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Wadkin 

24" PANEL PLANING AND THICKNESSING MACHINE, TYPE R. K. 

PRINCIPAL DIMENSIONS AND CAPACITIES. 

Planing and thicknessing capacity 
Length of table 
Speed of cutterblock in r. p. m. on 50 cycles 
Rates of feed in feet per minute on 50 cycles 

Speed of cutterblock in r. p. m. on 60 cycles 
Rates of feed in feet per minute on 60 cycles 

Diameter of cutting circle 
Diameter of power feed rolls ... 
Floor space 
Net weight in cwts. (electriC driven) 
Shipping dimensions in cubic feet 

English 

24" x 9" 
3'9t" 

4,000 
20, 35, 40, 
50, 70, 100. 

4,000 
26, 40, 45, 
60, 72, 100. 

5.1/16" 
4" 

4'6" x 4'2" 
33 (3696Ibs.) 

96 

Metric 

610mm x 229mm 
1156mm 

4,000 
6, 10.5, 12 ) Metres per 
15, 21, 30.) minute. 

4,000 
7.5, 12, 14) Metres per 
18, 22, 30.) minute. 

128.5mm 
102mm 

1370mm x 1270mm 
1676 kilos 
2.72 cu. metres 

DETAILS INCLUDED WITH THE MACHINE. 

Motor and control gear for electric driven machines. 
Built in countershaft and striking gear for belt driven 

machines. 
One set of four high-speed steel knives. 
Cutter setting and jointing unit. 

OPTIONAL EXTRA. 

Motorised Knife Grinding Head and Jointing Attachment. 
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INSTALLATION. 

The machine is despatched from the Works with all bright surfaces greased to prevent rusting. This 
protective covering should be removed by applying a cloth damped in paraffin or turpentine. 

FOUNDATIONS. 

Rag type bolts i" (16mm) diameter or bolts with plates should be used to fix the machine to the floor, 
but these are not supplied by Wadkin Ltd. unless specially ordered. If the mill floor consists of 4" 
(102mm)to 6" (152mm) solid concrete no special foundation is necessary. The outline in Fig. 1 gives 
details of bolt positions' and clearances required. Cut 4" (102mm) square holes in the concrete and 
run in liquid cement with bolts in position. Alternatively rawl bolts may be used. A good wooden 
floor is also satisfactory in which case coach bolts may be used. 

IMPORTANT. Owing to the three bearing mounting on the cutterblock and the extreme accuracy 
required when a knife grinder is fitted, it is essential that this machine be very carefully levelled in 
both directions before final bolting down. To assist accurate levelling four i" (16mm) diameter square 
head setting screws are provided and also steel plates to take the thrust of the levelling screws. These 
plates should be placed on the floor underneath the setting screws and the machine raised or lowered 
as necessary to bring it level. Shims should be inserted under the machine feet and the machine 
levelled by placing a spirit level across the thicknessing table in both directions. The setting screws 
are only for lifting the machine whilst it is being packed level with shims and should not be left to 
carry the weight of the machine when it is finally level. Check that the thicknessing table is free in 
its slide (unlocked) and that the cutterblock rotates freely in its bearing. It is essential that this 
procedure is carried out to ensure accurate alignment of the cutter grinder and thicknessing table. 

WIRING. 

For details of full cabling instructions see pages 21 to 23. Wiring diagram D. 760, is for motors on 
50 cycles and wiring diagram D. 534 is. for motors on 60 cycles. 

DUST EXTRACTION. 

A chip deflector is normally supplied but if the machine is to be connected to a main dust exhaust 
plant a dust hood is provided in lieu of deflector. 
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Four Points 'E' on 
roller pressure <erp'w<. 

Two Points 'B' one ..:!ach 
side on back pressure bar pi'vOltS. ________ _ 

Two Points 'B' on 
grinder slides. 

Point 'D' on handwheel 
shaft. 

Two Points I C' inside 
machine for table raising 
screws. 

FIG. 2. 

LUBRICATION 

Two Points 'A I for 
cutterblock bearings. 

FRONT VIEW OF MACHINE SHOWING LUBRICATION POINTS, 
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Two Points 'B' 
on arms. 

, 'I 
;! 

