T T T ST

T T T P T T YT —_— T e

ANTIQUE
WOODWORKING
POWER TOOL

ASSOCIATION

© 1989

G. lg. Goodspeed Back-Knife Gauge Lathe, Circa
187 -

DECEMBER \489

TouRNAL #\5




Well its almost 1990. May I wish you all the best this Christmas
Season and next year.

You will notice that I incorrectly numbered the last issue as 13 it
should have been fourteen, and that’s why this is issue 15.

walt

Bob Ochenas is looking for a photo, catalog, or sketch of the
Crescent Resaw gage shown on page 16 of Journal $§17. He would like
to build one. His address along with the current AWPTA members can
be found toward the end of this journal.

Alan Morrison has inherited a Yates American 2082 table saw, planer,
and sanding machine. He is in need of operations manual, to get
this beauty going. 1If you have any info please send it to Alan.

Richard Pearce has two Universal Wood Workers for sell. (406)
363-3456, after 6 o’clock.

Below you will see a photograph of Al DeNicola’'s "BEAVER" . yes
we’ll publish anything! (We have to keep your interest.)
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Richard Timmerhoff has an 18 1/4 inch planer for sell. It looks to
be very similar to the one Dolphus Harrison of Prattsville, Ark has.
The machine has all the parts including spare blades (but no

motor). It needs to be disassembled and cleaned. Richard’s number

157(602) 746-sBator 7944369, (3 stk ot iin HaLl® Baowns m“;\mc\
waH-

Dave Parker has did a great job restoring this lathe. It has a 15"

swing, 51" between centers, 1 1/8" X 8 thread on the head stock, all
cast iron. The spindle is 1 3/8" diameter with Babbitt bearings and
oil cups. The drive belt was leather (lap-belt) on wooden pulleys.
He converted it to a V-belt set-up which gives him 8 speeds.




GOODSPEED LATHES=--PaST AND PRESENT
PART ONE (1851-1870) (©)
BY

DalNA MAKRTIN BATORY

How are those millions of wooden golf tees,
clothespins, drum sticks, furniture spindles, and
other turnings made quickly and cheaply? Mot by hand
to be sure, but by sutomatically fed and operated
specialized copying lathes. (SEE The i<onT covik).

The Goodspeed hachine Company® of winchendon,
Mgssachusetts, hes been designing and manufacturing
such machines since sbout 1851. Although Goodspeed
also produced a wide selection of lethes for making
buckets, tubs, churns, barreis, kegs, etc., this
grticle compares thelr early back knife and gauge
lathes with their present models.

The back knife principle has long proved its

*See Newsletter No. 1M ({anuic | »17) Octobes 19%9



velue in terms of economy, high production, identical
parts, esse of set-up, and safety. The lathe is
excellent for long slender turnings and the quality is
hard to beat because of the smoothness.

"Our biggest seller today," company president
Maurice . Witt wrote to me in personal correspondence,
"is the full hydreulic, hopper fed back knife lathe.
This wood working principle i1s one of the oldest for
making lerge wood turnings. It is my understunding
thaet Baxter D. Whitney™ made one of the first--if not
the first--back knife lathes and that we also developed
one a few years later. I believe we have been making
this machine for 125 to 130 years. The cutting
principle is so good that they have never found a
better way other than making the machine more ruggzed
and faster operating.”

Cut-to-length round or square stock is used. If
you were making a 2-inch diemeter finished turning
stock approximately 2%-inch diemeter in size would be
used. On the semi-sutometic lathe the stock is placed
on stock holders which are on the beck side of the
machine. The operstor manually swings the stock
forward between the drive spindle and the teil stock.
.hen the stock is in line the hand wheel is turned

bringing the drive center forward engsging the wood

*oee lewsletters No. 8 & No. 9
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and the operator ilmmediately lets g0 and the stock
starts revolving end the stock arms swing backward out
of the way.

The carriage holding two knives starts moving
to the left. The first knife (an adjustable roughing
knife) is set to cut the wood to 2 1/16-inch in
diemeter. kight behind this knife is a steady ring
or support die which is 2 1/16-inch in diemeter. This
dowel now fits snugly into the steady ring and as it
comes out the other side it comes in contact with =
roughing gouge. This gouge swings up and down on
Pivots as this knife holder is riding on a hardened
template made in the shape of the turning required.

8 thls carriage moves to the left these two knives
are cutting--one making a dowel and the other roughing
the turnings out to approximately 1/16-inch over the
finished size.

Now the third knife (the back knife), set at &
20° engle to the exis of the workpiece rotation,
starts cutting just behind the roughing gouge. The
back knife is & milled-to-puttern knife that extends
the full length of the workpiece--only the back is
sherpened. The knife is mounted on two vertical

slides so that it reciprocstes in the man:er of g

guillotine.
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As the beck knife moves down it engages the
workpiece on the right-hend end immedistely following
the carriage. Eventually the carriage--with roughing
knife, support die, snd roughing gouge--passes to the
left and the back knife completes its downward stroke
having just skimmed off spproximately 1/16-inch of
wood. The shesring action of the back knife produces
e nice smooth turning vhich requires & miniaum of
canding.

