1 « Brook two speed motor, {rame c»(}m,, 1,500 and 3, 000 rpm, T, E, F. C, <9 /1 1P,
foot mouanted.

1 ~ Chilton rotary switch ref, C16, 8AF443% with R, G, 001 bl ack handle,

Voltage 380/420/3 phase 50 cycles 7°57P/1°1/0-9HP D, O, L.

1-MTE UCO unit, pack 1 size 5

1 - 1A 18t §v 11 2 1At 5
- T 1 18 : B 3 it 10

i
2=~ " Overload units Vol 1/2
i
1

set - MTE Heater elements 7-5 amps 95 000 556 606
set ~ M " " 2°2 amps 95 000 555 002

Voltage 340/380 3 phase, 50 cycles 380/420 3 phase, 50 cycleg 7-5% P/1l«1/0-90P

~ MTE UCO Units pack 1 size b

- 1 1 1 o9 on 5
- 11 1t 1 o3 o 10
- 1" 11 1 no4on )

1 A )
- A S 1y oo 10

" Overload units Vol 1/2
se't - MTE Heater elements 5 amps 95 000 556 004
et - " " " 2. 2 amps 95 0004655002

Special for 60 cycle machine

= bl DD A bt et Q0 QD GO
B

w

Sprocket Pulleye and Chains

2 - 38 tooth cast iron feed reller sprocket, 13" bore, B«1062 /108
38 tooth cast iron rise and fall sproeket 1” bore B 1602 /708
36/17 tooth cast iron gearbox@nd(feed sprocket-B.1045/171
19 tooth cast iron jockey sogecket B-1031/59

25 tooth cast iron clutch sprogket B-1045/5

1S tooth cast iron R & I sproeket B-1045 /49

13 tooth idler sprocket W/8"ghore A-1033 /238

Cutterblock pulley B~1045 /145

- Cutterblock motof pulley B- 1055/ 4.6

Variable feed pligy, picador5'.dia autojust pulley Fig, 98
Feed gearbofpulley, picadon 61 didgpulley Fig. 1A 5/8" bore and keyway
Feed motor pullcy (2 step drive) #1045 /15 (Special)

~ Feed gearhoXpuliey (2 steh duiveyi-1045/14 (Special)
Renolds chain cat No,\id 0046

Feed roller drive - 87 1imks Including joining link

Table hand R & F _ - .82 Muks including joining link

Table power R & ¥ & 29 links including joining link

| I D T T |

H
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1

4

Special 60 cycle electries

1 ~ Brook 75HP motor, frame kompact LZ] 3TD, 3,600 rpm T,E, F,C, flanged mounted
no spigot, 3 phase

1 - Brook two speed feed motor, frame 803, 1,800 and 3,600 rpm T, E, F.C, -9/1i-1 HP
foot mounted

Voltage 650 /3phase 60 cycles 7-5HP/1-1/0-GHP

- MTHE UCO Units, pack 1 size5

1 it i T¢ ? i1 5
ot

181 19 1% 184 3 1% 10

- " Overload units Vol 1/2

set - MTE Heater elemenis 7-5 amps 95 000 556 008
set - " " " 15 amps 95 000 556 007

Pt ek DN2OBD DD DN
o
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Scale for finished thickness

Handwheel for height of timber being machined,

adjustment of under
table rollers

Push button
~_ station

Lever for varying
pm  Speed of feed
.f range,

Handwheel for final
adjustment of rise and
fall of table.

