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SPECIFICATION

Diameter of top piece i -
Optional diameters of top piece 1" and 30mim 30mm
Size of table 36" x 32" 915 x 815mm
Speed of spindle 2, 80u, 4, 500, 5, 600 and 3§, 000rpm. .
Rise and fall of spindle g" 150tnm
Table height: 33 840mim
Three circular table plates giving openings of 34", 43", 7', 9" 80; 120,175, 230mm *
Size of fence plates 6" x 16" Hmo M.»ooEE
HP of motor . 5% (Tioptional)
Speed of motor, 50 cycles 3, 000 rpm
Speed of motor, 60 cycles 3, 600 rpm-
Floor space 36" x 36" 915 x mHmEBW
Approx. net weight 780 b 350 Wm .
Apprux, gross weight 1,000 Ib 450'kg

Approx, shipping dimensions 46 cu. ft.” 1, 30m:
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STALLATION

Remove protective coating from bright parts by applying a
¢loth spaked in paraffin, turpentine or other solvent,
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WIRING DETAILS

The motor and contrel gear have been wired in before
despateh all that is required is to’conneci the power supply to the
starter or isolator when fitted, =7 oo T R

Potnts Lo note when connecting o power supply:
1. Check that the vollage. phase and fréquency corsrespond to
those.on the mntor plate, also the. correct coils and healers are
{itted to the starter. o
2. i is important that the correct’size of’cable is used to give
ihe correcl voltage at the starter, . Toolight a cable will give a
voltage drop al the starter and may: damage the motor,

8. Check the main line fuses are of the correct capacity. -See
list below, When an isolator is fitted, lhe fuses are of the correct
capacity as received, o

4. Cannect the line leads to the appropriate terminals. See
Fig, 2 for 3 phase supply

5, Check ail conneclions are sound, ; :

&, Checlethe votation of the motor Ior the corvect direction. 1f
this is incorrect, reverse any two of the line lead connections for
3 phase supply.

Vaoltage Phase H.P. 8, W, G. Tinned Fuse Rating

Copper Wire Amps

220 3 % 18 45
380/420 3 54 22 24
550 3 3 23 20
220 3 3 17 5
380/420 3 : 1 38
a00 3 i 22 24
LUBRICATION

M is advisable to keep all bLright parts covered with 2 thin
film of oil toprevent resting.
TYPE OF OIL RECOMMENDED POWER EM 125
TYPE OF GREASE RECOMMENDED SHELL ALVANIA 3
TYPE OF GREASE RECOMMENDED CASTROLEASE BRAKE
FOR BRAKE CABLE CABLE LUBRICANT

FOUNDATION

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

Foundation bolts are not supplied with the machine except by
special order.

Crease both ends
of spindle and

0il fence: raise and lower
slide bar gear 2 shots of
weekly. greane per week.

(K1 Slides
Weekly,

per year.

Qil belt tension
pivot pin weekly,

|
1
)

Grease control  Orease Rise & Fall

ecable imm_#qu. Nut 2 Shots of
Grease per Week.
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FiG &£,

BELT TENSION

The machine is driven by an Alpha section vee belt from. a
53HP (Std), 7TiHP (Optional extra) flange mounted- motor.

To change the spindle speed ensure that the control.lever is
in the "Free' positon, Unlock the motor and release the belt
tension by turning the hand lever "A' in Fig,5
Re-position the belt to give the required speed in accordance
with the speed indicator plate fixed above ihe acecess door at the
rear of the machine, Turn the hand lever "A' clockwise to
automatically retension the belt and lock the motor.

The degree of belt tension is pre-set in our works but
adjustment may be necessary within the life of the machine. To
increase the tension, turn the serew "B" in Fig.5 clockwisgto.
decrease tension turn in opposite direction. Any adjustment
should be made gradually until the required belt tension is.
reached.

Lubrication Points

anticlockwise.

3.
RAISE AND LOWER OF SPINDLE

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

The spindle assembly can be locked at any height by means.
of the locking lever ''B'f,

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

ADJUSTMENT OF BRAKE

The brake on the machine ispre-gét before leavingthe factory
but, shouldthe brake require adjustment due: to normal wear,
ihe wider méntioned procedure should be followed:-

To adjust for wear,. the hexagon.locknuts on the end of the
brake pull rod should be loosened off and adjusted gradually
until the correct brake adjustment i§ obtained, The locknuis
should then. be re-tightéened, G .

FiG 7.

BURSGREEN CONTROL GATE:

The control gate is clearly shown in Fig, 7 and has four
positions..
Position 1, "Run'.
motor will start. L - .
Position 2. "'Free", The lever must be in this pesition: at all
{imes when the machine is idle or being. set up, Although the
work. spindle is quite free to rotate by hand-for cutter setting, an
automatic . cut-out switch ensures that the motor- cannot. be
accidentally started
Position 3. "Brake". Movement of the lever from the-'"Run" to
This "Brake'* position automatically switches off the: moter and
light pressure on the lever operates an efficlent gpindle brake,
Position 4, "Lock'", When the lever is inthis position the motor
is antomatically cut-out and the main spindle-is firmly locked. to
facilitate removing or re-fitting of the work spindle: and cutter
equipment, The lock is effected by a spring loaded planger which
engages in any of four positions - It may be necessary o
rotate the spindle slowly by hand to ensure that the plunger is
fully engaged in one of these positions,

The lever must be inthis position pefore the
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WORK SPINDLE TNSTALLATION

.,“E._m three removable table rings give table openings of 9",
7, 44" and 34 dia (229, 178,121 and 83mm). The required table
opening shouldbeselectedbefore proceeding Lo fit the work spindle,

To insert the work spindle the undermentioned procedure
should be followed:-

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

Move control lever to'"Lock" positionas previpusly desgribed
and-serew spindle locknul securely tothe main spindle, firmly
locking the work spindie in position,

To remove the work spindle reverse the above procedure,

Important

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

FENCE ADJUSTMENT °

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

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

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

The safety guard is adjustable depending on the section of
timber being worked, This guard is shown in position in Fig, 9

To adjust the gpuard for various sections of timber, unscrew the

‘plastic handwheels "C", sct to required -position and relock.

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

FIG. 5.

