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. MEDIUM DUTY SPINDLE MOULDER
o TYPE BER.2.

SPINDLE LOCKING
LEVER

CONTROL LEVER

SPINDLE = RISE & FALL

HANDWHEEL
Q FIG, |,
Q
SPECIFICATION
Diameter of top piece (Standard) 140 30mm
Optional diameter of top piece noqn 20mm, 25mm
Size of table 30" x 38" 760'x 915mm
Speed of spindle 4,500 and 7, 000 rpm:
Rise and fall of spindle 3" T5mm
Table height 333 850mm
Two circular table plates give openings of  6.5/8", 34", 23n 170, 90, 7T0mm
Size of fence plates 141 x 44" 355 x 115mm
H, P, of motor (3 phase) 3 (Standard) B
4 {Optional exira)
H, P, of motor (1 phase) 3
Speed of motor 3,000 rpm
Floor space 30" x 36" 760 x 915mm
Approx. nett weight 510 1b 230 kg
Approx, gross weight 672 b , 306 kg
Approx, shipping dimensions 30,8 cu. ft, ,8Tmo
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INSTALLATION

Remave protective coating from bright parts by applying a
cloth soaked in paraffin, turpentine or other solvent,

4. Connecttheline leads {o the appropriate terminals, See fig.
2 for 3 phase supply and fig. 3 for 1 phase supply.

Check all connections are sound.
6. Check the rotation of the motor for the correct direction. If
this isincorrect, reverse any two of the line lead connections for
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WIRING DETAILS

The motorand control gear have been wiredin before despatch,
all that is required is to connect the power supply to the starter
or isolator when fitted.

Points to note when connecting to power supply :~

1. Check that the voltage, phase and frequency correspond to
those on the motor plate, also the correct coils and heaters are
fitted to the starter,

2. It is important that the correct size of cable is used to give
the correct voltage at the starter. Too light a cable will give a
voltage drop at the starter and may damage the motor.

3. Check the main line fuses are of the correct capacity. See

listbelow. When anisolator isfitted, the fuses are of the correct
capacity as received,

550

MAINS 3 phase supply.
Voltage Phase H.P, S, W. G, Tinned Amps
Copper Wire
» 220 3 3 21 29
,viL' ILQ L3 1. 380/420 3 3 23 20
550 3 3 24 17
200,220 1 3 15 78
! 930250 1 3 17 85
220 3 4 19 38
START  swoP G:) 380,420 3 4 22 24
=4 ~ 3 4 23 20

0il racks weekly

Oil pivet pin
weekly

0il rise &fall
worm weekly

rease both
ends of spindle
one shot per
week,

Grease both ends
of motor 2 turns
per year.

Grease control
cable weekly

FIG. 4.

LUBRICATION

It is advisable to keep all bright parts covered with a thin
film of oil to prevent rusting,

TYPE OF OIL RECOMMENDED

TYPE OF GREASE RECOMMENDED

TYPE OF GREASE RECOMMENDED
FOR BRAKE CABLE

FOUNDATION

POWER EM125
SHELIL ALVANIA 3
CASTROLEASE
BRAKE CABLE
LUBRICANT

See fig. 5 for bolt positions and clearances required. When
installing the machine level the table by packing under the feet,

Foundation bolts are not supplied with the machine except

by special order.
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BELT TENSION

The machine is driven by an endless flat belt from a 3 H, P,
motor mounted on a hingedbracket inside the base of the machire.
A handwheel removes the tension on the belt for changing the
speed of the machine spindle.

To change the speed the undermentioned procedure shouldbe
foltowed: -

1. Checkthecontrol handleisin the “free"” positionasdescribed

in the following section,

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

pulleys,

3. Remove the tension on the belt by unscrewing the handwheel
YA in fig, 6. .

4. Select the required speed and re-tensionthe belt by screwing
the handwheel "A".

-
CONTRQL LEVER:

i

Wzdki)
BULERY l'}!:)l

O

]

-

RISE AND FALE Of SeifiDLE

FIG 7

The spingl N\vand fall is by means of the handwheel "A"
in fig,

The ri : fall of the spindle is obtained through a worm-
whe cked quadrant and has a maximum. {ravel of 3"

height of the spindle can be efficiently locked in any
jon of its travel by ‘means of the locking lever '"3",

Whilst the rise and fall movement of the spindle provides an

\Enmediate adjustment to the cutter height, further adjustment

outside the range of this can be effected by re-positioning the
collars on the work spindle,

The spindle should be rotated by hand whilst raising or
loweringthe spindle in'orderto prevent excessive stretch on the
belt,

4. POSITION CONTROL BOX

The control box is shown in fig. 7

Position 1

This is marked ""run’ and is the dnly control lever position
where the machine can be operated.
Position 2

This position is marked "free” when the control lever is.in
this position the motor is isolated and the work - spindle. can be
rotated by hand. The control-lever should be'in this positionat

alltimes whenthe machineisnot requiredfor operation to ensure
the machine cannot be started up accidentally.

This position shouldalso be used when setting cutter equipment.
Position 3,

This position is marked "brake''. - Movement. of the control
lever fromthe "run' tothisbrake position avtomatically switches

off the motor and light pressure on the lever operates.a very
efficient brake to the spindle.
Position 4.