After the back knife has completed doing its
work, the operator spins the hand wheel to open up
the spindle and the turning fslls into the left
hand of the operator. OUf course, today everything is
eutomatic and the operator doesn't touch the finished
turnings et all--only loads the hopper. The knife
then rises as the carriage returns to the right before
another cycle begins.

The "Goodspeed Back-nnife Gauge Lethe"™ of circa
1876 was designed for turning all kinds of beaded
chalr stock and similer work. Offered in four sizes--
13, 30, 36, and L8-inches--the large spindle had
extra long babbltt beerings and a two-step cone pulley
for different speeds. The conical tail spindle ran
in long bress lined boxes with & step to tzke the

end pressure and adjust for wear.
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The adjustable knife-bar was planed in such & way =
that once the knife was set it remeined correct. The
knife-frame had racks cast on each end and gears
working in them, so the sash worked up and down square
without binding on the ways. It had a centering
device for setting both ends of the stock, adjustatle
to any length dismeter.

The gouge holder in front of the die was made to
adjust with screws without stopping the lethe. The
feed-screw had three bearings so when the feed-belt
was tight it would not throw the screw out of
slinement. The feed nut was made to open and shut
square giving it an equal beering on all the threads.

One set of turning tools, six dies, two spur
centers, and two cup centers for the tallstock were
stenderd equipment. The 48-1nch model cost $375 in
1900.

G. N. Goodspeed Bobbin Lathe, Circa 1876.
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Ldvertised as the easiest and quickest operating

lethe on the 1870's market, every Goodspeed lathe was

started and tested before leaving the shop.

Goodspeed also offered a more modest machine, the

"Improved Gauge Lathe" for general use in turning

fur

hoe

niture and chair stock, bedstesd rolls, balusters,

, fork, and broom hendles, and all kinds of beaded

end plein turnings, using a V-shaped cutter and a

G.

G. N. Goodspeed Gauge Lathe, Circa 1378.

N. Goodspeed Boring Lathe, Circa 1876.
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gouge. The machine used the ssme kind of nut and teil

stock as the back knife lsthe. The mechine came in

3, 43, and 6 foot lengths end special sizes could be
made to order. The 6} foot model sold for 230 in
15600,

(To Be Continued)

kir. Dane Martin Batory
402 E. Bucyrus St,
Crestline, OH 44827
(419) 683-2817

MORE ON BABBITT BEARINGS
by Cameron Brown (:)1989

The best overview of babbitt bearingas to date is
Robert Johnson's article in "Fine Woodworking" #38.
This article is intended to supplement Johnson's,

BABBITT METAL. The exact composition of the bearing
metal devised by Isaac Babbitt in 1839 is not known,
It is thought to be approximately 3.6X copper, 89.3%
tin, and 7.1% antimony. As a general-purpose bearing
metal, this composition has never been materially im-
proved upon, although cheaper substitutes have been
devised., An economical lead-base babbitt of composition
10% tin, 15% antimony, and 75% lead will serve in many
applications where genuine tin-base babbitts are speci-
fied, s
How babbitt composition can be determined in the
field I have no idea other than to take it to an analy-
tical laboratory. It is my extremely limited experience,
with machinery which has weathered 60 years, that the
tin-base babbitts retain their brightness whereas the
lead-base babbitts become dull like old plumbers' lead.
Also, tin-base babbitts have a specific gravity of about
7.4 and lead-base babbitts, 10.

idb




014 proprietary literature warned against mixing
babbitts from different sources. Of course, companies
wished to sell more babbitt and to avoid liability for
the failure of unknown alloys. Johnson claims success
for mixing different alloys. It can be seen in reference
books that the high-tin babbitts vary in composition
within a narrow range. I surmise that they can be mixed
without a catastrophic decline in bearing properties,
for our purposes., For pounding service in a connecting
rod, that is a different matter. Lead-base babbitts
vary dramatically in composition, however, and mixing
them could realistically result in an alloy with much
degraded bearing properties,

POURING TEMPERATURES. Lead-base babbitts have a
proper pouring temperature around 630°F, At this tem-
perature white writing paper should enter freely and
turn medium brown. Tin-base babbitts have a higher
pouring temperature, 800°F or so, which will char a
wooden stick but not cause it to burst into flame,
Shells and mandrels are about right when water evaporates
from them rapidly without sputtering.

POURING, While in the molten state and especially
just before pouring, the babbitt should be thoroughly
stirred. Fussy workmen in the past used bottom-pour
ladles and indeed these ladles are still available from
Brodhead-Garrett (address in newsletter #11). Johnson
lines split bearings in two pours. I have read that
some workmen line split bearings in one pour by bolting
the cap in place, with metal shims (called "liners" in
old literature)., The shim stock extends all the way
to the shaft or mandrel, except in one place where a
notch is cut out to allow the molten babbitt to flow
from the upper half of the shell to the lower. After
cooling, the triangular riser of babbitt is cut with
a chisel and the bearing halves separated,

In addition to taking precautions against molten
metal splashes anyone casting babbitt metal should wear
a respirator.

