
Mdkin
I{IGI{ SPEED ROUTING MACHINE, TYPE L. H.1. VERTICAL MILLINC MACHINE, TYPE L. H.2.

MILLING AND RECESSING MACHINE, TYPE L. H.3.
The th.ee machines a.e identical vith the exception oI the cutterheads whtch are interchangeable.

PRINCIPAL DII,TENSIONS AND CApACITIIIS

L. II. t,
English M€i.ic

Marimum rise and lall ol head - . . . . - 12" 305mm
Minimtrm distan.e standard lable to

L. H.2. and L- H.3.
Engrish Metric

16"
t2"

2'11"
2'6"

12"

spindle nose - ,

Maxihuh di.fan.e sthdrrd fable to
spindle nose -. ... ... ... 15" 38lhh
Mdrmub diaoFier ol fa.e mrll ... .. . S1 133mm
Centre iine of spindle to main column . -. 18" 45?mm
SEindle nose taper .,. 20o COLLET TAPER

rongitudinal tra\er8e ot table ... ...2'6- ?62Dm
C.oss traverse of tabl€

305mm

NO 40 INT'RNATIONAI,
Working smlace oI rable ,, ,,. ,. ,3'0" x 13" 914mm x 330mm 3'0" x 13" 914mm x 330mm

A39mm

lteight oi bachine . .. , ,. . ,. , .. 6'?" 200?mm 6'?" 200?mm
Overalt floor space includins lable
oovements .,, 2286mm x 1829htu ?'6" x 6'0" 2286htu x 1829mb
Net weight in cwis. . . . ..- ... ..36 (4032ibs) 1829 kitos 30 (33601bs) 1524 ktlos
Shippine dituensions ln cubic feet . . . ... 148 4.19 cu.metres I32 3.t4cu.hetres

L. H.1. L.IL 2, L,H.3.
SpintUe speeds in r,p,m. on50cycles 6,000;9,000]. |2,OOO 625tL,250;2,000 1,000i 2,000i3,000

and 18,000 and 4,000 and 6,000
Eo.se power of head on 50 cycles 4/6/8/t2 6 6
Spindre speeds in r,p. m. on 60 cycles 5,400;9,000; 10,800 625;1,250;2,000 1,000;2,000;3,000

. and 18,000 and 4,000 and 6,000
so.se pote. ol head on 60 cycles 3.6/6/1.2/t2 6 6

T: 0116 2769111
F: 0116 2598138



DETAILS INCLUDED WITH ALL MACIIINES
Router head and l.equelcy chanser (L. H. 1. ) Unii h€ad (L. H.2. and L. E.3. )
control gear collet6, one each 9/16',, 5/8" and 3/4" (L. H. t. )
Hand operated table Set oI sptune.s
Lubricating pump and tin oI lubrican! Perspex flap gua.ds,
Graduated dials to head rise and faU, also io cros6 travel oi tabre.

OPTIONAL EQUIPMENT TO SPECIAL ORDER - AVAILABLE FOR ALL MACHINES,

lnches ler Minute M/M ler Minute
Powe. leed ln bble

Longitudinal lower tnverse speetu only (one range to choice)
Low speed enge 3,4:, ?, 12,20,30. ?6, 114, 1?8,305,508, ?62.
Mediun epeed range 4i,7, 12, 20, 30, 45, 114, 1?8,305,508, ?62, 1,143,
High sleed range ?], 11, 1?, 32, 50, ?5. l9O, 219, 432, 8\3, t,2?0, 1,905,

Inngltudinal and cross pover speeds (one ranee to cholce)
Lo{ 6peed Dnge 2:, 5, 8, 12. 11, 24. 63, 12?, 203, 305, 432, 610,
Medium Epeed range 5, 10, 16, 23, 34, 4A. 127, 254, 406, 584, A64, L,2\9.
High speed range ?, 15, 24, 35, 50,12. l'18,381, 610, 889, 1,210, L,829.

Set oI spla6h gurds.
Equiptuent tor suds mist lubrication to the cutter.
Suds pum! and equlpment,
Cap8tan stop bar with six stops ard dial gawe ior downleed oI head,
Stop bar lor longitudinal traverse oI table, including dial gauge and slip cadiers.
Capsian stop ba. eith six stops and dial gauge lor cros6 traverse ol table.
Precision 6jx sLation stops, and dial gauge to both power longitudiml and cro66 traver6e ol table.
Electrical braking equipment ircluding translorher and control gear.