This.position is marked "lock', ~Whenthe controllever isin
this position the motor is isolated and the main spindle is locked
Lo facilitate the removal of the work spindle or cutter: equipment
as required. The spindle may require rotatingby hand to ensure
the lock is fully engaged before attempting lo change cutter
equipment or the work spindle

www.DaltonsWadkin.com
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MAIN FRAME 3
20
ASSEMBLY. 1A
Ref No. Part No. No. Off Description
1 3 L1 whit x 3 long round head screw
2 B~1046/8 1 Small table ring
3 B-1046/7 1 Large table ring
4 4 3716" whit x 3" long socket head grub screw
5 4 3/16" whit lock nut
6 D-1046/2 1 Main table
7 4 3/8" whit x 1. 3/8" long stud
8 4 3/8'" washer
9 4 378" whit nut
10 84 ADS 1 MEM Starter (3 phase, 3H, P, & 4H, P,
50 cycles)
10 ATS 1 Brook Starter (3phase, 3 H, P, 60 cycles)
10 ZT3 1 Brook Starter (1 phase, 50 & 60 cycles)
11 D-1046/1 1 Main frame

LY

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

378" whit'x. 3" Jong cadmiuni hexagon head

3" whit:x 3/8'" long socket head' grubscrew

2 dia, plastic handwheel, i whit

I hore x /8" o/d x 1" long oilite bush

20
21 .
13 NOTE :
Ref No. PartNe. No,Off Description
12 16 3/8" cadmium: washer
13 16
bolt
14 A-1037/18 2 Door cam:
15 2
16 A-1024 /57 2 Spring for door lock
17 C-1046/17 2 Door for base
18 A-1039/31 2 Spindle for door cam
19 Palt No, 14 2
20 4 Corner fillet-for hase
21 C-1046/5 2 Foot for base
22 2
23 D-1046/18 1 Sheet Steel Base
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NOTE :-

SP‘N DLE HOUS‘ NG ASSEMBLY When ordering replacement paris quote

part no. and serial number of the machine.

Ref No, Part No, No,Off Description Ref No. Part No.  No.Off Description
30 4 3/8" whit x 1" long hexagon head bolt 41 A-1026/29 1 Collar for rise and fall shaft {without 3/8"
31 2 3" whit nut whit hole)
32 1 iV whit x 3" long hexagon head bolt 48 A-1026/65 2 Fibre washer for rise and fall shaft
33 1 4 whit x 3/8" long socket head grubscrew 48 A-1026/29 1 Collar for rise and fall shaft (with 3/8" whit
34 1 41 whit x 1" long Socket head grubscrew hole)
35 A-1046/47 1 Rise and fall locking stud 50 2 3/16' dia x 14" long groverlok spring dowel
36 D-1046/3 1 Spindle housing bracket 51 1 3/8" whit x 3/8" long socket head grubscrew
37 A-1046 /45 1 Quill Rige and fall locking shaft 52 A-1026/32 1 Waorm for rise and fall shaft
38 A-1038 /33 1 Quill locking handie 53 B-1046 /44 1 Rise and fall shaft
39 Patt No, 28 1 13" dia‘plastic ball 3/8' whit 54 1 3/16" whit x 15" long groverlok spring
40 1 5/8" whit x 2" long stud dowel
41 C-1046/9 1 Rise and {all bracket 35 B-1026/8 1 Handwheel
42 1 5/8" whit washer 56 A-1026 722 1 Washer for handwheel
43 2 1rwhit x40 long socket head grubscrew 57 Patt No. 14 1 2" dia plastic handwheel 3" whit T, R.T.
44 1 5/8" whit locknut 58 A-S-101 1 Spindle for 3" plastic handle
45 3-1038/424 1 Racked quadrant for rise and fall 59 No. 5555-37 1 3/8" Grip ring circlip "Truarc"
46 3 378" whit x 1" long cadmium hexagon head 60 Patt. No.4 1 3" long plastic handle
bolt
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SPINDLE ASSEMBLY

Ref No. Part'No. No.Off Description Ref No. 0. Off Description
70 A-1046/32 1 Spindle nut (11" spindle) 88 1 Dustcap for Quill
A-1046/63 1 Spmdle nut (30mm. pindle) 89 1 #" whit x 3" long hexagon head bolt
71 A-1046/31 1 1" Spindle collar (13" bore) 80 1 Rise and: fall peg
A-1792/152 1 Gmm Spindle collar (30mm bore) C 046/4 1 Spindle Quill
72 A-1046/31 1 i Spindle collar (15" bore) -1046/10 1 Brake housmg for Quilk
A-1792/152 1 12mm Spindle collar (30mm: bore) % 3 i whit x §"' long countergunk screw
3 A-1046/31 1 1" Spindle collar (13" bore) B-~1046 /24 1 Brake drum
A-1792/152 1 25mm Spindle collar (30mm bore) Qﬁ 2 5/16" whit x 3" long hexagon head boll
T4 A-1046/31 1 14" Spindle collar (131" bore) 96 B-1046/ 2} 1 Band brake: -
A-1792/152 1 38mm Spindle collar (30mm bore) O A-1046/37 1 Pm for spindle lock
% B-1046/30 1 15" dia. work spindie \ 2 4" bore x 5/8" o/d x 3" long oilite bush
B-1046/95 1 30mm dia. work spindle 99 1 ‘" whit x 3" leng socket head grubscrew
76 1 5/32" dia x 5/8™ long groverlok owel 100 A-~1046/38 1 Link for spindle lock
kil 1 3" dia x 5/8" long grover, i owel 101 1 + whit x 1'* long bolt
78 B-1046/80 1 Spindle drawbolt 102 1 Meteor flat belt 223" long x 1" wide (3 phase
79 A-1046/23 1 Spindle top locknut 50 cycles) (S o\ ‘?""M"?
80 6208, C50 2 S, K. F. Bearing 1 each Meteor flat belt 243 2" long x 1" wide and 2r
81 C-1046/22 1 Main Spindle * long x 1" wide (1 phase, 50 cycles)
82 1 5/16" wide x 3" ¢ 3/8" long key 1 Meteor flat belt 215" long x 1" wide (3phase,
83 - EPL.58 1 EMO, Pre-lo: asher 4 H, P, 50 cycles) 41CSI Ok Z(c.
84 B-1046/25 1 50 cycle spil ey 1 Meteor flat belt 243" long x 1" wide (3 phase,
B-1046/179 1 60 cycle sp: ulley 60 cycles)
85  A-1046/29 1 Spindle p locknut 103 2 ' B,S.F, nut
86 3 v whi ' Téng socket head countersunk 104 A-1046/ 85 1 Nipple for brake
screw 105 A-1044/69 1 Spring for brake cable
87 H.O0.Li"B.S.F 2 Grease nipple straight type 106 B-1046/ 75 1 Cable agsembly

