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SAFETY OF WOODWORKING MACHINES

Woodworking machines can be dangerous if improperly used. The wide
range of work of which they are capable, requires adequate ’
safequarding arrangements against possible hazards.

Many injuries to machinists are caused by carelessness or failure to
use the guards provided or to ajust them correctly.

WADKIN PLC supply machinery designed for maximum safety which they
believe, as a result of thorough testing, minimizes the risks-
inevitable in their use. It is the user's responsibility to see
that the following rules are compiled with to ensure safety at work:

1. The operation of the machine should conform to the
requirements of the Woodworking Machines Regulations 1974.
All guards should be ysed and ajusted correctly.

2. Only safe methods of working should Ké:saopted as given
in the Health & Safety Booklet No. » "Safety in the
Use of Woodworking Machines", (o ed from Her Majesty's
Stationery Office) and as advised’ Wadkin plc.
*

3. Only personnel trained in ﬁ{€:§ fe use of a machine should

operate it. 6
4. Before making adjustm €g>or clearing chips, etc. the
machines should be s d and all movements should have

ceased.

5. All tools and cu tc;% must be securely fixed and the speed

selected mus ppropriate for the tooling.

6. It is not \Jal for Routers to operate at noise levels
above 9 depending on extraction, spindle speed,
tool fo nd type head etc,. We therefore recommend that

ear pg?te tion is worn by anyone working in close proximity

to E achine whilst in use.

SAFETY IS OUR WATCHWORD BUT THE USER MUST COMPLY WITH THE
ABOVE RULES IN HIS OWN INTEREST. WE WOULD BE PLEASED TO
ADVISE ON THE SAFE USE OF OUR PRODUCTS.

www.DaltonsWadkin.com
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UX ROUTERS

APPLICATION AND LIMITATIONS OF AUTOMATIC FEED
REASON FOR ISSUE

To explain the applic'ation and limitati':.b& the

autamatic feed c)

1. TEMPLATES MUST BE CONTIN}@

/Mcving feed roller

antre fixed roller
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4, INTERNAL WORKING

Minimum radius is equal toc cutter radius but in order
to improve feeding a slightly larger radius'is
recommended g.g. when_40mm feed roller inside radius
on_template should be 22Zmm,.
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5.  EXTERNAL WORKING | . s ~SQUARE CORNERS.
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CORNER HAS TO
BE RADIUS TO
ENSURE FEED

N, 26 Marzh 1380 Page 3...
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6.  SLOTS CAN 8E MACHINEQ, but remember templatass
must be continucus
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Cutter diameter is necessarily less than slot width.

Therefaore the 2ncds of the slot are not trus radii.
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3. SIZE LIMITATICNS ON MODBEL UX1A

a. Compaonents up .toc 1 metre square (approximataly)
can be fed fully autdmatically.
Larger compaonents can be machined but may need

operatar assistance.

b. Oval table to @ﬁown
below can be automatically

\\\\_ 1800mm

Alo' 26 Merch 1888 Paga 70.1

www.DaltonsWadkin.com
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UX JIG BOOK

The jigs are powered by two rollers, both driven through a differential
gearbox by a D.C. motor. The feed speed is variable between O — |5
m/min. using 40 mm dia. rollers, and is reversible:. An air cylinder
nips the rollers together, the pressure is adjustable. This pressure
should normally be about 40 p.s.i. :
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A slow-down feature is available which allows the jig to be fed at the
normal speed and then slowed down at corners or any difficult points, or

cross grain where it is necessary to produce a good finish.

To activate the slow~down the plun ted in the top of the-'centre
roller spindle has to be tripped he jig. To do this the jig has
to be built up as shown.
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adjustable ns of a control knob on the main panel.

L 2
The feed spee:i géthe Jig when slow-down plunger has activated is also
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In most cases the centre rollers run on the internal face 'A' of the
template. There are times when due to the shape of the component the
centre roller can be arranged to run on the external face 'B' with the
outer roller running on the internal face 'A'. When this type of jig is
made an outer support wall is sometimes necessary to prevent the jig
tipping over. :
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CONSTRUCTION OF TEMPLATES-

Templates can be produced by glueing together several sheets of good
quality hard plywood to a height of 70 mm.

The face which the centre roller runs on has to be very accurate as any
imperfections will be reproduced on the finished component. This face
should be sanded. The face which the outer roller runs on is not as
critical but should be reasonably smooth to ensure a good roller life.
This face should not however be polished or sanded.

PRODUCING TEMPLATE DRAWINGS FOR EXTERNAL SHAPES

Draw the finished shape of the component full size. Decide on the cutter
to be used, if it is a profile cutter its smallest diameter has to be
used for the calculations.

i e - o/ arreler
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Decide the diameter of the fixed roller to be used. (Normally 40 mm dia.
as standard but when very intricate shapes are to be produced different
roller diameter may be needed).

Draw a line all around the component cutter radius + roller radius
away. This gives the internal shape of the template. Draw another line
approximately 40 mm further away from component, this gives the external
shape of the template. Wherever. possible the template wall should be
parallel.

The drawing has then to be transferred to the 70 mm hard plywood and

accurately machined. -~
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PRODUCING TEMPLATE DRAWINGS FOR INTERNAL SHAPES

Draw the finished shape of the component full size. Decide on the cutter
diameter, decide on the fixed roller diameter. Draw line around the
component roller radius -— cutter radius away. This gives the internal
shape of the template. Draw another line approximately 40 mm further
away from component, this gives the external shape of the template.
Wherever possible the template wall should be parallel.

The drawing‘ﬁas then to be transferred to the 70 mm hard plywood and
accurately machined. ) ’
Y~

Note:

If cutter diameter and the roller diameter are the same then internal
shape of template is identical to external shape of the component.
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By using a sample compounent a template can be machined manually on the
"UX Router. The fixed centre roller and moving outer roller have to be
removed to allow guide pins to be fitted. To remove rollers unlock
allen screw and lift roller spindles out, replace large opeing centre
ring with one with small hole for guide pin. :
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PRODUCING A TEMPLATE FOR EXTERNAL WORK FROM A SAMPLE COMPONENT OF MODEL

To produce such a template it will be required to convert the machine to a
pin router simply by substituting the feed rollers with guide pins.

Before work can commence we must first determine the size of cutter that
will be used to machine the finished component.

On a template the profile of the inner face will be larger than the
finished article by the fixed roller radius + the cutter radius as shown
at (X).

NOTE : ALL STANDARD ROLLERS ARE 40MM DIA.

M,amw/ Sy e_@

T T AT S |

PPoller ~— |

-
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The following fo ul determines the diameter of guide pin bush required to
follow around ample in order to machine the template face.

A + B = C + b
Where.$ A = FINISHED CUTTER DIA.

B = FIXED CENTRE ROLLER DIA. (40mm)

C = STRAIGHT CUTTER USED TO MACHINE TEMPLATE
(WE RECOMMEND 12mm DIA. LSW 3185)

D = GUIDE PIN BUSH DIA.

www.DaltonsWadkin.com
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D Being the unknown the formulae can be transposed to read :-
D = A + B - C
EXAMPLE :-

It we decide our finished cutter will be l4mm dia. (A), and we know the
centre roller is 40mm (B) and we also know the cutter we will be using
to produce the template as being 12mm dia. (C), ‘then the guide pin bush
required to machine the template inside face will he

o D = A + B - C
or D = 14 + 40 - 12
.
= 42 MM DIA.

We also require a second guide pin bush to enable the outer face of the
template to be machined. This is simply calculated as follows, given that
the template wall thickness is 40mm, it can be seen that the outside face
has to be 40mm all round larger than the inner face plus allowance for the
cutter, thus 2 x 40 + 2 x 12.

Therfore second guide pin bush equals : O

FIRST BUSH DIA. + 2 x 40 + 2 2,
*
= 42 + 80 + 24 \

= 146 DIA. 6*'

N.B. 2 x 12 REPRESENTS TWICE TW DIA.

N
*\O
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THE FOLLOWIN &GRAMS INDICATE THE FUNCTIONS OF THE TWQO BUSHES
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HOW TO MAKE GUIDE PIN BUSHES:

The bushes can be made on the router from plywood or similar material of
about 6 to 8mm thickness.

To do this simply cut a square of material to suit the disc dia. and mark
the centre of the piece.

Clamp a block of wood to the router table and pin the bush blank to this
block, ensuring that the block will rotate about the pin freely. Lower the
cutter to just above the bush blank and adjust the whole block until the
radius of the bush can be measured from the pin centre to the cutter edge,
(i.e.) in the case of the 42mm pin, this dimension should be 21lmm (X) .~
Check that the clamps are firm, start the cutter and gently lower the
cutter into the blank whilst rotating it until cut through. Remove disc
blank from pin and drill a 12mm hole on the pin centre to accept a guide
pin.
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Having now produced suitable guide pin bushes work can now begin on the
actual template.

Firstly a suitable piece of 25mm ply should be cut to dimensions which are
at least Roller radius + Cutter radius + 40mm all the way round the sample.

Secondly a sample or model component should be provided. This sample
should be exact and within your specific tolerances, and should have no
irregularities, as these will be reproduced into the template and
subsequently onto future components.

This sample should then be fixed centrally onto one face of the ply block
by pins or &érews. Then, with feed rollers removed and the appropriate
centre table plate fitted, a 12mm guide pin should be located into the
centre feed shaft. Place the smaller of the two guide pin bushes onto_the
centre pin and secure a 12mm T.C.T. panel cutter into the spindle chuck.
Place block sample down onto work table and adjust pin and bush height so
that they are just clear of the ply block underside. Now feed the block
and sample up to the bush and set the cutter to come down just above the
workpiece. It will be seen that as the workpiece is rotated against the
bush the template shape will be plotted, and as such, after familiarising
yourself with the principles of the operation, cutting gcan commence,
remembering that if you leave the guide pin bush you@damage the

template face.
Start the head and lower the cutter just enough q;g a shallow path

indicating the template shape. Repeat this proce gradually until a
trough of about 6 - 7mm deep has been produce<:\ﬁ%n retract the head and

stop the cutter. R l -
Now replace the small diameter bush witd§:$ larger one and repeat the

above process exactly until two groqv tracks are cut into one face,
the land between these grooves bei eventual template,

At this stage the sample can be ken off the block and the bush removed
from the centre pin leaving onl e 12mm dia. portion of the pin
protruding above the table s .

