CONTROL GATE.

The control gate is. clearly shown in Fig, 7 and- has four
positions.. v
Position 1, "Run". The lever must be in.this pogition before the
maotor wilk start, e .
Position 2. *'Free”. The lever must be.in this position: at all
tImes when the machine is idle or being set up.. Although the
work spindle is: quite {ree to rotate by hand-for cutter setting, an
automatic cut-out switch ensures that the motor: cannot. be
accidentally started, .

Position 3. "Brake". Movement of the lever from:the -"Run" to
This "Brake' position automatically switches off the motor and
light pressure on the lever operates an efficient spindle brake.
Position 4. "Lock''. When-the lever is inthis position:the motor
is automatically cut-out and the main spindle is {irmly locked to
facilitate romoving or re-fitting of the work spindle and eulter
equipmant, The lock iseffected by a spring loaded planger which
engages- in any of four positions It'may he necessary (o
EIG rotate the spindle slowly by hand to ensure that the plunger is
jully engaged in one of these positions,

= FURERRELR
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IMPORTANT

Keep this face clean |
and free from burrs

s o
Im
3
“

~

LIS I,

. ,////@
O
N[TL
N - N
1

FiG.a.

WORK SPINDLE TNSTALLATION

f‘I‘he three removable table rings give table openings of 9",
T, 44" and 33" dia (229,178,121 and B3mm). The required table

opening shouldbeselected before proceeding Lo fit the work spindle,

To insert the work -spindle the undermenticoned procedure
should be followed:~

Insert the work spindle "A" in Fig. B into the main spindle
through the table opening selected. Greal care should be taken
to-ensure that the work and main spindle seatings are completely
free from all burrs, dirt and rust. A thin film of cil should be
placed on the work spindle seatings before inserting. Align the
peg inthework spindle withthe slot inthe main spindle and press
spindle onto seating,

Move control lever to "Lock" positionas previously desgribed
- and-screw spindle locknut securely to the main spindle, firmily
locking the work spindle in position,

To remove the work spindle reverse the above procedure.

Important

Always ensure at all times that the work spindle is securely
‘held by the spindle locknut before starting the machine,

FENCE ADJUSTMENT °

Each fence plate can be independently adjusted by means of
the plastic handwheels "A" in Fig.9, The fence plates can be
set to the desired position and locked by the adjustable handles
“B". The {ront fence plates can also be adjusted lengthwise,

The fence plates should belocked both-ways at all times when
the machine is in use,

The fenceis fitted with a safety guardand a “"shaw' guard can
also be fitted if required.

‘The safety guard is adjustable depending on the section of
timber being worked, This ghard is shown in position in Fig, 9
To adjust the guard for various sections of timber, mscrew the
plastic handwheels "C", sct to required position and relock.

To adjust the safety guard in relation to the fence plates
loosen the plastic handwheels "'D", position the safety guard and
relock,

3
~N
2

FIG. 9.

GENERAL HINTS

1, Always select the correct speed for the cufter equipmentbeing
used. ‘Wadkin/Bursgreen cutterblocks are normally stamped
with the maximum permissible speed, but this may need to be
reduced dependent on shape and general condition of cutters
being used.

2, Usc sharp cutters which should be reasonably well balanced.
3. ‘Ensure the cutters are tight on the blocks before starting
machine, Use spanners provided and never {it a piece of piping
to obtain greater leverage. This will strain the nuts and holis
and ultimately make them unsafe,

4. TNever pack lhe cutters with sandpaper, This is most
dangerous as the grit collapses when the cutter is working, and
the cutter works loose, For packing use one thickness only of
brown paper,

5. Xeep nuts and bolts clean and keep oil on the {hreads,

6. Never run the cutter eguipment at higher than the
recommended speed,

7. Alwaysusetheguards available to ensure maximum protection.
8. Make good robust jigs and ensure that the parts are located
‘securely on the jig.

8. When changing cutter equipment always ensure the machine
control lever is in the '"Free" or "Lock" position, K in doubt
isolate the machine -electrically.

10, Always notch cutters for french spindles as shown in Fig.10
for the spindle locking bolt to locate the cutter,

_ﬂ__,‘J_,
vl

FIG. 1O,
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Ref.No Part No.

No. Off

Q0 =1 O SN OO D e

P o G gy Sy S
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B-1057/24
B-1057/ 25
B-1057/26
E-1057/2

A-1057/49
A-1057/148

C-1057/76
E-1057/45

1
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MAIN FRAME ASSEMBLY

Ref.No Pari No. No.Oiff

Desceription
Small table ring

www.DaltonsWadkin.com

Medium table ring 18

Large table ring 18

Main table 20 273

1/8" diz x 3" long groverlok spring dowel 21

Table-adjuster 22

1'" simplex nut 23

4" washer 24 T-44-11E
* whit x 24" long hexagon head boit 25

03 bt

* whit x 2" long stud.

26 T-44A RE

£ whit aerotight nut 27
4" whit x 1" long round head screw 28
1/8" gas grease nipple 29
Control plate 30 C-108T/47T
Sheet steel base 31
i" whit x 1" long countersunk screw 32

NOTE ;-

When ordering seplacement parts quote

part no, and serial number of the machine.

www.DaltonsWadkin.com

1T B-1057/85 1
T

L e N g |

Description

Grease nipple backing plate

' washer -

" whilt nut

Brooks. starter

3/18" B, S, F.x1" long round head screw
Latch for: rear door .
Distance ¢ollar for rear door handle
Spindle: for handle "

3716 whit x 5/16" long round head screw
Handle for rear door

Washer for handle on rear door

Bump. washer for handle on rear door
1/8" dia x §" long groverlok dowel
Rear door for base -

4" whit'x 3" long round head screw
3716" B. 8, F. washer -



‘Ref.No  Part No. No,Off
40 4
41 . 4
42 R
43 A-1057 /48 1
44 4
45 B-1057/43 1
46 5
47 _D-1057/1. 1
48 h 4
49 . 2
500 AX1031/62 1
Bl 56573 1
52 AL1033/204
53 BKFO08° © 4
54 - 1
55 2
56 - 1
57  A-1087/35 1
58  A~1023/205 1
9  A-1057/38 1

www.DaltonsWadkin.com

RISE & FALL ASSEMBLY

Description
5/8 whit x 13" long hexagon head boits
5/B" spring washers
1 dia x 1" tong grovorlok spring dowel
Gearbox Cover
3/16™ whit x 3/8" long round head screw
-Spindle slide gib strip
3/8' whit x 15" long hexagon head bolt
Rise and fall slide

