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‘Wadkin

Single Vertical Spindle Moulder, Type\E.Q.
Double Vertical Spindle Mouldenr; Type E.Xs

Net weight in ewts.

Length of table ...

Width of table ...

Height of table ... .

Maximum vertical traverse of splndie

Distance between spindle cencre lines (EX machme only)

Standard motor is 5 H.P. at
Speeds of cutter spindle

Alternative cutter spindle speeds

Speeds of motor on‘foufespeed machine

Cutter spindlg speeds on four-speed miachine

Alternative

PRINCIPAL DIMENSIONS AND CABACITIES:
Single Michine

EQ.
12
3! 0"
21 8"
29

6”

R.P.M. ON 50

CYCLES
2,840
67000 & 4,500
6,000 & 3,000
4,500 & 3,000
7.500 & 5,000
9,000 & 6,000
9,000 & 4,500

2,840 & 1,420 |-

9.000 4,500
6,000 3,000
6,000 3,000
4,500 2,250

Double Machines

E.XI E.X.2
26 23
&' 6" 5" &
3" 0" 30"
29" . 29"

6" 6"
36" 26"
R.P.M. ON 60

CYCLES

< 3,400
7,200 & 5,400
7,200 & 3,600
5,400 & 3,600
9,000 & 6,000
3,400 & [.700
9,000 4,500
6,000 3,000
6,000 3,000
4500 2,250

¥ith ali communications pleage quete machine number and test number from the machine nameplate.
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INSTALLATION

(See Fig. | for Single machine and Fig. 2 for Doable
machine) ‘

The maching isidespatched from the Works with
all bright “surfaces greased to prevent rusting,
This sty bey removed by_the application of
paraffin or tirpentine.

FOUNDATIONS

" (F6"mfm) dia. bglts should be used to fix the
mdehine to the floor,but these are not supplied by
Wadkin Ltd. unless specially ordered.

if mill floor consists/of concrete, no special found-
ation isgnecessary and rag bolts or plates and
bolts may be,used: cut 4” (100 m/m) square holes
in €he “goncrete and run with cement to fix.
Alternagively, rawl plugs may be used.

A g6ad- wood floor is satisfactory and coach-screws
may then be used,

Carefully level the table before final fixing.

WIRING
If the machine has not been ardered with a triple .
pole isolating switch, make sure that one is fitted
adjacent to the machine, to enable the electrical
gear to be readily isolated for wiring and inspection
purposes.
The mains entry is shown in Fig. 4, and the three
main wires must be connected to the terminals
LI, L2, L3, respectively, as shown on the wiring
diagram, page |1.
The spindle(s) are designed to revolve in the

" direction shown in Fig. | or Fig. 2. if they do not,

interchange any two of the connections on the
terminals.

Also connect the machine to earth from the
terminal provided.
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items are duplicated.

5 H.P. motor complete with suitable control gear.
I4" diameter loose top piece.

. Grooved cutter collars.
Set of spacing collars.
Independent adjustable fences with top and side spring

pressures.

20 GUARDS ' FOUNDATION BoOLTS,
CLEARANCE - e | ™ |
-To WALIL., ETC. i \
HEIGHT OF BOLTING
FACES — 2%
] -
E -
!
-. |
: | ‘.:_-Ql
z : M
) -
!
: l
I
i [ A
! ! P
i ! 24
| u ,=
: -
«
NORMAL ROTATION.
y N} /
., 26" EX.2 macking .
- 18 —— 3'— 6" EX.l macune £- S
RIG. 8. PLAN OF DOUBLE(SPINDLE MOULDERS TYPE EX.
EQUIPMENT ) INCLUDED WITH STANDARD MACHINES
Note : In the case of the Double Type Machine the appropriate 4" long square cutterblock with bolts and washers.

(Note : This item is not supplied with Double Spindle machines
and with machines running at speeds of 9,000/6,000 r.p.m. or
9,000/4.500 r.p.m.}.

Set of spanners.

Lubricating pump and tin of ball bearing lubricant.
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CONTACTOR PANEL ON
THIS SIDE OF BODY.

AND ISOLATING SWITCH
(IF ORDERED)

LUBRICATION POINT A.
CUTTER SPINDLE BEARINGS.

PUSH BUTTON
CONTROLS.

SPINDLE BRAKE
LEVER.

LUBRICATION: POINT B.

LOCK .FOR RISE AND HANDWHEEL SHAFT

FALL MOTION

SPINDLE LOCK LEVER w
FOR USE WHEN

CHANGING CUTTERS,
(OPERATE ONLY WHEN

SPINDLE IS STATIONARY?)

" HANDWHEEL FOR RISE

AND FALL OF SPINDLE.
(WHEN TRAVERSING |“ OR MORE
KEEP BELT IN ALIGNMENT BY
RUNNING THE SPINDLE OR
SPINNING IT BY HAND).

FIG 3. FRONT VIEW OF SINGLE MACHINE E.Q.

{All controls are duplicated on EX machine).

page 4



The only lubricator necessary is an oil gun.

copstant use,

A. 2 POINTS.
B. 4 POINTS.
C. 2 POINTS.

LUBRICATION (sce Figs. 3 and 4}

A grease gun is not required.
Keep the machine in good condition by maintaining a thin film of oil on the'slide and on all bright parts not in

Every day give one depression of the ofl gun using Wadkin oll, Gradezi.
Oil monthly using oil gun. )
Every 3 months give five complete turfis t&the small grease cupsising Wadkin grease, Grade L.6.

NOTE: A “‘protected type'’ motor withoutigrease points may be fitted on the machine. This
has sealed bearings and fequires ne lubrication.

EVERY 12 MONTHS :

Open the guard at shetback of the machiné. réleasé the belt (as for changing the speed
on page 7) and ddjust the motor odtuntil itecan be swung away and access obtained to
the inside of the machine.

Grease the'twe screws and the spiral gears

Wadkin oils and greasesiwithsfecommended alternatives

Equivalent Lubricants
Wadkin Grade
Castrol Mabil Oil Co. Shell Regent/Caltex/Texaco

High Speéd )
Spindi@Qil Hyspin 70 Mobile DTE Oil Teflus Oil 27 Rando Qil. A
Grade L.I. Light
Ball Beart

a(;,-ei:;ng Spheerol AP 3 Mobilux Grease No 3 } Alvania Grease No 3 Regal Starfak
Grade L.6. Premium 3
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LUBRICATION POINT B,
BELT TENSION SHAFT

LUBRICATION POINT C.
MOTOR BEARINGS

HANDWHEEL (D)

FOR BELT TENSION
(TENSION UNTIL HANDWHEEL
BEGINS TO LEAVE {TS FACE
SEE NOTES)

LUBRICATION POINT B.
'MOTOR SWINGS

MAINS INLET ON SINGLE MACHINE

(ON DOUBLE SPINDLE MACHINES MAINS
INLET S AT THE FRONT OF THE MACHINE
BENEATH THE ELECTRICAL SWITCHGEAR)

FIG. 4. REAR VIEW WITH GUARD OPEN
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CHANGING THE SPEED AND RETENSIONING THE BELT (See Fig. 4)

The cutter spindle speeds available to each individual machine are stamped omthe Aameplate but the table below
gives the relation between the spindle speed and size of motor pulley fassuming a standard 2 pole motor), the
larger diameter of the motor pulley giving the higher speed.