RING FENCE ASSEMBLY
EXTRA

Ho Ref No. Part No. No.Off Description
12 110 B-S-1-B 2 38" whit ball lever screw
111 B-1792/132 1 1" x §" Filhoe
1"s 112 D-1792/60 1 Ring !em,e x.olumn
113 2 :," whit x 13 lang hexagon head bolt
0 03 "8 114 2 . whit washffr
) 115 1 3,'8 whit x ;' long square head bolt
g 116 C-1046/59 1 Bracket for ring fence column
&M 117  A-1039/54 1  Ring fence arm
118 D-1792/56 1 Ring fence

NQTE: -

When ordering replacement parts quote
part no. and serial number of the machine.
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MOTOR  MOUNTING ASSEMBLY

Ref No. Part No.

No. Off

Deseription.

120
121
122
123
124
125
126
127
128
129

130
131
132
133

134

Patt No, 14

A-1046/83
A-1046/87
A-1046/46
B-1046 /14

B-1046,13

oy
O S T U

[

2" dia plastic bandwheel 4" whit T,R.T.
' yasher

Spring for hell tension

Stud for motor tension

Motor pivot shaft

Bracket for beli tensioning

3/8" whit x 1'" long socket head grubscrew
1/8" gas x 3" long socket head grubscrew
Motor pulley

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

3/8" cadmium washer

5/16" whit x {"" long hexagon head bolt
3/16" wide x 2" long key

3/8" whit x 1}*" long cadmium hexagon head
bolt

3/8'" whit x :f" long countersunk screw

124

NOTE :-

When ordering replacement parts guote
part no, and serial number of the machine,

Ref No. Part No. No, Off Description
135 1 Brook motor, M66,3,000 R, P, M, 3 H,P.
T.E.F.C, foot mounted (3 phase 50 cycles)
1 Brook motor, M66, 3,600 R,P,M,, 3 H. P,
T.E.F.C. foot mounted (3 phase 60 cycles)
1 Brook motor, D 184, 3,000 R, P, M, 3 H.P.
T.E,F,C. foot mounted (1 phase 50 cycles)
1 Brook motor, 90L, 3,000 R,P. M, 4 H, P,
T.E.F,C, foot mounted (4 H,P,, 3 phase,
50 cycles)
136 C-1046/88 1 Mator platform for M66 motor
C-1046/78 1 Motor platiorm for 184 motor
C-1026/12 1 Maotor platform for 90L, motor
137 4 3/8" whit cadmium nut
138 D-1046/90 1 Motor pivot bracket
139 A-1002/52 1 Retaining washer
140 1 3" whit x 1" long hexagon head bolt
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151

T4
Ref No, Part No. Na, Off Description ef No. Part No. No, Off Description
150 A-1028/59 1 Knurled: knob. for guard O 165 A-1046/53 2 Fence rack’ bar
151 5 3/8" washer \ 166 D-1046/49 1 Adjusting, fence frame
152 1 3/8" whit x 1" long stud: 167 A-1029/41 2 Fence dadjusting pinion
153 B-1046/56 1 Shield: for guard easting 168 2 5/16" bore'x.3'" o7d x " long oilite bush
154 1 3/8" whit x 3/8" long sog ubscrew 169 Patt, No. 14 2 2! dia plastic:handwheel 5/16'" plain bore
155 B-1046/52 1 Guard: casting for adjug ce 170 6 3/8" whit spring washer
156 D-1046/50 1 Cover for adjusting {en agn e 171 6 378" whit x 1" long socket:head cap screw
157 B-S§-1-B 1 3/8" whit ball lever gcre 172 B-1046/54 2 Fence front plate
158 A-1046/55 1 Arm for guard cagti * 173 B-1046/51 1 Right hand-fence front adjusting bracket
159 2 " whit x 55" 1 gon head bolit 174 B-1046/51 1 Left hand fence front adjusting bracket
160 Patt No, 32 2 13" dia. plasti wheel 3/ 8" whit ww 175 . 2 3/8™ whit x 1" long hexagon head bolt
161 4 3/8" whit lo¢ 176 2 378" whit x 13" long stud
162 4 3/8" whit long brass grubscrew 177 2 3/8™ whit wingput
163 2 3/8" w 123" long brass stud
164 2 3"
e CONTROL BOX_ASSEMBLY
182 : 83, Ref No. Part No, No; Off Description
197 86 187 8 180 1 3 whit ‘Aerotight nut
181 2 £ washer
182 A-1046/33 1 Brake swivel pin
183 4 ' whit X §'"'long hexagon head bolt
189 184 2 3/16' whit nut
185 2 3/16" washer
186 2 3/16" whit x 13" long countersunk head screw
187 B-1046/20 1 Instruction plate for cantrol box
188 4q " whit x ' long round head screw
189 A-1046/40 1 Control handie
201 190 B-1046/18 1 Cover for control box
= 191 B-1046/75 1 Cable assembly
N 192 . CY. W, 2 1 Burgess micro switch
AN 193 C-10467 18 1 Controbbox
188 194 A-1046/84 1 Spring for l}andle-
195 1 U whitx 13" long hexagon head bolt
186 A-1046/34 1 Drake top anchor plate
187 2 Drowhitix 8/8" long socket head grubscrew
NOTE - 168 B-1046/15 1 Yokeforhrake
198 A-1046/35 1 Brake pivot pin
When ordering replacement parts quote 200 1 37 whit % $"long socket head grubscrew
part no. and gerial number of the machine, 201 Patt No. 28 1 }%n dia plastic ‘ball, 3,8 whit
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212