. 3/8" whit locknut

3/8" whit x 11" long socket head grubscrew
Grease tube

Straight connector (brass)

Spiral rise and fall pinion

* Thrust bearing

3/16" dia % 11" long groverlok spring dowel

BUSVEST nl/d x 3" long oilite bush

3716/ dia x 13" long groverlok spring dowel
Rise and fall screw

Bpiral rise and fall gear

Rise and fall slide locking bot

NOTE ;-

- Rel,No Part No. No.Off

‘B0

61

‘82 C-1057/4
‘63 A-1057/36
B4 A-1057/41
5 A-1057/30
56

57

65 A<1057/37
89

70 C-1044/56
TL  A-1056/75
72

73

4

7%

% A-1057,/158
77 5100/37

78 A-1057 /157

When crdering replacement parts quote
parl no, and serial number of the machine,

www.DaltonsWadkin.com
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Description
378" whit x 1" long hexagon head bolt
3/8" whit x 2" long socket head grubscrew
Rise and fall bracket
Slide locking shaft
‘Rise and fall bearing cover
Collar for handwheel shaft
3/16" dia x 3" long groverlok:spring dowel
3/16™ dia x 7/8" long groverlok spring dowel

‘Rise and fall hangwheel shaft

Adjustable handle 4" female plain

‘Rise and fall handwheel

Washer for rise and fall nut

$" whit aerotight nut

3/16" diax 1,3/8” long groveriok spring dowel
1" jfdx 15" o/d x 14" long oilite bush

Collar for Rise and fall handle spindie

Rise and fall handle spindle

Cirelip for ‘bandle spindle

Rise and fall plastic handle
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Rei,No, Part No, No. Off
80 B-1057/54 1
B-1057/112 1
B-1057/88 1
81 1
82 A-1057/138 1
A-1067/140 1
A-1057/139 1
83 A-1057/138 1
A-10877140 1
A-1057/138 1
B4 A-1067/138 1
A-1057 /140 1
A-1057/133 1
85 A-1057/138 1
A-1057 /140 1
A-1057 /139 1
36 A-1057/138 1
A-1057/140 1
A-1057/139 1
87 A-1057/138 1

in spindle (Extra)
3 “Work spindle (Extra}
ia x 7/8'" long dowel

bore x 2" long spacing collar

4
$" bore x 2" long spacing collar
(Extra}

30mm bore x 2" long spacing collar
(Extra}

14" bore x 13" long spacing collar
1" bore x 13" long spacing collar
[Extra)

30mm bore x 11" long spacing collar
(Extra)

Lr pore x 11" long spacing collar
1" bore x 13" long spacing collar
(Extra)
30mm bore x 13" long spacing collar
(Extra)

1% bore x 1" long spacing collar
1" bore x 1" long spacing collar
(Extra)

30mm bore x 17 long spacing collar
[Extra)

1% bore x 3" long spacing collar
1" bore x " long spacing collar
(Extra)

30mm bore x " long spacing cotlar
(Extraj

11" bore x " long spacing collar

www.DaltonsWadkin.com

Ref. No.

Part No.

No,Off

88

BY:
90
51
a2
93
94
95
96
97
98
98

100

101
102
103
104

105
106
107

" 108.

108

A-10577140
A-1057/138
A-1048/32

A-1046/63
A-1057/150
C-1057,27
B-1057/31

A-1057/40
C-1057 /52
B-1057/33
A-1057/30
C-1057/30
SKF 6211

W39425551 R4
EPL 68
B-1057,23

D-1057/3
S65 /2

i

-

2 - Rl el R R T S e

NOTE -~

Description,

1" bore k 3" lohg spacing coliar
(Extra) BT e
30min. bore x ' long spacing collar
{Extra) 3

14" spindle nut -

1" BEF spindle’mat’

30fmm spindlenat "

Key {or main spindle shait

Main spindle:

Main spindle-nut

L whit x 12" long hexagon liead bott

‘' spring washer - -

Pulley locking washer -

-Spindle: Pulley -
‘Brake disc

Bearing'spacer

‘Bearing. spacer
" Bearing

100imm Internat circlip
Oil seak’ *

* Bump washer

Dust cap

5/16" whit x §" lohg hexagon head
s R

4" whit x 1" long liexagon head bolt

3" BSF spring washet

Spindle housing.
Straight connector
3/16" dig nylon pipe

When ordering replacement parts quote
part no. and gerial number of the machine.



‘Ref,No. Part:No. ‘Nb,Off

www.DaltonsWadkin.com

e e R

o
e
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V]

120’

121

Lo A28
123

124
125
126
128

129
= 130

131

132
133
134
135
136

137

138

139

340
141

143
143
144
145
148

LA-10337104
A-1057/16
_A-1057/15

C-1067/134

B-1046/75

A-1057/13

A-1045/136
A-1057/14.
127 S

L A-1057/9.

AT1057 /18-
C-1057/28 ..

A-1057/117 ..

A-1057/12

B-1057/82
AZ105%7710

A-1057/17..