Dutuhy router tabre 2'6" (?62mm) square x 3" (?6tum) deep, lncolporatine iwo step euide pin arranee-
heni and €nse of suide pins (L- II.1. )
ExtE large table 3'6" (106?En) x 18" (a5?nD) - (L. H.3. )

CUTTER EQUIPMENT
A complete nnge of cutter equipment is available lor the three types ol machine, Full details of
equiph€nt tor the L, H,l, machine are given in our Cutier Equipmenl Booklet No.849. A luriher
Booklet gives d€tail6 fo. tfe L, E, 2, and L, H,3, machines,



FIC. 1. CENERAL VIEW OF L. H.1. MACHINE W]TH POWER I,ONGITUDINAL
AND CROSS TRAVERSE TO TABLE SUPPLTED TO SPECIAL OEDER.
(CONTROLS SHOWN ARE COMMON TO L. H,1. L.II.z AND L.H.3. MACHINES),



INSTALLATION

The machine is despatched from the Works with all bright suriaces gr€a8ed to prevent rusting.

This protective cov€iing sholld be retuovedby applyinE a cloth damped rith par.ffin or tu4entine,

WIRING.

For complete cabling iEt.uctions ald viring diagrams see pages 28 and 29 for L. H, 1. machiles

and pages 30 and 31 lor J-. $.2. dd L,II.3, machines.

FOUNDATIONS

Bolts i" (lgmm) diameter should b€ used to lix the mchlne to ihe floor, but these are not Bupplied

by Wadkin Ltd, urless speciatly o.dered, If the lloor consists of 6'r (152nb) thick coDcr€te no

special fountlatio! tu necessary aDd rag bolts or plates and bolts may be used. The outline in

Fig. 2 gives delails ot bolf positions and cleararces requi.ed for L. !1. 2. ald L, E, 3, machines.

The details are the same fo. the L.It.1. machiDe except tllat accoDmodation is required ior a

Iree slanding lrequency chaager. Cul 4" (102mm) €qra.e holes in the concrete and rith bolts in

position run in Itquid ceDent to fLx, The machine should be carelully leveued belore linng and

agatn alter linrl liring to enslre that rc disto.tio! has taken place. Jack screws are lrovided for

accunie levellilg of the macbine.
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BEAR]NG LIST

Position on Machin€

&M. MJ20

sKF,0.9
sKF.0.12
rNA.SC.1616
IIOFF. N,3243
IIOFF, N.6119
IIOFF. R.34O,EP.
IIOFF. LS.I6.ACDV, EP.
sKF.6209
sKF.1208
HOFF, T50. ACDV.EP.
4Kf.6308
sKF. 1209
SKF.RII.6-

E.

R. & M. MJ,25
SKF, N,205
sl<F. 0,?
sKF. 0,8
srF. 0.13
sKF. 0.16

R. &M, LJT. 25
R. & M, LJT- 35

1;"

r;"

2.5/76"
1+-

4+"

1*"

l:i
2.1/16"

2. t5/t6"

23/32"

9/16"

23/32"

2
2
2
1

I
1

2
I
2
1
I
I

L

I
I
1

2
2

L
I

4

Shatt for balance veight puUey.

Cutter spindle L. H,1. Machine.

Cutter spindle L. tI.2. Machine.

ll.

Motor spindle L. II.2. and

Worm ior longitudiml poser
traverse on standard table.

OutDul shatt-' / Longitudjmr
Mi,n drrvechili t and cross

I oower traverse
Sleeve lor nut I table.



FIC.3. VIEW OF ROUIER IIEAD OF L.II.1, MACIIINE.

SPINDLE LO CK
The spindre lock should be used to stop the spindle Ntating when chdgine cutiers. To lock putl
out knob, Ensure that ihe lock is .eleaBed betore starting the machine.

SPIND!E BRAXE
The hand brake should be applied GENTLY, ONLY alter the stop buttoD has been pres6ed.



FIC, 4.
VIEW OF I'IEAD
CONTRO,-S OF
MACII1NE,

AND
L.8.2.