Rotary Switch for Power Rise

j 1 fal le and changing
Locking handle for table zllgefglifoffezzbrz ﬁfiif anging
support column, \ Sp 2T'S,

Lever for power rise
and fall of table




SPECIFVICATION

Length of thicknessing table
Feed speeds per minute
Speed of motor:- 50 cycles

66 cycles
Speed of cutterblock
Horsepower of cutterblock motor
Approx, Floor Space
Approx, Net Weight
Approx, Gross Weight
Shipping dimensions

Installation

3, 000rpm
3, 600rpm
4,500rpm

T3HP
467 x 43"
2160 1b
2350 Ib
86cu, ft,

1120mm
6-18mm

1170 x1100mm
980kg
1066kg
1+ 9m3

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

Wiring Details

The motor and control gear have been wired in before despatch, AT%habis requlred
is to connect the power supply to the starter or igelator ‘when ﬁ.tted -
Points to note when connecting to power supply:=

1. Check that the voltage, phase and frequéncyycorrespond to those’on the motor plate,

also the correct coils and hPa.ters are titted tonthe starter,

2. It is importantthat the correct cAbleWs used to give the correct voltage to the
starter as running on low voltage will damédge the rhotdr,

3. Check the main line fuses age df the correct capacity, See list below,

isclator is fitted these are correct 28 received,

4., Connect the line leads fo%he appropriate/terminals,

5. Check all connections are sound,

When an

See fig, 1 for 3 phase supply,

6, Check the rotatien of the motor fofacorrect direction, If this is incorrect, reverse
any two of the ling 1ead €onnectiohs,

Voltage Phase HP, S, W, G, Tinned Amps
Copper Wire
220 3 /1 19 23
380,420 3 75/1 24 12
550 .3 75/1 25 9
Lubrication

It is advisable to keep all bright parts covered with a

rugting, See Fig, 3,

TYPE OF OIL RECOMMENDED

TYPE OF OIL R

TYPE OF GREASE RECOMMEND

Four*cMLion

ECOMMENDED

D

{For

thin film of oil to prevent

POWER BEM 125
general purposes)
SHELL VITREA 75

{For gearbox)

See Fig. 2 for bolt positions and clearances reguired,

Foundation bolis are

not supplied with the machine excep

4

bﬁj i L

L ALVANIA 3,

t by special order,
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Bell Tension

The cutterblock drive is by 3 vee belts from a T3HP motor, To tension the belts,
remove the drive side panel and loosen the 4 hexagon head bolts securing the motor
mounting plate tothe sideframe. Movethe plate down the slots until the correct tension
is reached. When set re-lock the hexagon head bolts,

Replace side panel before operating machine.

Feed Chain Tension

Drive to the feed rollers is by roller chain from a two speed motor and reducticn
gearbox, giving feed speeds of 20 to 60ft per minute ( 6-18m per minute, )

t should be notedthat the feed chain must run with gufficient slack to allow the front
serrated feed roller to freely lift 5/16" ( 8mm) from the rest position. To adjust,
remove drive side panel and loosen the two hexagon nuts securing the jockey sprocket
arm to the side frame and adjust until the reguired tension is regched. Care must be
taken to ensure 5/16" ( 8mm) 1ift to feed roller, When set re-=1¢ckhexagon nuts,

Replace side panel before operating machine,

Thicknessing Table Rise and Fall Controls

The thicknessing table rises and falls on slides andscrews controlled¢hrough skew
gears and chain drive from the conveniently placed handwheel to the right of the
thicknessing table. The tableis also fitted with powegrise and fallewhich ds cperated by
the lever on the side frame to the right of the table. The table canfbe locked in any
position by the toggle lever under the table,

The finished thickness of the timberyis‘el€arly shown onthe rule, on the right hand
side frame and indicated by a pointer.

Thicknessing tabie rollers

The anti-friction table rollers\orbéd rollers revolveron sealed forlife ball bearings
and require no lubrication, ThesSe are adjustable simultaneously by means of the hand-
wheel at the infeed end of the thicgknessing table,/\T'urning the handwheel in a clockwise
direction increases the héight of the rollersiabgve the table surface

In all cases the lowest position consiStent with good and regular feeding should be
used as this will givegthe\best possible‘®esults., Should the table rollers be removed for
any reason care mustbe taken tofreplace them exactly as before otherwise the settings
will be disturbed,

It must be'‘empheasised that g really good surface finish from a thicknessing machine
is only possilile When the facesef the tintber resting on the machine table is fiat and has
a reasonabledinish, Whérever practicablethis face should bepre-machined on an over-
hand jointer or surfacer tQreméve twist and other irregularities,

Also to assist feedifig the under table rollers should be cleaned at regular intervals
or resin, ectc which, temds te build up and thus create an eccentric rolling action to the
rollers which in turnigive inaccurate and jerky feeding to the timber.