To change the speed the driving belt must (with the exception of pyachingsgvith change péleymoters) be moved
on to the other step of the motor pulley:—

With the isolating switch "'OFF'’ open the guard at the back of the machine and adjust the motor by turning the
handwheel ‘D" anticlockwise until the belt is released and can be EASILY fitted to thelappropriate diameter of the
motor pulley. Re-tension by turning the handwheel clockwise bue spin the pulldy by hand to ensure that the belt
is "tracking” correctly. Continue tensioning ONLYJ UNTILYTHE HANDWHEEL BEGINS TO SCREW ITSELF
OUT AND AWAY ROM THE FACE OF THE BRACKET.

NOTE: All belts are marked with two lines spaced 53" apart before tensioning, which dimension is increased to
54" after correct tension is applied.  Should the tensjening procedurefdescribed above fail to give the correct ten-
sion, the spring pressure should be adjustedsas fallows :—

With the belr released, wind the motor olr until,it can be swiing awaysand access obtained to the belt tension shaft
inside the machine. This is fitced with'a spring of 5” free lemgth, clamped by two locknuts on a left hand thread.
Tighten or loosen the spring by meagswefithe locknuts according te whether an increase or decrease in tension is
required. The normal setting lengeh'of a new spring 45 34" gi¥ing a pressure of 100 Ibs., which varies by 8 |bs.
for every ¢" of adjustment.

Close the guard before startingithe ‘Mmachine.

- DIAMETERS QF MQ@TOR PULLEY CUTTER SPINDLE SPEEDS IN R.P.M. LENGTH OF METEOR BELT
ans50 cycles on 60 cycles Including 19 stretch when tensioned
43" ((20wmm.) & 34" (80 nifm.) 4,500 & 3,000 5,400 & 3,600 41"
63" (160 mmy & 3" (80 mmd) 6,000 & 3.000 7,200 & 3,600 41 '
63" (160 mm.) & 43" (120 mm.) 6,000 & 4,500 7.200 & 5.400 41" (Note: Beltis 13"
% {200 mm.) & 54" (133/min.) 7,500 & 5,000 9,000 & 6,000 434" wide for all lengths).
(240 mm.) & 43" ()20 mm.) 9,000 & 4,500 — 464"
91 (240 mm.) & 637(1 60mm.) 9,000 & 6,000 — 464"
3% (80 mm) 3,000 3,600
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3)

()

(8)

- whilst supporting the spindle. (Twdé)k

Y

TO CHANGE THE BELT (See Fig. 6)

Release the belt from the motor pulley,

Remove end plate ‘A’, together with locking bar ‘B* and four " dia.
springs ‘C', (Four %" hex. headed screws).

Lower spindle to its lowest position for accessbility.

Remove the front sheet metal guard ‘D*. (Four %" button head
screws). *

Remove strap ‘E’ (compiete with lever) holdingsbottems bearing
housing. (Two 4" hex. headed screws).

Remove strap ‘F’ (complete with lever) holding top bearing holising
+" hex, headed screws),

Remove spindle assembly sufficiently’to releasé the belt. “Fit new
belt (see table on page 6) and feassemble in revefsed order keeping
all parts clean, especially ‘the, bottom bearing ‘housidg shich is a
sliding fit in the boré&:

BELT MAINTENANCE

FIg, 6, PART EXPLCDED VI
OF SPINDLE UNIT

Provided that the belt Is notyovertensioned or otherwise misused, no maintenance is necessary and no grease or

oil should be applied. The pulleysihowever, require cleaninig periodically on the face to keep the belt face clean,
and Inside the rim to prevent dustiand chips accumulating and causing out of balance running.
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THE CUTTER

M
L
=
PIP SCREW ADRED
FROM M/C.Ne. 297.
N e

SPINDLE UNIT

SPECGIAL HIGH SPEED
BEARING, HOFFMAN

N.368.55% 120X 28/29Mk

&

FIG.7. SECTIONAL VIEW

G

FELT RING
[ ] PARTINUMBER
P g, EQI57
) DIA
SPINRLE
CARRIAGE:

)

H

Vi VOB ETEEDINE TN

SPECIAL HIGH
SPEED BEARING

HOFFMANNIO7,

45 x100X 25 M/M.

FELT RING

- PART NUMBER
A)(B)(C) EalSS.

OF SPINDLE UNIT
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DISMANTLING (FOR FITTING
NEW BEARINGS) SEE FIG. 7.

(I) Remove the spindie assembly from
theyspindle carriage as described
under) '‘Changing the belt'" on
page 8, and place on the workbench.
This Iinvolves the removal of parts
A, B, C, D Eandk
Remove bgttom,end cap ‘G' (four
15" hex_hole cap'screws).
Afterfirst releasing the twocounter-
supk locking screws, urscrew the
bottom locknut 'H’.  (This nut is
144" across flats and has 2 left-hand
thread, except on the right-hand
unic of the'double spindle moulder,
type EX, when the thread is right-
hand).
Remove bottom bearing housing ‘J",
complete with ball bearings.
(5} Remove the driving sleeve "K'
Remove the top bearing housing
'L’, complete with ball bearing and
cap ‘M".
Remove the cap ‘M’, from top
bearing housing (four %" counter-
sunk head screws).
(8) Tap the bearings out of their
respective housings.
Fit new bearings and reassemble in
reverse order to the operations above
and on page 8. .
Clean all parts thoroughly before re-
fiting especially inside the ball bearing
housings. Renew the felt oll rings if
necessary but always soak in Grade L.}
spindle oil before fitting and ensure that
the four wicks are in place to feed each
bearing. '

2)
()



SERVICE AND SPARES

Given regular attention and malntenance as recommended in this manual, the Wadkid SpihdleMoulder should, give
contlnuous trouble-free service. Apart from items such as Belts or Bearings, replacement parts are unijkely tojbe
required. For this reason no Spire Parts List s issued. Should, hawever, any part of ghe machine sustain accldental
~damage, necessitating its replacement, the drawings and Hlustrations in this book will enable the parttobe accurately
* specified and thus enable our Service Department to send the replacementypromptly.

Replacement Bearings. The Spindle Ball Bearings as deégailéd ofiwpage 9 are specially made for us by the
. Hoffmann Manufacturing Co. Ltd. to extra precision limits@andiwe strongly recommend users to order from our
~ Service Department should replacement bearings become necessary.

The Ball Bearings In the motor are commercial beariags/and can be obtained frémmany regular bearing stockist.

Replacement Belts. The ‘‘Meteor”’ belftransmitting power to,thefspindle Is specially made to fength and endless
to the sizes listed on page 7. All sizesfare kept'in stock by the Wadkln Service Department.

To ensure efficient running of the maehine it'is strongly recémmended that only Belts supplled by Wadkin are used.
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ELECTRICAL INSTALLATION INSTRUCTIONS

The cabling between the motor and the control gear has been carried out by Wadkin Ltd., and

it is only necessary to bring the line leads to the machine for it%o be put into service., This
should be done as follows :

1. Fit triple pole isolating switch near the m@chine unless it has been.supplied to
special order by Wadkin Ltd., when it will be fitted and connected to the
, machine,
2, . Connect the line lead to the appropriate terminals. Seeidiagram of connections,

The cables should be taken to the machine in conduit and secured to the control
. gear by locknuts,

Connect solidly to earth,

4, Close isolating switchyand press start button. If'motor dees not rotate in the
right direction, intewchangesany two incoming line leads.

o«

FAILURE TO START

1. Electric supply is not avallable,at'thesmachine.

2. Fuses have blown or have not Been fitted.
3. Isolating switeh has not begn closed.
4, Lock-off omgtop button has not been released.

STOPPAGE DURING OPERATION AND FAILURE TO RESTART
1. Fuses have blown.