FIC. 5.
VIEW OI' TOP FEAR OF

L. E.1, L.rr.2, AND L. It. 3.
MACIIINT]S



GENERAL \,'IEW OF L, d,
LONGITIJDINAL POWER

3. MACHINE WITH STANDARD TABLE F]TTED WITIT
TRAVERSE TO SPECIAL ORDEF,

FIG 6.



FIC.8, SPECIAL TABLE WITII LONG1TUDINAL

FIG. ?. STANDAFD TABLE WITII LONGITUDD.IAL POWEF TRAVERSE.

AND CFOSS POWER TRAVERSE.



LUBFICATION

IIEAD OF L. H.1. M-ACEINE (See Fig.3) STANDARD TABLE.
Th.ee poiDts D,

;liii'iiPunn*r*:::'-
IIEAD OF L,IL2. MACSINE (See Fig.4)

IiEAD OF L.II- 3. MACIIINE
(see F1gs.4 ud 6). SPECIAL TABLE WITII POWEE

LONOITUDINAL AND CROSS TRAVERSE

FREQUENCY CHANGER FOR
L.g.I, MACIIINE.

coMMoN TO L. H.1, L.IL2
AND L.II,3. MACEINES. CAPSTAN STOP BAFS (TO SPEC1AL ORDER),

Two points C lor each stop bai;
ore on each b.acket,



LUBRICATION (Contjnued)

Every week oil all morinc pdrls not provided vith direct oiling poiris , e - g. plunger for capslan
bars, graduated dials, splir€s on cutter spindl€ (L,Ii. 3, hachln€ onry) etc. Also renew ihe thin
lilm of oil on bright parts to prevent r!6ting. Use ltadkin oil Grade L.4.
On L, g,3. head only, every week remove cover at base ol the head slide and oil worm and gear
liberally riih Wadkin oil Omde L.2.

POINTS A Eaery working day give one depression ol the oil eu using Wadkin oil Grade L- 1.
Il the machine has been idre lor longer than 48 hours giv€ three depre6sioE beiore
sta.ting up.

POINTS B Oive two or thre€ depressions of the greas€ gun every three montha using wadkin
g.ease Grade L.6.
NOTE; On high speed spindles too much Crease will @use the bedrings to ru hot.

POINTS C Every eeek Cive tro depressions oI the o eun using Wadkin oil Crade L.4.
POINTS D Clae one or two depressions ol the Crease gun every month uslng Wadkin erease

Grade L. 6-

POINTS E Fitl to ihe top oI ihe oil cup every week vith Wadkin oil Grade L.4-

POINTS F Every week give six depressions oI the oil gun using Wadkin oil CEde L 4.

POINT G Check the oil l4el in tbe suhp weekly and make sure that the oil level reaches the
cerire line ol the reduciion unit, Top up il necessary through the o ptug with
Wadkin oil Grad€ L.2,

pOtNT 1t Inspect the oil level in the sump every week and make su.e that the oil level i6
vithin at leasi 1 ol the cent.e line ol the handwheer 6haft, rop up as neces8ary
vith Wadkin oil G.ade L,2.

POINT J Every veek inspect the oil level and fill up to notch on the diPstick ii necessary,
using Wadkin oil C.ade L- 2.

POINT ( Check ahe oil level every week by ob8e.ving the sight glass, li necessary remove
oil plug and top up to the required level vith Wadkin oil Grade L.2.



LUBRIcATTON (coniinued)

POINTS L UGcrew grea6e cup8 every th.ee month6, Fill with Wadkin grease Grade L,6 and

NOTE: n the oil gun has been fiUed qith Wadkin spi le oil Crade L, 1 thts may be used
vhe.e Warlkin Machine oil Grad€ L.4 is specified, provided that oililg is car.ied
out at Eore lrequent lntervals thh 6tat€d above, lDject a little lees oil at a tide to
prevent ilooding,

WADKI\ RAI\CE OI OII AND GREASE LUBRICANTS ll.lTH EQUTVALENTS.

Equivalent Lubricants

B. p. Ltd.

Spindle Oil
oil 2t

Mobil Oil
D.T. E. (Llght)

Fegal OiI B
(R. & O.)

oil 69 D. T. E./BB No- 2 Oil

oil 33 oil

Ball Bearing
Crease Grade L.6.



On aachines with the ti1e ol gearbox shown in Fig.9, ore of 6ree ranges of six sleeds may be

MACIIINES WITII LONGITI]DINAL POWER TRAVFJRSE ONLY.