~ ___ '7Two Points' A' for grinder ,( 
motor bearings (special orde~)~ 

,Eight Points 'B' on 
chipbreaker shoes. 

Point 'B' on table 
roller screw. 

Two Points' 'S' for 
table rise and fall. 
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LUBRICATION (See Figs. 2 and 3). 

Every week thoroughly clean down the machine and renew the thin film of oil on all bright parts not 
in constant use to prevent rusting. 
All moving parts should be oiled monthly using Wadkin Oil Grade L. 4. Some of these include table 
slides, jointer slides, feed driving chain, rise and fall chain, gear change linkage, table roller 
eccentric collars, feed roller blocks, motor pivot shaft, table locking shaft and brake hinge pin. 

A 7 POINTS Give 4 to 6 depressions of grease gun every 3 months uSing Wadkin Ball Bearing 
Grease Grade L. 6. 

B 18 POINTS Every day give 1 depression of oil gun using Wadkin Oil Grade L. 4. 
C 2 POINTS Top up flap type oil caps with Wadkin Oil Grade L. 4 every 2 weeks. 
D 3 POINTS Give 2 depressions of grease gun every day using Wadkin Grease Grade L. 6. 
E 4 POINTS Top up oil cups every day using Wadkin Oil GradeL. 4. 
F 4 POINTS Dismantle bearing block every 12 months and re-pack with Wadkin Ball Bearing 

Grease Grade L. 6. 
G 1 POINT Inspect and top up to level of filling plug every 3 months. Drain and refill using 

Wadkin Heavy Gear Oil Grade L.2. 
NOTE. Feed roller sections are packed with grease and require no further lubrication. Some 

grease may be forced out whilst the machine is new and this should be wiped off the rollers. 

WADKIN RANGE OF OIL AND GREASE LUBRICANTS WITH EQUIVALENTS. 

Equivalent Lubricants. 
Wadkin Grade 

Shell Mex and B . P. Ltd. Mobil Oil Co. Ltd. Caltex Lubricants 

Gear Oil Grade Shell Vitrea Oil 69 Mobil Oil D. T. E. /BB Meropa Lubricant 
L.2. No.2 Oil 

Machine Oil Shell Vitrea Oil 33 Mobil vactra Oil Caltex Aleph Oil 
Grade L.4 . (Heavy Medium) 

Ball Bearing Shell Nerita Grease 3 Mobil Grease Regal Starfak 
Grease Grade L. 6. B.R.B.No.1. No.2 Grease 
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Point 'D' on idler 
sprocket shaft. 

Point I A' on gearbox 
inside pulley. 

Point 'G' gearbox oil sight, 
filling plug and drain plug. 

LUBRICATION 

FIG. 3. REAR VIEW WITH COVER REMOVED. 
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Point 'B' on rear pressure 
bar adjusting handle. 

__ --- Feed driving chain. 

Two Points 'A' on motor 
one inside to be lubricated 
by removing cowl. 
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TABLE ROLLERS 

The table rollers should be set 1/64" (. 4mm) above the table level for boards which are reason­
ably straight and a little higher for badly twisted boards. 

BELT TENSION (See Fig. 3) 

The main drive belts are endless of the Vee Rope Type and are tensioned correctly before leav­
ing the Works. Should they however require re-tensioning owing to belt stretch a belt tensioning 
screw is provided. The feed driving belt is also a Vee Belt and may be adjusted by moving the 
tightener pulley provided. 

FEED DRIVING CHAIN (See Fig. 3) 

The feed driving chain should always be run with enough slack in the chain to allow the front 
feed roller to lift to its maximum lift of t" (13mm). Adjustment is by means of the idler 
sprocket. 

CHANGING FEED SPEED 

Feed rollers are driven from a 3 speed gearbox with 2 speed cone pulleys giving 6 speeds from 
20 to 100ft. Imino (6 to 30 metres/min.). The vee belt is moved from the small pulley to the 
large pulley to obtain the second range of speeds. Access to the cone pulleys is gained by 
removing the rear cover. Gears should be changed whilst the machine is slowing down or nearly 
stopped. Never change gear under load. 

Speeds on small pulley 20, 35, 50 ft/min. (6, 10.5, 15 metres/min. ) 

Speeds on large pulley 40, 70, 100 ft/min. (12, 21, 30 metres/min. ) 
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lever. 

