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7" x4” capacity. The notably clean and modern appearance is matched by a

simplicity of controls and adjustments, making the machine suitable for

quick setting-up of detailed mouldings which, together onomical
price, will bring four-side machining within the scope of ler user, and
supplement larger installations for shorter run w e“machine is

An entirely new design of compact, medium-duty moulder for work up to |
ideally suited to technical establishments as al | quirements

taught and demonstrated. All cutterblocks are readily femovable cone m

iven by v elts. A quic @w ge
sgeed of 4, 20 efully

The spindles run at 6,000 r.p.m. and are d

arrangement on cone pulleys gi&s lo

selected for ideal jointing perfor ﬁ his and the prov outhoard
hearings enables jointing b dertaken for g runs at 100 ft/min

(120 ft/min to order).
.f - ‘l
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All spindles are readily
accessible. Outboard bhearings
fitted to horizontal spindles
are readily removable.

Fig. 4

It is the work of a few moments
only to remove the outhoard
hearing, slide off the co
mounted, self-centring block
and replace with
previously set up and bal

Using pre-set blocks ensures
the maximum running time from
the machine and makes short
runs of varied work more
economical and profitable.

Fig. 6




Fig. 7 Fig.10
Second to (Fig. 7)
The table after ws fo accom-
modate varying cUfting circles and giv o the hlock.
Table unde cond top headmha ermali" or com-

pressed woo ert to allow ¢ ect through the
jo sp%.

utton is provi atithis"end of the machine
p all motors throughout th® machine, in addition to
controlling the adjagent heads.

Ii&tly in advance of the near side.

nd horizontal adjustment. Near
jal and spring loaded and incorporates
ing iron projection and variations in

ve
side chiphreakehis
adjus u
cutting t hds quick release feature enabling it to be

swu e block for setting up or jointing. Both
chip d hood have been carefully developed to
en mum efficiency in chip collection.

6ttom and first top heads (Fig. 10)
indles have vertical and horizontal adjustment, all of
are easily accessible and can be made whilst the heads

running. Spring loaded adjustable roller pressures are
mounted over bottom block, chipbreakers for top heads are
radial weight loaded and integral with dust hoods. Feed
pressures following top block (Fig. 8) adjust with the head and
have fine adjustment in a vertical movement by screw.

Fig.9  All spindles and housings are of robust design to ensure vibrationless running. Spindle is mounted in
deep groove ball bearings. Horizontal spindles have outboard bearings. Bearings are spring loaded to
prevent lateral movement of the spindle and ensure accurate jointing. Spindles are{ubricated by a patented

spray system for long life. Cutterblocks are cone mounted.

®
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Feed (Fig. 11)
Two top and two hottom rolls feed the timber through the
machine. All rollers are readily removable. Both top and
bottom rolls swing around a centre pivot and are spring
loaded. Vertical rise and fall is hy large hand wheel. Bottom
roll adjustment is by an ecce aft through the end of
the machine.

Feed rolls are driven by
gear box as illustrate

d motor and three-speed

L 4
ig. 11a)

e top feed rolls, and a suitable button for this feature is
sitioned at the infeed end of the machine.

In addition pneumatic lift of feed rolls can be initiated

automatically in the event of board overriding or when one

or more cutterhead motors are overloaded.

Alternative spindle ends 113" diameter with loose cones and keyways




The feed drive

The feed rolls are driuen

oil bath gear hex giwing six speeds from 20 Yo

shafts in the,géar Box and feed s aredan B roller
bearings. Speed&’are changed ement in con-

junction with the two-speed m h. Control of the feed

s
includes jogging and reyer facilities.
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The aim of jointing is to bring all knives in the

block to a precise cutting circle so that under ] n .

actual cutting conditions all the knives cut equally The maCh I ne IS SpeCIa I Iy
and leave an equal mark. This ensures either a

higher standard of finish at a given speed than is

possible from an unjointed block, or the same
standard of finish as from an unjointed block at
an appreciably higher feed speed. Satisfactory
jointing can only be done where the design of the
spindle unit, i.e. rigidity of spindle and quality of
bearings and mountings, ensures that inherent
vibration and movement is reduced to the absolute
minimum.

The Wadkin F.B. spindle unit with its deep groove
spring loaded bearings and rigid spindle mounting
has been specially developed to enable 2-knife
jointing to be done with a spindle speed of 4,200
r.p.m., and feed speeds up to 100ft/min (120ft/min
to order). 4,200 r.p.m. represents the practical limit
for successful high quality jointing on any mould
Normally several jointing operations can b
hefore the maximum possible heel is o

Fig. 20
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designed for jointing

Fig, 22

Fig. 23

Fig. 19, Built-in jointer for figsi bottom head.

A jointer for the first bottogthead €an be built in. The stone
is carried in an adjustable slidepwhich is passed across the
block by a push-pull actiondWhen not in useythe jointer is
locked out of positian.