2. Overloads have-tripped. They will reset automatically after a short time and
the motor can be restarted in the usual manner,

ADJUSTMENTS

For a finer overload setting,l set the load indicator to a lower.value and vice-versa for a less -
fine setting.

GENERAL |, T N

Check the earth connection from time to tlme._ Uéers are recommended to digplay in an .
appropriate position in the maintenance department a Wadkin Electrical Maintenance Instruc- .
_ tion Card, No. 356, which is issued gratis on application. . :
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CUTTERS AND CUTTER STEELS FOR SPINDLE MOULDERS

Special grades of steel are used for making cutters for different duties and applications on the spindle moulder.
The following is a rough guide and when in doubt, our Cutter Department should/beconsulted.

HIGH SPEED STEEL ON IRON is used for long life and for cutting hardiwoods. High speed steel is
very brittle and the steel on iron is used for all types of unsupported irons”™ it is\used on the square block, slotted
collars, thin knife moulding blocks and also for cutters for use on collar type frénch spindles rufining,at 3,000 r.p.m,
A large range of irons for the square block and collars ire stocked inthis steel.

SOLID HIGH SPEED STEEL is very brittle and is only used Wwhere the cuttgfs afe supported very close
up to the cutting edge, e.g. a thin knife on the circular block,for Where a strong sectionican be used such as a milled
to pattern slotted coliar cutter.

ALLQY STEEL. ON IRON is less expepsive than high speed steel on iron, and is more ductife. Our
standard range of slotted collar and square block eutters are stocked inthis steel>” Alloy steel is not so hard and
will not stand up to heavy cutting or hard woods as well"as high speedisteel.

SOLID ALLOY STEEL is normally stippfied in bar formain the seft.condition for cutting up by the customer
It is easily hardened and tempered and i narmally used for fremeh spindle work up to 4,000 r.p.m. where cutters
are held by locking screw in spindle, {ogking direct an to the side of the cutter.

All the above types are supplied in“har\form, micrometér ghound to precision limits. The alloy and alloy oniron
%" x 3" upto3” X 3" in thedoft condition and the Righ speed'steel %" x 13" and " x 2", and high speed steel
on iron £” X 13" and 3" x@l+"in the heat treatedycondition. These latter bars cannot be cut with a tool and the
blanks should be orderedyto'grinding lengths soythat weican cut them off with a grinding wheel, if the user has not
this type of equipment. '

For details of all types,ofigutters, sizes/of ffarsteel and heat treatment see our Small Tools Leaflet, Section C.

All the above cutters €an be ground onjthe usual standard grinding equipment.

TUNGSTEN CARBIDE(TIPS. These are specially made for use on hardwoods, woods with high silica content
also plywoods and hardboardéwheresHigh Speed Steel will not stand up to the abrasive action. it is much more
expensive but gives very miuch longer life. We carry a limited range of these cutters for use in slotted <ollars and
square blocks. Special shapes can be supplied to order,

When using Tungsten Carbide Tips, it is necessary to have special grinding equipment; diamond impregnated wheels
are required for grinding and diamond hand laps for honing. These are expensive and this should be borne in mind
when choosing cutters.
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CUTTER EQUIPMENT FOR USE ON SPINDLE MOULDERS

We have given on the following pages maximum sizes and cutting diametérs for the éduipment shown.

Where it is considered by the customer to be necessary to exceed the figures/givenndétails of the prdposed mechod
of working and the moulding to be worked should be sent to Wadkin Ltd), who will be pleased to advise and if
necessary recommend special equipment.

Most equiprﬁent is offered Right and Left Hand for use &n DoubleSpindles and Single Spindles when a reversing
switch is supplied. Equipment listed as Right Hand (R.H.)is suitabléfor single spindfe machiftes running in the normal
direction of rotation as shown in the diagram.

fh\\ NORMAL DIRECTION OF SINGLE SPINDLE

& i LOOKING DOWN/@N TOP OF SPINDLE.

1

NOTE: It is most iraportant that the recommehded speeds of the various types of equipment
listed on, the following pagestarenot exceeded. The speeds provided on the Wadkin
Spindle Moulder are stamiped onsthe nameplate.
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STANDARD LOOSE TOP PIECE DETAILS

-
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. 1+” DIA. LOOSE TOP PIECE.

R.H. Spindle Q.X. 22/R.

L.H. Spindle Q.X. 22/L.

These top pieces are used for all
. equipment on pages 15, 16, 17, 18

IR and 20.

MAKING UP COLLARS, 11" BORE,

%". 2 1 14, 27 chick, Q.Z.4.5.6,7.8
and 9.

_—
g

" DIA. BORE PLAIN SLOTTED,

COLLARS 245" DIA. Q.Y.I.

If required one cellar can be supplied
. a larger diameter to give extra

support to cutters.

f
!
!
t
|
i

)'/
Bl

!
!
1
l
|

If vee slotted collars are preferred,
these and vee cutters can be.ofiered.

Slotted collar cuttershave many
advantages, they thave good cucting
angle, a fairly @mall\cutting circle of
32" dia., casy,toishape, maintain and
re-grind and alselinexpensivg.” They
are not safe \to use above 57 maxi-
34" minimuem 5" maximum  mymWdiameter due to the lack|of
diameter  cutting circle  grrength and support also\thesgrip
on the cutters islessfeffectiverassthe
cutter is set farther away from che ‘spindle. There can
be no side adjustment of collar cuttersiwhich'is a great
disadvantage. We have a limited “kange of tungsten
carbide cutters available and gan“supply” most shapes to
order. '

EQUIPMENT FOR USE ON SPINDLE MOULDERS
RUNNING AT SPEEDS UP TO 6000 R.P.M.

1" DIA. BORE VEE SLOTTED
COERARS 212" DIA. E.P.23Il.
The vecslots make it possible to use

‘ L]
H
verygmuch thicker cutters, for
~J i :l -~ example the:
Pyt
o
) S —

MILLED TOUPATTERN COLLAR
CUTTERS FGRREVERSIBLE JOINT
shown:
_— (Dimention A 41"—1" E.P. 234
T —— A 3"—14" E.P.235).
Thesés€utters are more expensive
butphave a very long life.and main-
y tain their original form throughout
t their life. They can be supplied
) to certain other shapes if customer
will give us details of his moulds.

{” BORE 33" DIA. BALL BEARING
1 SLOTTED COLLARS. These can be

LU | supplied as follows:—

Ball bearing bottom and plain top.

L] Plain bottom and ball bearing top.

Ball bearing top and bottom.

] Ball bearing collar Q.Y. 3.

Plain collar Q.Y. 4.

NOTE:

YWhere existing 1° dia. bore equipment is already in use, we
can offer 1" dia. top piece and all the above collars 1” bore
with the same outside diameters.

FOR FULL DETAILS OF ABOVE AND FULL RANGE OF CUTTERS STOCKED SEE 5ECTIONS C AND D OF OUR TOOLS
AND SUNDRIES CATALOGUE. .
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DETAILS OF SQUARE AND CIRCULAR CUTTERBLOCKS

e ey g
e e o et o ey e et e g

Cutting circle

Minimum 5%* dia.
Maximum 74" dia.
- For standard cutters, see Section C

34" SQUARE 14" BORE DOVETAIL
CUTTERBLOCKS.

LENGTH PART No, MAX. SPEED
3 Q.W. | 6,000 R.P.M.
4 QW.1 6,000 R.P.M.
6° Q.¥W. 13 4,500 R.P.M.