TRAVERSE SPEEDS (ONE OF TIIREE RANCES)

FEED. INCIIES PER MININFi NUMBER OF TEETH

L, H. Shalt F. E- Sban

3 4i 51 l8

4+ 7 11 51 24

7 l2 17 32

t2 20 32 32 43

20 50 24 5l

30 45 75 l8

The sj-a 6peeds are obtainable by the use of three pai.6 of pick oit gears accessible by r€hoving
the cover a6 shown using the hesgonal key provided.
Each plck ofl gear of a pai. Day be used as driver or driaen as required. Pove. movehent is
controlled by electrical s{itch (givile iorvard, ofi and reverse positiols) and by clutch lever;
the latter when dlsengaged allowing quick iraverse to be pedorhed by the hand{heel. The trip
sbops tuay also be positioned whe.e necessa.y to dectutch the ieed at the desired position,
LUBRICATION.
MA(E SURE NO CHIPS OR DUST FALIf INIP THE GEARBOX WHEN CHANGING GEAES AND
KEEP TIIE PICK OFF GEARS CLEAN AND WELL GREASED TO FEEYENT EXCESSI!'E WEAR.



GEAFBOX WITti COVER REMOVED.FIG.9



MACHINES WITH LONGITUDINAL AND CROSS POWER TRAVERSE.

On dachines {ith the special lable sho{n 1n Fig.10, one of three .ange6 of six spee& may be
fitted to choice, viz :-

.TFAVERSE SPEEDS (ONE OF T}IFEE RANGES)

FEED. INCIIES PER MINUTE LEVER

2+ 5

10 15

16 B1

12 35

L7 34 50

24 a2

Th€ pover feeds are operated by a : Ir. P, motor driving ihrough a six speed gearbox and leed
screws. Two Cear l€vers are provided fo. selecting the required ieed speed. Cears should be
changed vhilst the tuachine is slowing down or nearly stopped, Never charye gear under load.
A leve. is fiited for selecting either longitudiFl or croas pover traverse, Pover movehent i6
contrclled by electricat switch (giving forward, olf and reverse positions) and by clutch lever;
the latter when diseDgaged aUoving quick traverse to be perlorbed by eiiher handwheel, The
tri! stops may al6o be positioned where necessary to declutch the leed at the de6ired position,
A taper Cib is litted on the cross slide which should be adjusted to take up any w€ar.



!IO.1O. VIEW OI TABIE WIT IOWER TRAVIRSE-



CHANGING TIIE SPEED AND RE-TENSIONING THE BELT (See Fig,11).
Speeds Charts are shown on opposite page.

Retuove the top cowl exposing the pulleys. Loosen the belt by iurning the helt iension s.rew anti-
clockwise. Tbe bell is now lree io be moved onio the rext siep ior changing the speed. Finaltj
screw the belt tension sciew solid,
Il the belt is not correctly tensiored eithe. allowing slip to occur or imposing ioo greai a load on
the bearines roosen the locknut, Then adjust the knurred sleeve in, to decrease, or out, to ircrease,
the tension as required,
All belts are harked witli iwo line6 eploximatery 6" (150mm) apa.t beiore tensionins, which
dimensio! i6 increased by +" (3mm) when cofectly tensioned.



DRIVER

L. H.2. HEAD

SPTNDLE SPEEDS (R. P. M. )

Steps High Range Low Range

AA 4,000 2,500

BB 1, 250 625

DRIVEN

L. H. 3. HEAD

SPTNDLE SPEEDS (R. P. M. )

Steps High Range Low Range

AA 6,000 3,000

BB 2, 0oo 1, 000

GENERAL INSTRUCTIONS

VERTTCAL HEAD SLIDE MOVEMENT (ALL MACHINES).

A L2" (305mm) movement is provided by means of the two handwheels.

The large handwheel, |" (6.35mm) movement per revolution, is used for bringing the cutter into
the proximity of the work; the small handwheel then being ubed for fine adjustment at the rate of
.025" (. 635mm) per revolution.

4" (102mm) QUil,L MOVEMENT ON L. H. 3. MACHINE ONLY (See Fig.6)
This is provided for quick drilling, boring or recessing operations and is fitted with a graduated
dial incorporating a depth stop. Note that this dial registers the distance to travel before reaching
the stop, i.€. the zero mark is reached at the bottom of the stroke.