A~1057,/20

y
'3/8" long round head screw
24" long hexagon head bolt
‘Bupport plate

return spring

’ B 'ﬁke spring guide

hore x 5/8"0/d x 3" long oilite bush

- w"whit locknut

i
+"B.5. ¥, locknut

. Brake locknut

; ‘Brake control rod

. Rise and fall plate -
- Spindle locking pin

3/8" whit x-1" long socket head capscrew

.. Cable anchor plate
.3/8" whit x 1" long socket head
...counfersunk serew
.. Motor tension plate

.- Locking pin Iocation block
3/16" x.3/8* long countersunk copper
. rivot

Motor tensinn release spring
Brake pad

Brake plate

Brake plate heel

..3/8" whit x 15 long socket head capscrew

ll\al'otor clamp stud
=1 1)

2" washer

NOTE :~

‘Ref,No Part No,

No. Off Description

147
148
148
150
151

152
153
154
155
156
157
158
159
160
161
162
163
164
165
166
167
168
162
170
171
172

4 whit aerotight nut

3/8™ -whit nut

3/8" washer

Motor tension dowel

Brook motor, §-5HP, 3, Clirpm flange
mounted, frame size D-112M

Brook motor, 7T-5HP, 3,000rpm flange
mounted, frame size D-1328

3/8" whit x 2" long soeket head capscrew
3/8" spring washer

Motor pivot bush

3/8" -whit x " long socket head grubscrew
Clamp nut

3/8" whit x 1" long socket head grubscrew
Motor mckin% hanite

3/8" whit x 15" dia plastic ball

Washer for motor clamp

3/18" whit x 3/8" long round head serew
Cover for motor tension clamp

Motor tension peg

Motor clamp

Motor tension spring

‘Motor clamp heel

5/16" whit x 3" long socket head capscrew
5/16" whit nut

5/16" whit x 13" long hexagon head holt
Belt tension instruction plate

1/B" rivet

3/18" x 5/8" long key

A-1057 /154

[

=

A-1057/43
A-1057 722
B-1027/26
A-1057 /51
A-1057 /151
A-1057/21
A-1057/19

A-1057 /58
A-105775

A-1057/88

bt DD ek ek e (O b ek et ek b D S e el ek b b e

When ordering replacement parts quote
part no, and serial number of the machine,
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Ref. Mo, PartNo. No.Oif Description Part No.: No, OIf.
180.  A-1057/97 2 Fence adjusting screw - o A-lMMEs2B L E
181 © 7 7 4 Yrorass washer . PR G B e
182  A-1057/67 2 Collar for fence adjustment Screw 201 . B-1057/98 2"
183  C-1067/162 1 Fencetle plate 9 A <202 | C 2
184. 6  3/8" whit:x 3 long socket head,butto%w. 203 A<lTeayET. (2
185 4 £ diax 3" long fluted. dowel : 204 ' 2
186 6 4" whit x 1" long hexagon head o 205 ) L. 2.0 378 diax 5/16" long brass hot
1BY 2 3/16" dia.x 13" long groverlo) - dowel 206 C-1057788 1  Right hind fefice plate bracket
184 } 2 2" dia plastic handwheel ore: C 1.7 Left hand-fence: plate bracket
189 4 3/16™dia x 1" long grover ing, dnwel 207 4. 3/8'" whit nut
10  B-1087/84 2. Pressure pads 208: T4 - 38" whit.x 13" long brass grubscrew
191 D-1057/91. 1 Right hand: fence bod 208 2 v whit x 13 lang stud
1 Left hand fenc 2zl 6  3™whit x: 1" long socket head button screw
192 D-1057/92 1 Feace cover 2tl.  B-1057/104 2  Chip deflector .
193 B-3-209 2 2, 1/8" dia pk dwheel 3/8'' plain bore: nz 2 3" yasher
104 A-1057/149 2  Fence vover lockiyf post 212 - B-1057,05 1  Front puard
155 2 3/8" was| * - 214. 2 §/16" washer
106 &  Adjust dle ;' whit bare 215 2 1§" dia plastic hendwheel 5/16" whit
197 4 3/18" 3" lang groverlok spxing dowel 216 C-1057/10t 2  Fence plate :
198 2 38 t % 1" long stud

Hef.No- Pait No.. No, Dff Déscription

220 1 31 dia piastic batl 3" whit

233 A-3057/6.
234 A-1055/77

Brake swivel pin
Swivel pin sleeve

221 A-105T/78 2 Brake pucking plece.
222 A-1057/127° 2 Washer for brake pivot
223 A-1057/93. 1} Conirol handle
224. o2 3/8" whit x 1} long socket head capscrew
225 A-1057/7T8 1 .70 ‘Swivel pin-anchor: plate:
226 A-1067/8 .. 1. " YoKe for brake . "
227  A-1067/% - 1.7 Brake pivol pin
228 177 3":whit x 378" long socket head grubserew
223 A-105%/7 1 Brake anchor plate
230 1 £ washer
34 231 1 1 whit aerotight nut
232 B-1046/76 1 Cable
1
£

NOTE. :~

When ordering replacement garts quote
part na, and serizl number of the machine,

www.DaltonsWadkin.com
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i Ring.guard °

Post for ring guard
1x 1" fidboe -
- Adjustable: ‘handle 3 " \'ﬂlit
/'18" whlt X 115" long hexap;nn heaﬂ bnlt

S A=1057/126 1
"D- 1792;114' .

‘256
287,

| Parl Ne: iNo.Off Peseriptlon < L URELND -

%c:msv/na '

BLI05T/1%3 .

‘Deseription -
3/8" whit x $"-long socket-head grubscrew

3 . Knurled kuob for ring- gua.rr] ‘ 248 N
3. - 3/8"washer : 250 = Ring fence trappmg plate
.. Ringguardflap . T : 1 ‘38" whit x 13" long stud .
3/t whit % 3 long coach holt R 0577125 Post for ring fence

: Wing lence

s 4/5" whit x 5/8"" long socket head grubscrew
: %" whit x 24'"1ong hexagon héad bolt

3" :washer- .

Foqt for ting fence and guard

b.-ii{;ls:o-nur-:—a

..'
[

‘NO'T!