Swing away cover 
allowing for access 

Pressure bar 
setting handle. 

to cutter spindle end. ______ ~ 

Jointing slide 
and traver sing 
handle. 

Table lockin,g~~ 
lever. 

Table rise 
and fall 
handwheel. 

Control panel. 

Chip deflecltor: 

Feed change gear lever. 

::;wing away 
chipbreaker Stop for grinder 

carr.iage. 
Feed roller 
spring adjusting 
screws . 

. _________ Motorised grinder 
is supplied to 
special order only. 

Handwheel for 
jointing attachment. 

Vertical adjusting 
screw. 

Adjusting handwheel 
for table rollers. 

Scale and pointer 
for timber thickness.: 

Contactor and fuses 
isolating switch (to 
special order). 

. I 

. , 

i 

FIG. 4. FRONT VIEW OF MACHINE SHOWING PRINCIPAL CONTROLS. 
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Fig. 5 

SE CTION THROUGH 
CUTTERBLOCK. 

Fig. 6 

HIGH SPEED STEEL KNIVES 
WADKIN REF. V. P. 9. 

FIG. 7 FOR SOFT WOOD. FIG. 8 FOR HARD WOOD. 

t;-.rc 100 

FIG. 9 FOR DRY 
SOFT WOOD. 

~F'50 
FIG. 10 FOR DRY 
HARDWOOD. 

CUTTERBLOCK AND CUTTERS. 

The cutterblock supplied is the wedge type block.! . 
It carries four knives held by wedge clamps and . 
has adjusting screws for quick and accurate sett- ! 
ing. A cross section through the block is shown . 
in Fig. 5. . 

Cutters to size shown in Fig. 6 are supplied in 
balanced sets of 4. They should be kept in bal­
anced sets of 4 by ensuring that the cutters have 
equal dimensions after grinding or jointing and 
that the cutting edge of each cutter is parallel 
to the back edge. 

For general .work we recommend knife angles 
for soft and hard woods as shown in Figs. 7 and 
8. Where a very fine finish is required on dry 
soft and hard woods, a slight front bevel is given: 
as shown by Figs. 9 and 10. For wet or green . 
timber the cutting bevel may be increased by 5 
degrees but front bevel should not be given. 
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CUTTER SETTING AND JOINTING DEVICE. 

In order to ensure that all the knives in the cutterblock are all actually cutting and each doing its share of 

work per revolution of the spindle, it is essential they all run in one common circle at the cutting edge. 

To give the operator the desired means of obtaining the accuracy required a combined Knife Setting and 

Jointing Device is fitted on a slide attached to the machine. Before this device can be brought into position 

for use, the sectional chipbreaker assembly and chip deflector have to be swung clear, and the exhaust 

hopper, if supplied to special order, removed. 

SETTING. 

In operating the device it is essential the knives are set to one common diameter. Insert the setting gauge 

'H' between the hardened steel roller 'J' and the cutterblock body as shown in Fig. 11, and adjust the verti-

cal slide screw 'K' so that the roller 'J' presses the gauge 'H' onto the cutterblock, thus forming a common 

tangent. This gives the correct setting diameter of 5.1/16" (128. 5mm). The cutter is brought outwards 

from the cutterblock by means of a special key inserted at 'V which is adjusted until the cutter comes 

lightly in contact with the underside of the roller. The knife should be located by the roller at both ends 

and in the mid position, so use the key to adjust the screws at 'M' and 'N' as necessary. The clamping 

wedges in the block should hold the knife sufficiently rigid while it is moved by the key. Setting is correct 

When, as shown in Fig. 12, the knife just rotates the roller as the cutterblock is rotated slowly by hand 

using the crank handle. After which all the cutter locking screws should be securely tightened. The 

remaining knives are all set in a similar manner. Although this setting procedure enables cutters to be set 

accurately for most work it may be desired to joint the cutters in position for fine finish at high feed speeds. 
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... F],;;L 11 . 

~j~~T1'ING GAUGE IN USE . 

. ".~" 

• 

CLA.MP 

FIG. 12. 

SETTING ROLLER IN USE. 
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CUTTER SETTING AND JOINTING DEVICE (CONTINUED) 

FIG. 13. MACHINE SET UP FOR JOINTING. 