Adjusting bed rollers ' [ )

It ic most important that the bed rollers are parallel to the thicknessing table at all
times to ensure good feeding., Should the bed rollers be disturbed for any reason and are
incorrectly aligned to the thicknessing table the undermentioned procedure should be
followed,

i, Clear thicknessing table of all chippings etc and place a straight edge over both
rollers to one side of the table,

2 ht edge is parallel throughout the length of the table, also checkthe

2. Check the straip
bed rollers are parallel across the width of the table.




3. To adjust the height of the bed rollers raise thicknessing tableto ap 1“0”11’41%53(31” the
J ; &) o
ton position and adjust the 4--3/8" whit hexa g0 head bolis and nuis on the underside of
£ ]

S &
the thicknessing table directly beiow each wd of the bed rollers,

When bed rollers are correctly set ensure all tolis are securely locked in position,

Feed Roller & Pressure Bar Settings

These are pre-set at the works in accordance with the details given in Fig, 9. and
vertical adjustment relativetothe cutterblock is neither possible nor necessary provided
the cutters are correctly set with the special gauge supplied with the machine,

Should replacement feed rellers or pressure bars be fitted at any time the settings
should be very carefully checked with those given in Fig, .

Some slight advantage in finish or feed on cccasions can be obtained by increasing
or decreasing the tension of the pressure bar or feed rolier springs,

The springs should never be compressed to a point wherd the feed rollers and
pressure bar cannot 1ift sufficient to allow the maximum cut tg baytaken,

Feed Drive Control

The drive between the 1 horsepower two speed mgtor and reductiong@eatbox is by
vee belt and variable pulley to cbtain the feed speeds cf20/to 80t pergminuie (6~ 18 m,
per minute,) The speed of the motor is selected, by the rotary switch)which is-
positioned on the right hand side of the thicknessingyable, Thislsondétermines the
direction of the power drive to the table., Tie metor is movabl&on @ pivot by means
of the lever on the left hand side frame, Wit should be noted that thé"machine should be
run through the range of feed speeds dailyvic €nhsure the yariable pulley is working
efficiently,

Cutter Setting

The cutters are held in the cuttefblock by a Eteel, clamping bar secured with 9 - 5"
whit heat treated sockel head screws, When the locking screws are regleased the cutter
is ejected slightly by small 1eaf springs. (Thisyis to facilitate easy setting with the
special gauge supplied, Thisysets the cuttarsitofb' (127mm) cutting circle diameter and
should any other methadeof cutter setting™be employed the amount of culter projection
must correspond tojthal given by _thewsetting gauge supplied,

Note:-

It is m@st dmportant thatf the hékagbn socketin the knife locking screws is kept clear
of all gurtvand dirt to efsure easy removal of screws when changing Ia nives

Always ensure thalithayhexagon key is fully inseried in ‘th@ screw Wheﬂ locking or
uniocking the cutters,m'hig avoids damage to the hexagon sockets,

Pericdicallyeexamingyscrews for damage or cracks particularly in the hexagon hole,
Any doubtiul screws, should be replaced and all screws well lubricated with "Molyslip"
or similar oil, befor@replacing,

To remove cutters and re-set with the "Bursgreen' cutter setlting gaugs proceed as
foliows:~

1. Lift the cutter guard clear of the cutterblock and swing to the rear of machine,
on

2, Turn cutterblock to a position suitable for access to se ecuring screws, OSlacken the
securing screws until th 1»;1 ife is just free of the culterblock, Care should betaken
when loosening the last screw as the kuives are soring “'