Set the dial to the required depth re-locking it with the handle provided. The stop will then operate
at that depth.

The quill can be locked in any position by use of the lock on the front of the head.

Page 19



RELEASE POSITION

PIN LOCATED AGAINST

TOMMY BAR.

MOVEMENT OF NUT.

QUICK RELEASE NUT ON THE SPINDLE NOSE (See Fig. 12).

A quick release nut for fitting on the
spindle nose is available as an option-
al. extra for Type L, H.2. and L. H.3.
machines. The tommy bar supplied
with the machine is fitted into one of
the tommy holes in the spindle and
the nut is turned until one of the two
pins touches the tommy bar. In this
position the tongues of the nut are
exactly in line with the slots in the
cutter flange which allows the cutter
either to be released or engaged as
required. To secure the cutter the
nut is turned through 90o thus bring-
ing the tongues of the nut over the
flange of the cutter and locking it.

NOTE. It is recommended that if
additional cutters are required
supplies should be obtained from
Wadkin Ltd. , as cutters from else'
where would require machining
before use with the quick release
nut.

FIG. 12. QUICK RELEASE NUT ON SPINDLE NOSE

FOR USE ON TYPE LHA & LH3 MACHINES.

Page 20



INSTRUCTIONS FOR DISMANTLING ROUTER HEAD, FOR L.H.1. MACHINE.

In the event of breakdown or for per-
iodic overhaul the head should be
returned to Wadkin Ltd. , where a
special department maintains a quick
service for renewal of bearings etc.
If the customer prefers to overhaul
the head himself, the dismantling
should be obvious to a skilted engineer
from the section at Fig. 13, but note
the following points.
1. The bearings in this head are all
of special high speed type and should
be obtained from Wadkin Ltd.
2. Locknuts 'X' and'Y' have left
hand threads.
3. Locknut 'X' has a small counter-
sunk locking screw which must be
loosened before attempting to unscrew
the locknut.
4. The three felt pads must be
soaked with Wadkin Spindle Oil,
Grade Ll, before re-assembly.
5. Allow no trace of grit or dirt in
the bearing housing.

ru 400w
JOraer|C'H.rFr.

+5 x ES r 19 h^1.

Fig. 13

SECTION THROI.JGH CUTTER SPINDLE.
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LOCKNUT R

LEFT HAND THREAD

DEEP GROOVE

BALLBEARI NG

40MM.x9OMM.x 23MM.

6 H.P ROTOR &

STATOR U N IT

SELF ALIGNING
BALLBEAR I NG

MILLING HEAD FOR L. H.2. MACHINE AND
MILLING, BORING AND RECESSING HEAD

FOR L. H.3. MACHINE.

REMOVAL OF MOTOR SPINDLE
(for renewal of bearings etc. ).

The stator frame may be Ieft in the
main housing during removal of the
motor spindle.

1. Remove the bottom end cap.
2. Unscrew the 3 - 5fL6" hexagon
head screws holding the top bearing
housing and air deflector.
3. The spindle is then free to be
forced upwards complete with top
and bottom bearing assemblies.
4. Complete dismantling can be
carried out on the work bench.

Before unscrewing locknuts 'R' and
'S' release the small countersunk
locking screw. Note that locknut
'R' has a left hand thread.

Fig. 14

SECTION ACROSS
FOR L. H.2. AND

MOTOR SPINDLE
L. H. 3. MACHINES.

.-oaf *,/a
RIGHT HAND THREAD

45 MM.x85MM.x19MM.
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MILLING HEAD FOR L.H.2. MACHINE.

HOFFMAN RIGID ROLLER

BEARII.IG R 34O EP

40MM.x 90MM.x23MM

TWO HOFFMAN ANGULAR

CONTACT BEARINGS LS.15

ACDV EP 2v4x4t;ex7.i

CUTTER SPINDLE

This is shown in section in Fig. 15.

TO DISMANTLE.