Turn the ply block groovx}@ down locating one of the grooves onto the

ower the head onto the workpiece until cutting

pin via the pre-ma groove until cut through.

pin. Start the cutter ;th
takes place, then re:e e above process sliding the workpiece over the
i
& S TVE

$0
// , C/ea:;.wcz
i // / M7 #x' _

S

q crcle F i T e =

BE CAREFUL NOT TO MACHINE THROUGH ONTO PIN - AS SUCH‘LEAVE CLEARANCE BETWEEN
PIN AND GROOVE AS SHOWN AT (X)

www.DaltonsWadkin.com



-

ST

www.DaltonsWadkin.com

Repeat same procedure on second groove, feeding downwards gradually at each
pass about 3mm until cut through.

NOTE

WHEN MACHINING ABOVE PROCEDURES DO NOT CLIMB CUT, AS TO DO SO CAN CAUSE
CUTTER TO SNATCH AT WORKPIECE. FEED SMOOTHLY WITH HANDS SPACED AWAY FROM
CUTTER.

IN MOST CASES IT WILL BE FOUND EASIER WHEN CUTTING GROOVES TO MACHINE DOWN
TILL THE TWO ALMOST MEET BUT LEAVING A THIN VENEER BETWEEN, THUS ALLOWING
THE WASTE TQ BE BROKEN AWAY BY HAND. (i.e.)

/"
< <

Terno el —

After following the procedures to this stage the res g piece will
represent a single section of the complete template!

7
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N
This will now require buildin c&,to give the required depth.

er of the template the inner face should be
sanded to remove any i rities and to provide a smooth surface. The
outer face is not crit and as such need only be cleaned up. Any large
irregularities 1n:§::> n the initial stages should be filled and sanded

Having completed the first

smooth on both fa or this a good brand of motor body cataloy filler is

recommended.

3
Now we have t jeve the total height build up of the template section.
We require al template height of 70 - 75mm. Therefore, it is

necessary E romplete two or more layers similar to the ore already produced.

The eas and most economical method of doing this is to use scrap strip
ply material from similar stock to that of the first layer. Such strips
should be wider than the finished wall width by Smm or so, and should be
screwed and glued down onto the first layer as illustrated.

Screcw +Groe P — -
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The surplus material should then be removed by machining the assembly
against a 12mm pin and cutter.

/B
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This process should be repeated for the third payer. @
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PRODUCING TEMPLATES FOR INTERNAL WORK FROM SAMPLE COMPONENTS OR MODELS

The main difference from the principles already outlined for this
procedure are that when working round the internal profile of a component,
i.e. a frame, the cutter is working at the other side thus requiring a
different offset, as such the calculations will now be different.

/Mpm@ﬂ;
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(o fre 1‘ el
2T 1 R

As such the value for X is arrived at from the formula

A = c - D

B -
Where :- A = FINISHED CUTTER DIA. O

B = FIXED CENTRE ROLLER ( mmg)

*
C = TEMPLATE CUTTER DI \
D = GUIDE PIN BUSH 16

C.
To calculate the guide pin bush t can be seen that the difference X

between component and template e face is the roller radius minus the
cutter radius.

THAN THE 12MM NORMALLY D.

IN SOME INSTANCES IT M@IRED TO USE A LARGER DIA. TEMPLATE CUTTER

www.DaltonsWadkin.com
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This anomaly occurs where in instances the finished cutter dia. is 1less
than the fixed roller dia.

This can be seen if one inserts 12mm into the previous formula when sizes
of finished cutter are less than 40mm, this would result in a guide pin
diameter being indicated in value as a minus.

eg. FIXED CENTRE - CUTTER '~ = TEMPLATE - GUIDE
ROLLER DIA. DIA. CUTTER DIA. PIN DIA.
B - A = C - D ’ ~.
40 - 20 = 12 - ?
20 = 12 - ?

This is no number which can be taken away from 12 to equal 20 so 'C' must
be increased.

eg. B - A = c -, D @
40 20 = 30 D O
20 = 30 - (5)
- . 3
So guide pin will be 10mm and centre will.bi m.

As such the inside face of the template ow be machined. However, if the
calculations prescribe a larger dia. to machine the template, this
cutter need only be used to cut a deep groove after which the larger
cutter can be substituted for th u®l 12mm dia. one, and a similar pin and
cut through as previously descr
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It should be noted that the outside face of the template cannot be machined

by following the previous methods due to the offset.

As such this can be

overcome by marking an equi-distance line round the inside opening 40mm

away and this shape bandsawn carefully away.

eg.

LD pmr

a1~ A tt3er

s Jize

* .

A)

The resultant shape should then be sande %oth;-though this face is not

critical a good standard should be ma
feed on the machine. ‘

As such one master layer of our late has again been constructed, and as
ould now be increased to its required

previously outlined this sectio

ed in order to preserve a smooth

70 - 75mm section by layerin@;ed and screwed strips onto it, finishing

as outlined earlier usin@ 2mm pin and cutter.
QY
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PRODUCTION OF MULTI-STATION JIGS

This particular kind of jig should be considered where it is required to
produce a method of economically manufacturing large quantities of
components, i.e. kitchen door rails. As such, depending on the size of
component, such a jig can be designed to accept between 4 or 8 components
on average.

By this process it can be seen that where one face of a component requires
machining such a jig can provide a continual path feed past several
components arranged in either a circular or square pattern.

Normally such jigs will be proportionately larger than the single comﬁBnent
types, and though exactly the same processes can be applied, it will be
found easier to break down the template into sections. As such the first
step is to decide on the arrangement of the components and the number
involved.

A four station jig can be broken down as follows.

, Mozl e o/mla brogialriie.
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If one master template is made for one station, all the other pieces for
this arrangement can be made from this master ensuring that each station
will be identical.

Similarly the corner pieces required to link each station into a

continuous path can be made from one master. Using 25mm ply, such a four
station jig would require 12 corner pieces and 12 station pieces.

The best method of providing the dimensions for the pieces is to draw the
template to full size on either paper or sheet plywood using the previously

given formulae.
.

A decision can then be made how to break the shape down and master pieces
can be made from the drawing.

A point worthy of note when designing the construction of the template is
that a stronger template can be made if the layers are dovetailed together
rather than simply butting each section edge to edge.

i.e.

www.DaltonsWadkin.com
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An alternative,; though more exacting method of producing the template, is
to mark out the entire template profile on sheet ply and then bandsaw and
sand to the marked lines. Once a full single layer has been made in this
fashion strips can then be fixed onto this layer, and as previously
described the surplus material routed away using the pin method.

Having produced the template the next requirement is that of a top board.
Consideration should be given to the physical size of this board, especially
where a routex type dust hood is fitted to the machine, as it is an
advantage to-have the brush curtain of the extractor always on top of the
board and not hanging over the edge. This ensures total enclosure of the
suction effort thus giving less chance of dust being expelled in the
operators area.

With a suitable top board secured to the template .the assembly should be
engaged between the feed rollers of the machine. A cutter which is the
same diameter as the finished cutter should be installed into the cutter
chuck. If a moulding cutter is to be used select a straight cutter which
will suit the smallest profile dia. (See page 8)

Start the jig feed and head and lower the cutter on @jig until a path
is traced onto the top board approximately 0.5 -~ 1 eep.
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The resultant path sho_ws‘ where the machined face of the component will be,
and as such the position of datum stops for each component can be marked
back from this line with the aid of a sample component.

Area oceveved”
ﬁ/ Cm,amm/

T 5o ;’aaké:;/
TUA- o ST S %M
c/arps art.

Loweat or 2zl

Work Piece Holding :- <:)
- *
. *

The normal method of clamping each piec \&:ion is by mechanical
(toggle) clamps. In most cases two cl 11 be required to hold back
component, and though supplied indivi these clamps can be linked
with a bar handle to facilitate th ase of both clamps at once -

thus saving time.

www.DaltonsWadkin.com
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l METHODS OF CLAMPING WORKPIECE

l i /ﬁ;7'4&24/497 /2942 .227 ;ﬁbv?ény/;éir'pqaz:ozooré:/é?ggcyz%;f;zua orechzc=zl
22¢§¢er wovee

6777412225);A927255-

, . ' ’
,o@?erxé %@m Py %7— Y e =
| e 2
For single component jigs two methods of work holding are available, i.e.
l VACUUM or MECHANICAL clamping.

’ It is the types of component which invariably dictates the type of holding
which must be employed. The above drawings illustrate this point.

www.DaltonsWadkin.com
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When placing mechanical clamps around a jig consideration should be given
to loading / unloading of the component.

In certain instances the clamps may have to be raised above the top board
surface with packing blocks. Here, consideration should be given to
ensure the clamps clear the routex hood and cutter chuck.

Adjustment is available on all toggle type clamps to enable the optimum
clamping effort and height to be varied according to clearance available.
This adjustment will provide more than adequate leeway in most cases to
allow this style of clamp to be used.

~-
Another point of note is that the clamping effort of these fasteners can
be greatly enhanced by glueing pieces of abrasive paper onto the top of
the top board under the component station. This method does not damage
the workpiece but offers greater gripping powers to ensure complete
firmness of the workpiece whilst cutting.