GENERAL HINTS

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

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

4, Never pack lhe cutiers with sandpaper, This is wmost
dangerous as the grit collapses when the cutter is working, and
the cutter works loose, For packing use one thickness only of
brown paper,

5. Xeep nuts and bolts clean and keep oil on the threads.

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

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

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

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

FIG. 1O,




Ref.No Part No. No. Off
1 B-1057/24 1
2 B-1057/25 1
3 B-1057/26 1
4 E-1057/2 1
b 3
3] A-1057/49 1
7 A-1057/148 1
B 4
b 1
10 3
11 3
12 i3
13 3
14 C-1057/76 1
15 E-1057/45 1
16 2

MAIN FRAME ASSEMBLY

Small table ring

Medium table ring

Large table ring

Main table

/8" dia x §" long groverlok spring dowel
Table-adjuster

1" simplex nut

" washer

1n whit x 24" long hexagon head bolt
4 whit x 2" long stud

" whit aerotight nut

L whit x 3" long round head screw
1/8" gas grease nipple-

Control plate

Sheet steel base

i1 whit x 1" tong couniersunk screw

NQTE ;-

Ref.No Part No..

No., Off

i7
18

18

0
2L
22
23
24
25
25
27
28
29
30
31
32

B-1057/85

2T3

T-44-11E

T-44A RE

C-1057/47

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

1
T

I e e Al ol N s |

Description

Grease nipple backing plate

1" washer -

" whit nut

Brooks. starter

3/16" B,'S, F.x4" long round head screw
Latch for: rear door .
Distance ¢ollar for rear door handle
Spindle for handle

3/16™ whit. x 5/16" long round head screw
Handle:-{for rear deor i

Washer for handle on rear door

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

1w whit'x’3" long rournd head: screw
3/168" B, 8, F. washer



‘Ref,No Part No. No.Odf
40 4
41 i
42 : e
43 A=-1057 /48 1
44 4
45 B-1057 /43 1
46 5
47  D-1057/1 1
48 ’ 4
49 2

B0 A~1631/62 | 1
91 .565/2 1
52 A-1033/204 1
93 BKF 08 4
54 - 1
55 2,
56 - A}
BT A-1057/35 1
58 A-1033/205 1
59 A-1057/38 1

‘Deseription

5/8" whit x 13" long hexagon head bolts

5/8" spring washers

Iv din x 1" long groverlok spring dowel
Gearbox cover

3/16" whit x 3/8" long round head screw
Spindle slide gib strip

3/8" -whit x 13" long hexagon head bolt

- Rige and fall slide
_3/8" whit Yocknut
‘378" whit % 13" long socket head grubscrew

Grease tube

Btraight connector (brass)

Spiral rise and fall pinion
Thrust bearing
3/16" dia x 13" long groverlok spring dowel

B id ok 1 u_\n x 3" long oilite bush

3/16™ dia x 13" long groverlok spring dowel

.. Rise and fall screw

Bpiral rise and fall gear
Rise and fall slide locking bot

NOTE :-

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

Rel,No Part No. No. Off
B0 4
61 2
62 C-1057/4 1
83  A-1067/36 1
B4 A-1087/41 1
685 A-1057/39 1
66 1
87 1
58  A-1057/37 1
69 1
70 C-1044/66 i
71 A-1056/75 1
i 1
T3 1
4 i
75 1
%  A-1057/158 1
77 56100/37 1
78 A-1057/157 1

Description

3/8" whit x 1" long hexagon head bolt

3/8" whit x 2" long socket head grubserew
Rise and fall bracket

Blide locking shaft

‘Rise and fall bearing cover

Collar for handwheel shaft
3/16" dia x 2" long groverlok spring dowel
3/16™ dia x /8" long groverlok spring dowel

‘Rise and fall handwheel shaft

Adjustable handle 3" female plain

‘Rise and fall handwheel

Washer for rise and fall nut

$" whit aerotight nut

3/16" diax 1,3/8” long groverlok spring dowel
1" ifdx 13" o/d x 13" long oilite bush

Collar for Rise and fall handle spindie

‘Rise and fall handie spindle

Cirelip for ‘bzndle spindle

Rise and fall plastic handle



Ref.No, Part No, No. Qff
BO B-1057/54 1
B-1057/112 1
B-1057/88 1
81 1
82 A-1057/138 1
A-1067/140 1
A-1057/139 1
83 A-1057/138 1
A-1057/140 1
A-1057/138 1
B4 A-1057/13% 1
A-1057/140 1
A-1057/139 1
85 A-1057/138 1
A-10577140 1
A-1057/139 1
B A-1057/138 1
A-1057/140 1
A-1057/138 1
8" A-1057/138 1

ING _AS

Description

11" dia work spindle-

1" dia work spindle (Extra)

20mm work spindle (Extra}

5/16" dia- x 7/8" long dowel

11" bore x 2" long spacing collar

1" bore x 2" long spacing collar
{Extra}

30mm bore x 2" long spacing collar
{Extra)

14" bore x 13" long spacing collar
H: bore x 13" long spacing collar
[Extra)

30mm bore x 13" long spacing collar
Amﬁwwv

14" bore x 13" long spacing collar
1" bore x 13" long spacing collar
(Bxtra)

30mm. boxe x 14" long spacing collar
(Extra)

14" bore x 1" long spacing collar

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

30mm bore x 1" long spacing collar
(Extra)

1+ bore x 3" long spacing collar

1" bore x w: long spacing collar
(Extra)

30mm bore x 3 long spacing collar
(Extra)

11" bore x §" long spacing collar

Ref,.No. Part No. No, Off
A-1067 /140 i
A-1057/13% 1

88 A-1046/32 1
1

A-1046/63 1

B9 A-1057/150 1
90 C.1057,/27 1
51 B-1057/31 1
92 1
93 1
94 A-105T7/40 1
95 C-1057/52 1
96 B-1057/33 1
97 A-1057/30 1
98 C-1087/30 1
99 SKF 6211 2
100 1
101  W3942Z5551R4 2
102 EPL 68 b3
103 B-1057/23 1
104 3
105. 4
106 4
107 D-1087/3 1
108 365/2 2
109 2

NOTE

Description..

1" bore x 3" Honm mvwn:_m. nau_mu.
(Extra)

30min bore x :. long mumnpum. collar
{Extra)

14" spindle nut -
w: HSF spindle: it
30mm spindle nut -
Key for main muw:_..:m. shaft

© Main spindle:

Eﬁ: spindle-nut.