These cutterblocks are used for
longer runs, cutters working in

pairs, several palrs may be mounted

on a single block to build up mould.
The cutters on these cutterblocks
have a very good cutting angle
They are £” thick and are secufely
held by dovetail bolts. It is theres
fore possible to have a large oxer-
hang allowing deep moulds to be
worked with safety wup’ 10 |the

maximum cutting circleof 7% dia-

meter.

of our Toolsand Sundries Catalogue,
For High"Speed Steel on tron.cuttess

“see §.C.T. 997 range onfpages 9and

10 ofithe above section.

Alimited rapge of Tungsten"Carbide
Tipped cutter§ are available,
Shaped cutgers‘ean be provided to
special orider.’

=N

1" DIA. CUTTING CIRCLE I}
DIA. BORE SAFETY CIRCULAR
CUTTERBLOCK.

LENGTH PART No.), CUTTERS MAX. SPEED

rh QuH. 2 Y.P. 102 9,000 R.P.M,
K] Q.H)3 ¥.p. 103 9,000 R.P.M.
4" QH. 4 Y.P. 104 6,000 R.P.M.
6” Q.H. 6 ¥.P. 105 4,500 R.P.M,

Thesé\cutterblocks have wedge type
clamping for safety, also adjusting
screws for easy, accurate setting of
cutters. They are smooth running
and are used for facing. They have
a good cutting action and a small
cutting diameter of 41",

BALL BEARING GUIDES FOR USE
WITH THE ABOVE.

These can be supplied top, botrom
or both as required.

14" dia bore Q.A.A. 20,

The Q.H. type circular cutterblocks
can, If required, be supplied with
spur cutters for shoulder work
across the grain.

Al] the above can be supplied for use with existing |" dia. top pieces except 67 long blocks @.W.3 and Q.H. 6.

FOR FULL DETAILS OF THE ABOYE SEE SECTION D OF OUR TOOLS AND SUNDRIES CATALOGUE. ‘
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EQUIPMENT FOR USE ON SPINDLE MOULDERS

H

BALL BEARING STEADY AND 11"
DIA. SPINDLE EVS.33'R.

This Is used where deep and very
heavy cutting is required, or where
work is high above table. It gives
support and correct alignment to
spindle. It is used for any work
more than 6" deep or 6" above the
table level.

FRENCH SPINDLES, MAXIMUM
SPEED 6,000 R.P.M.
MAX,

DIAMETER SLOT  PART No, CUTTING DIA.

1 & Q.x. 10 Pi g

- = Q.X. 1 2"

14 b Q. X2 Ty

14 4 Q.X, 13 3

13 + Q.X. 14 34

1- 3 Q. x. 1§ 4

These areqerycheap to use dueag
low cost of cutters, are suifableMor
short runs,and small diametgrs,

They have poor cuttinglangle, anly
single edge working_and\ have né
support for large cytters,

CUTTERS. See Section/C' of our
Tools and Swndries, Catalogue for
sizes ofhbafstocked,

7//

¥
|
I

MaxImum

Cutterhead  Cutting Circle

QR.1
QR.4

FOR FULL DETAILSOOF THE ABOVE SEEF SECTION D
OF QUR TOOLS AND SUNDRIES CATALOGUE.

page |B

5" diameter
61" diameter
Using 4" thick

cutters

21" (SQUARE CUTTERBLOCK
E.P. 227 FLUSH MOUNTED ON
SPECIAL" LOOSE TOP PIECE

E'R. 225.

This is used forgrhroating work on
siils, etc.

Maximum speed 6,000 r.p.m.

Specidl, shaped cutters can be sup-
plied if required.  These are }”
thick.

TWO-KNIFE WEDGE TYPE
CIRCULAR CUTTERBLOCK,
PLAIN BORE Q.R. TYPE.

4} DIA.~ 43" THICK 14" BORE, PART
No. QR.1. MAXIMUM SPINDLE SPEED,
7,500 R.P.M.

54" DIA.» 13" THICK - 1} BORE. PART
No, QR.4. MAXIMUM SPINDLE SPEED,
7.500 R.P.M.

These cutterblocks are designed to
take %" up to 1" thick cuccers: chis
permits tungsten carbide tipped
cutters to be supplied when
necessary.

The cutters can be used for moutd-
ings requiring not more than §”
cutter projection when using .1°
thick cutters.

Our standard VZ range of cutters
on page 7 of Section D, Tools
Catalogue, can be used in these
cutterblocks, also existing Whitehill
head cutters.



Cutting circle

Minimum 54" dia.

* Maximim 64" dia,

CONED LOOSE TOP PIECE FOR
CONED BORE CUTTERBLOCKS.

R.H. Spindle S.B.F. 12l.
L.H. Spindle 5.C,F. 575.

This spindle ensures that cucter-
blocks are self-centred and enables
equipment supplied for Wadkin
4" x 4" Planing and Moulding

Machine type F.D. to be used on

Spindle Moulders.

-TWO KNIFE WEDGE fYPE

MOULDING CUTTERBLOCK.

For use on short rufs, of moulding
where many different shapes are
required. The cutterblanks aré

_cheap andpbecause they are 1” thick

they .ean \be“ground quickly, and
easlly.

This isyan ideal head fof high speed
moulding up’ to {"\max. depth of
projection;

AT PART Mo, MAX, SPEED
1y E.D.T-068 9.000 R.P.M.
2 F.OLT. 1469 9.000 A.P.M.

3 -E.D.ToI70 7.500 R.P.M.

For full range of cutters available see

page 9,\Section 'E’, Tools and Sum-"

dries Catalogue.

EQUIPMENT FOR USE ON SPINDLE MOULDERS

GROOVING CUTTERHEAD
FD.T. 501.

Complete with adze and grooving
cucters for both L.H. and R.H.
working.

ADZE CUTTERS F.C.T. 1209.

4+Tgrooving cucters F.D.T. 514.
T . F.D.T.5I5.
Willfeut %" to 5" wide grooves
Using only the two sizes of cutters

which are easily adjusted.
Maximum spindle speed 7,500 r.p.m,

- TONGUING CUTTERHEAD

F.D.T. 360.

Complete with four tonguing cut-
ters for both L.H. and R.H, working.
One set of cutters consists of one
pair of each F.D.T.9I3 .and 9!4.
These will cut tongues from %" to
75" wide, cutters are easily adjusted
for size.

Maximum spindle speed 7,500 r.p.m.

- Accurate grinding of tonguing and

grooving heads is important to
ensure good results.

Cutters are serrated backed for
accurate easy setting and to ensure
firm holding. '

FOR FULL DETAILS OF THE ABOYE SEE SECTION E OF OUR TOOLS AND SUNDRIES CATALOGUE,
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EQUIPMENT FOR USE ON SPINDLE MOULDERS

2

—]

SOLID MOULDING CUTTERS.

Made to any required pattern. When
enquiring please send either drawing
or sample mould,

These cutters are used where long
runs are required and shape must be
maintained.  Careful and accurate
grinding 1s required to ensure con-
staht results,

Cutters are supplied in High Speed
Steel or Carbon Chrome Steel for
long life and to stand up to hard-
woods.

HIGH SPEED STEEL INSERTED
TOOTH GROOVING SAWS,

When enqulring please give, width
and maximum depth of cut required.
These saws are u§ed for accurate
high grade work,, “They are fairly
expensiveandyrequiregood handiing.
They are available'ln sizes from 67 to
10" diameter,and In varying widths
on cdt.

Speed\for larger diameter saws
3,000 r.p.m,

Speed for smaller, diameter saws
4,500 r.p.m.

FOR FULL DETAILS OF THEYABOVE SEE SECTIONS A, D,

AND F, OF QUR TOOLS AND SUNDRIES CATALOGUE,

page 20

CARBON STEEL SIDE TOOTH
CLEARANCE TYPE SAW.