VACUUM CLAMPING :~

Vacuum clamping is a highly efficient and time say, method of work
holding. The system applied to the UX router h n time tested and
incorporates safety features outlined in the oprgﬁors manual. The one
main criteria which must be satisfed betorf templating this method is

HOW DENSE IS THE COMPONENT MATERIAL (i.6&y) & that it is NOT HIGHLY POROUS.
Having said this, it must be understoor@ t many materials are porous to

some varying level. @

However, this can be overcome b vacuum system on the UX, as the vacuum
effort can be varied to compen% by altering the vacuum pressure regulator
(see manual).

In the previous sectio %@ave covered the sequence of events in producing
the actual jig templatlx e following procedures describe the

installation of a v:c@ ystem to a jig.

www.DaltonsWadkin.com
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CONSTRUCTING A VACUUM FACILITY

In earlier sections of this manual it has been described how to cut a path
or indicator line on the jig top board, thus showing the finished
component profile. This should again be done using a straight cutter of
the same diameter as the finishing cutter.

As mentioned earlier, this groove heed only be about 0.5mm in depth as it
is purely for location purposes.

A block of 25mm ply should be cut to size, which covers this path, and
screwed down to the top board from the jig underside, ensuring that the
wood screws do not break through the top of the block.

Using the aforementioned straight cutter, the whole jig should then be
located between the feed rollers, and the top block machined down to the
top board surface. The resultant shape of this top block will conform
exactly to that of the finished component.

A hole of approximately 20mm dia. should then be bor through the jig at
the central point of the component area. On the u de of the jig a
clearance hole or cutout should be made into whitt) rotary joint can be
fitted.

i.e.

Yoo
O e,

ALotzery PR g
- ;C,/hé Aece.s.s& ,\ “_/a:ZfZgﬁ/”/ /g
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™

SforOA e

o fr te2 11l bOs
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An advisable step to take at this stage is to apply some sealing compound
around the inside of the 20mm hole cut in the top block. As the vacuum
effort will be directed through this hole, it is as well, at this stage, to
ensure that no effort could be lost through the veneer of the ply. Any
type of sealant can be used but preferably should be a hard setting type,
such as PVA wood glue.

The rotary joint should now be fitted in the underside recess. Ensure the
joint is central on the 20mm hole and apply a film of sealant between the

jig and joint - Hermetite or rubber solution type adhesive are ideal.

The joint should be screwed to the underside of the jié, but ensure alter
fixing that the ball connector rotates freely.

The final operation is that of installing the vacuum seal., For this it is
required to machine a groove around the top face profile of the jig top
block, into which a special noepreme foam strip is inserted.

To produce this groove it will be necessary to revert to the hand pin

method of machining.

the profile of the top piece. An 8mm dia. T.C. utter should be used to

cut the slot. Q,
*

E&ZM
=
S e nLorsrnt. /U

As such a guide pin bush should be produced to ;Efg:é the slot 10mm inside

. . \ ;:':.
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Select or produce a guide pin bush, as outlined previously, that will
position the groove approximately 10mm from the edge of the top block.

Insert an 8mm cutter into the chuck and lower the head until the cutter is
Jjust above the top jig surface. Start the head and lower the head to take
a light cut whilst feeding the jig round by hand carefully. Repeat this
process until the slot is between 7 - 9mm deep.

When complete apply glue to inside of groove and insert rubber seal.

Apply glue ‘to end of seal strip and buff together when pressed into groove.

[ O2s2787. ’ ~
/ R L oacecer? Sezzl’ W

[ Z

_ ! AN
fa/a'_é @////Bﬂ @6%

Connect vacuum pipe to jig an tch on vacuum pump. Test jig by
applying a piece of non—po aterial and check for leaks.

The jig is now ready to&&;

IN PRODUCTION TERM WELL DESIGNED AND MADE JIG REPRESENTS A SOUND
INVESTMENT, AS HeA COAT OF VARNISH ON ALL SURFACES EXCEPTING THE
TEMPLATE WILL CE THE JIG AND PROTECT IT.

QD |
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THE BASIC PRINCIPLES OF ROUTING TO PROFILED SHAPES.

CUTTER

The smallest diameter of %er cutter
and the diameter of the f rmer pin should be
the same. é .

R

FORMER PIN

www.DaltonsWadkin.com .

Page B2

The component produced will then
be correct in size and profile.

. COMPONENT

77777, TEMPLATE

The template should be the same profile and

size as the compenent or article to be prod-
uced.
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e

JIG FOR PROFILING

A A A

LLLLLL LG

L % f

.\Q 3/32" or 3 mm. clearance

Fix hardwood ralls to jig body and screw te te in suitable position. It is advisable to have the jig

4" or 5" (100 mm. or 150 mm.) larger a nd Lthan the work piece. Fix rails and templale, mark
the surface of jig body by making a s cutl with suitable size of cutler, tracing the shape of the
d

template on the face of the jig. Cutt% former pin must be of same diameter.
s

NN \\ 1%\\\

Ees D 87.77.777777.487,

— ‘4

/Spnkes Packing piece

Fm, ~epa .
™

Py

Having surface of jig correspondingly marked with lhe shape and positiun of template the packing plece
can be fixed in posilion. p

If holding spikes are required these can be fitted. Use wood screws of suilable length lo project 3/32"
(3 mm. ) through packing piece. File screw ends to a chisel edge.

.- www.DaltonsWadkin.com
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Cutter

N
+e— End cover.
(_ T 1 ‘
ol o
Ca
- 1.5/16"
. L 4
. ’ N
Keep this dimensm'n as small as possible. l J N\

\\é\m\p\\\t \\\
////7////
\$\$

Always keep the top face of the component as near to the collet cap
nut as possible.
Any top cramping device must be low enough to clear the end cover
of router head.

WWW. Dﬂa@ﬁm ) !
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Jig for ropting to sha‘pé curved components such as brush backs, elc.

[

= e e — e = e e e e e mm e em e wma e e mm een mm e vm et e wm e -

L

gl

- — — . — - - e e - =

Shaped pac@ece.
\ - -
T %

TR EREER

; _. www.DaltonsWadkin.com
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METHOD OF MAKING ROUTER JIGS FOR PRO@JG RECESSED BRUSH BACKS.

Prepare two jig bodies fitled with temporar{gfdwood rails and under each in turn pin (tack) the master
sample brush back. . .

Mark the face of the jig with both oulside profile of brush and shape of recess.

Mark face of jig.

//// / ///////// LLLLL L /4

\\\\\ SOOI NN NN NN NN N \

w\

———

Template malerial can be mounted on face of jig and cul to shape during lhis stage of jig making.

i
www.Dalto in.com
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Spikes. Locat iece. . Cramp.

D) (¢ Qg$ [

>\\\\\\\\\\\\\\ >\\\\\\\\\\\\\\\\\\\\

‘;, ‘

Ll
$ .

With templates {irmly fixed ce of the }igs can be marked lo show the position of templates.
Fix screw for the holding es on the profiling jig as described on page 15 and locating plece and
“cramp on the recessing Jig.

Page X !
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rilThvwu TEmyrLATEd Tu J1G BODIES,

77777777 77777

74 / ' / / ‘ /5
L Wi LT L LT
S AN
Remove temporary rails from jig body, turn jig C«!r and fit hardwood rails on the opposite
side, that is the marked face. . ¢

Fil template firmly, locating it from th@bvmusly made markings.

/)6‘
7%

S) @ S

VIEW OF TEMPLATES FITTED TO JIG BODIES,

Jig lor profiling and shaping Ist operation. Jig for cutling out recess, 2nd operation.

www.DaltonsWadkin.com
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/ “ ) @ _ \/ Localing pieces.
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Many arlicles to be shaped on the r@,\r require machining
all round, such as bag handles, Q angers, some types

of brush handles, etc. TFor thjs ®lass of work it is advant- ' Actual shape of
areous lo make a jig carryi@m components. f template.
METHOD OF OPERAT G:-

1. - Pul prepared blank in position A and rout ouler edgé.

2 Move shaped blank inlo position B locating ofl

previously cul edge

3 Place a new blank in position A. With the jig now
fully loaded a finished handle will be produced at
each complete circuit of jig

- www.DaltonsWadkin.com
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& ,

! Packing piece.

3

NN

&

| | a ROUTING OUT HANDHOLES IN CASE -
| - END, SAW HANDLES, ETC.

N\

'@AYS KEEP JIG MOVING WHILST

| KING CUTTER THROUGH TIMBER.

Template. 6
\\\ NN Machine tab @

When sinking cutter through timber the large \'O
diametler of former pin engages template, thus

cutler is guided through timber without gashingo

sides of handhole.
X

=

When cutler has been worked through ti

—
o
—
~

and reached position required, lower x \\\
former pin so that the small diameler engages \

the templale. One pass around the template \ AN

will then complete the handhole. \\ l

To avold gashing Lthe sides of handhole, when ralsmg\\w

the cutter, after finlshing the cut, return the
large diameler of the fornmer pin inlo position

In the lemplale. . . Page 22/
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THE DIMENSIONS OF ANY WORK PIECE CAN BE ENLARGED OR DECREASED
ON THE SAME JI1G BY USING GUIDE PINS OF LARGER OR SMALLER DIAMETER

THAN THE CUTTER.

DLLN

SN

1.

\\\\\

Pan larger than Cutter.

\

‘\\\A\

HDON

NN

2. @m and Cutter same size.

\\\

S

/44977, @

Wﬂ\

\\\\\\\\\\\

3.

Pin qmaller than Cutter.