LUBRICATION, The oil grooves shown on p.l2 of
newsletter #10 basically cover the topic. Some sloppy
practitioners in the past would wrap twine around the
mandrel to form oil grooves, but this practice is not
recommended. The golden rule is to keep the grooves
away from the area where the hydrostatic wedge of oil
forms under power, i i

By analogy to electric motors, I suspect SAE 30
oil is a little heavy for shafts rotaiinc¢ faster than
1800 rpm and I would try an SAE 20 nondetergent motor
oil or turbine oil (available in electric motor shops).
For machines like my stationary belt sander I even use
SAE 10 oil. Bearings will run cooler with lighter oils
until the o0il becomes too thin to maintain the hydro-
static wedge, whereupon perfect lubrication is replaced
by boundary lubrication and the temperature commences
to rise again. 1It's a judgement call,
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MISCELLANEA. Contrary to what Johnson writes,
babbitt can be filed with proper tools. 1In the past
"Vixen" files, with semicircular teeth of a coarser cut
than regular (bastard) cut, were available in 12 and
14 inch lengths for filing babbitt. I have seen “Vixen"
files offered in machine catalogs of 1919 and 1921.
Nowadays the proper file is a "lead float file", having
a "short angle" (teeth nearly perpendicular to the edge)
and coarse, single-cut, ridgelike teeth that shear metal
in thin shavings., A "babbitt file" is also offered by
the Federal File Co, of Memphis, TN,

Our newsletter does a great service to publish
the case histories of unsuccessful babbitt bearings,
such as the letter from Alfred Gunn in issue #1. I
hope many more members will come forward with their
experiences,

Richard Heine, in issue #2, described an expensive
conversion of babbitt to ball bearings. Now, babbitt
metal shares many properties with type metal and die-
-casting alloys. I know for a fact that the Parks
Woodworking Machine Co, did not line bore the bearing
housings for the cutterhead on a ca. 1979 12 inch planer
I owned. The bearings were held by a babbitt-like metal
poured into oversized cores in the iron frame. Were I
to attempt a conversion of babbitt to ball bearings, I
would first determine if there were room within the
bearing shell to accept the outer race dimensions of
a ball bearing of sufficient capacity to handle the
anticipated loads. If 80, I would have the shaft machined
to press fit into the inner race. For bearing patterns
one could either scrounge discarded bearings or have
custom patterns machined. 1In either case some provision
must be made to assure that in the finished job the
babbitt clasps the outer race only, by building out the
patterns in the region of the inner race, grease shield,
and shaft,

BIBLIOGRAPHY, Kent's Mechanical Engineers' Handbook.
Design. Shop Practice, Apparently out of print, A
mine of esoteric information. Twelve ASTM babbitt
alloys and standard designs for o0il grooves are described,

Machinery's Handbook. An exhaustive reference
work with sections on pouring babbitt, SAE babbitt alloys,
and bearing theory, showing the hydrostatic wedge,

Marks' Standard Handbook for Mechanical Engineers,
Another definitive reference work with a good section
on bearing theory and oil grooves.

Materials Handbook. Contains a section on babbitt
metal which explains the effects of various alloying
elements and the family (high-tin, high-lead) to which
various proprietary alloys belong.

The New American Machinist's Handbook. The best
treatment of babbitting steel shells I have ever seen,
and a deep treatment of files,
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The J-Line 14" Band Saw is built with a sturdy one-
piece frame for vibrationless prodiuction work. This
machine is ideal for vocational training, cabinet
shops, pattern shops, production shops and other
similar applications. The construction of this ma-
chine makes it readily adaptable for use in cutting
all types of wood, plastic, cork, rubber, paper prod-
ucts, insulation, Celotex, masonite or other similar
non-metallic materials.

The design of the machine is such that safety fea-
tures have been made an integral part of the ma-
chine. The blade is completely guarded above and
below the tuble except at point of cut.

Adjustments can be made quickly. easily and safely
from the operator's position. Hinged doors make the
upper and lower wheels accessible. making blade
changing safe and fast. The wheel tilting and tension
adjustments are located on top of the machine.
The use of light weight aluminum wheels makes pos-
sible quick accelerating action without undue start-
ing strain on the motor.

frmnas
SPECIFICATIONS
Blade to frame—13%"
Capacity
Under Guide—é6'4"
Speed 3850 FPM
Table Size 14" x 14"
Table height from floor (with cabinet) 433"
Table tilt to right 45°
Table 1il1 1o left 10°
Maximum blade width u"
Maszimum blade length 923"
Minimum blade length 904"
Whee! covers Hinged
Bond saw wheels Aluminum
Shipping weight with motor 330 lbs.
e S |

{Over)

BRODHEAD-GARRETT CO.