When the setting operation has been 
completed and it is desired to true 
up all the cutting edges to a greater 
degree of accuracy by jointing, loosen 
the wing nut 'P' Fig. 13 to lower the 
jointing stone 'R' below the setting 
roller and then tighten up securely. 
Start the cutterblock running and 
allow to attain full speed. Very 
slowly and evenly traverse the device 
by means of the handle. The vertical 
slide screw 'K' should be carefully 
adjusted until the stone touches the 
knives and gives off a very light spark. 
This operation is carried on very 
lightly until the knives appear to be 
in a true circle. A slight flat or heel 
as shown in Fig. 14 will be produced, 
thus ensuring that all the knives are 
cutting equally. The jointing operation 
may be performed two or three times 
before re-grinding, but never allow a 
heel greater than 1/32" (. Bmm) wide 
on the bevel. 

FLAT 

FIG. 14. 
HEEL PRODUCED BY JOINTING. 
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GRINDING. 

If no grinder is fitted to the machine the knives must be removed from the cutterblock and ground 
on a knife grinder, taking care to grind off the same amount from each knife to maintain perfect 
balance .. 

SETTING AND JOINTING. 

MOTORISED CUTTER GRINDER 

(TO SPECIAL ORDER ONLY) 

When the motorised grinder is supplied to special order the knives may be re-ground in place in 
the cutterblock, in addition to setting and jointing. Both setting and jointing operations are carried 
out as described on pages 10 to 12. Fig. 15 shows the machine set up for jointing when the motor­
ised grinder is fitted . 

FIG. 15. 
MACHINE ARRANGED 

FOR JOINTING. 
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MOTORISED CUTTER GRINDER (CONTINUED) 

'K'_-

'8'_-

FIG. 16. MACHINE ARRANGED FOR GRINDING. 

GRINDING. 

CAItBQItUNCUM CUP WHez::L.. 

'~. 

Boftf, l.EAC BUSH . 

• 
C\J 

2" CIA. 

CETAIL OF C!lRINCING WHeEL. . .3,000 R.P.M. 
WADKIN REP. RK 562. GRADE. RN 6050 V. 

Arrange the machine as illustrated in Fig. 16 for grinding. Release the indexing finger'S' from 
'out position' and rotate the cutterblock by hand using the crankhandle until the indexing finger 
rests in front of the knife edge 'in position' . Fig. 18 shows the indexing finger both in position and 
out of position. Start the grinder spindle and adjust the vertical slide screw 'K' to bring the grind­
ing wheel on to the back bevel of the knife. Traverse the grinding wheel across the knife two or 
three times and finish with the stone clear of the cutter at the rear end of cutterblock. The 
cutterblock is th.en rotated clockwise to the next knife, positioned and located by the indexing 
finger. Grind all 4 knives at one setting and if necessary lower the grinding wheel and take further 
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,FIG. 18. SKETCH SHOWING INDEXING FINGER IN AND OUT OF POSITION. 

cuts on each knife in turn until all the bevels are evenly ground. A light pressure should be exerted i 
by the left hand on the crank handle whilst grinding to ensure that the knife edge does not move away 
from the indexing finger. It is possible to grind the knives six or eight times before it is necessary 
to re-set them. This is because the rear pressure bar can easily be set to compensate for reduced 
cutting circle after re-grinds, as described on page 17 

IMPORTANT. Make certain that the indexing finger is latched back properly out of position as 
Fig. 18 before re-starting the machine. 
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,.LAlN OUT"'~!D ItEAI\ I'A!MU/\!. .. 
,: . 

I\OLL£1t Go! BELOW .AIt y, ... altL.OW 

CUTTER TMCIC. CUTTEIt TItACK. 

FIG. 20. 

SECTIONAL IN-FEED 
ROLLER, WITH ONE 
SECTION DISMANTLED 
TO SHOW CONSTRUCTION. 

FEED ROLLERS. 

FLUTT!:D INI"£ED 

ROL.LER. 

;;2, aELOW 

CUTTEII. TJl.ACK. 
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FIG. 19. 
SHOWING SETTING OF 
FEED ROLLERS SEC­
TIONAL CHlPBREAKER .. 
ASSEMBLY AND REAR 
PRESSURE BAR. 