/
THE SAME RESULT CAN BE OBTAINED BY USING CUTTERS OF VARYING DIAMETER

www.DaltonsWadkin.com Pa&e42
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. . : A. Cutler In top position and former pin engaging first
=il template.
B. Head lowered lo second position and former pin raised.
C. Head lowered to bottom position and former pin raised
. ' lo engage lhird templale.
/ey .5 = ]
// 7 / ' E /’

N

\\\\\\\\\\\\\ \&\\\\\\\\\

/// ////Z///////Z// Al Lk

N\ | R
’Lﬁ ’/f|; Rl sy % |

® bl Il“ | @Q . —_—

Q

Recesses of various depths s as those in Cullery trays, Tap and Die cases, lypes of Brush
backs, elc., can be worke naking a jig with multiple templates. Each template corresponding
to the recesses of one depth. ™ Mount the templales in one pack on the jig body and raising the

former pin by the hand lever on the front of the machine table - each template can be engaged
In succession. The various depths of cut are pre-setl by the variable stops on the router head.

Page 9=
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Bection across tray.

First depth.

NN

Second depth.

(5(0 Third depth ~F

0 L

N

L
AN

A N

Finished article. 0\Q’

D) >

> |

e

v i 1tA 18
&. First template "A : Third template 'C’

; N
ST T N
t Q‘ : ) '
) | J Details of templates for

working recesses of
C ) various depths.

P j /
N
™ol Desagviadien. o !

Page 4



www.DaltonsWadkin.com

y
[_‘]

<

Finished component spiked
to locating piece.

“Templales

- Blank

Plywood surround
to jig body.

e

When large quantities of any small arlicles such as electric light celling rosettes, elc., are to be
made, U is often advantageous to build a clrcular Jig carrying a number of components. DBy using
this type of jig the operalor's positien in relation to the machine is constant and excessive move-
mentsg of the hands avolded.

To mainlain constant produclion, duplicale jigs can be used, one bemg reloaded whilst operaloy
routs with second jig. This eliminaies ldle machine {ime.

Page 25~

Components arranged on \
locating pieces around jig.

\,\\\'\\\\\\\\\\\\\\\\\\\\\\\N\

Ru
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h
£
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Routed face of wood. %
7
_ 7

DN

.

—— - - - -
-

/ Ves

Saw-cul.

Small circular objects and wheels for toys can be made by sinking
a special shaped culler into the surface of any suitable wood.

Saw off the routed face then the wheels will fall loose.

The rouling operation can then be repeated on the stock piece of
wood if of suitable thickness.

. . P el
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Sland_ard Culterhead
LS. 1057H

Fence 7/

Rlywood

NN N W WM, NN
“\\‘ ‘\\ AP XY DS XS
‘\‘\‘\‘\\\‘\\\‘\\\\‘\
W W\
Kngled piece of wood clame ﬁ machine tablc.

Y A/ A,

S ]

\’\\'J : Marhine table
o’z’

METNOD OF SCA&E& PLYWOOD, ETC., ON A WADKIN ROUTER.

Page 47
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‘Type of jig required for
shaping and moulding curved
chalr backs, etc.

Cradle to carr
curved chair

Shaped lable cramped
to router lable.

Front of rouler table.

‘t

WWW. E}a)lﬁ)gs?lv gﬁ‘ing.c’o m ‘'



beads, ete., and thicknessing lo
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i
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O f\@ o L) -
N \ \ |
N o\ N\

this side. Pressure fence. Fixed fence.

N \
Feed in from Front of router table, 8&

Board carrying fences

clamped to router
Position of cutter. table..

Simple type of pressure fence to ensbl.;small mouldings,

orked on Router.

$$

Front of machine.

www.DaltonsWadkin.co
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A )

)

e e L e S
pe— N __Hardwood frame
Yo m e e e e e e — o __T" around composition
| or aluminium jig body.
:
|
1
O '
!
@) '
1
)

4

L Q

X]

Cutter—____ ﬁ 1 ""‘“‘l" = Light ailoy component supporting posts.
i ’
i} il 1l porl
I N Tl NE=
\\ ‘ » N
_ ' N s/ o/ v/ 8/ /v T~

Light alloy components can be profiled to shape by using a jig made on
principle shown. The supporting posts golng right through jig body,
tracking up both lemplate and component, lhe templale having exaclly
lhe same profile and tooling holes as component.

pug@a@@km.c‘om !
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. . ,  ECCENTRIC CHUCKS |
For slotting, small mortices, grooving, etc., where constant cutling diameter is
important, the uge of an eccentric chuck 1s advised.

The cutters are only sharpened Inside the flute. Providing the cutting edge 18
always set in position, belween the 300 and 50° marks as shown 1n diagram, the
eflective culting diameter will never decrease.

It is important that the right combinations of cutter and chuck as set out on the
chart are maintained. If not, cutter burning and p@vork will resull. Eccentric
chucks must be balanced carefully. O .
QO
SIZFE OF DIAMETER OF CUTTER {\EFFECTIVE CUTTING DIAMETERS
CHUCK N |\'
1/32 H 5/32 3/1 5/32 3/16 7/32
4
3/64 L 5/32 3/100Y, 11/64 13/64 15/64 17/64
1/16 3/16  7/32 l@s‘/m } 0/32 5/18 2
3/32 i Kol 11/32 13/32 ' 15/32
1 5/16 %\@732 7/16 /16 & 17/32  9/16
5/32 3 : /16 15/16 | 17/32 9/16 19/32 3

@ENSIONS OF CUTTERS FOR ECCENTRIC CHUCKS.

$ i 25" . .
$ —32 B _
g
-5y, — I C—
.-i e P
A 3’ |5/32" |3/16" [1/32"| §  [s/16" | 3 |13/32] 7/46" |15/32" | iv
B |31/32"|31/32"|31/32"|31/32"({1.3/16"] 13" | 13~ 13" 13 13 13¢
C | 9/16" 9/16"| § 4 8" ) 3" |1/8" | 13" | 13" |1.3/16"|1. 3/16"|14"

Damn S/
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Eccentric chuck.

P
.

—
Size of chuck
is stamped here.

p:': ‘- . °l ’Q’

4
T
t

DX CELY
1
.

ol
©

[T SF-oo
o)
/)6‘

To find the cutting dlameler 0[@ respective chuck and cutter, add
the chuck gize to the diamet the cutter. The cutling edge of the
culter musl be either on or een the lines marked 300-500 (o
engure culler clearance and the best culting angles.

With cutler so set a chuck marked 1/16" and a cutter ' diameter
will cul 5/18" diameler.

Page #6 =2

www.DaltonsWadkin:com ‘

orrect setting of
cutter in chuck

50° Line

30° Line

500 Line

30° Line

Incorrect

500 Line

300 Line

Incorrect
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It 1s important that an eccentric chuck should be balanced

. every time the cutter is changed. The culter belng set in

its correct cutting position before the balance operation is
carried out.

Balancing plate is levelled by means of three adjuslable
screws. Then the chuck is inserted in the balancing roller
and Lthe correct balamee 19 obtained by inserting or withdraw-
ing balancing screws™ When the chuck 1§ perfectly in balance
the roller will ¢ to rest in any position.

The plate can levelled by tesling with the balancing
roller ond * spirit level. Great care must be taken with
the ml%‘. ever allowing Lhe rims to be bruised.

{ /)
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of cut when edging shaped work

his class of routing 3/16" is the
1 maximum amount of wood lo
remove continuously.

LY

</

2" 50 m/m

/
Maximum dimension
of moulding on Router.

www.DaltonsWadkin.com 4 i
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Max:mum si1zes double rebale

X AN N
NN
S NS N

e Y =N O\

e N

. ~
LN

NN
f\ \\l
Ny
N
N \ N
AN AN \\\
\ \\\ NS AN

/16
o &y
Maximwun size of g

QD

1/16"

A g
§°\\: t:\;] N \:\: ﬁ\ \

Snullest proove poss

I,

\&.

ible

EXAMPLES OF EXTREME

CUTS POSSIBLE ON
WADKIN ROUTERS,

Maximum size of {lule

www.DaltonsWadkin.com

Maximum and nunimum
sizes of dovelail grooves

Maximum and minimum
sizes of nosing (rounding)
cullers Type 235.
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!
-

A Spring Pressure Cramp can be T
fitted to the Router Head (o ensure \
that hardwood componenls are

presged onto the Jig.
Also preventing the component e e

lifting off the spikes. ’§ | , =
The epring pressure helps to = %

provide accurale routing.

: - Spring Cramp
— Shaped Cutler

L
////é Hardwood rails.
I S

W A
O Template
N

Applicable when §ng thin plywood, vexxeers;- plastics, and hardwood
components wl are held to the jig by spikes.

"

horkatds

Page 86
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Double Edged Culters - Papel Type 4.

Single Fdge Cullora-Spoon e 1.
Heliefl or clearance always increasing hale Edg ! Tyl

- trom the ‘ y ik,

\ culling edge ‘
' A

Y ‘ N This type of culter is used where culler
~Culting edge. @/./dlame{ers of 3" or less are necessary .
O _ The relief or clearance of this Lype of
0 : culter must never be ground free-hand.
. Q’ Always grind and hone spoon culters in
N\ the flule, maintaining the original form

by Wadkin Lid.

Cutter as sent oul \&
: 6 as near as possible.

Incorrect griilding will result in cutler

culting edge.
breakage and bad work.

Hump behind . &\.
/”' %

Face ground. .
straight.

Cutter incorrectly
ground and honed.

Culter reground
correcily.

www.DaltonsWadkin.com
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;-m,__ .&M\‘ " CUTTER GRINDING

f}@ N

To oblain consistently good work from high speed

\\‘

rouling it is-essenlial that the cutters are kepl
) pl‘ = w":j sharpened and ground correctly. This can only
”"’23‘*.1 be assured when sullable equipment is available.
{/r" The ideal grinder for this purpose Is the Universal
( »-j Type N. H. shown left. Not only will this machine
}'?‘ b: deal with all rouler culters, but indispensable
'i. ,,g}, (i "7'3 for mainlaining every lype of r equipment

uscd in a woodworking pl:inb luding long
planer knives.