M: whit x 13" long | hexagon smwn bolt

“£" spring émmwmn o

ﬁc—_ow locking: émm:mw :
Spindle Pulley* < ¢ T

‘Biake disc

Bearing spacer

Bearing spacer

Bearing

100mm Internat n:.nru

Ml seal-

Bump washer

Dust cap

5/16" whit x 3 E..:w rmxmmou“.:mmn_
bolt. E
£ whit x

1" long: hie wmwo: :mm.n bolt

..‘N_. ‘BST gpring washet’

Spindle fiousing
Straight connector
3/16" dia nylon pipe

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



‘Ref.No. Part:No. No.Of

2l

o S el

‘Pescription

T
121
.22,

i

124

125
126
12T

128;

129
130
131
132
133
134
135
136

137

135

139

140

141

142

143
144
145
146

; C-1057/13¢
B-1046/75

- A-1057/9

T AT1087 /18-
C-1057/28 .
A-1057711

A-1057/12

B-1057,82
al1057710

- A-10337194
A-1057/16
_A-1057/15

A-1057/17 .

A-1057/20

R

11
1
2.
2

v

2
2L
3.
=L.. 3™ whit Jocknut
3

L1
1
1

L1

2
1

4
1.
1

2

"._Motor cover

Cable assembly
5/16" whit x 3/8" long round head screw
:'3/8" whit x 23" long hexagon head bolt

- Cable support plate
~Cable return spring
‘Brake spring guide
£ bore x 5/8"o/d x

3 1ong .pillte bush

%"B.5.F, locknut
_Brake locknut
Brake control rod
. ‘Rise and fall plate -
- 'Spindle locking pin
3/8" whit x 1" long socket head capscrew
Cable anchor plate
.3/BY whit x 11" long socket head
-countersunk screw
Motor tension plate
. Logking pin location block
3/16" x 3/8" long countersunk copper
rivot
Motor tension release spring
Brake pad
Brake plate
Brake plate heel
3/8" whit x 14" long socket head capscrew
Moter elamp stud
4 washer

NOTE =~

When ordering replacement parts quote

MOUNTING ASSEMB

sl

part ng, and serial number of the machine,

‘Rei, Part No, No.Off Description
147 1 4" whit aerotight nut
148 5  3/8" -whit nut
148 5  3/8" washer
150  -A-1057/154 1 Motor tension dowel
151 1 Brock motor, 9-5HP, 3, 000rpm flange
mounted, frame size D-112M
1  Brook motor, 7-5HP, 3,000rpm flange
mounted, frame size D-1328
152 1 3/8" whit x 2" long soeket head capscrew
153 1 8/8" spring washer
154 A-1057/42 1 Motor pivot busk
155 1 3/8"-whit x 3" long socket head grubscrew
156 A-1057/22 1 Clamp out
157 1 378" whit x 1" long socket head grubscrew
158 B-1027/26 1 Motor m_un_ﬂ-_m. handte
159 1 3/8" whit x 13" dia plastic ball
160 A-1057 /51 1 Washer for motor elamp
161 % 3/18" whit x 3/8" long round head screw
162 A-1057/151 1  Cover for motor tenslon clamp
163 A-1057/21 1  Motor tension peg
164 A-1057/19 1 Motor clamp
165 A-1057 /58 1 Motor tension spring
168 A-1057/5 1 Motor clamp heel
167 2 5/16" whit x 3" long socket head capserew
168 1 5/16" whit nut
169 1 5/16" whit x 13" long hexagon head bolt
170 A-1057/86 1 Belt tension instruction plate
171 2 1/B" rivet
172 1 3/16" x 5/8" long key



Ref. o, PartNo. Neo.Off

Description

180
181
182

183.
184

185
184
187
18R
189
190
191

192
183
154
155
106
197
198

.p-zm._,\.nﬁ ‘

A-1057/67
C-1067/182

B-1067/94
D-1057/91.

D-1057/92
B-5-209
A-1057/149

O DRI N ke e BB B DI O R B e D

Fence adjusting screw

4 hrass washer [
Collar for fence-adjustment screw
Fence tie plate: i
3/B" whit x 1" long socket head buiton screw.
Lr diax 3" long. fluted. dowel

£ whit x 3" long hexagon headt bolt .
3/18" dia.x 13" long groverlok spring dowel:
2n dia plastic. handwheel §"" plain:bore

3716™ dia x. 1 long groverlok spring dnwel
Pressure pads

Right.hand: fence body

Left hand fence body

Feace cover

2. 1/8" dia plastic handwheel 3/8'" plainbore:
Fence vover locking post

3/8" washer

Adfustable handle: 3'* whit bare

3/16" dia x 3" long groverlok spring dowel
3/8" whit % 1" long stud

216

TBi0s7/98

- 1087788

" RefiNe. PartnNo. No,OH
: - A-1046/2B.

A<1798/57.

B-1057/104

B-1057 795

C-1657/101

..m»,ng_ hind fence plate bracket
" Left hand fénce plate bracket

2
2
2
2
2
2
1
1
4.
4
2
-]
2
2
1
4
2
2

3/8% whit nut

- 38" whit.x 13" long brass grubscrew
L hil x 13" long stad.

In-whit x: 1" long socket head button screw
Chip.deflector

1 washer

Fraont guard

5/16" washer

15" dia plastic handwheel 5/18" whit
Fence plate, ’

Ref.No- Part No.. No, Off Description
220 o1 3 dla plastie batl &' whit
221 A-105T/7% 2 Brake packing plece.
202 A-105T/127 2 Washer for brake pivet
223 A-1057/95. 1 . Control handle
224 .2 3/8" whit x 14" long socket head capscrew
235  A-1057/78. 1.7 “Swivel pin.anchor: plate:
928" A-1067/8 .. 1.. . Yoke for brake. ».07: -l-
237 A-1057/9 . 17 Brakepivol pin
228 T17 Yhowhit x 3/8" long socket head grubscrew.
229 A-1057/7 1 Brake anchor plate
230 1 v yasher:
231 1 L whit aerotight nut
23z  B-146/T6 1 Cable
233 A-1057/6 1 Brake swivel pin
234 A-1055/77 1 Swivel pin sleeve
NOTE. :~

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



RING FENCE & RIN:

Patt No: "No,Off |~ ' ‘Deseription

o ref.NoL - Part'No. No,Of ‘Description : o .
240" A-1029/59 3 7 .Xoorled knob for ring guard : A | 3/8" whit x §"long secket-head grubscrew
o g : A-1057/145 1 . Ring fence trapping plate
B~1057/137 3 . Ringgwardflap .. ... . - : . 3 .. 3/8" whit x 13" long stud .
R ;3" long -coach bolt A=10577125 . 1 Post-for ring fence
©-1057/22 . L LT ©-105%/12F 1 @ Ring feace
L ALY05T 126 ost’ for . ring guard : et 207 -3/8V-whit x 5/8" long socket head grubscrew
DiTeEA 1 bl B ) D B whit x 24 long hexagon head bolt
- .~ -3 -Adjustable hzndle 3/8" whit - : - @.. . A"washer .
B 5/EB" whitix B i Foot for Ting fence and guard

ng ‘hexagon_ head balt

-
L.
—
=
s
Tl
. [
(=
V
=

SHAW GUARD A! o= -
o When ordering replacement parts quote
’ NMHE part no. and serial number of the machine,
Rei.No Part ¥n. No,Off. ‘Description Ref No. Part No, No. Oif Description
260 D-1732/17 1 ‘Tee Filboe 271 B-1057/132 2 Shaw guard spring.
261 1 No._3 Taper pin 272 2 3/8" washer
262 2 3/8" whit x 13 long brass stud 273 1 3/8" whit x 13" long stud
263 3 Adjustable handie 3/8" whit bore 274 1 3/8" whit out
264  A-1057/142 1 Horizontal shaft for shaw guard 2175 2 %_. whit x 14" long hexagen head bolt
285 A-105% /144 1 Vertical shaft for top shaw gward 276 2 =" washer
266 4 378" long Mo, B black japanned round head 21 B-1057/124 1 Front shaw guard bracket
woodscrew 278 A-1057/131 1 Front shaw guard slide
267 4 3/16" washer 279 1 3/8" whit x 2" long stud
268  B-105T7/133 2 Shaw guard shoe 280 B-1057/153 1 1" x 1 split filboe
269 2 3/8" spring washer 281 A-1057 /143 1 Pillar for shaw guard
270 2 3/8" whit x 3" long hexagon head bolt



EXTRA

EQUIPMENT It

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

0

SAFETY GUARD AND RING FENCE

The safety guardhas adjustable flaps which completely cover
the cutter equipment. This is used in conjunction with the ring
fence which is for use on all types of curved work,

TENONING ATTACHMENT TYPE E, G,

This is an efficient and inexpensive method of tenoning on 2
spindle moulder. The attachment will cut single or double tenons
up to 5" long, 11'" wide; it will scribe either single or double at
{he same uperation; it will cut angular tenons; it can be used for
half lapping.

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

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

CORNER LOCKING ATTACHMENT TYPE E, F,

This attachment is capable of .dealing; with. work up. to- 8" in:
depth-and of any desired pitch,. Any number-ofboards:upto- 6"
in thickness. can be clamped together and machined at the one
operation. The attachment consists of a sliding table mounted- on
a slide frame secured to the main table of the machine, This
table is provided with fence and clamp for gecuring the work and
slides past the cutters by hand, S ,

The ordinary spindle moulder; fence: is used as a stop for
placing the boards in position. We can supply a special top piece

3" diameter with. suitable key and. eachicutter is arranged with a.
keyway so that the cutters are staggered around the spindle to
csive an even cut,

ST AR HOUSING ATTACEMENT :~ This attachment consists of
template guide roller, arm and pillar.

This attachment can be fitted ina few minutes. The roller
guide which controls the cut, is rigidly, carried on a solid steel
arm {rom = pillar and ‘centred with the spindle. The template is
secured to stair string by means of a hand nmut. The template is
reversible to produce 2 pair of strings right and left hand without
regetting, Marking oul is praclically eliminated and 2 complete
pair of strings can be cut in less time than is normally taken in
marking out,




SPINDLES & ADAPTORS

¥

“PITCH

© ¢ DOVETAIL ATTACHMENT TYPE E.E. :~ For board up to 12"
- {305mm}-wide supplied complete with comb plate, coliet adaptor

: .wu.un 3/8'" dia: (9mm) H, type collet

. attachment:is a very simple efficient device for dove-

,:‘.._r.mhﬁﬂm two: _uomn.nm at right anglesto each olher. They are clamped

in position and. mE.E.Em mwoﬁm wﬂm vuoﬁmmm for. mm»ﬁzm Both “the

Note:- “When ordering: spare dovetail bits, please specify pitch
size not the diameter of the bit.

< —| -

STANDARD LOOSE SPINDLES :- 1" or 13" dia {25mm and 30mm)
available, ‘lnhese are for carrying standard bore cutterblocks,
slotted collars, grooving saws, ete. The spindle threads are
right ‘hand, and all spindles are supplied with locknut and a set of
making up collars,

o~

SLOTTED FRENCH SPINDLE:~ For earrying one 1" (Bmmn) thick
cutter only, which ia secured by a hardened steel set serew.
Maximum recommended speed :- 4,500rpm

COLLET TYPE ﬁO.cﬂ.mm ADAPTOR :- This adaptor is supplied
. ram, 13mm, and 14mm) "H"

complete wi
type collets, 1t enables m"ubnm.ud router naZmHm to be used.

ATAPTOR FOR STAIR HOUSING ATTACHMENT :-Special adaptor

having a 5/8” bore (1 5mm) to accept both "Z" typeand clothes peg
type cutter,



CUTTER _EQUIPMENT

PLAIN SLOTTED COLLARS :-

For 1" (25mm) dia, work spindle ;- 25" (64mm) dia. with M (Bmm)
wide slots

Minimum cutting circle :~ 3" (76mm)

For 14" (30mm) dia work spindle :- 3" (76mm) dia with
wide slots

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

Slatted collarcutters. 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 cutier projection should not exceed 5/8" (16mm) to
ensure maximum strength and support

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

' (6mm)

c—>

BALL BEARING GUIDES :- Available in two sizes for 33" and
“LT cutterplocks (89mm and 101mm)

L (89mm) dia x 1" {25mm) hore
4,1/8" {104mm} dia x 1" (25mm) bore

'

SQUARE CUTTERBLOCKS :- These cutterblocks are used for
...Tong rums, cuiters working in. pairs, Two or more may be
mounted on a stngle block to build up a mould:

For 1' dia (25mm) work spindle:-
23" mm} square X. 3" mm) long complete with 4 -
(13mm) dovetails cutter bolts, muts and washers.
Maximum recommended speed :- 4, 300rpm
¥or 13" dia (30mm) work spindle:-
F57[E9mm) square x 3¢ (1omm) long complete with. 4 - 5/8" whit
dovetail cutter bolts, nuts and washers.
Maximum recommended speed :- 4, 500rpm
34" (89mm) square x 4" (102mm} long complete with 4-5/8" whit
dovetail cutter bolts, nuts and washers
Maximum recommended speed - 4,500rpm
3in (89mm) square x 5" {127mm) long complete with 4 - 5/8' whit
dovetail cutter hoits, nuts and washers
31" (8%mm) square x 6" (152mm) long complete-with 4 - 5/8™ whit
dovetail cutter bolts, nuts and washers
Maximum recommended speed :- 4, 300rpm

L whit

CIRCULAR CUTTERBLOCKS:~ : These: cutterblocks: have wedge
iype ciamping for safety. They are smiooth-running. and:used for
facing or shallow rebates etc.. ] o R

For 1" dia (25mm) work spindle,:- " . -0

Ea “Hamefer circular cutterblock, 3" (76emm). long or 2™

2
(50mm) long. -
Maximum. recommended: speed:- 7,000rpm
For 15" dia (30mm) work spindle:-

47 (102mm) diameter circular cutterblock 3'" {(T6mm} long
Maximum. recornmended. speed 1~ 7, (00rpm: o
4ir (108mm) diameter circular cutterblock 4% (102mm) long

Maximum recommended speed :- 6, 000rpm. .
434" (108mm) diameter circular cutterblock 67 (152ram) long
Maximum. recommended speed - 4, 500rpm .

WO KNIFE. WEDGE. TYPE. MOULDING CUTTERBLOCK -

These cutterblocks are designed totake from:5/32" (@mm) to
Lit (gmm) thick cutters this permitstungsten carbide tipped cutters
to be used when necessary. o LR

The cutters can be used for mouldings requiring up: to°
(13mm) cutter projection. when using 1" thick cutters— =~ -
4" (102mm) dia:x 15/16" (24mm): thick x 1" (25miny) bore Part No
QRED ) S

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

4, 7/8" {124mm) dia x 15/ 16"(24mm) thick x 1" (25mm) bore, Part
¥No, QR 11/B

4,7/8" (124mm) dia x 15/ 16"{24mm) thick x 13 (30mm). bore:
Part No. QR 1/B

4,7/4" (124mm) dia x 14"
No.QR 2 .
4.7/8" (124mm) dinx 14" (38mm) thick x 14" (30mm) hore. Part
No. QR 10 S R

4.7/8" (124mm) dia ¥ 2" (50mm) thick x 15" (30mm} bore. Part
No, QR3 : :

4,7/8"{124mm) dia x 2" (50mm) thick x 15" (30mm) bore. 4 Knife
Part No. QRE6 :
5,3/8'" (L3Tmm) dia x 15/ 16"
Part No, QR 4

4,7/8" (124mm) dia x 2" (51mm) thick x 15" (32mm) bore, with
top and bottom bevels, Part No. QR 57

8" (203mm) dia x 15/16" (24¢mm) thick x 18" (32mm) bore, Part
No. QR 16

Ly
a

(32mm} thick x 13" (30mm) bore, Part

{24mm) thick x 14" (32mm) bore
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WOBBLE SAW :-

- ...'These. .saws are used where varied widths of grooving are
called for, and where quantities are small, They are mot
- yecommended for guantity productionor where precision accuracy

~.or-thehighest-standard of finish is required, CUTTERS FOR STAIR HOUSING ATTACHMENT:-
6" (151mm) diameter far grooves 1/8" to §" (3mm to 19mm) Z Type and Clothes peg type 5/8" dia shank,
For use.on 1" and 13" dia (25mm and 30mm) spindles "These cutters are designed to give a slightly undercut trench
- ITH A n b [ T
Maximum Hmncg._.dmnamn speed 4, 50Drpm. ) and perfectly uniform wedge space. All ‘have 5/8" dia shank,

. CUTTERS FOR SQUARE CUTTERBLOCKS
CUTTERS, A _

SLOTTED COLLARS

E—

CUTTERS FOR QR BLOCKS

VZ Cutters 5/32" thick T,C. Tipped
3 onocut VZ VZ/T
1 on cut vZ1 VZl,T ﬁ
14" on cut VZ2 vz2/T
13" on-cut VZ3 vZ3/T
13" on-cut V74
2" on.cut VEZ5 VZ5/17
2i" oncut VZ6
Ly i . E s
% T.C. Tipped Rehate & Square Irons
27 on.eut VZ20 For 23 squa tterblock :
1" on cut vzl VEZL/T or 22" square culterblock -
13" oncut VZ22 vz22/T Rebate Irons Square Irons
dz"on cut -« VZ23 VZ23/T
27 oncut C V724 Part Nos.
2% o SM «www OnCut R.H. L.H. On Cut Part Nos.
3 oncu
23 oncut vZ2T Vel ver 1 vQis
5/8" V@3 Vo4 13 vQud
In vQ5 V6 2" Vs
78" vQT vQe pwz vQlié
1" vQ9 V@10 23 vQLT
o oyl vQiz an vQls

Router Cutters:

For 33" square cutierblock :-

Rebate Irons Sguare Irons
Part Nos.