The fluted section in feed roller or 
solid in feed roller whichever is 
supplied to customer's own choice 
should be set 1/32" (. 8mm) below 
the cutter track as shown in Fig. 19. 
Then apply spring pressure by adjust­
ing the hexagon head screw. The 
plain outfeed roller should be set at 
the same distance below the cutter 
track and spring pressure applied 
similarly. 

• 

•• 

• 

• 
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SECTIONAL CHIPBREAKER ASSEMBLY. 

Set all 8 shoes in line by adjusting the stop screws and apply spring pressure by setting the hexagon 
head screws on the top rail shown in Fig. 4. An initial lift of 3/16" (5mm) is given to the chipbreaker 
from a pivotting point in front of the cutterblock as illustrated in Fig. 19. This keeps the gap between 
the shoes and the cutterblock close and it gives a light easy lift useful when planing thin boards, 
because only the shoes of the chipbreaker unit are lifted. The initial lift is radially in the same 
direction as the feed, thus eliminating any possibility of timber jamming under the chipbreaker. 
Alternatively a solid chipbreaker can be supplied to special order to suit customer's own requirements· 

REAR PRESSURE BAR (See Fig. 19). 

The rear pressure bar should be set 1/64" (. 4mm) below the cutter track by means of the screw 'X' 
with the handle 'Y' in its lowest position towards the front of the machine. As grinding or jointing 
operations are performed this handle should be turned towards the rear of the machine as the 
pressure bar is lifted to compensate for the reduction in the cutter track diameter resulting from 
repeated jointing or grinding operations. When the knives have to be reset to the full track diameter 
of 5. 1/16" (128. 5mm) the setting handle 'Y' should be brought back to its original position towards 
the front of the machine. If the work tends to stick on the rear pressure 1 or 2 notches of the sett-
ing handle will release it and maintain an even feed through. . 

BRA K E. 

The hand brake should be applied gently and only after the stop button has been pressed. 

CRANK HANDLE. 

Make certain that the crank handle ~s removed and the swingaway cover replaced before starting 
the machine . 

IMPORTANT. LOCK STOP BUTTON IN OFF POSITION WHILST SETTING UP. 
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BALL BEARING LIST 

Size Number 
Maker's Number Outside Per 

Bore Diameter Width Machine Where used on machine • • 

SKF.2308F 40mm 90mm 33mm 1 Cutterblock front . i , 
SKF.RMI2F 11" 3t" 15/16" 2 Cutterblock rear 

SKF. RLS5 ~" 1. 9/16" 7/16" 4 Table rollers 8 

SKF. RLS8 1" 2t" ~" 4 Gearbox front 8 

SKF. RLS6 .lit It" 9/16" 4 Gearbox rear 4 

SKF. O. 8 
Thrust washer 1" It" ~" 2 Raising screw 8 

SKF.ALS6 
Paired Bearing or 

Hoffman N. 5080 ~" It" 9/16" 1 Grinder motor 4 

(LS. 8AC Paired 
back to back) 
SKF. CRL6 or • 
Hoffman RL8E .!'" li" 9/16" 1 Grinder motor 4 

PROBABLE CAUSES OF TIMBER STICKING WHEN PLANING. 

Should the material stick when planing three probable causes are given below :-

(1) The bed rollers set too low in the table when thicknessing rough timber. 

(2) Pressure bar too low. · . 
(3) Chipbreaker or sectional pressure too hard on through spring pressure. 

• 
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SECTION THROUGH CUTTER BLOCK. 

40 MM. SOU X SOMM. OIDIA. x33MM.WIDI!. 

If~ DIA. WHIT. FORM 

14 T. r: I. RIGHT HAND. 

FIG. 21 

VU BEt. T.s. 

Page 19 

www.w
ad

kin
.co

m 

inf
o@

wad
kin

.co
m



Hexagonal 
key 

Locking 
Lever 

Brass 
Pad 

Table 
Slide 

TABLE SLIDE LOCK 

Table 
Top 

FIG. 22 

Page20 

To prevent movement of the table when 
located in its desired position a locking 
device is fitted. An eccentric shaft 
runs the full width of the table and 
beyond the machine at the front. The 
shaft is fitted with an arm on either 
side of the table and where the shaft 
protrudes beyond the machine a lever 
is fitted to operate the lock. An adjust­
able brass pad is fitted on the top end 
of both arms to ensure that the arms 
lock firmly on the table slide. 