|

4560 East 71st. Street

J-114 14

BAND SAW

® ADJUSTMENTS
conveniently made from operator’s position

COMPLETELY GUARDED
except at point of cut

ALUMINUM WHEELS
easily adjusted for blade tension and tiit

SOLIDLY SUPPORTED
upper and lower backing bearings

Lithg im UL &

Cleveland, Ohio 44105




Tre biade tensioning adjustmen! and the whee! Bacing bearing shaf i3 sohdly supporied by &
titing control are locsted 8! the top of the heavy hezagon sleel guide post, 3o desugned that

mactung In angmon & window n lhe upper dunng adjusting | wili not drop down and hil The
ateel cover allows the operalor 1o check the throa! plate The lower backing b
tisde Tension sl any tme Convenence of the shown) 8 supparted by lhe cast wron lrame
The heawly nbbed one piere cast von frame (ontrgls and scalss permils proper adjusiments The upper guide post clamp 3 adyusied from the
revisty detischon under cul and Turmahies & wubad from aperalor s postun even when the machine operator’ s postion An esrluvive adveniage of

sunport lor Tanle and whesiy 3 i opetahon

CATALOG LISTING

BASIC MACHINE: 14 Band Saw with ane ', general purpose blade (20WB12)
and machine pulley Without cabuaet motor, control, belt and motor pulley
CAT. NO. 20W299

BASIC MACHINE WITH CABINET: 14 Band Sew with motor pulley 160W362)
belt (50W30%), one ', blade (20WB12) Withou! motor and control
CAT. NO. 20W300

CABINET: With motor support and belt guard CAT. NO. 20W850

MOTORS FOR SINGLE PHASE OPERATION (Specity Operating Voltage)

Motor 'y HP, 115°230 V, 80 cy. 1725 rpm. open drip-proo! CAT. NO. 20W138

MOTOR FOR 3.PHASE OPERATION (Specity Operating Voltage)

Maotor, 'y HP 208.220 440 V. 60 cy, 1725 tpm._ open drip-proof
CAT NO. 50W117

STARTERS FOR SINGLE AND 3-PHASE OPERATION

Starter magnelic complete with low voltage and overload protechion molor

cord and fithings Used with single phase motors CAT. NO. 20WBLL

Starter magnenlic complere with low voltage and overlioad protechon. moltor
cord and fittings Used with 3.phase motors CAT. NO S0WB&S

Starter. manual complete with overload protection. motor cord and fithings

Used with single phase molors CAY. MO. 90WE4)
Starter. manual complete with overload protechion, motor cord and fithings
Used with J-phase motors CAT. NO. POWB62
Manual Switch without overload protection complete with mounting plate
motor cord and fithings Used for single and 3-phase motors CAT. NO 864
Power Cord J wire B foot complete with twist lock and finhings for use with
manual starters CAT MO 90WB79
ACCESSORIES
A Section V-Belt 49 3" piich length CAT. NO 6OW30S
Motor Pulley, 37 PD -%" dis bore CAT NO. s0W3A2
Miter Gauge CAT NO 10WSS]
Rip Fence with guide rails CAT MO 20W800
Work Light. 7 cord and plug CAT. NO 2YWRID

WOOD CUTTING BLADES FOR GEMERAL WORK

" width CAT. NO. 20W810 3, width CAT NO 20W813
y, width CAT. NO. 20WB11 7 width CAT. NO 20W814
1, width CAT. NO. 20W812 1, width CAT. NO. 20W815

the J 114 14" Hand Saw i & mde guide That
suppnrts the blade bolh above and below Ihe
pall beanng Dacking guae This leature asssls
tracauung ol the biade and avoids “snaking
under heavy loads

Tne tabie insert (patanted) i3 30 designed thal
woutar cut ot will not turn and
be in contact with the blade

RiP FENCE
AND
RAILS

Doubls lable trunmions give sohd support and are
clamped widh one nand anob lrom the lronl of the
mathine so tnal the operator can mekes adjusiments
8! poent ul operstion A slop pin ik used lo feiel the
tabie il of 10" 1o et of 45" to fignt sathout making
cumbersume adjusimants




INSTRUCTION and PARTS LIST MANUAL

FOR J-114 14" WOODCUTTING BAND SAW

ap FENCE
AND
A

20 W 300 14 Band Saw
with cabiner Optional
sccassorien svailable
ms shown abovs.

DESCRIPTION

The J-Line 14" Woodcutting Band Saw is designed
to turn out precision work with maximum safety
and convenience. All moving parts (including saw
blade) are guarded except at point of cut, and all
operating adjustments are made from the front of the
machine ; tensioning of the blade is controlled with the
wheel cover closed.

For precision cutting the 14” Band Saw has a ball
hearing backing guide and double surface side guides
for the blade and an accurately ground table with two-
way tilt and double-locking trunnions. It has a sturdy
ane-piece frame and a liroad-base cabinet that will not
tip under the thrust of heavy cutting.

The machine will cut a full 6% inch stock with a
13%, inch clearance to left of blade, A 14 inch general
purpose blade is furnished, and it will accommodate
blades from ! inch to 3] inch wide. Available as acces-
sories are: rip fence with rails, miter gauge, total en-
closure saw guards, and lamp attachment.