NOTE - Where a sull; iQ;rmder is already

inslalled we can su he gel of fixlures for
router cuiters as on this machine.

Where the amount of cutler grinding does not j@ Unlversal

Grinder we recommend the N, U. type machi own right. This
machine hasg been speclally deslgned for r cutlers. It ls
gelf-contlalned and provided wilh a pre rinding spindle.
Table has movement In three dlrcdlowh is deslgned to take
fixtures for handling all types of r. utters.

r- ' ﬁw .T@msl we strongly recomm-

end the use of a separale
grinder, where the number
of culters to be maintained
does not juslify eilher of the
above machines, we can
supply the fixture shown left
for uge on lhe Router ilgelf.
In this case it i3 essential
to use the Rouler with speed
18,000 r.p.m., this lower
-tk Y wpeed belng necessary for
Crads ik e g 1 IncdygDathrswhekin.com
Page 55
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INSTRUCTIONS FOR GRINDING WADb@ROUTER CUTTERS

O

A sharp and properly ground cutter is th k&bggood routing. It is important, therelore, Lhat |

the operator should understand exacllé al he is doing when sharpemng cutters.
Detalled instructions in the gri@ of all types of router cullers are given on the following

pages, and if read carefb@! the instructions carried out will ensure trouble {ree running
*

and high production. $

www.DaltonsWadkin.com
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WOODWORKING CUTTERS.
CHOICE OF THE CORRECT CUTTER,

In order to get the beat results from routlng it is essentlal to use the proper cutler for each
operation. Stralght cutlers from 1/16" dlameter to 13" diameter are available in varying

lengtha,

nome of the principal types in the range.

| i
TYPE 52 TYPE 63 l 6\
Panel , Tonguing
‘CUl%'BS J Grzgdln i | O
Ilea | | ving ¥
. Arbor N '
i i
" r"-" T -:l '\’m'":g':‘n-p N l l 6 ]
~ ;_ ] ) 3 .
(&) h - PR D" ryrE 4
’} - /’" 4 T T T - Double edge
?.,l‘fﬁ‘f N A ”E g Panel Bit

When in doubt, always
recommendations. \
owlng References :-

Solid Proflle

A wlde range of shaped cutlers can be supplied, also built-up cuilers for tonguing
and grooving, moulding, ete., clrcular cutterblocks and moulding blocks.

INustrations show

TYPE 21
TYPE 55

Culler Circular Block

1 Wadkin Ltd. for advice and
nformalion on culler types can

be oblained under the : '
Cullers for Wood; 1stics, Synthetic Bonded Ply. Book No. 713

Ilouter operall@ eslgn of Jigs and Fixlures, etc. BookNo. 716
THE AIM OF CUTTER SHARRENING.

The primary object of cul
angle.ond ensure correct arance behind the culting edge.

ftellef or clearunce.

Original, -
diameter.

___»+ Face not slraight.

flamp behind
culling edge.

Correclly honed and ground culler. Incorrectly honed cutler.

Worn culler correclly
ground and hoaned.

WWW.DaItoW@(i@@ ‘

arpening 18 to restore the culting edge at the correct cutting

\ -4 :;(\/In(‘orreclly honed,

“Z= Trubbing on the back,

Dolled line Indlcales necennary
grinding to resture culling edges.
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IIIL JMPQHJANLL OF MACHINE GRINDING.

The key Lo hgh qu:llily routing s a culler with clean sharp edges nnd smooth conlinuous relief.
In order o mamtain the correct cutling angle and clearance, machine grinding is essential.
Jixperience has shown that free-hand grinding does not glve the clean smooth edgé essential for
good cutting, and the result I8 nothing like the life of a@hlne ground cutter. Another import-
anl point ig that it i3 almost impossible to grind eqcpmounts from both edg.'es free-hand.
Mechanical grinding ensures that both edges o& itter are identical, also the minimum amount

of melal is removed at each regrind, thus ing sure of longer life from a cutter than when:

most carefully free-hand grdund. @

GRINDING MACHINE, TYPE N,

This is the Grinding Machig@nex ally supplled for grinding rouler cuiters (ﬂee {l1lustration on
Page 42). It has a spj @peed of 4,750 r.p.m. and is providcd with rise and fall, and also

{raverse movemc&. e table. With the ald of Lhe three altachments shown overleaf, most

types of culle @r both metal and wood rouuhg can be dealt with. The class of work being done
will du:luie&alt:u:hmenls needed, but for wood cutters the S. F. A, attachment 1s essential,
and the P. . T, i8 very useful for regrinding the relief on straight panel cutters. For sheel
dural, alclad and brass the D.G A. and P. . F. attachments are essential.

Where an existing Tool Room Grinder of suitable type and having a spedd of not less than 5000

r.p.m. is available, the grinding altachments only are needed.

w.DaltgngWadkin.com
In such cnges the user I fieed" 1o m2%¢ a spindle extensl rbor lo suit his machine.

-t .
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GRINDING ATTACIHMENTS

ATTACHMENT,
S.F.A.

to be used for grinding stralght
fluted cutters of all types, also
ending up panel cutlers and
Spoon Dity.

Thig allachment will generally
be used for proflllng cullers

el 1 pad and spoon bils. It s also
T TNy ‘_ﬁ/ suilable for tungsten carbide

culters.

= nrr* - r ~ —--y--~~r-' T . @
4‘E?\‘l£€'j . :: B . ;:A‘ e La.’," ‘13/ :- rl\rl AC}]ME '1
""h J' . . ‘

m:‘,rr
i{ {1y “\\\\\\\ ur ,f' . D.G.
A i "r/“ :') e !
}."? ? ‘/\ s i tﬁ-’ ! ;gl lo be used fog @ ing the
{ k i1 [ules (spira s&.slralghl) of

i -4 A
w,«w /'“i,.._ R ?15.3:; i' all alclad dral cullers usged
o R4 J“:;gg “on St @ K.
E;,/w"::jﬁ it

R et B .

\

ATTACHMENT
P.R.F.

to be usged for regrinding the
eccentrie rellef on panel
cullers; suilable for dural,
alelad and brasgs cullers, afler
losg of clearance due to con-
Unuous honing.

www.DaltonsWadkin.com
Page

S

Grinding wheels supplied with
GRINDING ATTACHMENTS.

FOR ATTACHMENT S. F. A, ONLY

139 140

QZ" diameter 21" dinmeler 21" diameler
" FLAT face 1" CUP 1 DISH
1 Bore

"' Bore 3" Dore

FOR A'l"lACHMl'Nl D.G.A. and S. F A,

2" diameler
3/16" ROUND edpe
3" Bore

2" diameter
1" ROUND edge
%" Bore

FOR ATTACIIMENT
S.F.A.

FOR ATTACHMENT

146
These wheels are used for gripding 21" diameter
chipped edges of T unlvqlvn Carbide 1" cup

8611 Rougher "~ 9TR Finisher

Cullers. Both are 27" diameler

%" Bore
1" dish, 3" bore.
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LAPS FOR TUNGSTEN CARBIDE , ) REGRINDING STRAIGHT FLUTED CUTTERS OF
TIPPED ROUTER CUTTERS, ALL TYPES, ON ATTACHMENT §, F. A,
- . RADIAL ADIUSTING SCREW
‘v\{; ‘*W‘\, Diamond lap wheel for use on Altach- FON CANIING
% :\ \ ment 8. F. A, and used for lap finish- Arbon TOF 1LV
‘\' E ‘.1' ‘ ) ing ‘Tungsten Carbide Tipped Cullers . :’anx'ni'::m
g&r gllllgir regrinding with wheels 861t and g,g:&;-

14 5 - (Y

e T e c ocKmG BT

y -

- - ™ r IVLLLING AKBOR .—
ant N ; [ AHD SECURING
B T L R M...c-ﬂ“"”‘ BASE TO TABLE
s boodr
.

honing ‘Tungsten Carbide Tipped TYPES OF CUTTERS MOST COMMONLY GROUND
Culters. Also a similar hone of ON THIS ATTACIHIMENY

solid material in fine and med
gl’llill can be Bupplicd' m SPOON BITS. Use gl'inding wheels
Nos, 137 and 138.

Q% I After grinding the flute, it will be

Diamond Impregnated for Hand Lap I\

necessary Lo stone a flat on the

cutting edge of this type of cutter

Qy to obtain more clearance., The out-
gide diameter should not be ground.

W Slip Stones ‘ PANEL IOUTER CUTTERS

d Steel Router Cullers OR

hox 130 An - 3/16" SOLID SHAPED CUTTERS

"' X 13" "' - 1/16" Use grinding wheels Nos. 140 and
141. After gelling up as described
opposile both flutes should be ground
al the one setling.

No. 117.

t
t
$—\

|

1
1
- - -
’ t

WHEEL DRESSER DIAMOND . PART NO. P, R, F. 37.

Afler several regrinds of the flutes

. o) It becomes necessary on Lhis type

”,.' ©usied for dresgsing all lypes of of culler to give more clearance on
Vo - grinding wheels, excapting the the back of the culling edge. (Sce
A Diamond Lap Wheel, No. 145. pages 48 and 490.)

www.DaltonsWadkin.com
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First bring the culter [lule into correct relalion
with wheel. Adjust the stop on machine table to
sull length of flute to be ground. Use table move-
ment o grind the flute taking light culs. ‘T'o put
on any cul use the radial adjusting screw, thus
maintalning a correctl culling angle. DBoth flutes

(g should be ground after each ugtment lo ensure
R that each is ground identic . ‘
PO, T R L A “ DI y ~‘."l.j. R
TO SET Ul FOR GRINDING THE END OF THE CUTTER. 0

tirn attachment round at right
3 lo grinding wheel and lock up.
Ing culler into corract relation
with wheel and adjust stop. 'Take

SRR U LA SR ey

o
," -'r ‘ ."
‘v}{v . N"i"": r /"'-A"(". .

o7 / \"\{‘“b

g ‘4 “ ;
u[ R ) R light cuts by using table movement.
i, b . ?b, g - K o s .
s 1% Rl v Ihe remalning face can be brought
' ‘ : P O, Into a similar pogilion by using ;
R f 1( e index plate.
' o 1 :.".\"' ,,.;:' » " \'* ‘ : \ .
! b RO & _ Use grinding wheels
K “‘;:‘,ifg?‘_‘&,;i_"_:l‘_‘.‘j_, T a , 140 ana 141.