1. Unscrew the top locknut (left
hand thread) after loosening the
countersunk screw.
2. Remove pulley.
3. Take out driving key.
4. Remove screws from bottom end
cap.
5. The spindle can now be withdrawn
downwards from the machine complete
with the bottom bearing assembly.
6. Remove top grease retainer and
then unscrew the locknuts holding the
bottom bearings (Ieft hand thread).
?. ". Remove bottom grease retainer,
bearings arld spacing collars.
8. Remove circlip and take top bear-
ings out of housing.
NOTE.
Before refitting the spindle into its
housing adjust the locknuts to allow
.001" to .015" (.025 to .038mm)
play in the angular contact bearings.
If this figure is reduced the bearings
will become hot if run at maximum
speed and may quickly fail.

FIG.15 SECTION THROUGH CUTTERSPINDLE FOR L.H.2.MACHINE.
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TWO SKF. DEEP

GROOVE BALL

BEARINGS 6209

45 t',{}vtx 85vA/.x 19 lvilM.

SELF ALIGNING

BALL BEARING 1206

ao Mra r eov/iut x lSl4lvt

TWO HOFFMANN AI{GIIAR

CONTACT BEARII.IG ACDV

EP so riAr. x gorr$/.*eoM/M.

MILLING, BORING AND RECESSING HEAD

FOR L. H. 3. MACHINE.

CUTTER SPINDLE

This is shown in section in Fig. 16

complete with splined driving sleeve
which runs in a seParate bearing
housing.
TO DISMANTLE THE SPINDLE.

1. Wind the main head slide down
to bring the sPindle nose near the
table.
2. Unscrew the two ball locking
handles and remove the caPstan
handwheel and the graduated dial
from the side of the head.
3. Refit the caPstan handwheel
on its shaft without the dePth stoP
dial.
4. With the caPstan handwheel
wind the sPindle barrel down to a
block of wood arranged on the table.
5. KeeP the sPindle touching the
wooden block whilst raising the
main head slide until the sPindle
barrel is free of the gear mechanism;
then continue winding until it can be
withdrawn from the machine.
6. Remove locknut 'T'. (Left hand
thread) after loosening the countersunk
screw.
Note that to release locknut 'T' a
special pin spanner is necessary, which
cln be made from tubing as shown in
Fig. 1?.
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MILLING, BORING AND RECESSING HEAD FOR

CUTTER SPINDLE

TO DISIAANTLE THE SPINDLE (Continued)

?- l+ DrA. DRrLL FoR

SILVER STEEL P!NS.

L. H. 3. MACHINE.

DR,LL FOR TOMMY BAR,.
%

If{o,^. BORE ININIMUM.

SPINDLE LOCKNUT ON L. H. 3. MACHINE.Fig. 1?. SPECIAL SPANNER FOR CUTTER

7. Remove the four screws from the bottom end cap.
8. The spindle can now be withdrawn from the barrel complete with the bottom bearing assembly.
NOTE.

When re-assembled wind up the spring with 3i complete turns of the capstan before re-fitting
the spindle barrel. (The number of turns may be modified to give an increase or decrease in
tension. )

TO DISMANTLE TIIE SPLINED DRIVING SLEEVE.
First remove the unit from the machine by unscrewing the three hexagon head screws. Then

continue dismantling as follows:
1. Unscrew locknut 'U' (left hand thread) after loosening the countersunk screw.
2. Take off pulley
3. Unscrew locknut 'V' (right hand thread) after loosening the countersunk serew.
4. Remove end cap and sleeve.
5. Remove ball bearings.
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SUDS MIST EQUIPMENT (TOSPECIALORDER)

The equipment shown in Fig. 18

is recommended for lubricating

the cutter on high speed routing

or milling work. It ensures wet

cutting without any of the disad-

vantages usually associated with

ordinaiy suds pump and fittings.

A shop air line giving approxim-

ately 8Olbs/square inch (5.62

kilograms/square centimetre)

is necessary for operating this

To lvlain Ai!
Supply.

Tee screw
for varying
air pressule,

Tap control.ling
flow of air.

DiaI
indicator
showing
air p!es6ure,

tip controlling for
flov oI jet delivery.
pressurised suda.

FIG. 18.
SUDS MIST EQUIPMENT.

equipment. FIow of air is controlled by a tap fitted to the inlet on top of the pressurised suds

container. The air pressure entering the container is the same as the air pressure to the mixing

valve. To vary the air pressure wind the tee screw in or out until the required pressure is shown

by the dial indicator. At working pressure this should be 40lbs/square inch (2.81 kilograms/square

centimetre). A tap is fitted on the mixing valve to regulate flow of pressurised suds for jet

delivery through either, one or three nozzles.
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ALTERNATIVE METHOD OF

ON

SECURING CUTTERS WITH A PARALLEL SHANK

L. H. 1. ROUTER HEAD.

Special tyPe
collet with
clearance hole
for draw bolt.