APPLICATION AND USE

The J-Line 14” Band Saw can be used for cutting
all types of wouds, or plastics, rubber, paper products,
insulation, Celotex, cork. masonite, felt, and similar
non-metallic materials. It is ideal for use in produc-
tion shops. pattern <hops, caubinet shops, school shops

and vocational training. therapeutics, and in many
other applications where accurate production and safe,
convenient operation are of prime importance.

ASSEMBLY

NOTE: Check carton thoroughly for loose parts before
destroying carton.

The table and other machined surfaces are protected
with a high grade rust preventative which can be re-
moved easily by rubbing with a cloth muistened with
a sulvent such as benzine. For further protection the
table 1s covered with waxed paper. If any paper adhers
te the surface, 1t can be dissolved by solvent or he
seraped off with a piece of sharp-edged hardwood.

Mounting Saw on Cabinet, Take off center panels on
right and left sides of cabinet by removing four 1"
round head machine screws on each panel, Locate four
holes on top of cabinet and four on base of the saw.
Place the saw hase on cabinet so that corresponding
holes match and so that the lower wheel shaft extends
over belt opening in top of cabinet. (Note: Do not in-
stall belt guard until after motor is installed.) Secure
by use of 5 16” hex head cap serews, common washer,
:'ll)clk washer, and hex nut in each of the four sets of
oles.

Fig 2

Installing the Motor

NOTE: A motor support is installed in the cabinet at
the factory to accommodate standard NEMA
No. $6-6 frame motors only.
First elean off the shaft ard attach the motor pulley
to the shaft with the key furmshed. Loosen the four

BRODHEAD-GARRETT CO., CLEVELAND, OHIO
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#3"-16 hex head cap screws which secure motor plate
to cabinet. Hanger for motor is on a pivot so that, by
releasing motor plate fasteners, hanger will swing
down and facilitate installation of the motor. Motor
should be inserted through opening on right side of
cabinet base, and holes in feet of motor base should be
placed on motor plate in line up with corresponding
holes on plate, Using four 5/16” carriage bolts, com-
mon washers, lock washers, and hex nuts, fasten motor
loosely to plate.

With a straight edge, align both motor pulleys. After
they are properly aligned, tighten motor to motor plate
by tixhteninf our carriage bolts; then tighten set
screws in pulley,

Vee belt can now be installed by slipping over motor
pulleys. To get proper tension of Vee belt, move motor
plate up or down on pivot action. When desired tension
is obtained, secure four motor plate fasteners tightly.

After motor is wired (See Instructions for Wiring)
replace panels on lower right and left sides of cabinet
and install belt guard on top of cabinet, Mount belt
gu?::i against rear of machine using cap screw fur-
nished.

Wiring the Motor

A choice of single or 3 phase 14 hp 1750 RPM motors
is available for the 14” band saw. In making the instal-
lation, be sure that all state and local electric codes are
followed, and that all ordinances covering wiring are
complied with,
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Shown in Figs. 8, 4, and 65 are the wiring diagram
for both single and three phase installations. They a:
simple and easy to follow. In making the three phas
installation, it is best to employ the services of
licensed electrician.

Suggestions for Single Phase Installations.

To protect your line in single phase installations, d
not use the ordinary t house fuse. Instead w
recommend a time delay fuse such as “fusetron”, “fus:
stat” or similar type unit. When the motor is ten

rarily overloaded, as when stock is pushed throug

urriedly, excessive current is used. An ordinary fus
will blow under these conditions whereas a “fusetron
or “fusestat” will accept this overload for a short pe
igndd and still protect the line against any serious ove

Recommended Extension Corda,

Motors will work satisfactorily on voltages 10¢
above or below normal. Thus a motor for 115 volt ser
ice will work from 105 to 125 volts.

Low voltage causes the greatest amount of troub
and damage, the first indication being slow starting ¢
failure to start. High voltage on the other hand wi
only cause a slight rise in temperature which iz ofte
beneficial, and no harm is done.

Low voltage is often the result of too long or inadi
quate size extension cord. It is important, therefor
when an extension cord must be used, to see that it
of proper size wire, per this table:

WIRE SIZE FOR 115 AND 23 VOLT
BINGLE PHARE CIRCUTTS

DIBTANCE~MOTUR TU FUBE OR METER BOX

IIIS\“.'.JII\' HEV OV 118V |20V |11 V|230
L1 Tﬂn Ilqso. 'I}! No. 8|No. Ilﬂ No. 6| No. B| No. 4| No.

Motor 100 Po
He




11 you are certain tne motor 18 In running condition
and the extension cord is in accordance with this table,
yet starting is slow or motor hums and does not start,
indications are that there is improper voltage at the
service entrance box. In this case be sure to contact
your local electric company and have them supply the
correct voltage.

Lubrication. All bearings in the machine and in the
motor are lubricated-for-life, sealed ball bearings. Oc-
casional oiling of the adjustment screws and alides will
keep controls operating smoothly.

Installing Saw Blade. The 1,” saw blade furnished with
your machine is utisfactorr for most general purpose
wood cutting jobs, To install the blade:

Open upper and lower wheel doors. Loosen table lock
knob, and move table to horizontal poeition, tightening
lock knob to secure. Remove taper pin from front of
tahle. (A sharp rap with a block of wood or mallet from
hehind front flange will loosen pin). Lower the upper
wheel carrier by turning tensioning knob at the top of
machine (See fig. 6) until bottom limit of travel ia
reached.