PEIIPHERAL RELIEVING OIt RE(@D NG CLEARANCE OF :‘PANEL CUTTERS ON

AVTACHIMENT S, 10, A, —_ ,

The best resulls on rellef grin@ng are oblalned i ) 6

by uging the altachment P, RO T, | as described on \ ) -\

pages 49 1o 53. " ' i \
1

‘I'hlyg method 1g Hluslrated for operators who have

the S.F. A, Attachment only, but it should be Flg. Fig. 2
plregsed that the resulla oblained will not be as Shows a new panel Shows the same
vood ag with the PO T, cutter with plenty culler after/ several
of clearance. regrinds with no
clearance.

%ﬂ@blt&@\ﬁikin.com t
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CERE SR R VI - ON L PAC.LIEM L L F. L 18l Seapt

snu Stage:
A S ” ’
“ L | Cutler {8 moved
?"‘7‘«'.-"’!4'.;""‘A ) B IRTTE + across the wheel
! i T . HU Al Ay el 48 4 mentl as for grind- LF
":;i 3 “':.‘? ‘4.“'-_,: .‘: 7),5: )' wl’ 1 R h\l x _.f 'll:g “‘e {]u‘t(fg. I?lg. 3 \
g - . te N2 ‘ ;' .1‘.-1} :; 1 .lke llght Lulﬂ. 1180 wheel Flg. 4
e 1 : oy \\1! @Jo. 140 or 141 Using same wheel.
P T ‘ . -"W‘:,v"‘ l i ) P

. . e edee ez D Lo O
GRINDING OF SHAPED CUTTERS TYPE NOS.9, 11, 12, 32

pround on the straight rellef, unless the shape or pr of the
culter is being altered.  ‘Thig operation is done oné LA,

Atlachmenl, using wheel No. 141, ‘The-method
and deseribed on page 48,

&)

PERIPHERAL RELIEVING OF PANEL@FERS ON ATTACHMENT P.R.F., ALSO SUITABLE
FOR NELINVING OF TWO-EDGED ERS FOR SHEET DURAL, ALCLAD AND BRASS.
This Altachment, mounted on our . Grinder has been designed YRR .

to obviale the poor resulls obls hen operating Routing
Machines due lo the oulside reliafof cullers belng improperly
honed, and in sSome c:mu:i,&(ﬁ;ruuud. It consists of a base
plite, on which iy pivul%l aten carrying a swivelling bracket,
on which in turn is cared the spindle head which can also swivel,
Doth the swivelling m$:n'c graduat ed and the conlrol knob for
pivoling has also a graduated dial. The work spindle is on the
cecenlrie principle, provision being made to vary the eccentricity
(or radius of relicef).

4
. *
Shaped cullers must only be ground in the flute and mu?@rer be

sirated right

\‘ eLdis ™
IR O WS I
GINNDING OF GROOVING CUT'TERS TYPES 41 - 53, Grinding of cullers for Flat Knife Chuck

(/S

Theoe cullers must never be ground In No. 50, Exp:\n(“,n.é Cullerhead No. 61, Panel
the flules because of the loys of widlh Culterhead No. 52, Circular Block No, 55.
which would quickly result, due to side For resharpening these cullers 1t ig

reliel of cul s ~edsgtgnswiislerpen these  recor-~—ended that the knlves be removed
cullers by ¢ aing on the oulslde face, from . block and ground freehand on a

A




) www.DaltonsWadkin.com

For holding the culters, bushes 3" and 3" bore are provided: these have two lines eneraved at
un)“, cach Line In vaa l)l:lul; l)l’uuy,nll futu il“[j,uun(.‘nl wilhh &4 zer'o e on wuie spmuate huse, lhusg
cnabling both edges of the cutler logbe ground al one selting. Ao approximate positlon to place
the culler radintly 19 also Indicated by another line on the nose of each bush, one of the culter
cdiren belng placed oppoalte this; this postlion can only be approximale as some cullers quUll e
more drastic vellel (or clearanc v) than olhers.
This variation of clearance must nol be tonfuged with varylng ecceenlricily or (radius of relief).
‘I'he bushes ave gripped Inoa gplil body and can be changed quickly.
A bolder with diamwond for trueing the wheel 1g also provided and [its Llhe spindle noge the same
an  the cutter bushes.  Arrangements ave made to hold the work upindl@nally when using lhe
dinmond.  Part Ho. of this diamond s PR, I, 37. R
1t jg absolutely ensential lo true the grinding wheel with a diamond Q])eci:xl fine grain wheel
tlo. 146 1o supplied with thlis attachment. ,C)

*

$

(O SET UL FOR GRIMNDIHNG

Ilrst set both swivelling brackel and spindle head with gry hions at zero; then, with thg vertical
movement of the machlne lable, bring the altachment gj lo the same heipght approximately as the
grinding whoeel spindle (1€ anything the centre of the cment spindle should be a little higher than the
centre of grinding wheel spindle). Now insert culld h one edge opposile the line on lthe NOSE of the
culler bush and tighten {irmly with the set scerew;Gfien set culler bush with one graduation In line with
zero tine on apindle nose and lighten with tee l@cd screw shown In right hand in Fig. 2. Flg. 3 shows
culler selting lHne on nose of bugh and also Qi the bush gelling lines corrceclly set on the zero line
of spindle noge; this pholograph also shoy %« actual grinding operatlon.

AR . “ﬂxwvw’rﬂ""h—"’""‘"‘"'""‘m by T AT TR

o | wH? ) u!"_w
| | (AN GR
L o

S : e

} M 'A'.‘:, '.!‘ y
. , "] e
" L ‘ 8 R

www. DAMEGWSHRCom '
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ICwill not bhe neceasary angp general rulo o move the spindle head away from zoro, bul the swivelling
hrackel (which bap Ho hiié on the platen) will requive maoving a little off zero for the spiral fluted
culters, otherwisg due Lo the splral angle, (dhe grinding operation will produce a tuper culler.

For right hand splral cutters move the bracket zero line a little to the left and vice versa for left hand
spival cutler.  Fig. 4 shows the zero line on brackel moved out of line as required for a right hand
spival culler.

TO GIUMD A CUTTER, ,
Utuerew conleol tnob shown In vight hand on Fig.4 lo give :\bou@upenlng belween 1the platen and base

plate.  Bring the table up untit the surface of the cutler to be@Ehound is 1/16" away from the grinding
wheel; then move table stop indicated by left hand up lo sl(@wackel and tighlen up.

Start machine, and by the conlrol lever rotale one edgeg\he cutler to and (ro, bringing the culler

Into contact with the grindlng wheel by turning the (,an knob clockwise.

Tahke carve aol to take the control lever too far ov‘ué the opposlte cutting edge will come into conlact
with the wheel and be damaged. . :

Mow bring the table and fixture away from th icel and nole the number of the gradualion on the control
lach dial which ig oppoulle the zero line o platen.

of a lurn, ungcrew tee headed screw shown'in right hand on -
i 2 and touen culter holder round un ie arrow on oppoglte gide is in line wilth zero mark on spindle
nose;  left hand indicaley this bein sﬁ@ do not release cutler), then tighlen up tee headed screw, move
.\l:h, up o stop and proceed as h(@c s until dial on control knob comes lo the same number as before.
1I'orc metal rouling cullery prof o remove a further . 010", to cul back one edge, by using in feed of
nuichine lable.  See Page 571

Unserew control knob halfl to three quar

A R

P T iy ERREIE i
:4: ",',.‘(:. ‘ L ’}‘: ” e "“"L Nk K L R o
. : ~~' " LR i s '-.';')_r" w'l‘ T . , ’
B - 7w RV S U : .
g - HEAL ¥ 1 : b\‘x\ o
,} N " o N \; ': ; (] .3 by -...J ‘.....x “ . '”)) ' ) 3
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b
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For cullers of preater tength oag the face of the wheel, repeal the operation with the table cross
triveroce adjusled to cover the remalning length of the culler edge. When finishing, pass the culler
over the pgrimdlue wheel once or lwice, moving the crogs traverse slide sufficlently to cover the
whole Leasih of e calling edpgge beinug rellieved. On short culters move the crogg traverse a little
vach way to lazocove the surface {Inloh.

. b shows how the eceenlrlelly (or radiug of rellef) Is varied.
The noindle none oo an Inflial amount of eccentrlcily which can be varied as follows :-

fruese hervpon ned Indlcated by right hand, bul do not glacken It right Q@luckun off the small screw
Indicated by left Lead, say a quarter of & turn, and Ughlen the one ¢ : opposlile slde; this Increases
the ceceniclelly., ‘to (!u.u,. gt the eceenlriclty slacken the J(,l(, (u e opposite slde and tighicen the
o boddlen ted by Left hand;  then ve-Upghlen the nut Indicaled b h h.md On no account try to adjust
without eicine the hexagon nul and be sare to re-tighten.

The tinount of cccentelelly required and the exact positl
dittone and rest be left to the operator who will find l
gapurience.