Standard type
guide bush.

Extra long
drawbolt.

Shank of cutter
tapped to receive
drawbolt,

Standard guide
bush holder.

When carrying out Particularly
accurate work we recommend
the method of securing the
cutter as shown in Fig. 19. This
method can be adaPted to suit
all cutters having a Parallel
shank of 3" (16mm) to *" (22mm)
diameter.
A collet with a clearance hole
and a drawbolt ?" (19mm)
Ionger than standard are used.
By means of the drawbolt which
engages in the threads in the
cutter shank the cutter is drawn
up to a dead face within the
collet.
This has three advantages :-
1. Ensures greater cutter
rigidity.

2. Guarantees that the cutter
re-positions itself accuratelY
after removal from the collet
and

3. Obviates any tendency to
cutter "creeP".

Standard T. C. tiPPed
pocketing cutter.

FIG. 19. BOTTOM OF ROUTER HEAD SECTIONED
WITH CUTTER IN POSITION.

t
\
I

I

I

I

I
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ELECTRICAL INSTALI,ATION INSTRUCTIONS FOR L. H. 1. MACHINE.

DIAGRAM NO. D. 1020.

Fit a triple pole isolating switch near machine, unless supplied by Wadkin Ltd. to special order,
so that the electrical gear may readily be isolated for inspection purposes. Bring line supply
cables to isolating switch and to L1-L2-L3 at contactor through conduit which should be screwed
into the machine and secured by means of locknuts. Connect the frequency changer to the terminal
blocks in the contactor cavity as follows :-
1. Drive motor at terminals A3 - B3 - C3.
2. Slip rings at terminals A - B - C.
3. StatoratterminalsD -E - F.
Ensure that the direction of rotation is correct before putting the machine into service, to reverse
rotation interchange L1 and L3 at isolating switch.

OPERATING INSTRUCTIONS.
To start machine close isolating switch, turn speed selector switch to the 'LOW' position and
press 'start' button, if the high speed is required turn speed selector switch to the 'HIGH' posi-
tion after full speed has been reached in the 'LOW''position.
NOTE:- Always start the machine in low speed.
To stop machine press 'stop' button. To lock off machine, press and half turn 'stop' button, this
must be released before a start can be made.

,l

OVERLOAD. i

Should the machine stop due to overload, wait for a short time to allow the heater coils to cool
then start in the usual manner. The overloads are set at these Works at 'AUTO' for automatic
reset after tripping, if set at 'HANDT the plunger on the overload assembly must be depressed
to reset.

GENERAL.
Check EARTH connection from time to time.
Users are recommended"to display in an appropriate position in the maintenance department
Wadkin Electrical Maint€nance Instruction Card No.356 which is issued gratis on application.
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Fit a tr iple pole Golating switch near machine, uless supplied by Wadkin Ltd. to special order,
so thai the electrical Cear uy leadily be isolated lor inspectioD purposes. Brilg line supply
cables to isolating swiich and to L1-L2-L3 at conLactor through conduit whicn should be screted
into the machine and secured by means ol locknuis, Ensure that ihe direciion oi lotation is
co.rect before puttine the 6achi.e inio seryice, to reverse rotaiion interchange Ll and L3 at

OPERATnlG INSTRUCT1ONS.

To stat machitre close isolating svitch, turn speed selector switch to the speed required and
pres6 'stari' bution. To stop machine p.ess 'stopr button. To lock ofi machine p.ess and IEU
turn 'stop' buiton, this Du6i be released before a start can be Dade,

E LECTRICAL INSTALLATION INSTRUCT'IONS FOR t , H. 2, AND I , H, 3. MACHINES.

DIAGRAM NO. D- 1019-

OVERLOAD.

Should the machine stop due to oaerload, the overload trip s*itch should be re8et by depres6ing
the plunger oD the overload assedbly, then 6tart in the usual mader.

GENERAL.

Check EAETH connection lrom time to time.

Use.s are recoEmended to display in a! alpropriate position in the matntelance department
Wadkin Electlical Maint€nance Instruction Card No.356 which is issued gratis on application.
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