TENSIONING KNOB —= Qp

Fig. 6

Then remove saw guards and move the upper and
lower side guides and blade backing bearing to extreme
back position. To do this, loosen upper side-guide and
back bearing lock screws (See fig. 7) (Lower side
guides beneath table have special friction locks). Then
use saw guide and back bearing adjusting knobs (Fig,
7) to position guides and backing bearing.

Insert saw blade through slot in front of table (from
which pin has been removed) and position blade on top
and bottom band saw wheels. Make certain that blade
lies freely in upper and lower blade guides. Check to
be certain that cutting rake of teeth is positioned
downward at cutting point. (To reverse direction of
cutting rake, simply turn blade inside out).

Now that blade is properly positioned on wheels, ad-
Just tensioning knob until tensioning scale indicates
proper tension for 14" hlade. Be sure to use tensions
indicated on scale to achieve maximum blade life,

Next, check blade for tracking by manually rotating
the upper wheel slowly in a clockwise direction. If un-
true tracking is indicated, adjust tilt of wheel by
means of the wheel tilt knob at top of machine until
blade tracks true on center of the wheel rim for several
revolutions,

CAUTION: Never attempt to adjust traclang of blade
while saw is running

After blade is properly positioned and adjusted, re-
place taper nin in front of table. You are now ready tu
make final adjustments of saw guides and hacking
hearings.

ADIUSTMENTS

SAW GUIDES (Side guides and backing bearings)

The saw blade on the 14" Band Saw is guided abave
and below the saw table with dual surface, long-wear-
ing side guides and ball bearing, luliricated-for-life
sealed backing bearings. These must !w adjusted care-
fully to obtain maximum blade life as well as accurate
cutting. To adjust side guides, proceed as follows -

(Leave table thruat plate out for easier adjust-
ments). Remove upper blade guard by loosening screws
and sliding guard out of mounting slots. The side
guides are held by two socket head screws on each side
of blade. Loosen these screws and spread side guides
to admit blade, Using the side guide adjustment knob
(Fig. 7)., move guide holder forward until front face of
guide blocks is just below the tooth gullet of the saw
blade. (If guides are extended tno far forward, tooth
set on blade will be destroyed)

Manually move guide blocks in toward blade on each
side so that blade is contained therein, but make sure
that there is free running clearance for the blade nver
the entire length of the blocks. There should he no ex-
cessive rubbing friction on either side of blade. After
side guides are in correct position, tighten socket head
screws, and lock upper side guides in position with side
guide lock screws.

NOTE: Guide blocks may be reversed and interchanged
if uneven wear occurs
To adjust backing bearings, use the backing bearing
adjusting knob (Fig, 7). advancing backing bearings