_'set the culter are dependent on con-
adjuslmenls qullc easy afler a litlle

iy, 6 shows e sulit chiuelk and the almplielly o 1zing cutler bushes or ingerting the dlamond
holder. 240 thal 1y necessary g to release th h(..uled gcerew and draw the bush out; Insert
) - O another, pushing It vight up to the shoulder;
,'T"f’,';}'_ . ) *\' ' bring ll{e graduated Hne opposite zero tine
ot A T ' on Lhe spindle noge and re-tighten the lee

' T @ ',
TS *r\ -r R Q headed screw,
Y oL i 7

L K Ly‘ . . .
g\ 5 ,{.""..», "rl \3 . : Sce that bughes and the base of the split
A /.;«";f':-w . ‘u‘, \; @ chuck are perfeclly clean and free from
. L P DI oL . P oy A
! -i- . L dew p\ . S e \ \:" . . grll.
F e, .1 e W*B«‘. s '.a-v\..‘
e R o v e W ' .
i \ Spomr e '} \‘J[ 'n
> SN I
e f ' T F‘!’ - —'*"; ...-mvi
] ‘I ‘g 3, [r“.-»‘ 7. feo g2
g :
) RN l ' E -
. moLlld Flp. o

¥ 4‘(“/ .‘;‘;_ g
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-

TO DRISSS Tl Wik

i clip onto operating handle ag shown
by riphl hand o Fig. 1, then insert Lhe
didiiond holder In the spindle nose with
the ditmond inclined to point o Httle
bodow cenbre (Hhig iy hinportaot) and
follow the same procedure ag for grind-
ing culters (sce Papge 51), using the
cross shide of machine to pass the dia-
montd nceross the peviphery of the wheel
and the conlrol knob to regulate the cul
aqg shown in FFig. 8,

.
4 W R ‘.uﬂ

o \M b el »‘.q
t

LCF SN -,».i.-.__..._-.-.)

=

W
\An:"d;

.
-
.
%3 ol
oA
Vo * IH“ L2 £
LEN W “ -

See that the table stop is tight, only take
LIGHT culs and pass the diaimnond over the
wheel slowly and with & continuous regular
motion,  When mounling the wheel on
machine spindle place it with the recessed
gide low.uda the machine as shown in

Fig. 2.

Frequent dressiong of the grinding wheel

in nol necesanry. Conglderable quantilies
of cutlers should be ground belween dress-
ings and after the initial truing of a new
wheel subsequent dressings should be of
the lightest character.

/

www.DaltonsWadkin.comps ;¢ 3 Lj‘)’()
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CPONING OF cymTEpe

) ’/'/ ’—-":':;: ~~~~~ T— = ~‘§\\\ -";_ .
7 Mapped edpe THE RIGHT AND WRONG WAY OF STONING
Y aller prinding

AV

/ /,!;/ {_m, oL isin

i \ Shows ragged )
N\ BTN edge of culter
\‘\\ / .“',. yrinding . ¢
N} afler grinding N
\ the flutes. %
O

with back of culter clearing the job. |
= O
27 Rdpe after @\ :

Sloning

\\\\::_?"‘"---»—«-—-""' ¢ ‘
S e P ¢ TUE RIGHT WAY - Culling cdge is on
‘ the outside periphery of cutter track,

Shows cdpe
ol culter
afler Stoning.

THIE WHONG WAY - Baclt of culter
furms vutside periphery of cutter,
with the result that rubbing of the
\ back on the Job vecurs.
www Baljgs Wertki».com ‘
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- , 8TONING OF CUTTERS

Afler grinding, the cutter must be stoned up before using to remove the ragged edge. This is
done by uslné a No. 183 or 177 Carborundum slip stone dipped in paralfin and applied to the edge
of the culter as shown below. (Stones are illustrated on Page 47). Correct BtOnl.ng can only be
achieved by practice, but most operalors have no dlf[l@\/ with this operatipn after a few weeks
experience. A reliable guide as to whether the c@has been properly stoned will be that line
job will almost feed itself, instead of requir ;'ce in feeding past the cutter. In addition to
stoning after grinding, the cutler will ne@estoning between regrinds. The length of time the
culter will retaln iis edge w-lll de@n the material, and may vary between half an hour and
two hours or more. llere aga(\%e effort required to feed the work ig the best indication of
the condition of the culler{‘g@vhelher stonlng is required. ;Stonlng for half a minute should

be sulficient and th {ashould stand between four ar_xd elght restonings between regrinds,

depending on Lthe 1t of the operator.

$$
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TYPICAL, f“'ES""“NS," M) ANQWERPQ NHN WNOD noyigrn CU"""“}R Q"'\RP"‘”IN('

. ’
[s a cutler as despalehed by thesmakers ready for use?

No. It requires honing or stoning before being used. The culters are sent oul as they leave the
Grinding Machine. They are nol stoned up al our Works as the edge may be damaged in transil.

Is the use of a slip slone necessary on rouler cutlers?

Yes. All cullers should be honed before using on the Router. The sharper the cutter the belter
the finish and Hw faster the feed.

What sortl of slip stone should be used, and what methods shoul C?mploycd?
Sce recommad ations as regards stones on Page 47, and the6 d of stoning, Pages 54-55.

How often should the culler be honed? \

This depends on the timber being cul.  Slringy timber require a stone on the culler every
20 minutes, while on clean straight grain wood w may run for an hour.

When does a culter need sharpening?
When the work Is difficull to push past the C‘@Ol’ when the finigh is not clean and smoolh,;

the Iwo characteristics generally go logelhO hen the cutler is sharp, the work will almost
feed ilsell.

What determines whether a panel @ hould be ground in the flule or on lhe relief?

The general practice is to grind flute, as shown on Page 48, and continue to do so until

the relief or clearance, show ’age 44, becomes insufficienl., ‘Then regrind the relief as
shown on Pa[res 49 to 02 $

Is there any means of lx the emery wheels on the Culler Grinder?

Yes. The diamond mounted in a steel holder, 3" diameler, is shown on Page 47. The method

for truing wheel No. 146 i8 shown on Page 53. When (ruing the face of the wheel No. 141, mount
the dianmond in place of the culler on the allachment S. F. A. shown centre of Page 48, and proceed
as described on Page 53.

Is machine grinding of cullers essential? /

Yes. ‘To gel good work, and economy of culter life. See Page 45.

o WWW.DEﬂ@Wa?ﬁlgm
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ROUTER CUTTERS FOR NON-FERROUS METALS.

-

CUTTERS FOR NON-FERROUS SHEETS.

Wadkin culters are made in lwo ranges, one having a profile suitable for cutting Dural and Brass, and the
other suitable for culting Aluminium and Alclad. In general, these cutters are quite suitlable for use as

senl outl, without modifjcation of the profile, but some operators claim to obtain improved performance by
shightty modilying the profile of the culter lo suil the particular specification of metal which they are cutt-

ing.
These modifications may be regarded as refinements and @nol be attempted until the operator has
become quite proficient in the use of the machine. 9

The lypes of cullers avallable are shown on a list whigh Jg issued and revised from time to time, and can
be obtained on enquiry from us. All Wadkin cutter’ Q numbered and it is advisable to quote the refer-
ence number when ordering or referring to spe&pes and sizes of culters.

For cutting out from sheel the hesl size to ue?

. .1 i
shank. M is possible to use a " cuuer$

CUTTERS FOR PRO&*‘G CASTINGS STAMPINGS AND NON-FERROUS METAL FACED

3" diameter double-edged culter, having a 3" diameter
"internal radii are essential or 3" diameter, if required.

PLYWOOD, ETC,
For this class ?%9‘1( we recommend an entirely different range of cutlers from those
used for shee ting. In general, these cutlers are Z seclion with straight flutes, but it
is advisal onsult us before ordering cutlers, to ensure that the most suitable type is
used fglh articular metal to be cut and for the amount of melal to be removed.

L 2 !

SI F CUTTER SHANKS.

‘uller shanks on the culters we supply are held to a limit of +. 0005 and -. 0005, i.e.
a tolerance of one thousandth of an inch, but whatever the diameter il is most important
that the shank is parallel. A cutler shank over . 0005" taper will not give satisfactory
resulls, '

— SMALL CUTTERS FOR SPECIAL WORK SUCH AS GROOVIN(}.

When using small culters, such as " or 3/16" diameler, we recommend ordinary wood

cutting spoon bits, and these are quile satisfactory. Always shorten the cultling blade as
Typical culler much as possible to avoid breakage. This is best done by the user himself as the cutters
for profiling. can then be she ~denpskdonawdd dis own lype of worlk.

Pave '\ A=
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HOW TO TELL WHEN A METAL WORKING CUTTER NEEdS RE-GRINDING.

The first thing a rcuting machine Opgx'alor should know 18 how to tell when the cutter is sharp and working
correclly. The angwer is thal when Lhe cutter is right, the chips will leave the culter bright and curly, and the

feed will be so easy that the job almost feeds ilsell. When these conditions exist the cutter will have a long life
between grinds.

If the culter is incorrectly ground, the chips will come off In straight shreds, and an excessive amount of force
will be needed to_push the job past the culter. Good work is out of Lhe question under such conditions, and there
18 always Lhe danger of pushing the end off the cutler.

If the culler is not working correctly, stop the machine Immediately and Iln@ why

To ensure the maximum life of the cutter, and at the same (i %ln free culling, It 18 essentlal
that the cutler is kept efficiently lubrl(:'ued Always use a 1 i an{ consisting of a mixture of

paraffin and lard oil. The simplest method of applicati \%b brushing the lubricant on lo each
blank before clamping, The lubricant need only be app% the sheels in the track of the culter.

THE IMPORTANCE OF MACI INDING.

elal culling router cutters have one edge ground back
010. This is done in the formed relief grinding so that the

iormal re-grinding in the (lules of the cutter will nol be
affected.