221

220

226 225 218
210

RING GUARD ASSEMBLY (EXTRA)

Ref No. Part No. No. Off Description Ref. No, o No. Off Description
210 D-1782 /108 3 Shield for canting ring guard 220 6/59 1 Foot for ring guard
211 1 4" whit x 3/8' long socket head grubscrew 92/111 1 Pivot bracket for canting ring guard
212 1 L whit x 4" long cheese head screw 2 1 i whit x 13" long stud
213 D-1792/113 1 Arm for canting ring guard D-1792/112 1 Pivot pin for canting ring guard
214 D-1792/114 1 1" x 1" filboe for canting ring guard 2 2 3/8" whit x 1" long coachbolt
215 B-S-1-B 2 3/8" whit ball lever screw 5 Patt. No.14 1 3' dia. plastic handwheel, }'* whit blind
218 D-1792 /60 1 Ring guard column 26 3 3/8' washer
217 2 4 whit x 14" long hexagon head o] 227 A-1028/59 3 Knurled knob for guard
218 3 3" -washer 228 1 3/8" whit x 1" long stud
219 1 3/8" whit x 1" long square hx& 228 D-1792/110 1 Top piece for canting ring guard
Qo) 241
241
242
24
43
244 =
( 246 ' 243

247 241
f ¥ % 250/ / 244
243 U

243 244%246

244
245 247%

248

SHAW GUARD ASSEMBLY (EXTRA) 248

Ref No. Part No. No, Off Description Ref.No, DPart No, No. Off Description

° 240 A-l‘mﬁ 57 1 Shaw guard cantilever arm 946 9 5/16" spring washer
g%]? ‘?*S‘I;B 3 :3’/3" \;V'hiﬁ ball lever screw 247 2 5/16" whit x 3" long hexagon head bolt
“223. N),;]Zg“’/% ; 3,: x i" filnoe 248 D-1792/44 2 Wood shoes for shaw guard
o . ;;/ ]l:)f)g hlac:\f jappaned round head screw 249~ A—lOSQ/M 1 Front pressure bracket for shaw guard
L 245 121792 745 ; ;h]aﬁ washer ) 250 . A-1046 /58 1 Shaw guard top pressure bar
= w guard pressure spring
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EXTRA EQUIPMENT .

GUARDS 3 FENCES,

ATTACHMENTS,

SHAW GUARD :- This guard provides top and side pressuresand
ensures safely in operation for use with the standard. fence or as
effectively with the ring fence for curved work.

RING FENCE: -

O

SAFETY GUARD :- This guard has adjustable flaps and.is for
USe with (he ring fence and completely covers the work spindle
and cutter equipment, The guard swings away for ease ofaccess
when getting the cutters.

This fence is for use on all types of \\(Qrk.

SLIDING. TABLE TENONING ATTACHMENT - This can be
quickly adapted for avariety of lenoning operalions, The maximum
size of timber which¢anbeadmitted 810" wide x 3! deep. (254mm
x 76mm). Using two 5'" dia. {127mm) cutterblocks tenons up'to
2" long (50mm) can be cut in one pass, This attachment can also
be used for other operations such gg halflapping, ‘corner locking
and for short panels and caps whi e difficult to hold by hand,
Using a 4'" dia, (10Imm) flush ed cuttérhead tenons up to
44" long (113mm) can be cut@ passes by turning the timber
over.

OVERHEAD TYPE TENONING ATTACHMENT :~ When used in
copjunciion, with: the sliding table aftachment and4' dia. (101 mm)
flush mountéd cutterheads, tenons upto 45" (113 mm) long can be
cut in one pass and-6'(152 mam) long in{wo passes. This
attachment iz a self contained unit with:a 2 H, P motor and flat
belt drive to the spindle,” Tt canbe quickly offset in relgtiontothe
machine spindle for unequal tenons. "¢

www.DaltonsWadkin.com
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i2.

DOVETAIL ATTACHMENT TYPE EE;- For boardupto 12" (305 SPINDLES AND ADAPTORS.

mim) wide supphed complete with comb plate, collet adaptor and
3/8" dia. (9 mm) H, type collet.