‘When ordering replacement parts quote
‘part no. and serial number of the machine,

Ref.NWo Part No. No,0ff. ‘Description Ref No. Part No, No. Off Description

260  D-1792/17 i ‘Tee Fllboe 271 B-1067/132 2 Shaw guard spring.

261 1 No. 3 Taper pin 272 2 3/68" washer

262 2 3/8" whit x 13" long brass stud 273 1 3/8" whit x 13" long stud

263 3 Adjustable handle 3/8" whit hore 274 1 3/8" whit nut

264  A-1057/142 1 Horizontal shaft for shaw guard 275 2 %" whit % 14" long hexagen head bolt

265 A-1057/144 1 Vertica] shaft for top shaw gward 276 2 5" washer

266 4 3/8° long No. 8 black japanned round head 277 B-1057/124 1 Front shaw guard bracket
woodscrew 278 A-1057,/191 1 Front shaw guard slide

267 4 3/16" washer 279 1 3/8" whit x 2" long stud

268  B-1007/133 2 Shaw guard shoe 280 B-1007/153 1 1" x 1 split filboe

269 2 3/8" spring wa.sher 281 A-1037 /143 1 Pillar for shaw guard

270 2 3/8" whit x 3" long hexagon head bolt

“www.DaltonsWadkin.com
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EXTRA

EQUIPMENT

118

SHAW GUARD :~ This guard provides top and side pressure and
ensures safety in operation for use with the standard fence or as
effectively with the ring fence for curved work,

4

AN
~ 0
SAFETY GUARD AND RING FENCE
The safety guardhas adjustable flaps completely cover
the cutter equipment. This is. used in.§nju tion with the ring

fence which is for use on all types of ed work,

TENONING ATTACHMENT TYPE E, G,

This is an efficient and inexpensive method of tenoning ona
spindle moulder. The attachment will cut single or double tenons
up to 5" long, 11'* wide; it will scribe either single or double at
{he same uperation; it will cut angular tenons; it can be used for
half lapping.

Shoulders of tenons are left dead square and no hand work is.
required on the tenons when they come off the machine.

The altachment is provided with stops to ensure exact length
between shoulders, No setting out is required,

CORNER LOCKING ATTA?@N‘T TYPE E, F. )

This attachment i bie of dealing: with work up to: 8" in
depth and of any desj tch.. Any number:of boards:opto. "
in thickness. can beglamped together and machined at the one
operation. The: atta ent consists of a sliding table mounted- on

a slide frame. red to the main table of the maehine., This
table is prov& th fence and clamp for securing the work and
heleutters by hand, - '

slides g

ary spindle moulder, fence iz used as a stop for
aboards in position. We can supply & special top piece-
er with. suitable Key and each:cutter is: arranged with a.
ay 50 that the cutters are staggered around the spindle to
an even cut,

=)

STAIR HOUSING ATTACHMENT :~ This attachment. consists of
template guide roller, arm and pillar. :

This attachment can be fitted ina few minutes.. The roller
guide which controls the cut, is rigidly, carried on.a solid steel
arm {rom & pillzr and centred: with the spindle. The template is
secured to stair string by means of 2 hand nui. The femplate is
reversible to produce a pair of strings right and left band withput
reselting.  Marking out is practically eliminated and 2 complete
pair of strings can be ew in less time lhan is normaliy taken in
marking out,
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Tt SPINDLES & ADAPTORS
slr” %Jf ¥
e [ oma prch [

" DOVETAIL ATTACHMENT TYPE E.E. :~ For] \l&ap to 12"
- {305mm}-wide supplied complete with comb oliet adaptor
: _5and 3/8 ia: (Qmm) H.type collet

evice for dove-
1 “They are clamped
d for setting, Both the
“same nperatmn, and the
necessa.ry. )

Gmde plates and le for the following pitches

a3, 1, 14 in(_i'"l'%"-' 13min, B, 19mm, 25mm, 32mm and
ﬂﬂ_mm) : ;
Note:- ~“When ordering spare dovetail bits, please specify pitch

size not the chameter of the bit.

< —| -

STANDARD LOCSE SPINDLES - 1" or 14" dia (25mm and 30mm)
avallable. These are for carrying standard bore cutterblocks,
slotted collars, grooviong saws, ete. The spindle threads are
right hand, and all spindles are supplied with locknut and a set of
making up collars,

I

LOTTED FRENCH SPINDLE:~ For carrying one £ (Bmm) thiek
culter only, which is secured by a hardened steel set serew. -
Maximum recommended speed :- 4,500rpm

COLLET TYPE ROUTER ADAPTOR :- This adaptor is supplied
complete wi 3 an mm, 13mm, and 14mm) “g"
type collets, It enables standard router cutters to be used.

D

ATIAPTOR FOR STAIR HOUSING ATTACHMENT :-Special adaptor

having a 5/8" bore (1 5mm) to accept both "Z™ typeand clothes peg

type cutter,
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PLAIN SLOTTED COLLARS :-

For 1" (25mm) dia. work spindle ;- 23" (64mm) dia with 1" (6mm) (

wide slots
Minimum cutting circle := 3" (T6mm)

For 13" (30mm) dia. work spindle :- 3" (76mm) dia with £ (Bmm)

wide slots
Minimum cutting cirele ;- 3,5/8" (92mm)

Slatted collar cutters: have many advantages, they have a good

cuttmg angle, a comparatively small cutting circle and are easy
to shape, maintain and re-grind and also inexpensive. The
maximum cutier projection should not exceed 5/8" (16mm) to
ensure maximum strength and support

24" {64mm) diz x 1" (25wm) bore or 3.3/8" (86mm) dia x 13
(30mm) bore ball bearing type slotted collars also available,

Oo

CIRCULAR CUTTERBLOCKS:~: These: cutterblocks: have wedge
{ype clamping for safety, They are smooth running dnd used for .
facing or shallow rebates etc.. . :
For 1" dia (25mm} work spindle. :~ ;
33" (83mm] diamefer circular cutterblock 3" (76mm) 10ng or 2'
50rnm) long. :
Ma.xxmum recommended: speed:~ T, OOOrpm-
For 13" dia (30mm) work spindle:-
47 (102mm) diameter circular cutterblock 3" (T8mm) long
Maximum. recommended. speed i- 7, 000rpm

44" (108mm) diameter c@r cutterbloclk 4' (102mm) lung

Maximum: recomm peed. :- 6,000rpm
44" (108mm) diamet ar cutterblock 6" (152ram) long
Maximum. _re?gded speed:i~ 4, 500rpm .
1

\
ST

BALL BEARING GUIDES :- Available i @es for 34" an
47 cutferblocks (8%9mm and 10imm)

3" (89mm) dia x 1" {25mm) bore
4 178" (104mm) dia x 1" (25mm) bor

SQUARE CUTTERBLOCKS :- These cutterblocks are used for

...Iong runs, cutiers working in pairs, Two or more may be

mounted on a single block to build vp a mould:
For 1'" dia {(25mm) work spindle:-
23" (64mm) square x 37 (1omm) long complete with 4 - £ whit
(13mm) dovetails cutter bolts, nuts and washers,

Maximum recommended speed :- 4, 500rpm.
For 11" dia (30mm} work spindle:~

3" (89mm) square x mm) long complete with 4 - 5/8" whit,

dovetail cuotter bolts, nuts and washers.