When enquiring please give width
and maximum depth of cut required.
These are cheaper than tinserted
tooth saws and are used for general
grooving work., “Rhey are not suit-
able for hafdwoods.

LIGHT TYRE “WOBBLE OR
GROOVING SAW UNIT
Thesef{saws are used where varled
wldths of grooving are called for,
and where quantities are small.
They are not recommended for
quantity production or where pré-
cisfon accuracy or the highest stand-
ard of finish is required.

8" diam. 1" to 11" grooves.
Maximum 4,500 r.p.m.

10" diam. {" to 1}“ grooves.
Maximum 3,000 r.p.m.

HEAVY TYPE WOBBLE SAW UNIT
ON SCREWED SLEEVE

Once set, the saw and collar$
remain tightly locked on sleeve.
This type may be set and kept at its
setting when not on machine. It js
a self-contained unit.

8" diam. " to " grooves.
Maximum 4,500 r.p.m.

[0” diam. " to [3" grooves.’
Maximum 3,000 r.p.m.



ATTACHMENTS FOR

TENONING ATTACHMENT E. G

When working 5” long tenons, use 3,000 r.p.m. spindle
speed only.

For tenons up to 3" x 14" E.G. 46 & 47 heads 483"\ dia.
w o v o3 x 1§ EG.40& 4L 0 1T,
; W57 % 2" E.G.38 & 590N 0021

SPINDLE MOULDERS

DOVETAILING (ATTACHMENT E.E.

This attachmént can also be supplied for use at 3,000 r.p.m.
using ¢pecial comb plate, fixed table guide and High Speed
Steélycutters

CORMER LOCKING. ATTACHMENT E.F. (Speed 4500 r.p.m) STAIR HOUSING ATTACHMENT, ~(For speeds up o

9.000 r.p.m,

FOR FULL DETAILS OF EQUIPMENT FOR EACH OF THESE ATTACHMENTS SEE SECTION D OF OUR TOOLS AND SUNDRIES
CATALOGUE,
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CUTTER EQUIPMENT FOR USE ON SPINDLE MOULDERS
" RUNNING AT SPEEDS UP TO 9000 R.P.M.

! '

) B4

é
24 max.

{ 11§

i 1

Cutting circle

Mintmum 317 dia,
Maximum 43 4@ia,

l
|

i

NOTE.

14" DIA. STUB TOP PIECE.
R.H. Spindle 5.B.F, 582,
L.H. Spindle S.C.F. 562,

Making up collars 4", 3, 1" 14" and
14" thick Q.Z. 4, 5,6, 7 and B.

SLOTTED COLLARS. 212" DIA.
S.B.F. 580 and S.B.F.581.
Fitted with safety peg to prevent

cutters coming out whef running at
high speed. These have amaximum
width on cut of 247,

j #

wide (slots) wich safety pegs in
bottem eellar only.

COLLAR CUTIERS:

With safetyfslots for use with above,
Made in_High Speed Steel on iron,

L LKL “ ”
3" to, 21" op cut x 3" long.

Iizdiaybore

FRENGH SPINDLES COLLAR TYPE.
Thisstype I8 spectally made for safety
aty highWspeeds and gives more sup-
portito cutters, :

27\ dia. collar French ‘§pindle com-
plete - with twol making up collars.
R.H. spindle E.Qy300.

L.H. spindle E.X. 20.

Maximum Width on cut 2”.
Maximum €utting dia, 31",

24" diamedllar French spindle com-

“plete with three making up collars,

R.Hy spindle E.Q. 310.

L.H. spindle E. X, 25,

Maximum width on cut 24"
Maximum cutting dia. 43".

Cutters for these spindles are sup-
plied in High Speed Steel on Iron to
stand up to the high spindle speed
and to give longer life.

These French Spindies can be fitted
with one largé diameter collar to
give extra support to Cutters on
deep moulds. Prospective user
should consult Wadkin Ltd. on
these applications.

THE STANDARD RANGE OF EQUIPMENT FOR MACHINES RUNNING
AT SPEEDS UP TO 60600 R.P.M, MUST NOT BE USED ON MACHINES RUNNING AT

HIGHER SPEEDS
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CUTTER EQUIPMENT FOR USE ON SPINDLE MOULDERS
RUNNING AT SPEEDS UP TO 9000 R.P.M. -

S
0
>

L 3

41" DIA. CUTTING CIRCLE 11"
BORE SAFETY CIRCULAR
CUTTERBLOCK.

Maximum depth 3" on stub top
piece. ‘

27 on cut Q.H.2. Cutters V.P.102.
3" . QHA no Y.P03,
Wedge type clamping.

41" DIA, DEAD\GUIDE RINGLIO
FIT IN TABRE, for use with(Q.H2
and 3 cutterblocks.

44" DIA,_BALL “BEARING GUIDE
TOPHT INTABEE complete with
spacing ‘callar for top piece. Due to
thickness of guide this may only be
usedlwith cutterblock Q.H.2.

&L
- 0O

Sl

\EEd

[,

S

=3

EQZ OVERHEAD GUIDE ROLLER
FIXTURE.

This enables maximum capacity to
be used on all equipment by guiding
aboy&Wwork.

3§"dia. roller EQZ.12 for use with
slottedicollars.

41"dla. roller EQZ.14 for use with
circular cutterblocks.

ROUTER COLLET ADAPTER TO
TAKE STANDARD *““H'™ TYPE
COLLETS.

Supplied complete with 3", " and
" collets.

R.H. Adapter E.P. 223.

L.H. Adapter E.X. 30.

For use with Router cutter equip-
ment.

CIRCULAR CUTTERBLOCK:
L.S.1943.

For both L.H. and R.H. direction of
rotation. For light small diameter

.work.

Cutters L.S. 1943D.

WE RECOMMEND THAT ANY GUIDES REQUIRED AS ABOVE SHOULD BE ORDERED WITH THE MACHINE,
SO THAT THEY MAY BE FITTED BEFORE LEAYING OUR WORKS.
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SPINDLE MOULDER GUARDS

UNIVERSAL ADJUSTABLE\TYPE
The use of this very efficient guard i$,afn‘assurance agaimst
accidents, on spindle moulders. [t™ean be used ‘for ‘all
classes of work and is easily adjustable. The guard
swings away when setting the cutters.
It is arranged to carry a ring fence for curved werk and
when used as a combined guard and ring fence makes a
very efficient arrangement.

Two adjustable front shields are provided on the two
smaller sizes and three on the large size.

SHAW TYPE GUARD

This guard combines pressure spring, guide afdguard. It
can be used quite effectively In conjun€tien with ring
fence for curved work. Fully meets the‘gequitements of
the Factory Acts. This guard canalsobe ‘wsed to good
advantage on hand feed surfacing machines.

The,body of the guard extends upwards to cover the top
ofwhespindle and lock nuts.

The guard fully meets the requirements of the Factory
Acts. ‘
Three sizes:—

4", 6" and 8" inside diameter,

The following fence rings can be supplied :—

4}” inside diameter for 6” guard, 63" inside diameter for
8“ guard. -
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RING FENCES

For use on any spindle moulder, for all kinds of curved
work.

Supplied either as singlefring or double ring fénces, in
two sizes:—

631" internal diameter.

44" internal digmeter.

STRAIGHT FENCES

FOR PLAIN "FABLE MACHINES.

This fence is"of the horseshee type, requiring no slots in
the“table.” It has independeritly adjustable front plates
each 6%deep. Front plateshave lateral sliding movement
and have a series pftholes for fixing wood fences. Adjust-
able top andysid@ pressure springs are provided.