This attachment is a very simple efficient device for
dovetailing 1wo boards at right angles to each other. They are

clamped-in position and suitable stops are providedfor setting.
Bath the dovetail and the pin areproduced at the same operation,
and the-pin is:rounded-so:that no hand workis - necessary. - L

Guide plates and bits are available for:the following pitches
5B 10 14 and 1570023 anm, 16mm, 19mm, 25mm,
32 mmiand 38 mu),

STANDARD LOOSE SPINDLES :- 4", 1" or 11" dia (20mm, 25mm
and 30mm)available, These are for carrying standard bore cutter
blocks, slotted collars, grooving saws, etc. The spindlethreads
are right hand, and all spindles are supplied with locknut and a

set of making up collars,

R R AN
(g /% x %

al— ] )

v s < ’
‘4 SLOTTED FRENCH SP@? :-For carrying one L (6mm) thick

-
PITCH PITCH
cutter only, which is s ed by a hardened steel set screw

1o ,,_i 2" Maximum ge efided speed :- 4,500 rpm

32 4
i “’ r ’ s \&\

AL £/
5% ' \ s 6
S| A | | Z:
N RN

ylsy sy )

! 41/ Q
é éé U
' | O
' - COLLET TYPE ROUTER ADAPTOR :- This adaptor is supplied

@ complete with 3/8”, 1" and 9/16" (9mm, 13mm, and 14mm) "H"

Note:- When ordering spare dovetail bits, p Hy piteh  type collets. It enables standard router cutters to be used.

size not the diameter of the'bit.

C 1 o

ADAPTOR FOR STAIRHOUSING ATTACHMENT :- Special adaptor
having a 5/8" bore (I6mm) to accept both "Z" iype of clothes peg
type cuiter

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

This attachiment can be fitted in a few minutes. The roller
guide which controls ‘the-cut, is rigidly carried on a solid steel
arm from a pillar and centred with the'spindle. - The template is ADAPTOR SPINDLE FOR TENONING ATTACHMENTS This
rcured to stair stri s i : SRING ALLTA -
fzfzr;%gg‘;‘;g;’:i béi?iafnsst:ifnash:pdh?‘;t.d 1T?tehtelgplézg 1St spindle is specially screwedfor a {lush mounted cutlerhead and is
resetting. Marking out ii, oo llg l'lg’ na el fand Without  ayailable for both the standard machine and the overhead tenoning
pa-ir or st.rings car{: be cul f;}ﬁ;;g"ng‘: :;;?igeﬁ and zilcc;ml?letc. attachment. These spindles with a flush mounted cutterhead are
marking out ormally taken 1n particularly suitable for working drip grooves in sills and other

large sections as well as for use with the tenoning attachment.

www.DaltonsWadkin.com
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CUTTER EQUIPMENT

CIRCULAR CUTTERBLOCKS :~ These cutterblocks have wedge
type clamping for safety. They are smooth running and usedfor
facing or shallow rebates etc,
For 1" dia, .work spindle :~

PLAIN SLOTTED COLLARS :- 33" (89mm} diameter circular cutterblock, 3" (76mm) long or 2"

For 3" (20mm) dia, work spindle :- 23" (57mm) dia, with 3" (6mm) morﬂ;:;;;x:g;n recommended speed :- 7,000 rpm

wide slots, . . o For 13" dia. work spindle :- '

Minimum cutting circle :- 24 "’Qmm’ ) oy 47 (102mm) diameter circular cutterblock, 3" (76mm)long.

For 1" (25mm) dia. work spindle :- 23" (64mm) dia. with " (6mm) Maximum recommended speed :- T, 000 rpm

wide slots T

Minimum cutting circle :- 3" (76mm)

For 11" (30mm) dia. work spindle :-3" (76mm) dia. with +'* (6mm)
wide slots

Minimum cutting circle :~ 3,5/8" (92mm)

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

i ensure maximum st rength and support.
23" (84mm) dia x 1" bore or 3"(25mm or 20mm) boreball bearing
type slotted collars also available,

FLUSH MOU EU’I‘T ERHEAD :-

4" (IOZmIX& ter with screwed bore, for use with special 4"
tafdard machine right hand thread.

g
\’\_____,,~
r overhead tenoning attachment left hand thread,

6 imum recommended speed :- 7, 000 rpm.

BALL BEARING GUIDES :- Available in two sizes fo@&n\d‘l"

cutterblocks (89mm and 101mm)
33" (8%mm) dia x 2' (20mm) or 1" (25mm) bore
4.1/8" (104mm) dia x " (20mm) or 1" (25mm) b3

TWO KNIFE WEDGE TYPE MCULDING CUTTERBLOCK

These cutterblocks are designed to take from 5/32' (4mmj} to
+" (6mm) thick cutters thispermits tungsten carbide tipped cutters
to be used when necessary.

The cutters can be used for mouldings requiring up to 3"
(13mm) cutter projection when using ;' thick cutters 4" (102mm)
dia x 15/16" (24mm) thick x 1"(25mm) bore Part No. QRE0.

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

4,7/8" (124mm) dia. x15/16" (Bmm) thick x 1" (25mm)bore.Part
No. QR 11/B

4.7/8" (124mm) dia. x 15/16" (8mm) thick x 13" (30mm) bore.

SQUARE CUTTERBLOCKS :- These cutterblocks are used for ©2rt NO- QR 1/B l
Tong runs, cullers wWorking in pairs. Two or more pairs may be 4.7/8" (124mm) dia. x 13" (32mm) thick x 13" (30mm) bore. Part
mounted on a single block to build up a mould. No. QR 2

For 1" dia, (26mm) work spindle:- " j ln ick x 13 (30 t
3T (64ram) square & 37 (76mm) long complete with 4 - 1 whit 4,7/8" (124mm)dia. x 17" (38mm) thick x 15" (30mm)bore. Par

13mm) dovetails cutter bolts, nuts and washers, No. QR 10. .