Maximum recommended speed :~ 4, 500rpm
34" (89mm) square x 4" (102mm) long complete with 4-5/8" whit.
dovetail cutter bolts, nuts and washers

Maximum recommended speed :- 4, 500rpm
34" (89mm) square x 5" (127mm) long complete with. 4 - 5/8' whit
dovetail catter hoits, nuts and washers
33" (89mm) square x 5" (152mm) long completewith 4 - 5/8™ whit
dovetail cutter bolts, nuts and washers

Maximum recommended speed ;- 4, 500rpm

TWQ KNIFE WEDGE TYPE MOULDING. CUTTERELOCK.

These cutterblocks are designed totake from:5/32"™ (4mm) to
' (6mm) thick cutters this permits. tungstencarblde tlpped cutters
to be used when necessary.

The cutters cam be used for mouldmga reqmrmg up to g™
{13mm) cutter projection when using ' thick cutters -
4" (102mm) dia. x 15/ 16" (24mm): tluck x 1" (25mm) bure PartNo
QRED

This block uses 5/32" (¢mm) thick cutters only. :
4, 7/8" {124mm) dia x 15/ 16"(24mm}thick x 1" (25mm)- bore, Part
¥No, QR 11/B :
4.7/8" (124mm) dia x 15/ 16"(24mm) thick x 13" (30mm). bore.
Part No. QR 1/B
4,7/8" (124mm) dia x 137 {3%mm) thick x 13" (30mm} bore, Pa,rt
No.QR Z
4. /8" (124mm) dm X 1.'1" (38mm) thmkx 11" (30mm) bore. Part
No. QR 10 .
4, 7/8" {124mm) dia x 2" (50mmY th1ck x 13" (30mm) bore, Part
No. QR3
4,7/8"(124mm) dia x 2" (50mm) thick x 17" (30mm) bore. 4 Knife
Part No, QRE6
5.3/8" (13Tmm) dia x 15/16™ (24mm) thick x 13" (32mm) bore
Part No, QR 4
4,7/8" {124mm) dia x 2" (51mm) thick x 13" (32mm) bore, with
top and bottom bevels,. Part No. QR 57

8" {203mm)} dia x 15/16" (24mm) thick x 1" (32mwm)} bore, Part
No. QR 18
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WOBBLE 5AW :-

... 'These. saws are used where varied widths of grooving are
called for, and where guantities are small.
~peecommended for guantity production.or whereprecision accuracy

.or:the highest standard of finish is required.

6" (151mm) diameter for grooves 1/8" td 2 {(3mm to 19mm)
For use.on 1" and 13" dia (25mm and 30mm) spindles

www.DaltonsWadkin.com

They are not

Maximum recommended speed 4,500rpm.

CUTTERS.

CUTTERS FOR QR BLOCKS

VZ Cutters 5/32" thick
- ¥E

%n
i+
An
¥
13"
Art
14
PAL
1y
23

on cut
on cut
on cut
on cut
on cut
on cut
on cut

4" Thick

—%nf

Soqn
in

v
Lyt
13!.
XY
13

g
2Rl

23
25"

Router Cutters:

<on:cut
on cut
on cut
on'cut
on cut
on cut’
on cut
on cut

VZ1
VZ2
VZ3
VZ4
VZ5
VZo

V720

vzal
VZ2

VZ23
VZ24
Vaz2s
VZ26
VZ27

T, C, Tipped

$$r

324{3\@0
iy

/1
*

.C, Tipped

vE21/T
VZ32/T
VZ23/T

1§

CUTTERS FOR STAIR HOUSING ATTACHMENT:-
Z Type and Clothes peg type 5/8" dia shank.

These cutters are designed to give 2 slightly undercut trench
and perfectly uniform wedge space. All have 5/8" dia shank.

CUTTERS FOR SQUARE CUTTERELOCKS
&
‘5L COLLARS

O
—]

O

Rehate & Square Irons

For 21" square cutterblock :-

Rebate Irons Square Irons
Part Nos.

On Cut R.H. L.H, QOn Cut Part Nos,
vl vQ2 13" vQi3
58" V@3 V4 13 vQi4
&n Vs Ve pAL vQ15
/8" VQT vQB 2in VQl6
1" Q9 vQuo 28" vQiT
14 veli vQiz ar vQls

For 33" square cutterblock :-

Rebate Irons Square Irons
Part Nos,
On Cut R.H. L. H, On Cut Part Nos, -
in TB1 TB2 13n TB14
5/8"  TBS3 TB4 an TB15
dn TBS TB6 giu TE16
7/8"  TBT TBS 2" TB17
1" TBY TB10 23n TB18
1 TE11 TB12 3" TB19

tiv T3 TBiZa
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Tonguning and Grooving Irons

For 23" square cutterblock :-

Part No, Part Na.
Size Tonguing Grooving Tonguing Grooving
Cutter Cutter Culter Cutter

178" ver VR1 TV TX
3/18" vs2 VR2 TV1 TXL

" V83 VRS TVZ TXZ
/16" ViS4 VR4 TV "TX3
3/8" VS5 VRS TV4 TX4

For 25" dia slotied collars :-

Part. No,.
Size Tonguing
Cutter
3/16" BVL1
™ BVL2
5/16" BVL3
3/8" BVE4

For 3" dia. slotted colk

Grooving Tonguing:
Cutter Cutter

Ovolo Cutters

For 23" Square Cutterblock

Dim A,
ln

£

3 1T

;'
5/8"

%

. ?/81 F
1."

Part No,
BTF1
BTFE2
BTF3
BTF4
BTFi
BTF6
BTF7

BvVJ1 VL1
BVJ2
BVI3
BVI4

Part No,
TF1
TF2
TF3:
TH
TFS
TF8
TET

For 23" dia, Slotted Cutterblock

For 23" dia, Slotted Collars

Dim. A,
e
[]

3 Bll
i
E

5/ A
2n
g

7/8"

1‘!