In order to preserve the cutting diameter resharpening Is
done by regrinding the two splral flutes equally. Experience

L~ has shown that free hand grinding does nol give the clean
smoolh throat essential for chip clearance and good cutling
and, In consequence, gives nothing like lhe life between

‘ grinds that a machlne-ground culler gives.
. Another Imporltant point is that It is almost imposslible to

Wadkin metal working roule ers (except grind equal amounts from both edges free hand.

special purpose culters) are supplied with two By resharpening b hanieal a L only is accural

spiral culling edges, as shown In the skelch below. y resharpening by mechanical means, not only 1s accurate

grinding ensured, with both edges of the culler ground iden-
Culting Edge tically, but the minimum amount is removed from the culler

H at eiach regrind, ensuring a longer life than is possible by

the most careful {free hand grinding.

For delails of the recommended grinding machine and
allachments, see pages 42, 45 and 46.

Culting Edge
' Page FE
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REGRINDING STRAIGHT OR SPIRAL FLUTED CUTTERS FOR NON-FERROUS METAL

o SHEETWORK ON A~
- [= =

ul —

|

ATTACHMENT D. G. A.

N

TO SET UP FOR GRINDING STRAIGHT FLUTES. C})

O\Q’
The cutter is placed in lh&ﬂdle nose and the attachment adjusted to bring
the flute into correct r with the wheel, | e., parallel with the table slots.

The table and cross.s hould then be locked, and the rise and fall of the
table =d the radi stment screw "A'" only, should be used during the

subsequent grlnd eration.
The cross slid 1e table must not be used lo put on cut after once setting

Use grinding wheels up, as lhis Iter the contour of the flute, thus varying the cutting angle.

Nos. 137 or 138.

TO SET UP FOR GRII@,?SPIRAL FLUTES ON METAL CUTTERS.

The set up and mell 4f grinding in this case is PLAN VIEW SHOWING HEAD SET OVER

identical with ih:
excepl that it i
as shown be
parallel relation with the table slots.

It will also he necessary to change the slotled
sleeve. ‘To do this first remove the handwheel B
and collar C by loosening grub screws with the
special key provided.,  Slacken off grub screw D
in the end of the spindle and withdraw guide pin E.
Unscrew the three counlersunk screws F {rom
The sleeve is now free Lo be with-
drawn from the spindle.

the sleeve.

the straight fluted cutters FOR GRINDING SPIRAL FLUTES.
cessary to set over the head

o bring the flule into the correct

www.DaltonsWadkin.com
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MU UHOD UL GRINDING FLUTES ON 1UE ATTACHMENT D, G-A

o s
§~;~{-z:z;a

il

1 Bring the cutter inlo the correct relation 2 The grinding iﬁbne by Bliding the cutter past

wilh the grinding wheel by adjusting the the wheel, ihg care to set lhe stop collar
table slides. Lock table slides and lock - near i bq ating handle. This motion is
culler as shown above. : c0ntrt§'by a grooved sleeve. Ralse the

' tabl 1 the wheel makés contact, and draw

right back after making each stroke.
through 180°, then grind the other flute.

.
w-w ..'.vr:'l.-,-v‘-":: .
. ) . RN

3 The culllng edge of the cidler 18 adjusted

relative to the grinding wheel by turning apindle is drawn back to bring the diagonal
the small screw as shown above. Both pin clear of the bush, as shown below. It
flutes ghould be ground at the one setting. is then rotated half a turn to bring the

If after examinatlon both edges have nol opposite flute into position, when the pin.
been cleaned up, pul on more radial cut can be re-inserted in the bush.

and repeat the grinding operation. Both /

flutes should be ground after each adjust-
ment to engure that both flutes are ground
identically. Page e
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TYPICAL QQESTIONS AND ANSWERS ON METAL CUTTER BHARPENING,

Is a culter recelved from the Stores ready for use?

No. It requires honing or stoning before use. The culters are sent out as they leave the Grind-

ing Machine. They are not stoned up at our Works, as the culting edges would be damaged in
transit.

Is it permissible to use an oil stone on the outside of the cutfe

This is the essence of routing and the key to high perfor
drag, stop the machine and hone up the cutter on the o
eagily be done in half a minute and the method is iilust

when dull ?

e. ' As soon as the cutter begins to
dges until they are sharp. This can
ed on pages 54 and 55.

How oflen should a metal working culter be st

Aboul every hour. On hard material it mayb ry half hour. On some Sofl materials every
two hours, bul on aluminium and alclad sh pays to keep the cuiter sharp to prevent pack-
ing on lhe cutter.

How many limes should a cutter be st between regrinds?

A cutter should stand four to eight g8 depending on the skill of the aperator. .

What stone should be used and s it be used dry?

A No. 183 Carborundum Slip s*o Dip the stone. in oil and paraffin to give the best resulls.
Should the culters be us n metal ?

No. Always use a lubric consisting of paraffin and lard oil, mixed and applied to the sheets
by brush before com c¢ing to cut. The paraffin is only a thinner to help to spread the lard
oil, and only enm& the purpose should be used. Excessive paraffin causes a blue smoke

. when culting.
What causes m@ chips to pack on the cutter?

Generally, blunt cutters. The wrong shape of cutter, especially on aluminium and alclad
sheets will cause it, also a lack of lubricant.

What causes chips to pack in the gulde bush?

Blunt cullers. They make shreds of swarf which work up into the bush and weld to the shank.

If the culler is correct the large curly chips cannot possibly get into the smz}ll clearance
belween culter and guide bush.

What causes shudder when cutting?

The culler has not been sloned. The rough saw edge left by the grinding wheel causes if.
To cure il stone ihe cufter. www.DaltonsWadkin.com
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1YPIAL QU 'IONS AND ANSWEIS - Cominueaq,

-2

Can the loss of diameter due lo cuuel: wear be compensated for ?

Yes. All Fixed Head Routing Machines are now sent out with a range of graded pins :-

. 005", .010", .015", .020" on all sizes. On the Radial Machine, undersized gulde bushes can be supplied.
What Is the feed speed on the Router? '

Feed as fast as the culler will take it. If the culler i8 sharp the job will almos! feed itsell and will only require

guiding. 1f the job neceds pushing the culter 18 not sharp. On metal, a good speed on straight work is 4 inches per
second. On intricale shapes, it is Impossible to feed at thls speed, and the @lion 18 the speed al.which the
operalor can manlpulate the job, generally, 1 to 2 inches per second. O :

Can sheel steel be routed?
No, only non-ferrous metals such as Alclad, Dural, Aluminium, l}r@oCopper, Lead. Nol Bronzes, Zincs or Tin.

TUNGSTEN CARBIDE TIPPED RO UTTERS.
L Type 60, Two Edged Panel Culter, for cutting
As a general rule, tungsten carblde culters @ . ! ?
should only be used when high speed steel outside profiles only. Not suitable for sinking
cullers will not stand up to the hardness of or culting Inside profiles.
J_ k

I 1y L
the material being routed. They are not 1 Dia. 3 2 2 o
sullable for ordinary timbers and will not : Lenglhi(?? cut ) L .
cul half as cleanly as high speed steel on O i I3
wood. &\, :

Tungslen carbide cutlers are necessary ®~ -
on the following materials :- Type 61, Two edged Panel Cutter, for sinking
and cutting on side.

Resin bonded plywoods, wood pulped R - Dia. }" in g 2

board and wall board, plastics suc \@ 5 Length on cut
Holloplast and Catalin. Linen a&:per “‘a"‘ R e | in 1" 1 14

based malerials, such as Tulno

Elephantide, Aluminium all die

casl or wrought, containing sllicon or

manganese (there are certain high Type 62, Single Edge Spoon Bit, suilable for
silicon alloys which are loo hard even sinking and cutling on sldea.

for tungslen carbide on the router). Diameter i

All sand cast aluminium castings. '1‘353"“' Length on cut i

Other sizes and profile culteys of all types are
avallable to special order.

Page 77X
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SHARPENING TUNGSTEN CARBIDE ROUTER CUTTERS.

<

Tungsten carbide cutters cannot be sharpened wﬂ@inary grinding wheels or honed with
Carborundum honing stones. The grinding cape done on the N. U. Grinder and 8. F. A. Attach-
menl described on pages 45-46, using grin ‘t&heels 86R and B8TR described on page 46. Use
the wheels dry; 86R for roughing, takin light cuts, and expect to take a long time remov-
ing a small amount of carbide. Finish dry, using wheel 67R. In order lo get a good |

cutting edge it is necessary to mach p with wheel No. 145. This wheel is made from soft
material and its cutting edge is im

ated with diamond dust It is expensive lo use and
should be used for final finishin can, of course, be used for grinding in place of the €6R
and 87R wheels, bhut the wear osl of the laps would be prohibilive. Never attempt to true
the diamond lap. When usi machine lap smear the face of the wheel with oll and then
take Lhe lightest possibl x to get a polished face and a clean edge. Finish the culting edge
with a hand lap, which x o impregnaled with diamond dust and is illustrated on page 47.

The best method og the hand lap Is to immerse the lap and tool under water and hone in
this posilion. This |8 recommended so that the diamond dust freed from the lap floats to the
surface of Lhe and does not become abrasive between the cutter and the lap, causing

excessive w on the lap. If this i8 not possible, use as much water as possible to swill off
the diamo st.

The general instructions on stoning cutters on pages 54-55 apply to tungsten carbide cullers
except that the diamond lap is used instead of the Carborundum stone.

Tungsten carbide cutters seni out from our Works require honing with the hand lap.

/
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CONCERNING CUTTER COLLETS.
Never over-tighten a collet. The short spanner &)crew key provided
*
L 2
is designed to give the maximum grip, wh@i by the average

operator. The use of a pipe wrench B%Q the collet and actually

S

Never allow cutters to pre{@ rom the collet more than is absolutely

reduces the grip on the cutter.

necessary, It isa ule that the nearer the culler to the collet,
the better the cut an b

$$

1e longer the life of. the cutter.

Page SO
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