Maximum recommended speed :- 4, 500 rpm. 4.7/8" (124mm) dia x 2" (50mm) thick x 13" (30mm) bore. Part
Flox‘ 11" dia work spindle No. QR'3 .
3:" (89mm) square x 3" (76mm) long complete with 4 - 5/8" whit , . " . 1 .
dovetail cutter bolts, nuts and washers, 4.7/8" (124mm) dia. x 2" (60mm)thick x 13" (30mm) bore, 4 Knife

#aximum recommended speed :~ 4,500 rn. m Part No. QR 66
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WOBBLE SAW :-
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Thesesawsareused where varied widths of grooving are called
They are not recommended

for-quantity productionor where precision accuracy orthe highest
standard of finish is required.
6" (151mm) diameter for grooves 1/8" to §" (3mm to 19mm) CUTTERS FOR STAIR HOUSING ATTACHMENT :-

tr ERTHF- T .
For use on 1" and 13" dia (25mm and 30mm) spindles. 7 Type and Clothes peg type 5/8" dia shank.

for, and where quantities are small.

4" (102mm) diameter for grooves 1/8" to 3" (3mm to 13mm)

3

For-use on ' (20mm) dia spindles.
Maximum recommended speed. 4,500 r.p.m.

CUTTERS.

CUTTERS FOR QR BLOCKS

VZ Cutters 5/32" thick

3 on cut
1" on cui
13" on cut
15" on cut
12" on cut
2" oncut
2%" on cut
' Thick
i oncut
1" on cut
13" on cut
13" on cut
12" oncut
2" on-cut
21" ‘on cut
25" on cut

Router Cutters:

VZ

VZ1
vz2
VZ3
Vz4
V25
VZ6

VZ20

VZ24
VZ25
VZ26
vzat

vz21 $
vz22
vZ2

T.C.Tipped

z;;/%s\\o

Q

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

CUTTERS FOR S £ CUTTERBLOCKS
) 2

8 COLLARS

VZ
o

/1

L 4

.C. Tipped

VZ21/T
VZ22/T
VZ23/T

Rebate & Square Irons
For 23" square cutterblock :-

Rebate Irons Square Irons
Part Nos.

On Cut R.H, L.H, On Cut Part Nos,
vl vQ2 13 VQ13
5/8"  VQ3 vQ4 3 vQ14
B vQs vQ6 " vQ15
/8T VQT  VQB 23" VQ18
1 vQo Vg0 23" VQLl7
1 vQil vQl2 3" vQi18

For 33" square cutterblock :-

Rebate Irons Square Irons
Part Nos,

On Cut R.H, L.H. On Cut Part Nos.
3" TB1 TB2 13 TB14
58"  TB3 TB4 2" TB15
i TB5 TB& 23" TB16
7/8"  TBT TBS 23" TB17
1 TBY TB10 an TB18
4" TB11  TB12 3" TB19

1'2?‘" TB13 TB13a
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232

Scotia Culters

Touguing and Grooving Irons For 24 sq. For 3} sq. For 2i'dia  For 3" din
obe G - cutterblock cutterblock Slotted Slotted
For 2% square cutterblock - For 33" square culterblock - Colixes Collars
Part No. Part No.
. Dt A, Part No. Part No. Pact No. Part No.
§l§_€_ Tonguing GI‘OOVing Tonguing Grooving %" BTJL TJ BTLY TL1
Cutter Cutter Cutter Cutter 3/8" BTJ? T2 BTL2 TL2
18" vsi1 VR1 TV T S BTJ3 TJ3 BTL3 TL]
3/16" vs2 VR2 TV1 TXI1 3/8" BTJ4 TH BTLA4 TLA
b vS3 VR3 TV?2 =2 v BTJS TJ5 BTL3 TLS
5/16" VS ViYL TV3 TX3 /8" BTJ6 TJG BTLG TLE
3/8" vSs VRS TV4 X4 1 BT.I7 TJ7 BTLY TLT
- \
. »
T
Ly
.
A
0\
For 2V dia slotted collars ;- For 3" dia slotted coliacs:- -
Part No. Part No. For 20" sq. For 3! sq. For 21" dia For 3"¢:a
Size Tonguing Grooving Tonguing Grooving cutterblock cutterblock ?jloolll('fgs él:l{l(:‘?s
Cutter Cutter Cutlter Cutter - —
Y16 BVLL BVl VL1 Vil 6&::3:‘,\ P:m‘ No. Ifn‘:-( No. Pnr(’ No. F?n)n No.
e BvL2 avi2 vz Vo Q R BTNI TN1 BT TP
P . . 3/8" BTN? TN2 BTP2 TP2
516 BVL3 DV.I3 VL3 vy . . : !
g BV BV Vit ,O : BTN TSI BTP3 T3
5/8" aoTNs TN+ BT Ps T4
\ v DTN TN3 BTPS TS
£ 18’ BTNG ™G BTPSG TPS
T - v DTNT TN BTP7 TP?
N L1/8" DTN NS BTPS TPa
L 1y BTN N9 BTPY TP9
1.1/8 BTNIO TNLO BTPIC TPLIO
‘ l§ DTNIL TNIL BTPLL TP
Ovolo Cutters
For 25" Square Cutterblock For 3%" Square Cutterblock
NDim AL Part No. Part No. N
N BTF1 TF1
31/8 . BTF2 TF?
BTF3 TF3
5,87 BT Fd TF4
i BTFS TFS
/8" BTF6 TF6
1 BTF7 TFE1
For 2% dia. Slotted Cutterblock
For 2i” dia.Slotted Collars For 3" dia. Slotted Collars
D'xm AL Part No. ?Jn No. Sash Culters
v BT”; TH1 For 24" sq. For 3% sq.  For 2}"dia  Ford” dia
3??, gg:z ggi culterblock  cutterblock Slotted Stotced
5/8" BTH4 TH4 Dim A Part No. Part No. Part No. Part Yo.
[ BTHS THS 1.3/8" BTRI BTR1 BTT! TTI
/38" BTHE THE 1.5/8" BTR2 TR2 BTT?2 TT?2
1 BTH7 THT 1,7/8" BTRJ TR3 BTTI TTI
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CUTTERS AND CUTTER STEELS FOR SPINDLE MOULDERS