Fig. 20. Straight jointer fof the harizontal heads.

Thig unit is attached to all horizontal heads as required. The
stone is mounted in@Ralder and fed into the block by screw
motion. Holder is'on a vee stide and is passed across the

block by pusidandipuilfaction.

Fig.2t. Straight jointer for side heads.
The stone helder is mounted on a slide and wound up and

down the block by means of a screw and handle,

Fig. 22. Profile jointer for horizontal heads.

When jeinting profiled cutters, the appropriately shaped
stone is fitted into the holder which is adjusted by screw
motion to enable the stone to he aligned with the profile of
the irons. The stone is Brought info contact with the irens
by plunger lever, the movement being limited by an adjustable
depth stop, a method of operation which cempletely eliminates

snatching as the stone makes contact with the irons,

Fig. 23. Profile jointer for side heads.
This unit is quickly bolted to the bed adjacent to the side
heads and the operation is similar to that used for the

horizontal profile jointers
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2} (63 mm.) Min. ./\ ¥ (3 mm.) Min.
31 (89 mm.) Max. !f “' a7 mm) Max. .
s i / i’ Sy, e P Fence Line
{ N1 i 22 R § - ' v N/
VAN 2N e /N
U3 (76 mm.) Min.<t [/ L&) . !

03" (276 mm.) Max. | / J~Side Heads
T~ Max. Cutting Circle 8} (215 mm.) Dia.
1st & 2nd Top Head Min, Cutting Circle 6" (152 mm.) Dia.
Max. Cutting Circle 9° (228 mm.) Dia.
Min. Cutting Circle 6" (152 mm.) Dia.

(51 mm.)
f 17 13" \ 17 ;b 175"
(444 mm.) | (330 mm.) (432 mm.) | (324mm.)| (438 mm.)

2nd 2nd Front Side 1st F ks
Bottom Head |[Top Head Head Top Head Bottom Head ; (152 .) Dia. Feed Rollers

% E'eer;%e Side <. Plain Fluted
‘ - /,.fg . | _ﬁ\, ] AN 13" (19 min.)
' ! =1 h

/ : : Fe
Y (f \ L N % S
7 T3 (16mm.)Min J(Bmm.)Min |3 (76mm.)Min 3
X 73°(190mm.)Max[3 (19mm.)Max|3} (89 mm.)Max " (1;10‘mm.)
2'9"
(838 mm.)

Spindle Speeds all Heads
4,200 & 6,000 r.p.m.

2nd Bottom Head
Max. Cutting Circle (Saws) 10" (254 mm.) Dia.
Min. Cutting Circle 6 (152 mm.) Dia. (Model 76 o

om Head
g Circle 7% (190 mm.) Dia.
tting Circle 6" (152 mm.) Dia.

mm, spindles.
imum cutting circle with square block is 63".

Fig. 27 AND CAPACITIES

T4 180100 mm.
1% 45" 190% 115 mm.
20 35, 40, 50 72, 100 ft/(mlrl 6, 10, 12, 15, 21, 30 m/min
-+ 25; 40. 50, 60, 85, 120 ft/min ’ 7,12, 15, 18, 26 30m/min
H 6%/3%
o 1,500/3,000 r.p.m. on 50 cycles
1,800/3,600 r.p.m. on 60 cycles
; il 4,200/6,000 r.p.m.

Maximum si ished work
i gh stock

i 7% (10 to special order)
; T . 73 (10 to special order)
¢ Niab s i e ::} 74 (10 to special order)
2nd top .. " s o 7% (10 to special order)
2nd bottom .. 1] 0 7% (15 to special order)
Minimum cutting le: All heads " i3 i i 6" 150 mm.
Maximum cutting circle: 1st bottom 5 i i Ea 190 mm.
i1sttop .. . . . 9" 230 mm.
side heads e b " 85" 215 mm,
2nd top . i iz o 9” 230 mm,
ond bottom .. 10" 250 mm,
Note: Standard square and 4-knife circular blocks have a
common cutting circle drameter of . - e F 6" 160 mm.
Spindle diameter 4 o & 3 [ 40 mm.,
Spindle cone angle .. vii i v & e 40° included
Alternative spindle diameter vi i o i - 1437 —
Diameter of feed rolls o o - 1 o e 6” 150 mm.
Yield of feed rollers .. b iy ! & & i 2 19 mm,
Maximum height i ik iy Ve o i i 49" 1245 mm.
Bed height .. ¥s i 75 55 i i i 33" 840 mm.
Floor space .. .. Model 76 i o e 4" 5"x 9" 41" 5 1350 % 2850 mm.
Approximate net welght .. Model 76 & o T 6,720 Ib, 3050 kg.
Gross weight .. = i i Ve i i 8,960 Ib. 4060 kg.

16 Shipping dimensions T i & aii 7 . 255 cu. ft. 72m?
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