Parl No,
BTH1
BTHZ
BTH3
BTH4
BTHS
BTHG
BTHT

Part No,
THI
TH2
TH3
TH4
THS
THE
THT?

For 33" square cutterblock :~

For 34" Square Cutterblock

For 3" diz. Slotted Collars.

1.1/8"
1%!-
1.3/8

1,
1 z:"

Scotia Cutters

For 21" sq, For 33" sq,
cutterblock cutterblock
Part No. Part No;
BTIL: TJ1
BTJ2" 32

BTJ3 TI3

BTJ4 TJ4

BTJI5 TJS

BTG TJG

BTI7 TJT

- Yor 23" sq.
‘cutterblock.

is,
For 23"dia.  For 3"dia
“Slotted”” Slotted
Collars. Collars
Part No. Part No,
BTEL “TL1
TL2
TL3
T4
. TLS
TG

TLT

For 34" sq.
cutterblock

Part No.
BTNL
BTN2Z
"BTN3
BTN
BTNS
BTHNG
BTNT
BTNS
BTNS
BTN10
BTNI11

Part No..
TNI
TNZ
TN3:
TN%
TNG
TN6:
TNT
TN8
TNS:
TN1O
TN11

For 23" dia. For 3"dia

Slotted Slotted
Collars: Collars:
Part No.  Part No.
BTP1 TPL
BTPZ TP2
BTP¥ TP3
BTP4 TP4
BTPS TP5-
BTPE TP8
BTPT TPT
BTPB TPS
BTPY TP
BTPI(: TP10
BTPil TPil

Dim A
1.3/8"
1,5/8"
1.7/8"
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Sash: Cutters.

/]l

For 23" sq. For 33" sq.
‘cutterblock. cutterblock
Part No. Part No. .-
BTRI1 BTR1
BTR2 TR2

BTR3 TR3

For 25"dia For3"dia

Slotted: Slotted
Collars Collars -
Part No. Pari Mo,
BTTL TT1
BTT2 TT2
BTT3 T



o,
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Full Nosmg Cutters

an ‘BVFI

Shaliow Nosing Cutters

.For 2—" 8q. For 35" sq
cutterblock =cutterblock
Dim A- Part No. ‘Part No...
Fa "BVF1 VFL
5/8" BVEZ: VF2
3 ‘BVF3‘ e VT3
'j'z/B" BVF4- . VF4
a BVES - VF5S
“1.a/8n BVFSa. VF6a
1?' BVF6 VF6
15" BVFT VFI
i3n BVFS8 VF8
VFy

Dim A

ln

g/sﬂ
778
1"

1111

1"

4.

v

Square Edge Cutfers -
On Cut.

3r

1"
1
I.Evv

EX
13
211

Lie

=

2
2-5n

3l|

For 35" sq.
‘cutterblock

Pa.rt No.
VBl
VB2,
VB3
VB4
VB5
VB6
‘VB7
VBS

R

For 23" dia
‘Blotted
Coliars

BVN1
BVN2
BVN3
BVN4
BVNS
BVNS§
BVN7
BVNS
BVNSY
BYN10

For 3" dia

Slotted

Collars
P?.rt Ng

. For 28" dia For 3"dia

.. Slotted Slotied
Collars Collars
Part No. Part No.
BVHL VH1
BVH2 VH2
BVH3 VH3
BVH4 ‘VH4
‘BVHS VHS
BVHSGa “VHGBa
BVHS ‘VH6
BVH"? VHT
BVHS VHB
‘BVHY - VHS

For 3" dia
Slotted

VN1
VN2
VN3
VN4
VN5
VNG
VN7
VNB
VN9
VN1D

Collars

CUTTERS AND CUTTER STEELS FOR SPINDLE MOULDERS

Special grades of steel are used for making cutters for
different duties and applications on the spindle moulder, The
following is a rough guide.

Highspeed steeloniron :- is used for long life and for cutting
hard woods, High speed steel is brittle and is usually welded . to

asofter -steel backfor all types of unsupported irons, These are

used- -on -square cutterblocks, slotted collars and some thin knife
aoulding ‘cutterblocks, A large range of irons for the sguare
cutterbloek andslotted-collars are readily available in this steel,

Solid high speed steel :- is more briifleand isonly used where
the cutters are supported very closeup to the culting edge e.g. a
thin kaife on the circular cutterblock, or where a strong section
can be used such as a milted to pattern slotied collar cutter,

Alloy steel on iron :~ is less expensivethan high speed steel
on iron, and is more ductile, Alloy steel is not as hard and will
not ‘stand up to:heavy cutting or hard woods aswell as high speed
steel, A large range of irons for the sguare cutterblock and
sloited collars are readily available in this steel, -

Bolid alloy steel :- is normally supplied inbar form in the
sofl condilion for cutiing up by the customer. Itis easily hardened
and tempered and is normally used for frenchspindle work up to
6, 000 rpm where cutters are held by a locking screw in spindle,

locking direct on to the side e cutter,

All the abovetypesc e Supplied inbar form, micrometer
ground to precision 1i The alloy and alloy on iron 3/16"
{(5mm)x 3" (20mm) (6mm) x 3" (76mm} in the soft condition

andthe aohd high sp@teel 5/32" (d4rmm) x 13" (3Bmm) and 5/32"
) gnd high speed steel on iron " (6mm) x 13"
x 13" (3Bmm) in the head treated condition
cannot be cut with a tool and the blanks should

rrect grinding lengths unlessthe user has suitable
1l equipment for cutting to length himself, .

be ord
grindi
@ e -above cutters can be ground on the usual standard

(4rom) x 2" (50
(32mm) ande:’

equipment.

sten carbide tips :- These are specially made for use on
dwoods, woods with high silica content also plywoods and
hardboards where High Speed Steel will nol stund up tothe abrasive
action. Tt is much more expensive but gives very much longer —
life. A limited range of these cutters for slotted collars and
square cutterblocksare available. Special shapes can be supplied
to order,

N.B, Special diamond impregnated grinding wheels and diamond
hand- caps are essential for shapiag and servicing Tungsten
Carbide Tipped Tools. Theseare availablebut expensive for the
small user for whom we can offer a cutfer grinding service if
required. .