On Cut R.H. L.H. On Cut Part Nos.
in TR1 TB2 13n TB14
5/8" TB3 TB4 an TB15
gn TBS TB6 iv TBE16
/8" TBT TB8 23" TB17
1" TRO TB10 23n TB18
1 TB11 TBi2 3" TB19

ilv  Tp1z  TBI1Za
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Secotia Cutters :
.H.ouszmanEoEmwonm u..oumw__mn.qoumw:mn..wﬁ.‘mw_.&p.m.ouw._&w

cutterbiock cutterblock - Slotfed’" Slotted

For 2" square cutterblock :- For 33" square cutterblock:- , . Collars. Collars
Part No, Part No. N

. . . . Dim A. Part No. Part No;. Part No. Part' No,
Size Tonguing Grooving Tonguing, Grooving, ol BTJL TJ1 : CTEL
Cuiter Cutter Culter - Cutter 378" BTJ2:" TIZ. TL2
1/8" Va1 VR1 TV TX i BTJ3 TJ3 TL3.
3/16" Vs VR2 TV1 TXI 5/8" BTJ4 TJ4 TL4
W:_ Va3 VRS . TVS X2 .W|.:...: BTJS . TIE .H.H.m
5/16" VsS4 VR4 TV TS /8! BTJI6 TJI6 " TL6
3/8" VS5 VRS TV4 X4 I BTJT TJT TLY

) _ DBeading Cutters
For 2;" dia slotted collars :- For 3" dia. slotted collars:- ——— —— _, N Ler g¢
Part. No. Part No. . ¥or 23" sq. For 33" sq. For 23" dia For 3'"dia
Size Tonguing  Grooving Tonguing Grooving ‘cutterblock. cutterblock WH%_ﬂnmmpﬁ.wm mm%mﬁwﬂmm‘
Cutter Cutter Cutter- Cutter- . . — =
W\Mm: BVL1 BVJ1 VL1 VIt U:M._._hu» WWH“HO- .WW.AH”” No. WN_HMHZD. %Wﬂn No.
1 BVL2 BVI2 VL2 vz L. ol - . =
5/16" BVL3 BVJ3 vL3 V33 e BINZ Iz -, BIPZ Tre
3/8" BVLA BVIZ VLt VI4 H B o BT g
5/8!'" BTN4 TN BTP4 P4
i BTNS ™G BTP5 TE5.
. /8" BTNG TNG ) BTP6: TP
-J 1 BTNY ™ BTPT TPT
'A‘ A : 1,1/8"  BTNS TN8 BTYS TPS
. i N BTNY TNG. BTPY TPS
v ' 1.3/8 BTN10 TN10 BTPIO: TP10
yl — 13" BTN11 TN1l © BTPit TP1l
Ovolo Cutters
For 23" Square Cufterbiock For 34" Square Cutterblock
Dim A. Part No, Part No, Y
o BTF1 TF1L ﬁ
w\m: BTE2 TF2 ’
2" BTF3 TF3: ) A
mu\ ' BT¥4 TF4 : ﬁ
i BTF3 TFS
/8" BTFG6 TF6
1 BT¥T TFT ;
For 23" dia. Slotted Cutterblock
For 23" dia, Slotted Collars For 3" dia. Slotted Collars
Uu..ﬂ: A. Parl No, Part No. sash: Cutters. .
3 BTHI TH1 T For 24" sq. For33*sq.  For 2§'dia For3" dia
38" BTH2 TH2. cutterblock cutterbiock Slotted: Slotted
3" BTH3 TH3 - Collars Collars. .
58" BTH4 TH4 Dim A Part No. Part No. .« Part No. Part-No,
= BTHS THS 1, 378" BTR1 BTR1 - BTT1 TT1
7/8" BTH6 TH6 1,5/8'" BTR2. TR2 - BTT2 TT2

1" BTHT THT 1,7/8" BTR3 TR3 BTTS 1
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CUTTERS AND CUTTER STEELS FOR SEINDLE MQULDERS

Special grades of steel are used for making cutters for
different duties and applications on the spindle moulder, The

following is 3 rough guide.

Highspeed stesloniron :- is used for long lile and for cutting
hard woods. High speed steel is brittle and is usually welded . to
a;:gofter steel backfor all types-of unsupported irons, These are
uged:on square culterblocks, slotted collars and some thin knife
moulding “cutterblocks. A large range of irons for the sguare
cutterblock andslotted collars are readily available in this steel,

Solid high speed steel :- is more brittleand isonly used where
Full Noging Cutters . the cutters are supported very closeup to wwm cutting edge e.g. a
) K ookt 1 ol g " thin knife on the circular cutterblock, or where 2 strong section
For2s'sq. Foriz'sqy . For2;"dia For 3"dia can be used such as a milled to .E;wmm.: slotted collar cutter.

cufterblock “cutterblock . Slotted Stotted
PR Collars Collars Alloy steel on iron :~ is less expensivethan high speed steel
o ; on iron, and is more ductile, Alloy steel is not ashard and will
MWH%%MQ ﬂwﬂuzp Wﬂmmhao. MMMMZP not stand up to-heavy cutting or hard woods aswell as high speed
iy vFe BVH? . .Smm steel. A large range of irons for the square cutterblock and
B VF3 BVH3 VH3 sloited collars are readily available in this steel. -
- VF4 | BV ‘VH4 Solid alloy steel :- is normally supplied inbar form in the
aw VFES BVHS VHS sofl conditionfor cutting upbythe customer, Itis easily hardened
1.1/8" VF6a BVHéa “VHGa and tempered and is normally used for frenchspindle work up to
.pw: VF6 BVHSG VHG 6, 000 rpm where coiters are held by a locking screw in spindle,
H.w__ VI BYH"T VHY locking direet on to the side of the cutter,
mm «Ww W«MW ) «MM All the abovetypes can be supplied inbar form, micrometer

ground to precision limits. The alloy and alloy on iron 3/16"
(5mm) x 3" (20mm)upto 4" (Gmm)x 3" (78mm) in the soft condition
andthe solid high speed steel 5/32" (4mm) x 12" (38mm) and 5/32"

(4mm) x 2" (50mm) and high speed steel on iren 3" (Bmm) x 11

(32mm} and 3" (6mm) x 17" (3Bmm) in the head treated condition,
‘These latter bars cannot be cut with a tool and the blanks should
be ordered to correct grinding lengthsunlessthe user has suitable

grinding wheel equipment for cuttingto length himself.

Al the .above cutters can be ground on the usual standard
grinding -equipment.

Tungsten carbide tips :- These are specially made for use on

vy +
For 33" sq. For 3" dia hardwoods, wonds with bigh silica content also plywoods and
cutterblock Slotted hardboards where High Speed Steel will nol stund up tothe abrasive
. Collars action, Tt is .much more expensive but gives very much longer —
Part No, oo Part No. life, A limited range of these cutters for slotted collars and
VBl VD1 square cutterblocksare available, Special shapes can be supplied
VB2. .. YD2 to order.
VB3 - ¥YD3 N.B, Special diamond impregnated grinding wheels and diamond
VB4 . VD4 hand caps are essential for shaping and servicing Tungsten
VB . .- VD5 Carbide Tipped Tools. Theseare availablebut expensive for the
VB . VD6 small user for whom we can offer a cutter grinding service if
VBY? VD7 required.
VB8 vD8
VBY VD8

SHAPING CUTTERS

When shaping cutters forany mouldon any type of cutterhead
or slotted collars it is important that the correct allowance is
made to the depth of form cutter.