i8



Kay Part Deacription Qty. Key Part Description Qty
No. No. Regd. No No. Reqd.
1 | 4322-8 | Cabinet Assambly 1 52 6000 Frame 1
2 4331 Motor Plate 1 53 6047 Spring 1
3| 4327 Panel, Right Side Center 1 54 6044 Screw, Tenslon 1
4 | P-2208 Mach.screw,rd . hd. 1/4-20x3/8 12 55 P-5302 Roll Pin 6
5 2082 Name Plate 2 56 2038 Hand Knob 4
3 P-5200 Type "U*" Drive Screw, #2 x 1/ 8 57 P-4814 Plain Washer 1
7 6081 Panel, Left Side 1 58 6071 Spring i
8 P-4804 | Common Washer, 3/8 8 59 4129 Pin, Stop 1
9 P-5000 Lockwasher, 3/8 4 60 P-B018 Retaining Ring 2
10 | P-2004 | Capscrew, hex hd., 3/B-16x1 4 61 | 6054 Guide Plug 1
11 6075 | Stuffener 2 62 6056 Hand Enob 2
12 P-4403 Hex Nut, 5/16-18 4 63 P-5310 Roll Pin i
13 | P-5001 | Spring Lockwasher, 5/16 4 64 6061 Shaft, Guides 1
14 | P-2014 | Capscrew,hex hd., 5/16-18 65 | 6055 Disc, Guides Ad|. 1
| x 11/4 4 66 P-9003 Bearing, New Departure#2939500 1|
15 ; 3160PP | 7/8" Plug Button 1 67 6062 Shaft, Bearing Ad). 1
l&  P-2033 Capscrew,hex hd., 5/16-18x5 1 68 | P-3416 | Capscrew,Socket Hd., #10-24
17 | P-4816  Plain Washer 7 x 5/8 8
18 65004 Belt Guard 1 69 6020 Guide, Saw 4
19 | BO3GPP "A" Section, 49.3" Pitch Length 70 6024 Gulde Carrler, Bottom 1
3 V-Belt 1 71 P-2034 Capscrew. hex hd.,5/16-18x7/8 4
20 P-9501 Pulley, “A" Section,b 1/2"0.D. | 72 6021 Trunnion 2
21 6065 | Drive Shaft i 73 6057 Tilt Scale 1
22 P-8030 | Retaining Ring 2 74 2043 Pointer 1
23 ' P-3005 Bearing, New Departure#359504 1 75 P-2211 Mach .screw,rd.hd. #8-32x1/4 1
24 6064 Bearing Spacer 1 76 | 60863 Pin, Trunnion Slide L |
25 P-9004 Bearing, New Departure#439504 1 77 P-9502 Motor Pulley, "A“section 3 1/2“0D |
26 | 2506 Plate, Retaining 1 5/8" Bore 1|
27 P-2205 Mach.screw,rd.hd, #10-24x3/8 6 78 6053 Washer, Special Y 1
28 6074 Tire, Bandsaw Wheel 2 79 P-5304 Roll Pin i
29 6003 Bottom Wheel 1 BO 6058 Pin, Trunnion Lock 1 ]
30 P-5401 Key, 3/16 x 3/3@ x-1 ¥ | Bl 6069 Washer, Special 1 |
i 2522 Washer 1 82 6060 Screw, Trunnion Lock 1
2 P-2013 Capscrew, hex hd.5/16-18 x 3/4 | B3 P-5325 Roll Pin, 1/2 x 4" 1
a3 6050-8 | Door Assy., Lower 1 84 P-5323 | Taper Pin, #6 x 1 1/4" long 1
34 | 6045 Tilt Screw 1 BS | P-4402 | Hex Jam Nut, 5/16-18 1 |
35 6080 Dust Block 1 86 P-3223 | Socket Set Screw,5/16-18x11/8 |
16 #4 Rd. Hd. Machine Screw 2 a7 6001 Table 1
37 5049-8 Door Assy. , Upper | B8 6070 Plate, Throat 1
38 6051 Window, Door 1 83 6036 Post, Guide 1
39 P-2220 Mach.screw,rd.hd.5/16- 18x5/8 7 90 6022 Bracket, Post 1
40 2053 Bearing Clamp 1 91 P-4817 Plaif Washer V)
4] P-9001 Bearing, New Departure#488016 | 92 P-2032 Capscrew, hex hd.,b 3/8-16
42 6040 Spacer, Top Whaeeal Bearings 1 x11/8 2
43 P-9002 Bearing, New Departure#880 16 ' 93 65043 Hand Knob 1
44 6002 Wheel, Top 1 94 P-3220 Socket Set Screw, Headless
45 6039 Shaft, Top Wheal 1 1/4-20 x 1 1/2 |
46 6025 Slide, Top Wheel 1 95 6067 Screw, Post Lock 1
47 6041 Spacer, Gib 2 96 6037 Screw, Lock 2
48 | 6042 Clamp, Gib 2 97 6046 Shaft, Bearing Ad). 1
49 P-4003 Mach.screw,Trusshd.5/16- 1.3{ 4 98 P-3003 Bearing, New Departure#293500 |
50 P-3222 Set Screw, 3/8-16 x 3/4 2 99 6023 Guide Carrier, Top 1
51 6038-5 Polnter Assembly 1 100 6035 Guard, Upper 1




until race of bearing just clears the back edge of the
saw blade. This bearing should not contact blade except
when sawing stock. Then lock upper backing bearing
in position with backing bearing lock screw.

MAKE THESE ADJUSTMENTS FOR BOTH UPPER
AND LOWER SAW GUIDES.

Lower saw guides (beneath table) are positioned the
same as upper saw guides, except that they are secured
by special friction-type locks that are self-locking.

After saw guides are adjusted, manually rotate up-
per wheel clockwise for several revolutions to make cer-
tain blade runs free and true.

The upper saw guide assembly is adjustable verti-
cally from 0 inches to 6!% inches, and is held in posi-
tion by a lock knob on the right hand side of the ma-
chine (Fig. 7). To obtain the best cutting action, make
certain that the upper saw guides are positioned as
close to stock as possible.

Finally, insert throat plate in table. Small “ear” of
plate fits slot in table behind blade to prevent plate
from rotating or creeping, and it eliminates undue en-
largement of blade clearance slot.

Saw blade is now in position and adjustments are
completed. Replace upper and lower saw guards, and
tighten screws.

Table tilt. The table of the 14” Band Saw tilts a full 45
degrees to the right and 10 degrees to the left. Follow
this simple procedure to obtain desired angle:

Fig. 8

For right hand tilt, loosen table lock knob (Fig. 8)
and lower right edge of table until desired angle is
indicated on the tilt scale beneath table. Lock table
lock knob to hold in position. This table lock knob con-
trols locks on both front and rear trunnions for super-
ior rigidity.

For left hand tilt, loosen table lock knob and pull
horizontal positioning stop forward (Fig. 8). The stop
serew under the left-hand side of the table is factory
set to automatically index table in horizontal position
when stop pin is pushed in). Tilt table to desired angle
as indicated on tilt scale, and lock table lock knob.