SHAPING CUTTERS

‘When shaping cutters forany mould on any type of cutterhead
or sloited collars it is important that the correct allowance is
made to the depth of form cutter.

Fig. 10 shows the projections of the cutter to produce a -simple
rebate. Forexampleusing the 33" sguare cutterblock, to produce

2 1" {25mm} deep rebatethe cutter must havea depth of form of
1 3/16" (30mm) this being due to theangle at which the cutter
strikes the ‘work or the line "AA", When a shaped mould is
requiredtobe cut itis necessaryto plot outthe form of the cutter;
this is shown in fig. 11,

It is important when selecting blanks from which to make the
cutter that they have the minimum necessary overhang, Also 2
blank as near the shape and width as possible should be selected
so that there will be less waste and less change of overheating
cutters when grinding,

‘The minimum cufting circle is fixed to give the necessary
clearance for the bolt head when working with straight irons only.

The cutting angle which is normally 359 is shown at "8", in
fig. 10 andthe cutting and the cuttingangle at "C" this angle varies
with the size of the cutterblock and the depth of the mould

www.DaltonsWadkin.com



www.DaltonsWadkin.com

ACTUAL DEPTH
OF MOULD

~alr

L7

7
5B DIk MINIMUM CUTTING GIRCLE

ACTUAL OEPTH OF FORM OF CUTTER
FIG. 1O}

To obtain the correctcutter form for a shaped mould, witho!
using the moulders rule, itisnecessary toplot this out as sho

First the square block and cutter at minimum cutting €
are drawnoutat "Y" in fig, 13. The radius of theminim @g
circle ig drawn around to the centre line and divided i bySthe
lines A,B,C,D:and E, into either 1/16" (Zmm) or 1, m)
according to: the size and intricacy of the shap nes: are
then struck round from the centre line radizlly totheface of the
cutter.

At X" the lines Al, B}, C1, DI, an rriedacrossas.
shown, also at "W" the mould is produw ctly as at "Z" and
divided up the same, the lines 1, 2; 3,4 and’which: are from the
points where lines A, B, C, etc, inte t the edge of the mould,
are then drawm across to "X th . cut by 1; D1 by 2, ete’
The points of intersection are 8 shown thus. giving the
correct projected form: of th

This takes up consider

eto do for each shapeofcutters:
required, and can he ve reduced by using the moulder's
rule as shown in fig, 12, This' is a graph.on whichthe formcan
be plotted and automatically gives the necessary allowance onthe-
depth of form.

When the mouldistobe a: standard, atemplate: should be made

to the projected form. to which the cutters can be shaped whenthe
job repeats. This will ensure uniformity on:all future runs..

MOULDERS RULE

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

To plot the form of a cutter by use of the moulder's rule it is.

necessary todraw the full size-shape of the mould ontracing paper
and rule 1/8" (3mm) squares as shown in fig, 12a, This is then
placed: alangside the moulder's rule and projected across, this
will give a series of dotswhich. must be joined:to give the formof
the cutter. The cutter blank chosen must be wide enough to give
at least 1/8" (3mm) overlap beyond the edge of the mould, The
depth of form: of the cutter for the same: mould varies slightly
witelr used on a 33" (89mm) or 25" (64mm) square cutterblock due
to the different cutting diameters. Moulder's rules are. required
for eachsizeof square block, Thecuttersare notinterchangeable
from one sizeof cutterblock to.another if a really accurate mould:
is required.
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:".':a.s this:will ‘erack or Soften culters o that they dup
o torthe work \
) Y
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HONE

; j GFIOUND CUTTER ? f

SHAPED HONE

SHAPED
CUTIER

FiG.3. ]

g

CUT‘I‘ER GRINDING )

C'H:er should be ground carefully avoiding a.ny av)

A solution of soluble oil and water should and the
i hould be held in this occassionall em Th1s
a.lso prevent rusting. Cutte d mever
[ come discoloured during grxmh ‘as thie mdlcates

st cutters should be
gth to the cutting edge

The i orrect cutting angle of 350

a8 po , ‘Bee fig, 13(a) and (b).
ded wherever possible, as a
btained ‘when hand lapping, When
stonmg a ﬁﬂ.t ground cutter, aj good edge i5 more

: gsten carblde tlpped cutters shouldbe purchased the shape
requlre ;and re-ground ‘only as;necessary. Inthis case cufters

: shovld bérelieved at 350 onthe steel position and the tips finished
with a t_iza.m nd impregnated ‘whee] at 450 as shown, using only

Very hght uts. to prevent. crackmg The diamond ‘wheel should

“not be! allowed to touch the. steel backing as this clogs the wheel
.and: cangeszexcagsive heat, Where available a copious flow of
" coolant shouldbe used. They may be honed with'a Diamond hand
: lap,.-25the cutter becomes dull, untila re—grmd is necessary. A

" thiri‘oil lubricant should be used on the ‘hand lap.

-All.enfterbianks sent outby us are ground only and if used as
chippers o1 Tebate culters require honing with 2142 carborundum
slip stene to produce = razer sharp edge before commencing to
cut, This will ensure a good finish-on the wood and an easy feed,
Dull culters give a poor, rough and plucked out finish, and make
it difficult to feed the job past the cutters Honing should be done

ed.as ‘this gives the correct .
1 "'g'rinding is carried e angle of the cuttingedge,

by a reciprocating -or rotary motion onthe cutter, using a little
paraffin to give "Rite" to the stone, The honing stone is a much
finer grit than the grinding wheel and leaves a sharp keen edge.
Anumber of honing stones of different shapes, e.g, round sticks
or square sticks will be found helpful in honing shaped cuttera,

FiG.14,

TYPICAL CUTTER LAYOUTS

“In 2ll cases where possible when using sguare cutterblocks it
is ‘advisable to break up thecut overfwoor morepairs of cutters,
this has many advantages as is shown in the examples shown in
fig. 14,

Fl‘igg. 14 {a) SIMPLE REBATE. By using twe pair of cutters there
is ‘very little grinding io be done, only side relief on the cutters
"B tp give a good clean cut and pravent burning. Cutters are

mounted on all sides of the block, This 2lso spreads the cut over
the four sides of the block and gives a smoother action,

‘Fig, 14 (b) SASH MOULD. 'Thisisbest worked with three pairs of
cutters as i enables correct side reliefto be obtained on all cuts.
Tt 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 RATL MOULD, This is broken up into
three separate operalions. At fig. 14 (c) thetop is worked first
80 that the timber runs on a flat face. This cut is done by only
one 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 moualds 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 adjusting
pairs of cutlers across each other, Tt is essentialto have each
pair of cutters balanced for smooth vibrationless of the machine,
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TYPICAL

SET UPS.

