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DUAL RADIUS DRESSER

O
N
PART IDEHTIFIGRTIQ@
*

A Diamond arb

B Setter bod

C Locknut

D Knurle

E Dres nit

F Gap to determine advance of diamond. This should be:
Stylus sizes Gap dimension Rotation of knurled nut.
Smm (4.7) + 3mm 0.035 in. 0.85mm 2/3 turn
144 4in. + 1/8 in. 0.065 in. 1 « 60mm Between 1.1/4-1.1/3 turns

Fitting dual-radius dresser supplied in kit form

The dresser replaces the regular dresser as follows:-
1. Fit and dress a thick grinding wheel using the existing dresser.

2. Heplace the old dresser unit with the new unit, fitting the locknut as’
before between the support and the wheel.

3. Tighten the screw in the knurled wheel securing this to the diamond arbor,
and furn counter-clockwise to seat the arbor fully against its internal
shoulder.
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ww.DaltonsWadkin.pom Dummy Block (Bamed an 7" Cutting Cireln)
Cutting Angle
Cutting Angle
Cutting Angle
Cutting Angle

A. 152
B. 20°
C. 257
D. 30

(Also marked in angles on the dummy hlge

FIG.10,

Method of weasuring cutting

angles on varicus cutiing heads,

'A' iz  the cutiing engle.

FIG.20,.

Method of fivting a cutter
to the 'D' 252 face.

68 Back Fence

66 Hide Pance

T3 Short Lavelling Screw
67 Cuttnr Clamp

72 Clamp Locking Lever
€5 Cuttler N
64 Grinding Wheel §

G Gap (or minim utter
projection) of
& Cutter Sup

FIG.21

Method of tritting a cubtter
to the 'C' 20%.face,

68 Back Fence

66 Side Fance

67 Cutter {lamp

T2 Clamp Locking Lever

b5 Cutbier

64 Grinding Whesl

G Gep (or miniwum cutter
projection) of L/2"

8 Cutter Support

T4 Standerd Levslling Serew
T5 Nylon contact pad
{removable)

xO
>
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DUMMY BLOCK

Cutters are normally ground in the head on Autool PR 230 and PR 300 grinders.
It is possible to grind cutters independant of the cutterblock they are to be
used on by fitting a dummy block. The normal dummy block has four cutter- .
mounting faces and should be fitted to a regular arbor so that the face to be
used is uppermost and nearest the grinding wheel, The dummy block faces are
for a) 15, b) 20, c¢) 25 and d) 30 degree cutting angles, see Fig.18 . The
seating angle used on the dummy block must correspond with that of the
cutterbloclk measured with cutters at minimum projection, as shown in Fig. 19.
Failure to use the correct face (or correct cutter projection) will give
slight errors in profile and clearance angles,

SETTING FOR REGRINDING

Pit the template in approximate position and ensure that traverse across the
full profile width is possible. Fasten the shaped cutter using the clamps,
levelling these by the scrows provided, with one edge against the side fenco

and the back edge against the rear fence, The deepeat t of grind on the
cutter should project 12 mm (1") beyond the edge of t terblock. Adjust
the dummy block along the arbor so that the grind 1, cutter profile,

stylus and template align, using the lateral movem f the stylus for final

setting. Adjust the stylus cross-movement to cgfrel the amount ground

of f. Grind as cubters mounted in the head. " tting the second and
subsequent cubtters make sure that these seat\ Moeperly against the side and
rear faces. Make no adjustment to the stylfsYeetting. See Fips 20 and 21,

SETTING FOR BLANK CUTTERS

Fit the template in approximate Pﬂs‘i:ﬁ . Move the carringe so that the
stylus contacts the deepest point e grind., Keeping these in contact,

adjust Lhe atylus so that there 12 mm (4") gap botween the dummy block
and the near-end of the cutt port, Move the carriage so that the

stylus contacts the shallow oint of the grind and hold in this position.
Place the cutter on the block and adjust this together with the rear

fence so that the cutter ts on its support and just touches the grinding
wheel. Fasten both r donce and cutter in this position. Adjust the
dummy block lateral correspond with the template. Use the lateral and
cross—troverse adj ent of the stylus to finally set and control the grind.
Grind as blank tors mounted in the head. See Figs 14 and 15.