If through wear it is found that when 
the locking lever is brought over, the 
arms do not lock, the brass pads 
should be adjusted. Fig. 22 shows 
the brass pad on the front arm being 
adjusted. For illustration purposes 
orily the front cover and handwheel 
have been removed. Access to the 
top of the arm is gained between the 
table, when in its lowest position, 
and the overhead feed rollers. An 
hexagonal key is used as shown to 
adjust the grub screw clockwise 
which pushes the brass pad out as 
far as required. The arm at the rear 
side of the table is adjusted similarly. 
Make sure that both brass pads are 
adjusted the same amount, so that 
both ends of the two arms simultane­
ously lock on the table slide. 

., 

• 

• • 

www.w
ad

kin
.co

m 

inf
o@

wad
kin

.co
m



• 

.. 

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 to be put into service. This 
should be done as follows : 

1. Fit triple pole isolating switch near the machine unless it has been 
supplied to special order by Wadkin Ltd. when it will be fitted and 
connected to the machine. 

2. 

3. 

4. 

FAILURE TO START. 
1. 
2. 
3. 
4. 

Connect the line lead to the appropriate terminals. See diagram of 
connections. The cables should be taken to the machine in conduit and 
secured to the control gear by locknuts. 

Connect solidly to earth. 

Close isolating switch and press start button. If motor does not rotate 
in the correct direction, interchange any two incoming line leads. 

Electric supply is not available at the machine. 
Fuses have blown or have not been fitted. 
Isolating switch has not been closed. 
Lock-off or stop 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, set the load indicator to a lower value and vice-versa for a less 
fine setting. 

GENERAL .. 
Check the earth connection from time to time. Users are recommended to display 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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EARI...V OPENING 
CONTACT. 

NOTE: IF EA"'L..V OPE.NING CONT"CT 
IEI FJTTEC TO I~OL.AT1NG !tWITCH Pr.EMQVE 
CABL.E '"RoOM L.:3 TO '!I"TOP' SUTTON AND 
CONNECT A6 &I-iOWN CO'TTEC. 

OVER.L..OAD~. 

0.760 

oF\cE"- ONL. v.) 

----------, 

O/L..OAD-i.,. 

c;,RINDER 
SWITCH. 

TR.I"'. , 

(~]B'~ C'i- r
-. I I I !l 

I I I Ir--_, 
I , , I, 

Ir--J 
I I I U 

~ .. ~_~~_'= __ 1~1 
MAIN MOTOR.. 

I , , , , , , , , , , 
1 
1 
1 

, , 
1 
1 , , , 
'--- ----'1------, 

Iq--/-___ ~ 1 : 

?~ .. ----..I 

Or' 
c " ,., 

I 1----, , " 
I r I 'r-...J 
! I I }J .... J ________ .L'" 

GRINDER MOTOR.. 

C NTACTOR. COIL... 
~ 

CONTACTOR. TYPE A.~.D. : TIMING DEVICE. , L..______________________ I 

r--- - j: ---~ 
1 L ---~ : PUSH BUTTON 
, 'STATION. 

MAINTENANCE. ' 
I. f'.E.Ne:W OIL.. YEAP-L..Y. 