FIG.!
FRAMING ON SQUARE BLOCK FIG, 15 Q
Equipment required :- 11" (30mm) diameter lo ewed
spindle, square cutterblock three pairs of cutter: f ence:
and shaw guard. The cutters: will have tobe s > suit the
moulded portion, allowing for angle by using tHe; lder's. rule.

Each pair of cutters must be balanced to,
accurately set up on the. sguare bloek, so.

correctly in line, fop and side sprin;

firmly to the fences, adjustable.

ibration, then
| are cutting.

i

s8ures set to hold: work:

The cutterblock is then mounted g theVspindle, fencea set

Spindle speed :- 4, 500 rpm.
Not e :- Cutters are always usedn

pairs to maintain balance,

WORK PIECE

; //////////////

BALL BEARING GUIDE

F’ORM R

FIG.I6.

SHAPED PANEL ON SLOTTED COLLARS: FIG; 16:

Equiptnent. eqmred - 1" (25mm). dlameter loose- ‘screwed
spmdle one: pai otted (one being: the ball'bearx J
pair nosing: ciitter&and safety geard:. with flap
get up in the collars. keeping minimum: trick in line: with the
bottom: ball bearing slotted collar. The collars aré mounted: ona.
1" (25mm) diameter loose top piece, The work picceis held by
spikes to miaster former which is below thework:- .

The safetypuard is setto cover thé cutters andtop piece.The
former is passed across the guide. The cutters are completely
shielded from: the operator’s hand by the work..

Spindle: speed. :~ 7 000 rpm.

L

FIGIZ)

CIRCULAR CUTTERBLOCK WORK: FIG,17.

Equipment reguirsd i~ 13" (30mm) d:ameter Toose: to1:| piece, 3"
(76mm) deep circtiar’ cutterblock rmg fence and safety guard
with. flaps.

The cutterblockis mountedonthe 13" (SOmm) dmmeter Toose.
top piece and’ set 80-that cuttertrack is i ‘1ine with thé ring fence
as ghowh.in: Flg. 17.  The: ‘Fuardis then: sét to: cover 1ip bloek and
‘top pieceleaving only sufficlent foomfor: work to pass. underneath.
Work is to be mounted on a shaped fixture which lg hetd up.to the.

ring fence. Contact must alwaysbe at the' game point'on'the ring:
fence-lu enstre even'depth. oi cut, Thls s essentzal due to:-the

shape of the ring. -
The circtlarhlock givesa good Smﬁoth cut and ﬁmsh IU work,
Spindle speed :- 7, 000 rpm.

www.DaltonsWadkin.com
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20. S
A FULL RANGE OF SOLID PROFILE CUTTERS CAN BE PROFITABLY USED.

Np v e Square edgé 3/16" Tonguing
No.2 civer 03 bore) Cuiter {14 bore)

Nd_.B

LA

" 5/16" ‘Rad, Ovolo
Cutter (11" bore)

4 dia, Nosing
Cutter (13" bore)

No. |

3/8" Rad.Ogee

4" Rad. Cutter
Cutter {1§" bore)

(15" bore}

No3l No36

INSTRUCTION FOR RE!

v

Reversible Glue
Joiat (1§ bore)

3/16" Grooving
Cutter {1}" bore)

No.13
1" dia. Nosing
Cutter (11" bore)

No.9

/8" dia. Nosing
Cutter (13" bore

No.23

No.24

\{)

Table E-dF;e

. o 20° Angl !
N042 4Cs % ore) NO43 C?ltt::g(le{n bore) NQSI Cutter 13" bore) .

ING PROFILE CUTTERS

FIG. L.

There:are two methods of grinding these cutters:

1." With precision tool grinder,

This method involves grinding the cutter on anarbor between centres,

The machine should be sel togrind the face of the cutter so that angle ABC, in

Fig,1'is the same after grinding as it was originally.
2. With hand or hench grinder.

Beforeregrinding the cutters by this method ensure that the check chart supplied
with the .cutters is to hand., 'To check the angle of the .cutters, place the new
ground face, ‘i.e, line BC, in Fig. 1, against that of the check chart ‘and when
the angleis correctthebore pfthe cutter should correspond to that of the check
chart,” This-ensures-thal the correct angle is maintained at all time,

‘MOTES

1. A slight variation in the angle ABC, in Fig. 1 on opposite wings of the
cutter ig nol too important, but for the best results avoid having the point "B"
in Fig. 1 or its opposite ona different radius. This would cause one cutting
edge to do all the cutting and would make the cutter out of balance and cause
vibration.

Y

7

- WRONG

FIG.3.

CORRECT

FIG. 2.

2, When making single cuts with more than one cutter in the set up always

STAGGER the cutling edges rather thanline them wp. Doing this improves the

quality of the workand reduces vibration andchatter. Staggered culters require
less power than “in line" cutters,

3, Cutters must always be ground in the root of the tooth, as showm in Fig. 2
never as In Fig.3. Otherwise the cutters will drag or fall to cut the complete
shape, . Failure in observing this point results in weakening the tooth form and
shortening the usable life of the cutter.

4. REGRINDING _SERVICE

We pifer precision regrinding service and the charges are maoderate and the
service prompt,

RETURN THE CUTTERS TO:

BURSGREEN (DURHAM)} LIMITED,
FENCE HOUSES, -
HOUGHTON LE SPRING,
CO.DURHAM.
ENGLAND

CAUTTON

We do not recommend these cutters to be used on anything but short runs of
plywood or resin bonded wnod substitutes, because resinous glues used in
making plywond etc, are extremely hardand abrasive. This causes lhe cutters
to overheat and soften if not of the Tungsten Carbide Tipped variety, Write for
prices ol special tipped cutters for such materials,

www.DaltonsWadkin.com
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