This type isqused with the Metal cutting spindle moulder
Type, EQ.M. for heavy duty work,

These fenges are supplied for use on cabinet and light
Moulderswork. They are 4" deep, have a fine screw
adjustment and are locked in any desired position. Each
fenge is fitted with a sliding front plate. A side spring
pressure is included.

This fence has the advantage that slots or tapped holes in
the table top are not required.

FOR GROOVED TABLES.

These fences are 6” deep, have fine screw adjustment and -
are [ocked by lever handles in any desiyed position. They
are Quite independent and provided with spigots which
fit into the dovetail grooves in the table for ensuring
that after an adjustment they remain parallel with each
other. ‘Each fence is fitted with precision ground sliding
front plate, and each has a number of drilled hoies for
fixing wood fences when required. Adjustable spring
pressures are provided. ' :
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SHAPING CUTTERS

When shaping cutters for any mould on any type of cutterhead or slotted collars it is Important that the correct
allowance Is made to the depth of form of cutter.

nA"

ROTATION ~

\_ﬁé’

© ACTUAL DEPTH \
' Of MOULD -

||AI| . “A" '
ACTUAL DEPTH OF)FORM OF CUTTER

The above illustration shows the projection ofithewedtter to produ€e a'simple rebate.

Using the 34" .square range of standard_cutterblocks, to produce ail” deep rebate the cutter must have a depth of
form of [%” this being due to the angle dtwwhich the cutter gtrikes the work on the line A.A,

Wheén a shaped mould is required £ be cut it is necessaryto plot out the form of the cutter, this is shown in the
next ill_ustriati"c:mﬂ.ﬂ : -

It js"impoktantthat when selecting blanks from which to make the cutter
thap'they have the minimum necessary overhang to produce the mould.
This Is essential for safety purposes. Also, a blank as near the shape
and width a5 possible should be selected so that there will be less waste
and less"chance of overheating cutters when grinding. '
The minimum cutting track s fixed to give the necessary clearance for
the bolt head when working with chippers:only.

The cutter angle which is normally 35° is shown at X'’ and the cutting

angle at "'Y"', this angle varies with the size of cutterblock and the
depth of the mould.

5¢° DIA. MINIMUM CUTTING CIRCLE
page 26



CORRECT FORM OF

SHAPING CUTTERS (Contd.)

CUTTER B D
g ACTUAL 5SHAPE
~MSLE OF MOULD
5 5
4 4
2 —3 2
] 1
. “W!‘l
tingys Al Cl E
X BI | DI
N
SN
A
CUTTER ~
SQUARE
BLOCK

vl

MINIMUM CUTTING
TRACK

ACTUAL SHAPE
' OF MOLMD

|IZ!I

To obtain the correct’cutter form for a shaped mould,
without using the fnoulder’s rule, it is necessary to plot
this out as shown.

First the squdre blockvand cutter agminimum track are
drawn out.full sizeat *'Y"", the radius ofithe minimum
track i drawn round to the céntreline and profected
down, this is'then used asthe,base line for the mould
aty'Z"'. . The full size mould is\then drawn out from
this'base line and diyided up by the lines A, B, C, D
and E, into either 3" of }” according to size and
intricacy of the shapesthese lines are then struck
round from the'gentre line radially to the face of the
cutter,

At "X thelines Al, B!, CI, DI and El are carried
across as,shown, also at "W’ the mould is produced
exdetlyias at ''Z" and divided up the same, the lines
[, 2, 3, 4"and 5 which are from the points where lines
AnB L, etc, intersect the edge of the mould, are then
drawn across to X' thus El is cut by |; DI by 2, etc.
The points of intersection are jolned as shown thus
giving the correct projected form of the cutter.

This takes up considerable time to do for each shape
of cutters required, and can be very much reduced by
using the moulder's rule on page 28 which is agraph on
which the form can be plotted and automatically gives
the necessary allowance on the depth of form,

When the mould is to be a standard, a template should
be made to the projected form to which the cutters
can be shaped when the job repeats. This will ensure
uniformity on all future runs.
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MOULDERS RULL, L

ACTUAL MOULD

12348
0 2 4 5 8

"PROTECTED SHMPE
OF CJUTTER.

MOULDERS RULE FOR 31" SQUARE BLOCKS
51" dia. minimum cutting circle.
71" dia. maximum ,, "

A permanent moulder's rule can easily be made by the cdstomer in sheet
‘brass or aluminium and will then be handy for Usesinithe workshop.

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

‘to draw the full size shape of the mould, on tricing paper add rife
%" squares as diagram. This is then{placed alongside the foulder's

- rule and projected acrass, this will%give, a series of dots@which must
then be joined up to give the form\of the cutters” Thecuttee blank
.chosen should be wide enough tegive at least 1f oferlap beyond the
edge of the mould. '

The depth of the form ofithe cutter for the same mould varies slightly
~when used on a 31" or #%sguare cutterblack due tothe different cutting
diameters. Moulder's rules are requiredffor each’size of square block.
‘The cutters are not interchangeable #fém eme size of cutterblock to
‘another if a really accurate mouldis fequired,

SHAPING CUTTERS (contd.)

AN ‘
e \\\\
'Qi i e 3
t
T
s ‘
1 z :
-
&
5
PROTECTED—r—I/B-—i-—
: 1%,




TYPICAL CUTTER LAYOUTS

— I
gtV [
' B
| I: _____ —
-...Ir’
- A
[
Fig. 2

Fig. 3

In all cases where possible when using square blocks it is advisable to
break up the cut over two or more paifs ofycutters, this has many
advantages as {5 shown in the following examples.

Fig. 1. Simple rebate, by using tw&"pairsiof cutters there is very little
grinding to be done, only side relief on the cutters B to give'agood clean
cut and prevent burning, cutters aremmiounted as showndn Fig. 5. This
also spreads cut over the four sides of the block andjgives"a smoother
action. )

Fig. 2. Sash mouldgthisigbest worked withathree pairs of cutters, this
enables correct side relief to be obtained @n alifcuts, it allows the same
cutters toqbe [usedWwith varying widths ofiumiould because they can
easily befadjustedusideways.

- Figs. 3. @gnd'4, Hand Rail mould, this is broken up‘ into three separate

operations. At fig. 3 the topds worked first so that timber runs on flat
fage, this cut'is done by ofily/one pair of cutters, At fig. 4 the sldes are
worked In two operatiohs, 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 makesfgrinding of side elief a simple operation and enables
exact shape to, bewgbtained by adjusting pairs of cutters across each
other. It is @ssential to have each pair of cutters balanced for smooth

rumning ofithe cutterblock.
/’Q ;

| SPS—

R

~—.
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CUTTER GRINDING

\..\:(

FIG, |

35

e

FIG. 2

CUTTER

HONE

FIG. 4

TUNGSTEM CARBIDE TIP

FIG. 3

GROUND CUTTER

FIG. &

HOMNE

HOLLOW

fIG. 5

SHAPED HONE

SHAPED
CUTTER

Cutters should be ground carefully avolding any overheating as this will
crack or soften cutters so that they will not stand up to the work.

A solution of soluble oll and water shouldgbe handy and the cutters
should be held in this occaslonally to cool them. This solution will
also prevent rusting. Cutters should newer be allowed to become
discoloured durtng grinding, as this indicates overheating.

The correct cutter angle of 35°dor most eucters should be_malntafned,
this is to give the correct strength tothe cutting edge. (When hollow
grinding is carried out, théfanglelof the cutting edge ghould be Kept zs
near 35° as possible, see(Figs. ifand 2.