1 c:::c;:::' , 
L ~T.!'!tJ" ~ _ ~T.9~ __ J 

2.. I='.E NE. W c:.ONT .... CT!I> AND SF'P..1NC!I!t 

ONCE EVE"'''' e VR.!o. 
IN&TAL..L-ATION 'INSTR.UC nONS. 
FIT TRIPL.E. PQL.E I~OL-A.TING SWITCH NEA.R. MACHINE 5Q THAT THE EL-E'CTP.ICAL. GEAR. MAV R.E.--.Cl1 .. Y 
BE JSOL.A'T'EC FOf' IN!!IIPE.CTION PUf'PO~E&. f:'1L.L. !lTAR.'TER. TANI< TO JNCICAT£C on... L.EV£L. WJTH 011 .. 
PF'.OVICEC. ef'ING SUPPL.V CABL.E5 TO L.t- L.2. ... L.3 "T CONTACTOP.. THR.OUGH C.ONOUIT WJ.4fCj004: 5HOUL.C BE 
S.C~£V.J"C INTO THE MACHINE AND SlECUR.EO 8Y MEANS; OF L.OCKNUT&. EN&UA.E THAT THE DrR.!:CTtON OF 
"oTATION l!t COA.Ft..E'C'T BEF'QP..E PUTTING THE MAc.HIN&: INTO &Ep.,VICE, TO Fl.£VE'P"t;E ROTATION INTEP..C.HANGE. 
LI 80 1..3. 
OP.ERATING INSTRUCTIONS. 
TO ~TAPr.T MACH1NEi CL.O&E I&OL.ATJNG !.WITCH AND PR.EIIS, 'SoTART' BUTTON. TO &TOI=J MACHINE: PR~!t~ 
'£1,TOP' BUTTON. 'TO L.OCK OFF MACHINE', PR.E5IS, ANC TUA.N '!:ITOP' BUTTON, Tl-il& Mu5lT S~ A.E.L.EA!:I~O aEFOR.'C 
A IITAR.T CAN SE!. MAOE. TO !:ITART G.R.INO£A.,' TUR.N C.OJrooJTF='.OL ~WI"CI..a TO ~ON' PO~ITION. TO &TOP 
GP..JNOE"= TUR,N CONTA.OL. !JWIi"CH TO 'OFF' PO&lTtON. 
OVERL-OAD. 
SHOUL-C THE MACHJNE 5TOl=' CuE TO OVER.L.OA.O WA1,. FOF'. A 5HOl='.T TIME TO AL.L.OW "THE ~I.L.AV& TO COOL,. 
THEN &TAFt..T IN TH~ U~UAL. MANNEI='.,TH£ 
AO:J'UIlTMENT POINTER. NOR-MAL.. !lETTING 
MOTol'l. CURRENT. 

5!:TT1NG OF THE OVILfI"L.OAO UNIT MAo.,.. ay 
1& TO MA"K THAT WHICH COF\R.E&PONO'& 

VAoPr.1EC 
TO 'THE 

BY ME,o.N& o~ THE 
FUL.L. LOA.O 

,. 

. , 
www.w

ad
kin

.co
m 

inf
o@

wad
kin

.co
m



, " 

• 

.. 

MAIN DISCONNECT SWITCH.-:-:-:,..... 
(&lJPPLIf:'O To !lPE.c..IAL. ORDE.R ONL..'V.) 

EARLY OF'ENING CONTACT 

TYPE: R.A. SIZE N°·a 
MAC:;NETIC S,.ARTE:R. 

PUSH 8U,,"ON o"ATION 
AND ROTARY C.ON,.ROI.. SWI,.C.H. 

-MAIN H.f'..C. FU5E&. 

FUoE:5 F'OR CloRINDER. 

- -- - .., 

RETAIN CONiACT. 

OVE.RLOAD COILo. T3 

OVE:.RL DAD TRIPS. ~""t:::::::::::~!.......~~--hl 

_ ___ ----l 

,j- - - -i\ 

I 1 C4 : ~ ,.J , 
, , , <:3 : I 

r---j I r 
L __ ,ll ce

l
':, 

, I , 
t.-J I I I 

I I I J 
',,1_":' ___________ ~I 

MAIN MOTOR. 

IN5TALLATION INSTRUCTIONS. 

, 
I 
,ON , Ol='F' I , 
, I 

I 
I 

I 
IOFF , ON, 

I L __ _ 

,.- -- - , r- - - -1 
Cll , 

I , 
cal 

~L ___________ .J_ J 
--'----:r -~", -rr , , 

~ 

GRINDE.R MOTOR. 

F'J"T MAIN DI~C.ONN£.CT &W1TCH N[.AR. MACHINE:. UNLE:&5 5UPF'L.IE.C BY WADKIN L.TD. TO &P£CJAL 

OROE:R.} 50 TH ..... T THe. CU:CTRIC.AL- ~EAR. MAY READIl.Y BE I~OL"TE:O F'OR. iN&PE:C.T10N PUR.F'OSOE:5. 
BRING SUPF'LV CAeLE:~ TO 01!;C.ONNEC.T !.WITCH ANC TO L.1-L2.-L.3 AT MAGNCTIC. &TARTE:R. 