035 ATTACHMENT

This is used when profile grinding and notching shaper cutlbers. Iy doing
this they can be set against the precision pins (38 shaper collars to give a
pre—determined and repeatable cutting circle regardless of cutter wear.

Cutter grinding

The Q35 has three cutter-mounting faces corresponding to 30 degree cutting
angles on shaper collars for the following: (See Figs 22.24),

Pace Basic Diameter Range of diameters used with
a Jn 2.!_11 = 311!
b 4.}" . 3}#1 - 540

o 6" Ei.ﬂ s 7'&‘"

A supplementary table fastens to each of these by a single screw (ensure
that the feet abutt the table edge), these give 30 degree cutting angles for

the following:-  See Fig.25.
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Method of fiuting a cutter to the 'a' face of the (38 ;
used when grinding shaper cutters with collar diameters 21-34

76 Q38 Attachment
75 Nylon Coantact Pad
74 Standard Levelling 3crew
67 Cutter Clamp
72 Clamp Locking Lever
66 Side Fence/Guide
65 Cutter
64 Grinding wheel
8 Cutter Support

77 Minimum cutter projecvion '(gap)

78 Dopth stop rod
79 Lockscrew for stop rod.

T w

FiG.23

L ]

Method of fitting a cutter +
used when grinding shaper

he 'b' face of the Q38
ra with eol;nr

diamotors 33-54", $

FIG 24. ‘{
76 Q38 Avtachmont

75 Nylon Coataot Pad

74 Standard Levelling Screw
67 Cutter Clamp

T2, Claup Locking Lever

66 Side Pence/Guide

65 Cutter
64 Grinding Wheel
8 Cutter Bupporwv

77 Minimum cutler projection (gap)

78 Depth stop rod
79 Lockscrew for stop rod.

68 Back Fence (from. dummy block

Method of fitting a cutter to the 'o' face of the {33
used when grinding shaper cutters with collar diameters

of 5}"-T",

Ta
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FIG.25.

Method of fitting a cutter to the supplementary table on
the 'o' face of the Q38 used when grinding shaper cutter
with collar diameters 9}"-103". The supplementary table
will also fit as faces a & b in the same way.
76 035 Attachment
75 Nylon Contactl Pad
74 Standard Levelling Sorew
67 Cutter Clamp
72 Clamp Locking Lever
66 Side Pence/Guide
65 Culter
64 Grinding Wheel
8 Culiter Support
77 Minimum cuttor projection (gap)

78 Depth stop rod
T9 Louckserew for stop rod "
80 Supplementery Table

Bl Heocuring Sorow for BO,

FIG.20,.

Fitting the cutter
67 Cutter Clamp

65 Cutter

68 Back Fence
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FIG.27

Master Template Manufacture
82 " approx.

83 4" approx. - cut-out
for stylus sideways alignment
84 Lins of Cutter Edge

86 Ball Bearing Follewer

BT Top Shaper Collar

65 Cutter

B8 Bottom Shaper Collar

89 Setting/safety Pin

H Pin-to=cutting-edge
dimension

85:3/4" approx.

NOTE:s Cutting edge aligns
with bull beuring follower
or is 1/8" beyond collar

FIG.28.

Mould template manufacture
For nobeh out-out after
grinding firat cutter.

Total width is 'H' plua

mould depth 'C', 'M' is width

of mould cutter. {D

FIG.29.

Method of setting the

fence Ffor notching

80 Side Pence L.H.

01 Locating Stud

49 Template

92. 5ide Pence R,.H,

68 Back Fence (common to

(38 when profile grinding nnd
the dummy block)

28

www.DaltonsWadkin.com

o 1“_3_‘1—‘

-1-—“

—r

e [

B By

www.DaltonsWadkin.com