Special grades of steel are used for making cutters for

o b Y

different duties and applications on the spindle moulder. The
following is a rough guide.

A High speed steeloniron :- is used for long life and for cutting

i hard woods. High speed steel is brittle and is usually welded to
a softer steel back for all types of unsupported irons. These are
used on square cutterblocks, slotted collars and some thin knife
moulding cutterblocks. A large range of irons for the square

cutterblock and slotted collars are readily available in this steel. .

Solid high speedsteel :- is more brittleand isonly used where
the cutters are supported very closeup to the cutting edge e_g. a

Tull Nosing Cutters
thin knife on the circular cutterblock, or where a strong section

. Lo Lie Loev g e g
:‘;:eii)l;l’ :‘L?t:e:i‘i)loii g&:é; dia ;i:liddla can be used such as a milled to pattern slotted collar cutter,
Collars Collars Alloy steel on iron :- is less expensivethan high speed steel
. g on iroa, and is more ductile. Alioy steel is not as hard and will
’m“',"\ Part No. Part No. Part No. Part No. not stand up to heavy cutting or hard woods as well as high speed
i BVF1 VF1 BVHI VH1 .
5/8" BVF2 VF2 BVH2 VH2 steel, A large range q( irons for t{he square cutterblock and
, totted collars are readily available in this steel.
3 BVFl VE3 BVH3 VH3 s
7/8" BVFY VF4 BVHY VHY Solid alloy steel :- is normally supplied in bar form in the
1 BVFS VF5 BVHS VH3 solt conditionforcutting up by the customer. Itis easily hardened
1.1/8", BVF6a VFba BVH6a VH6a and tempered and is normally used for frenchspindle work up to
e . "BVF6 VF6 BVHGE VHGE 6,000 rpm where cutters arc held by a locking screw in spindle,
l;' BVF7 VET BVH7 VH7 locking direct on to the side of the culter. :
é.'. gXES L/::g ggzg zzg All theabovetypes cun be suppliedggbar form, micrometer
ground to precision {imits. The a d alloy on iron 3/16"

(Smm)x 2" (20mm)upto " {(Bmm) s mm) inthe soft condition
and the solid high speedsteel 5/3 W) x 157 (38mm)and 5732

—_T {4mm) x 2" (50mm) and high @eel oniron ¥ (6mm) x 1+
A (32mm) and & (6mm) x 15 @n) tn the head treated condition
These latter bars cannot bie cul with a tool and the blanks should
_l be ordered locorrecd grin L:’lenmhs unlessthe user has suitable
° grinding wheel MUIPE& or cutting to length himself.

All the abo rs can Le ground on the usual standard

iallow Nosing Cutlers grinding equip

oo - Tungsteng e ¢ lips - These are specially made for use on
For 3:" sq. For 37 dia hardw s with hich sil . )
! e 1 teh silica content also plywoods and
cutterblock Statted hardbo here High Speed Steel willnol stand up tothe abrasive
Collars acti much -more expensive but glves very much longer
m A Part No. Part No. L™ A Wmited range of thesc cutters {or slotted collars and
i vpl VDI %Cut(crblocksarc available. Special shapes can besupplied
5/8" VD2 VD2 to er,
Lo Vo3 % B. Special diamond impregnatedgrinding wheels and diamond
/8 VB Ohnnd caps are esscntial for shaping and servicing Tungsten
e VB3 \ Carbide Tipped Tools., Thescare avaulablebul expensive (or the
1 V36 small user for whom we can offer 3 cutter grinding service if
e VBT % required,
1:‘“ vBs8
2" VB9
SHAPING CUTTERS
When shaping cutters for any mould on any tlype of cutterhead
or slotted collars it is important that the correct allowance is
made to the depth of form cutler.
Fig. 10 shows the projections of the cutter to produce a simple
rebate. Forexampleusing the 3§ square cutterblock, to produce
a2 1" (25mm) deep rebatethe cutter must have a depth of form of
1.3/16" (30mm) this being due to theangle at which the cutter
strikes the work on the line "AA”. When 2 shaped mould is
required tobe cut itis necessaryto plot out the form of the cutter;
this is shown in fig. 11.
are Edge Culters It is important when sclecting blanks {rom which to make the
EUJ For 2% dia For 3" dia cutter that they have the minimum necessary overhang. Also a
Slotted Slotted blank as near the shape and width as possible should be selected
Collars Collars 50 that there will be less waste and less change of overheating
y MBVNI vl cutters when grinding.
{,‘. BVN2 VN2 The minimum cutting circle is fixed to give the necessary
? BVN3 VN3 clearance for the bolt head when working with straight irons only,
BVN4 VN4 i i 50 i
3 BYNS VNG - The cutting angle which is nprm:my 350 is shown at "B, in
S BVNG VNE iigth ltg and the cutting and the ?uttmgnngle at "C" this angle varies -
‘: BYNT vNT i e size of the cutlerblock and the depth of the mould
) BVNS VN8
5 BYNS VN9 -
- BVNI10 VN10
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To obtain the corvectcutter form lor a shaped mould, without
using the moulders rute, itis necessary toplot this out as shown,