THROUGH C.ONOUIT WHIC.H ~HOuLD S£ 5C.REWE:O INTO MAC.HINE: ANC 5E CUR.E.C BY MeANS OF 

LOC.KNUT&.t.N&UR.E. THAT THE: CIRL'CTION OF'ROTATION IS. C.ORREc..T B!:FO!=f.E: PUTTING THE: 

MAC.HINE: INTO SERVICE.; TO FU:Ve:RSE: P.OTATION INTE:P.C.HANGE: LI·ANO LE. i\T MAC:lNE.TIC. &TAR.TEP'. 

OPERATIN~ INSTRUCTIONS. 
TO !:.TART MAIN MoTOR: C.LO&;: MAIN CI5CONNCC.T SWrrc.H AND PR.ti:.f,s. '~TART' BWTTON. 
To STOP MAIN MOT.OR.: PR.E:,s,S '&TOP' BUTTON. TO L..OCK. OF"F MAIN MOTOR.~ PRE.5S AND TURN 

STOP' BUTTON. THIS> MUST BE. R-EL..E:A5E.D BEFORE. A &TA~T CAN BE. MAC'ii:.. TO SoTAR.T dlR1NCE:R: 
ilJR.N ~OTAF\,Y ":'ONTROl.. HANOLE. TO ~ON' PO&ITIOf-J. TO !:.TOP C:lF\,INOE:FI.~ TuRN ROTARY CONTR.OL 
HANDLE. TO 'OF'F' POSITION. . 

OVERI..OAD. 
SHOUL.O THE: M ..... CHINE:, &TOP OUE. TO OVE.RLOl\o WAIT F'OR A &HOR."T TIME TO AL.1.0W THE 

HE,ATE" c:.OiLS TO COOL- J THEN !lTA"T IN THE:. U5UAL MANNE:.R.. 

DUAL VOLTAGE: MOTOR 
CONNECTION"'. 

WHEN OuPl,L VO\...T,AoGE. MOTOR.£. 

ARe:. &UPF'L.1E.C WITH ~ I-EADb 

THE: C.ONNEC.TION. "HOWN 
BEI..OW ARE: N£CE:"SAI'lY;-

SE:R1E:S/&"AR- 440 VOI.. To. 
F'ARAt..I..E.I../S,.AR - a 20 VOL ,.". 
,.0 TI-Ti~·T3 Te TI·T2.·T3 
AT !IT AP.TE.p-. A" ~TAR"ER. 

, 1'4 a .. <4 ~. , A3 83 03 <3 

A2 Bi! <l! A~ 82 c.a 

&ER1ES/&,.AR. PARAL.I..E:l../s,.A"-

WHEN OUAI- VOL.. TAQt MOTOR-So 

A~E. s,UPPt..U:D WITH 6 LEAOS 

THE C.ONNECTIONS; 5HQWN 

JaCL.OW ARE NE:C£:&5ARV. 

'''AR. • 34q!440VOL"&, 
O;:I.."A - a oo/aso VOI.. ,.s. 

TO T'I·T.e:-T.J TO "1·T2,"3 
AT S,.AR,.E:R.. A,. oTAR,.ER. 

tJJ ~" V Cl! 

~I/ " l ; l 
AI SI Cl 

; ; 
C.I ~ AI ,BI ~ 

;TAR OE:LTA. 
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.. . blow away harmful dust, 
chips and dirt with a 

Blower Wadkin Electric 

No motor can run at its maximum efficiency with its ·ventilating 
duct or control gear covered with dust and dirt. Sooner or later 
the resultant overheating will cause serious trouble. 

Similarly. accumulations of chips and dust. in the mechanical parts of 
the machine can interfere with its efficiency. A few minutes a week 
for blowing down all Woodworking Machinery will be amply repaid 
in better and easier running. in increased life. and freedom from 
breakdown. 

Blowers can be supplied for single phase A.c. or Direct Current 
for any voltage up to 250. 

Please state voltage when orderi ng. 

• 

· , 

• 

• 

• • 

• 
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