Fig. 10 shows the projeclions of the cutter to produce a simple
rebate, For-example using the 34" square cutterblock, to produce
a 1" {25mm} deep rebatethe cutter must have a depth of form of
1.3/18" (30mm) this being due to theangle at which the cutter
strikes the work on the line "AA". When a “shaped mould is
requiredtobe cut ifis necessary to plot outthe form of the cutter;)
this is shown in fig. 11,

Sguare Edge Cutters 1t is important when seleeting hlanks from which to make the
On Cut For 24 dia For 3" dia cutter that they have the minimum necessary overhang, Also a
Slotted Slotted blank as near the shape and width a5 possible should be selected
Collars Collars S0 that there will be less waste and less change of overheating
— cutters when grinding.
& BVN1 VN1 grinCing )
i BVN? VN2 The minimum cutting cirele is fixed to give the necessary
1 w “ BYN3 VN3 clearance for the bolt head when working with straight irons only.
mmm: WM.MM «MM The cutling angle which is normally 35° is shown at "B", in
mu BUNG . VNe fig. 10 andthe cutting and the cuttingangle at "C'" this angle varies
m.m.: BVNT VN with the size of the eutterblock and the depth of the mould
w.. BVNS VNS
25" BVNI VN9

3 BYN10 VNLD
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FIG. 1Q.}

"To obtain the correctcutter form for a shaped mould, without
using the moulders rule, itisnecessary toplot this out as shown.

First the square block and cutter at minimum cutting cirele
are drawnoutat "¥'" in fig. 13, The radius of theminimum cutting
circle is drawn around to the centre line and: divided up by the
lines A,B,C,Diand E, into either 1/18" (2mm) or 1/8" (3mm)
accarding to the size and intricacy of the shape, these lines are
then struck round from the centre line radially to the face of the
cutter,

At "X the lines Al, B1,C1,D1, and El arecarriedacrossas
ghown, algo at "W the mould is. produced exactly as at "3" and.
divided up the same, the lines 1,2;3,4 and 5. which: are from the:
points where lines A, B, C, etc. intersect the edge of the mould,
are then drawn across to X" thas EI is cut by 1; D1 by 2, ete’
The points of intersection are joined a8 shown thus giving the
correct projected: form: of the cutter.

This takes up considerable time to do-for each shapeof cutters:

required, and can be very much reduced by using the moulder's
rule as shown in fig, 12. This is a graph.on whichthe formcan
be plotted and automatically gives the necessary allowance onthe
depth of form.

When the mouldistobea standard, atemplate-should be made:

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

MOQULDERS RULE

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

Ta plot the form of a cutter by use of the moulder's rule it is.
necessary todraw the fullsize shape of the mould ontracing paper
and rule 1/8" (3mm) squares as shown infig. 12a, This is then
placed: alongside the moulder's rule and projected across, this’
will give a series of dotswhich. must be joined to. give the formof
the cutter. The cutter blank chosen must be wide: enough to give
at least 1/8" (3mm) overlap. beyond the edge of the mould, The
depth of form: of the cutter for the same: mould varies slightly
whel used on a 33" (89mm} or 24" (64mm) square cutterblock due
to the different cutting diameters. Moulder's rules are required
for eachsize of square block. Thecuttersare not interchangeable
from one sizeof cutterblock toanother if 2 really accurate mould:
is required.
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mud._H:H.Hm«. GRINDING

¢ s Cotter-should be ground carefully avoiding any overheating

: 26 this'will ‘erack or soften cufters so that they will not stand up
I tothework. « -

. % 4 golution -of soluble oil and water should be handy and the

it should be held in this cccassionally to cool them. This

will:dlso; prevent rusting. Cutters should never be

. cd't6'Booomic diseoloured during grinding, as this indicates
overheating. - -,

- The’eorreet cutting -angle of 35° for most cutters should be
‘maintained as.this gives the correct strength to the cutting edge.
‘When hollow grinding is carried out, the angle of the cuttingedge
1 ‘kept-agnear 35° as possible, see fig. 13(a} and (b).

w. grinding. is recommended wherever posaible, as a

lapping ‘or. stoning & flat ground cutter, ai good edge is more
o obtain:due to the tendency to rock the stone and leave

.- .Good ‘open grain wheels should be used and should not be
-altowed to become glazed, as this will cause excessive heat.
. About12'(304mm) diameter wheelsused downto 10" {254 mn)}
give the best radius for a hollow grind and an economic life. 8"
- *(204mm) wheels nsed down to 6" {153mm) leave the grind too
2 Tung
required and re-

sten carbide tipped cutters should be purchased the shape

ground: only as.necessary. In this case cutters

) lieved at 350 onthesteel position and the tips finished

with a diamond impregnated wheel at 459 as shown, using only

ry light cuts' to prevent cracking. The diamond wheel should
not-be‘gllowed o touch the steel backing as this clogs the wheel

_and-canges’excessive heat. Where available. a copious flow of

" coplant should be used

“lap, -ag:the cutter beeormes dull, until a Te-grind is necessary. A

" thin:oil'lubricant should be msed on the hand lap.

i - All.cutterblianks sent out by us are ground-only and if used as
chippersiorrebate culters require huntng with a 142 carborundum
slip stone “to produce 4 razer sharp edge before commenecing to
cut, This will ensure a good finish on the wood and an easy feed.
Dull cutters give a poor, rough and plucked out finish, and make

it -difficult to feed the job past the cuiters. Honing should be done

edgeis rore easily obtained when hand lapping. When

They may be honed witha Diamend hand

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

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

Fig. 14 (a) SIMPLE REBATE. By using two pair of cutiers there
is very littls grinding to be done, only side relief onthe cutters
"B o give a good clean cut and prevent burning. Cutters are
mounted on all sides of the block, This also spreads the cut over
the four sides of the block and gives a smoother action.

Fig. 14 (b) SASH MOULD. Thisisbest worked with three pairs of
cufters as if enables correct side reliefto be obtained .on all cuts.
It also allows the same cutters to be used with varying widths of
mould as they can easily be adjusted sideways.