Hollow grinding Is recommended wherever possiblefas aperfect cutting
edge Is more easilyyobralngd by stoning. VWhen stoning a flac ground
cutter a good edge isimore difficuit to obfain die to the tendency to
rock the stode and,ieave a convex face,

Good, opén graln wheels should be used andgfior allowed to become
glazedias|this will zause excessivesheat.

Abatit 127 dlameter for new wheels gives the best radius for the hollow
grind and the eccnomic lifé, 8% wheels used down to 6" leave the
grind too hollow.

Tungsten carbide tipped, cutters should be bought to the shape
required and only need ge-grinding. In thils case cutters should be
relieved at 35° on steeland the tips finished with 2 diamond impregnated
wheel at 45°_as shown,/using only very light cuts to prevent cracking.
The diamodd wheel'should not be aflowed to touch the steel backing as
this clogs "thé” wheel and causes excessive heat. Where available a
coplous flow effcoolant should be used. They may be honed with a
Diamond, ‘hand lap, as the cutter becomes dull, until 2 re-grind is
figgessary. - A thin olf lubricant should be used an the hand [ap.

HONING.

All cutter blanks sent out by us are ground only and if used as chippers
or rebate cutters require honing with a 142 Carborundum slip stone to
produce a razor sharp edge before commencing to cut.  This will ensure
@ 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 cutters, Honing should be done by a reciprocating or rotary
motlon on the cutter, using a little paraffin to give ''bite'’ to the stone.
The honing stone Is a much finer griv than the grinding wheel and
leaves a sharp keen edge. A number of honing stones of different

shapes, e.g. round sticks or square sticks will be found helpful In honing
shaped cutters,
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TYPICAL SET UPS

FRAMING ON SQUARE BLOCK

Equipment required:— I1” loose screwed
spindle, square block, three palrs of cutters,
straight fences and"Spring pressures.

- The cutters willshave'to be shaped to suit
the moulded portien, allowing for angle by
using the “motlder's rule'’, Each pair of
cutters dmust) be balanced to prevent
vibration,, then accurately set up on the
square blockilising our setting and balancing
stand, F.D)JT. If available, so that all are

>~ A&C cuttings=” The cutterblock is then mounted

_}.ﬁ on the spindle; fences set correctly in line,

-r“ top and side spring pressure set to hold
/

work firmly to the fences. Alsq universal
adjustable guard over the top. '
Spindle speed 4,500 r.p.m.

B Note: Cutters are always used In pairs to
malintain balance.

|

SHAPED PANELS ON SLOTTED

COLLARS
Equipment required:—11" loose screwed
‘ spindle, one pair slotted collars ball bearing
top, one pair shallow nosing cutters and a
@ universal adjustable guard.

The cutters are set up in the collars keeping
minimum track in line with ball bearing
guide on top collar, coliars are mounted on
11" dia. loose top piece, the brush handle is
held by spikes to master former which is
on top of the work.

The universal guard is set to cover cutters
and top piece. The former is passed across
guide. The cutters are completely shielded
from operator's hands by the work.

Spindle speed 6,000 r.p.m.

BALL BEARING GUIDE

FORMERy e ————




- CIRCULAR CUTTERBLOCK WORK
i Equipment required:— 11" loose top piece
3" deep circulapseutterblock, ring fence and
universal adjustableyguard. _
Cutterblogk Is ‘fhounted on 11" top piece
and setwso that ctttertrack is in line with
ring fence as shown In sketchy, Guard is
then set,to cover up bigckiand top piece
leaving only sufficient reom for work to
‘ passinderneath. MWorktobe mounted on
shaped fixture which is held up to ring
fence. Contaét must™always be at the
E@; same point onyring fence -to ensure even
depth of cut. This must be done due to

the shape af the ring.

Thecircular block gives a good smooth cut

and finish to work.

GENERAL_ HINTS

Use sharp cutters, reasgnabiybalanced,

Make good robust jigs and Sée,the parts are focated sécurely on the jig. Wadkin are always pleased to make
recommendations and sendea sketch of the constructionof a jig. :

NEVER run the cuttegequipment at higher than, thesfecommended speed.

Always use the gudnds provided to ensurefmaxim Ut protectlon.

Make sure the cutters are tight on thelbloek before starting up. Use the spanners provided and do not fit a piece
of piping to get greater leverage. JFhis will strain the nuts and bolts and ultimately make them unsafe.

NEVER pack cutters with sandpaper. “This is most dangerous as the grit collapses when the cutter is waorking and
the cutter works loose. For packing use one thickness only of thin brown paper.

Keep nuts and bolts ¢clean and uselell on the threads,
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SPARE PARTS BOOKLET
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SAMPLE TYPE ORDER

MACHINE : EQ
MACHINE NO. 1407
TEST NO: 68975

PARTS REQUIRED

EQ1011/EQ13R GUARD OVER M 3 4

L 4
EQLO11/EQ65 L TU

' .
1 - EQLOLL/EQ210 6 DUTY mﬂt\o
1 - EQLO011/EQ2 BELT Er@ W

. $ '0‘1 /EV16 $@E

[
1

/2
C



EQLO11/EQ2
EQ1011/EQ3
£Q1§11/EQ4
EQL011/EQ9
EQ1011/EQ13R
EQLO11/EQLS

" EQ1011/EQl6

EQ1011/EQ40
EQ1011/EQ48
EQ1011/EQ49
EQLO11/EQ50/R
EQ1011/EQ57
EQLU11/EQ58/A
EQ1011/EQ60
EQLO11/EQ64

EQ1011/EQ65

EQ1011/EQ131

EQL011/EQ201

EQ1031/EQ203

EQ1011/EQ205

EQL011/EQ218

EQL011/EQ250 .

EQ1011/EQ251
EQ1011/EQ252
EQL011/EQ253

EQ1011/EQ254

=Q SPARE PARTS LIST

TABLE (With Dovetail Slots for E,P, Type Fence)
TABLE (Without Dovetail Slots for E.Z., Type Fence)
ELEVATING SCREW BRACKET
SPIML GEAR ON RAISING S{REW
GUARD OVER MOTOR PULLEY

RIGHT HAND FENCE BASE (EZ TYPE FENCE)

1LEFT HAND FENCE BASE (EZ TYPE FENCE)

MOTOR PULLEY (63"/43")

MOTCR SWING BRACKXET (TOP)

MOTOR swxwd BRACKET (BOTTOM)
GUARD OVER MOTQR BULLEY

SPIRAL GEAR ON| HANIWHEEL SHAFT
ELEVAIING HANTDWHEEL SHAFT,
ELEVATING, SCREW L.H.

SPACING SLEEVE FOR LOGKING STUD

LOCKING STUD

ELEVATING NUT,(R.H. UNIT)

TABLE (EV TYPE FENCES)

HANDWHEEY BRACKET

BELT TENSION BRACKET
MAIN FRAME
LEFT HAND SLIDE STRIP

RIGHT HAND SLIDE STRIP

WEAR STRIP

-LOCKING PLATE

MOTOR PIVOT SHAFT



EQLO11/EQ255
EQLO11/EQ256
EQ1011/EQ257
EQ1011/EQ259
EQL011/EQ261
EQ1011/EQ263
EQLOL1/EQ264

EQ1011/EQ269

EQL1011/EQ375

EQ1011/EV7/A
EQL011/EV11
EQ1011/EV16
EQLO11/EV28
EQLOL1/EV29
EQ1011/EVS1
EQIC11/EVS52
EQ1D11/EVeS
EQLOL1/EVSS
EQLO11/EV74

EQLO11/EV7S

EQLOL11/EZ49
EQL011/EZ50
EQ1011/EZ58
EQLD11/EZ132

EQ1011/EZ171

BLOCK FOR BELT TENSION SCREW

TOP PIVOT PIN BELT TENSION SCREW
BOTTOM PIVOT PIN BELT TENSION SCREW
BELT TENSICN SCREW

STUD FOR BELT GUARD

BELT TENSICN SPRING

COVER FOR MAIN FRAME

.DRIVING BELT (SPEEDS UP TO 3000, 4500, %000, 5000, & 7500 rpm.)