Fivst the square block and culter at minimum cutting crecle
are drawnoutat "Y' in fig. 11, The radius of the minimum cutting
circte is drawn around to the centre line and divided up by the
lines A, B,C.Dand E, into cither 1716 (2mm) or 1787 (Jmm)
according te the cize and intricacy of the shape, these lines nr@

then struck round {ram the centre line radially to the {ace o
cutter, Q

At X the lines AL, DL, CL DL, and El arecarriedny s
shown, also at "W the mould 1s produced exactly 1s md
divided up the same, the lines 1,2,3,4 and 5 which Ige wr the
points where lines A, B, C, etc. intersect the edge mould,
are thea drawn across to X7 thus El is cul 4 2. cte
The points of inlersection are joined as st us pivang the
corcectl projected {orm of the cutter,
. This takes up considerabletime to do
required, and can be very much reduce
rule as shown in fig. 12.  This isa
be plotted and automatically gives ¢
depth of form.

When the mouldistobea s rd, atemplate should be made
to the projected form to whic utters can be shaped whenthe
job repeats, This will ensure uniformity on all future runs.

Ly

roe shapeofcutters

using the moulder’s
on whichthe formcan
ecessary allowance onthe

MOULDERS RULE

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

To plot the form of a cutter by use of the moulder’'s rule it is
necessary todraw the (ull size shape of the mould ontracing paper
and rule 1/8" (3mm) squares as shown in fig. 12a. This is then
olaced alongside the moulder's rule and projected across, this
will give a series of dots which must be joined to give the form of
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 siightly
when used on a 33" (B9mm) or 24" (64mm) square cutterblock due
to the different cutting diameters. Moulder's rules are required
for eachsizeofsquare block. Thecuttersare notinterchangeable
frorn onesizeof cutterblock toancther if 2 really accurate mould
is required.

3
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WORK SPINDLE INSTALLATION

N
Before inserting the work spindle, selec

W the three
table ring openings you require, The two le rings give
hole sizes of 6.5/8", 33" and 23" dia. (170.90%Rpd/T0mm).

To insert the work spindle the un entioned procedure
should be followed:-

1. Insert the work spindle "A" in 8 itto the main spindle
through the hole in the-table top. at care should be taken to
ensure that the work spindle ain spindle seatings are
completely {ree from all bur t and rust. A thin film of oil
should be put on the work spindle“seatings before inserting, Line
the peg in the work spindle with the slot in the main spindle and
press spindle onto seating,

2. - Open access door at the front of the machine.

3. Move control Box Lever to "lock" position as previously
described,

4, Insert the spindle drawbolt "B'" up the centre of the main
spindle "and screw into the end of the work spindle and lock with
spanner provided.
Note - Drawbolt thread is right hand.

The spindle is now ready to receive the cutter equipment as
reguired,

To remove the work spindle the undermentioned procedure
should be followed:-
1., Lock main spindle as previously described.
2. Open access door at the front of the machine,
3. Unscrewthe drawbolt"'B" and withdraw from the main spindle
4. The work spindle "A" can now be removed by lifting clear
through the hole in the table

Tmportant

Always ensure al alltimes thal work spindlc §s securels held
bv drawholl before starting the machine,

TMENTS
nce plate can be independently adjusted by means of
ic handwheels "A", in fig.9, The fenceplatescan be set
desired position and locked by the plastic handwheels "B'.
ront fence plates can be made either of metal or wood and

The fence slide bars resi in accurately machined vee groowes
and arg held in position by the two brass grubscrews on each bar.
If the slide bars become slack adjust the grubscrews "C" by the
required amount and relock inposition with the 3/8" whit. locknuts,
The fence plates should be locked both ways at all tirnes when the
rmachine is in use,

Thefence is fitted with a safety guard and a "Shaw' guardcan
also be {fitted if required,

The safety guard is adjustable depending onthe section of timber
being worked. This guard is shown in position, in fig, 9. Toadjust
the guard for various sections of timber unscrewthe knurled knob
"D, set to required position and relock the knurled knob "D'",

To adjust the safety guard in rela-ion to the fence plates
unscrew the two ball lever screw "E”, position the safety guard
and relock,

e
@ adjustable endwise,

GENERAL HINTS
1. Use sharp cutters, reasonably balanced,
2. Makegood robust jigsand ensurethe partsarejocated securely
on the jig.
3. cI;IEVER runthe cutter equipment at hjsher than the recommended
speed,

4. Alwaysuse the guards available to ensure maximum protection,

5. Ensure the cutters are tight on the blocks betore starting up.
Use the spanners provided and never fit a piece of piping to get
greater leve age. This will strain the nuts andbolts and ultimately
make them unsafe.

6. NEVER packthe cutiers with sandpaper. Thisismost dangerous
as the grit collapses, when the cuiter is working and the cutter
works loose. For packing use one thickness only of thin brown
paper

7. Keep nuts and bolts clean and use oil on the threads.

8. When changing cutter equipment always ensure the "aachine
control lever is in the free or lock position. If in doubt isolate
the machine electrically.
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