L4

3. To re-set the knives. Place the kaifein the glot making sure
and the clamping bar free from burrs, Press the knife into t
the setting device fo the cutierblock body with the imu’"ie”
until the predominant pads reston the cutterblockbody as sh
the knife central in the eculterblock




Plain cutfeed
roller

Serrated
infeed roller

%
P
— ¢
f/-%\\L_ I‘* } H{

-t \\ I

{ . : i
? \ ﬂﬁ:_—_}_
. 030" 03(\}” : 050" . 040"

Below Knives ; Below knives

[RSS———

Below knivés

Below knives




4, Tighten the securing screws, The cutting edge will now be parallel to the cutter -
block body and the thicknessing table,
Check all securing screws have been fully tightencd before preceeding to set the
rest of the knives,

i

General Hints

1. When thicknessing long lengths of timber always support affer the machine table,
otherwise a step will appear on either or both ends,

1
.

2. When a smoothfinish is required use a slow feed speed, For roughing when the
finish 1s not important use a fast feed speed,

Tor the best results always feed the timber to cut with the grain,

S ]
©

. Should the timber stick when thicknessing probable causes are given below:~

a) The table rollers are set too low in table,

b) The spring pressure is too great on the pressure bar8and¥oo light on the feed
rollers

¢) The timber is too roughly sawn or badly twisted and requires pre-facing,

d) The timber may be tapered in its lengthand this wedged under th€ crgsstie bar,

SPARES LIST FOR 24" BAOQO

1 pair HSS planing cutters 243" long x 13" wide xW%/8'"" thick
1 -~ Cutter setting device

1 -~ Clutch control cable B-1020/11

2 - Table R & ¥ clutch discs A-1045/109

Bearings Used

{

Fischer/ 62081 secaled faor life be arings
ok 010 Thrust races

SK¥ 08 Thrust taces .
SKF 6203 ZRS gealed for life bearings

3 - Fenners alpha 670 ¢pacesaver vee belbs eutterblock drive
1 - Tenners A30 vee belt variabledeed drive
1 ~ Fenners alph@280 spacesaver fee belt, 2 step feed drive

Cutterblock bearings :~ 3
Table R & I assembly - 2
2

Under Table Rollers :-4 4

i

-

Sprockets Pulleys, and Chain for 30 cyele machine

i

25 togth'east iron clutchrSproekewB-1045/5
19 tootheeast iron rige and fall sprocket B-1045/49
13 tooth idler sprocket, 78" bore A-1033/233
- 38 tooth cast ironffeed reller sprocket 13" bore A-1002/102
~ 38 tooth cast Igon'® & T sprocket 1" bore A-1002/108
- 18 tooth cast irca, jockey sprod{et 7/8'" bore A-1031/59
-~ 38/19 tooth cast iron gearbox and feed sprocket B-~1045/22
- Cutterblock pulley B-1045/24
- Cutterblock motor pulley B-1045/25
- Variable feed puiley, Picador 5" dia autojust pulley g, 98
Feed gearbox pulley, Picador 6" dia pulley Iig 1A 5/38" bore and keywas
- Teed motor pulley (2 step drive) B~-1045 /15 (Special)
- Feed gearbox pulley (2 step drive) B~1045 /14 {Special)
- Renolds chain, cat MNp,1100486
Qd roller drive - 99 links including joining 1i
able hand ¥ & ¥ - 32 links including joining link
zbix, power R & F - 29 links including joining lis
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Voltage 208 /226 /3 phase €0 cyeles 7.5 HP/1.1/0.0Hp
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- MTE UCO Uunits pack 1 gize 5
-~ 71 11 [ 11 2 i 5
- ] i T 1 g 5R
- 17 1 1t T i "9
i? 11 11 17 2 g1 20
11 1 iy 20

3
- 1 1 ] ] 5 it9n3
= ' Overload units Vol 1/2
set - MTE H@ iter elements 16 S amps 95 00
set - " 3°3 awps 95 60

MMMHMMMH%—«LM
ok

0 558 000
0 558 003