NUT FOR BELT TENSION SCREW

CENTRE PLATE

RING FGR, CENIRE PLATE -
FENCE PLATE

FENCE LOCXING PLAIE

FENCE BASE

SPRING FOR FENCE R.H.
SPRINGOFOR) FENCE L.H.

SPRING FOR EENCES

POST FOR 5PRING HOLDER

dUTER CENTRE PLATE

SPINDLE FOR FENCE

FENCE SLIDE R.H.
FENCE SLIDE L.H.

BEARING FOR FENCE ADJUSTING SCREW

FENCE PLATE

FENCE ADJUSTING SCREW



EQiQLl/JP474

EQLOL1/JP450

EQ1011/8KF0.8

EQl011/SN011

EQLO011/1
EQ1011/1
" EQLOll/1A
EQ1011/1B
EQ1011/1B
EQ1011/2
EQloli/2
EQ1011/2a
EQL011/2B
EQ1011/3
EQ1011/3B
EQLOl1/3B

EQLlQ11/7B

EQ1012/N368
EW1012/N1072

EQLO12/EQ60
EQL012/EQ11S
EQ1012/EQ120
EQLO12/EQ121
EQ1012/EQ122
EQL012/EQ123/A
EQL012/EQL24
EQL012/EQ125/A
- -EQLO12/EQ126

EQLO12/EQ127

JPRING HOLDER FOR FENCE

SPRING HOLDER FOR TABLE

BEARING

COMPO BUSHES

COLLAR

GREASE RETAINER
DOCR HINGES
DOOR HANDLE
HANTWHEEL
COLLAR

HQORN HANDLE
STAR HANDWHEEL
STAR HANDWHEEL
LGOSE/(COLLARS
HANDWHEFEL

TWO BALL HANDLE

LOOSE COLLARS

TOP SRINDLE BEARING
HOTTOM SPINDLE BEARING

ELEVATING SCREW L.H.

NUT FOR SPINDLE TOP R.H. THREAD
SPINDLE YOKE

TOP BEARING STRAP

BOTTOM BEARING STRAP

SPINDLE PULLEY

TOP BEARING HOUSING

BOTTOM BEARING HOUSING

TOP ‘END CAP

BOTTOM BEARING END CAP




EQI012/EQ128
EQ1012/EQ129
EQ1012/EQ131
EQL012/EQL56
EQ1012/EQ157
EQ1012/EQL59

EQ1012/EQ170

EQ1012/EQ172/A

EQ1D012/EQL73
EQ1012/EQ174
EQ1012/EQL76
EQ1012/EQ18Q
EQL012/EQ181
EQ1012/EQ182

EQL1012/EQ183
| EQ1012/EQ274

EQLO012/EQ363

EQ1012/EV81
EQL042/ME136
EQLO12/PC4
EQLO12/QAJ212
EQLO12/¥K72
EQ1012/¥K91

EQ1012/1

LOCKING BAR CAP (AND SPRING RETAINER)
SPINDLE LCCK LEVER

ELEVATING NUT (R.H. UNIT)

FELT PAD FOR BOTTOM BEARING
FELT FAD FOR TOP BEARING
SPINDLE LOCK HANDLE

SPINDLE (R.H. UNIT)

LOCKING PLATE

TOP DUST COVER

BOTTOM LOCKNUT (R.H. UNIT)
FRONT COVER FOR SPINDLE
SHOULDER SCREW FOR BRAKE PIVOT
PLUNGER FOR“SPINDLE LOCK
BEARTNG RETATNER)SPRING
SPINDLEWBRAKE/HANDLE

BRAKE LEVER

DUST SEAT FOR BEARING HOUSING

DRIVING PIN FOR CHUCX
sRinG

WAKEFIELD OIL NIPPLE
INSTRUCITON PLATE
1EVER PIN

BRAKE LINING

BAKEILITE KNOB



EQLOLZ/EQ60

EQL012/EQL31

‘ .
. by 29~
4 . L. ” o

TOP VIEW OF SPINDLE HEAD




EQLO12/EQIL5

EQ1012/EQ173

. EQ1012/EQ12§6

EQ1012/EQL24

EQLQ12/EVB1

EQ1012/N368

3QL0L2/EQ121

EQL012/EQL57

EQL012/PC4

EQLO12/EQLE0

EQLO12/EQL70

EQ1012/QAJ21

EQL012/EQL76 . "
i >
_ - H 4]
EQ1012/EQ159 _ S
EQ1012/2C4 | /7o
_ EQID12/EQL122 N H l\\\;
EQL012/YK72 S A N

EQL012/E0129) LY * :

(EQ1012/EQ1‘{ZQ * 1 ’.;I b

2L L

P
-

o7

E 3
EQ1012/EQ182)
EOQ1012,/EQ156 EQ1012/EQ128
EQ1012/EQ174

L

E SECTION THROUGH
"] EQ SPINDLE

""--\

it

- 4] | : iglﬂlzﬁ(ﬂfﬁ)

EQ1012/EQ125/4

sq1012/812) {equo12/sas1 )

EQLO12/MEL36




( EQ1011/EQ30

EQLOL1/1A
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..-.‘-.nrv--;-
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J

EQL0L1/EQ26

EQ1011/1B

EQLoud /205

,

s Apd b A0A

24 il

N\

TOP ELEVATION OF MACHINE

( EQ101 I/WAS;R

£QL011/EQ58/




EQ1011/EQLE -

* ( EQ1011/0A )
'
-\-\

EQ1011/E250

<

M1011/04

_/ S

~

PLAN EILEVATION SHOWING

SPECIAL "PLAIN" TABLE WITH 'E2°' TYPE FENCES

EQID11 /24

EQL011/EZ58

Q1011/1

EQ1011,/EZ171

EQLD11/EQLS

EQ1011/8Z132

EQ1011/EZ49




| BQL011/2B

01011/EV23

EQL011,/EV29

~

EQ1011/2

)
| (aeny)

T .

EQ1011/JP474

EQLO11/EV6S

EQL0L1 /JP450,

|\ EQLO11/EVéS,

PLAN ELEVATION SHOWING

STANDARD FENCES




EQ1011/EV11

1011 /EV7 /.

EQ1011/EV74

EQ1011/EQ201

1)

EQL011/EQ253/-

Qm 011LEQ<sD GQJ. 0bi /1 )

EQ1011/SK¥0.8

EQ1011/5N011

E EQ1011,/EQ4 )

EQL011,/EQ9

v 4}/ /_4’[1 o
a ﬁl [ -
| 1 -
1 2
b1 N g
\ 1
§ b 11 _.-_
™
A E
o
3
&
T
N
\‘.
N
B
A
.
. N
- b
™
. =]
" X
il

FRONT ELEVATICH

wBQ1011 /8013




’EQ1011 /EQRSS

(EQLO11/EQ48

o )

_BQ1011/EQ49

eniWAEDIZ

FRONT ELEVATION PLAIN TABLE

VERTICAL SPINDLE MCULDER AND: SHAPER EQ
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