Fig, 14 {c} and (d), HAND RATL. MOULD. This is broken up into
three separate operations. Atfig. 14 {e) the top is worked first
80 that the timber runs on a flat face. This cut is done by only
one pair of cutters, At fig. 14 {d} the sides are worked in two
operations, -one pair of cutters doing all the side work,

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

operation and enables the exact shape to be obtained by adjusting
pairs-of culiers across each other. Ttis essentialio have each
pair of cutters balanced for smooth vibrationless of the machine.
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FIG.15.

FRAMING ON SQUARE BLOCK FIG, 15

Equipment required ;- 11" (30mm) diameter loose screwed
spindle, square cutterblock three pairs of cutters, straight fence:
and: shaw gnard. The cutters: will have to be shaped to suit the
moulded portion, allowing for angle by using the:moulder's. rule
Each pair of cutters must be balanced. to prevent vibration, then
accurately set up on the square bloek, so that all are cutting.

The: cutterblock is then mounted: on the spindle, fences set
correctly in line, top and side spring pressures set to hold work
firmly to the fences, adjustable.

Spindle speed :- 4, 500 rpm.

Not e :- Cutters are always used in pairs to maintain balance.

WORK PIECE

H

a«ﬂz EmR:

f i

=’/

BALL BEARIMG GUIDE

Fi5.18.

SHAPED PANEL. ON SLOTTED COLLARS: FIG; 16:

m..an-vnsmnm Hmﬂnﬂ.mn_ - 1" {25mm). m—wuumwmn _.oomm mnumémn
m_u:ﬁu.m one paifof slotted (one being: the -ball bedring type). one
pair nosing: cutters and safety guard. with bmvm. _H_:m clttersare
set up. in the collars keeping minimum: track in line with. the
bottom: ball bearing slotted collar. The collars are mounted ona.
1 (25mm) diameter loose top piece. The work pieceis held by
spikes to master former which is below the work.- :

The safety w.:E& is setto cover the cutters: Eﬁwov piece.The
former is passed across the guide. The cutters are completely
shielded irom: the operator’s hand by the work.

B2

FIGI7.

CIRCULAR CUTTERBLOCK WORK. FIG,: 17 .

Equipmient required :— 13" (30ram) &E.nmwmm loose: wou piece, 3"
(76mm) deep circular cutierblock; ﬂ:_m. H.mﬁnm E& mm,mm_nw guard
with flaps.

The cutterblock is mounted on the: _..w: Gonﬁi mnu.amﬁmﬂ loose
top,piece and set 56 that cuttertrack is. in’line with. thi g
as shown. in Fig.’ 17, Theguard id then: get to, no<m& ip block and
‘top pieceleavingonly. suffi¢ient foom for; workto pass ..E@mwumﬁr
Work is to be mounted on a shaped fixture which s held up:tothe

ring fence. Contact must alwaysbe at 25 sime poiot’ g the ring:
fencelo enstre even’depth om cut, ,.E:m 4 mmmbﬁu.,- hie to:the

shape of the ring.
Thecircularblock m:am mmoa maga as ma EE_ a work,
Spindle speed :- 7, 000 rpm..
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A FULL RANGE OF SOLID PROFILE

CUTTERS CAN BE PROFITABLY USED.

o ‘H:ar‘_... mann“u.a mnwm. . w\Hm.: Tonguing
, Z@.N..nﬂwn.aﬂ (14" bore} zo.m

Cuiter (1" bore)

#v.dia. Nosing

" 5/16" Rad. Ovelo
Cutter {13 bore)

Cutter (13" bore)

No.1

.3/8" Rad.Ogee

1" Rad, Cuttor
Cutter (14" bore}

(13" bore)

No3l No36 Nod2

45° Angle

Cutter (13" bore) zo&

1“..
AVY

Reversible Glue

36" Grooving Joiat (13" bore)

Cutter {1}" bore)

No.13

No.9

1" dia. Nosing

%/B" dia, Nosing
Catter {11 bore)

Zoww Cutter (33" bore) ZO. MA

qaona.

30° Angle
Cutter (11" bore)

Table edge
Cutter 13" bore)

NaSi

INSTRUCTION FOR REGRINDING PROFILE CUTTERS

FIG. I,

Thereare two methods of grinding these cutters:

1. With precision tool grinder.

This methed invelves grinding the cutter on an arbor between centres,

The machine should be sel, to-grind the face of the cutter 5o that angle ABC, in
Em..u.»w..»rm same after grinding as it was originally. '

2. With hand or bench grinder.

.. Beforeregrindingthe cutters by this method ensure that the check chart supplied

‘with the .cutters is to hand, 'To check the angle of the «cutters, place the new
ground face, i,’e. line BC, in Fig. I, against that of the check chart “and when
the angleis covrectthehore pfthe cutter should correspond to that of the check
chart,” This-ensures-thal the correct angle is maintained at all time.

‘MOTES

i. A glight variation in the angle ABC, in Fig. 1 on opposite wings of the
cutter §g not too important, but for the best resulis avoid having the point *B"
In Fig. 1 or its opposite on a different radius, This would cause one cutting
edge to do all the cutting and would make the cutter oul of balance and cause
vibration,

- WRONG

FIG.3.

CORRECT
FIG. 2.

When making single cuts with more than one cutter in the set
Doing this improves the
Staggered cutters require

2. up always
STAGGER the cutling edges rather thanline them up.
quality of the work and reduces vibration and chatter.
less power than "in line" .cutters.

3, Cutters must always he groand in the root of the tooth, as shown in Fig.2
never.as in Fig.3, Otherwise the cutters will drag or fall to cut the complete
shape, Failure-in obeerving this point results in weakening the tooth form and
shortening the nsable life of the cutter,

4. 'REGRINDENG SERVICE
We pifer precision regrinding service and the charges are moderate and the
service prompt,
RETURN THE CUTTERS TO:
BURSGREEN (DURHAM) LIMITED,
FENCE HOUSES, -
HOUGHTON LE 5PRING,

CO.DURHAM
ENGLAND

CAUTION

We do nol recommend these cutters to be used an anything hut short rung of
plywood or resin honded wnod substitutes, because resinous glues used in
making plywood etc. are extremely hardand abrasive, This cautes Lthe cutters
to overheat and soften if not of the Tungsten Carbide Tipped variety, Write for
prices ol special tipped cutters for such materials,
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