Ll

Selecting Blades. Fine pitch blades produce a cleaner
cut on thin stock or when cutting across grain, The
coarser pitch blades are more efficient in making long
cuts that run with the grain, or when cutting thicker
stock. In making curved cuts, or when direction of cut
changes in relation to grain, or when an assortment of
stock thicknesses is to be cut during normal usage, a
general purpose blade (such as furnished with the
machine) will produce best results.

Cutting Stock. To obtain highest qgeality cuts, apply
steady pressure and uniform feed. careful to feed
stock directly into the cutting edge of the blade in
order to avoid side thrust on the blade. (This is par-
ticularly important in cutti:f to a curved line). When
cutting thicker stock or harder woods, feed stock into
blade at a slower rate than when cutting thin stock or
softer woods.

In cutting to a curved line, never attempt to crowd
a blade around a radius smaller than the width of the
blade will allow (i.e., blade should never be twisted).
Follow this table for determining blade widths required
for minimum cutting radii:

1,"” blade—34" radius
14" blade—74” radius
34" blade—114" radius
15" blade—114" radius
3," blade—2" radius

Extra band saw blades should be stored in a dry
place. To inhibit rusting, wipe blades with an oil-soaked
rag before storing.

SUGGESTIONS FOR OPERATING
YOUR BAND SAW

Adjusting upper and lower side guides. This is of para-
mount importance in producing quality work. Be sure
to follow carefully the directions for making blade
guide adjustments found in this manual.

Tilting upper wheel. This adjustment should never be
made without first retracting upper and lower guides
and backing bearings. Failure to do this may result in
blade breakage. excessive wear on blade backing bear-
ings, excessive wear on blade side guides or excessive
lead-off of saw blade during cutting.

Correcting saw-blade lead-off. This tendency of a saw
blade to lead off to right or left of a cutting line may be
due to: !

A. Loas of tooth set because of (1) hitting nail with
saw or (2) because blade side guides are set too far
forward so that they overlap teeth or (8) because of
faulty blade sharpening.

B. Improper wheel tilt adjustment which causes ex- *
cessive “heeling” pressure on back edge of blade
against backing bearing. '

C. Insufficient tension on blade. i

|
F
l
|
|

|

D. Dull saw blade.




ek Miller
YDS [ELLjnwoed gRwW~E
#Euj NC 27562

paniel C. Pischer
2213 vine B8t.
Berkeley, CA 94709

Andrew D. Clough
Rt. 3, Box 183
Mineral, VA 23117

Grandfather Cabinetry
Larry Ice
PO Box 276

Crossnore, NC 28616

Clam Island Farm

pavid J. Westergard
Eel Brook, Yarmouth Co.
Canada, BOW 2X0

Richard L. Brown
6967 Garfield Ave.
Harborcreek PA 16421

Dana Martin Batory
402 E. Bucyrus St.
Crestline, OH 44827

James M. Ryan
4400 E. 104 Ave
Anchorage, AK 99516

Terry L. Shuman
1503 27th st.
Vienna, WV 26105

Fine Woodworking
Alan Platt
POB 355

Newtown, CT 06470

Joseph Burgarella
66 Edward St.
West Haven, CT 06516

Joel Puckett
Rt. 2, Box 27
Maryville, TN 37801

Paul D. Wright
12370 NW 29th St
Sunrise, FLA. 33323

Maurice McCann
117 8. Jackson
Oscela, IA. 50213

Bill Mueller
Route 1, Box 262
Middlebourne, WV 26149

R. D. Hanlove
107 §. Prospect
Wheaton, ILL 60187

Dan Migchelbrink
3457 Marquette S5t. N.W.
Uniontown, OH 44685

R. Kent Thompson
POB I

Howard, 8D 57349

Neil Kammiller
1632 Blossom Park
Lakewood, OH 44107

Clyde W. Yost
615 Cleland Ave.
Bucyrus, OH 44820

Jan Johnson
9833 Johnson Pt. Rd. NE°
Olympia, WA 98506

Dean Weikart
1350 Road 198

Bellefontaine, OH 43311

Anne D. Williams
49 Brooks Ave
Lewistown, ME 04240

Craig Estes
Handcrafted
Hardwood Furniture
SR 5, Box 547
Madison, VA 22727

Boulder Machinery
17282
Boulder, CO 80302

Troy Beatty Farm
2100 Robin Dr.
Auburn, AL 36830

al

Harry L. Brown
815 8. Rockford
Ardmore, OK 73401

Mark W. Brock
746 Canyon Rd
Redwood City, CA 94062

Edwin W. Weiland
11193 Clinic Rd
Suring, WI 54174

Michael Ribley
2256 5. Emerson B5t.
Denver, CO 80210

Richard Jent
1410 Columbia Rd
Westlake, OH 44145

Weather Protection Ser.
Earl D. Thrasher

Rt. 6, Box 199E
Andalusia, AL 36420

Robert A. Sanders
HCR 71, Box 172
Vienna, MO 65582

Robert A. Larson
POB 220130

Anchorage, AK 99522

Thaine H. Allison
POB 286
Chico, CA 95927

A. DeNicola
12 Cotswold Dr.
Centerport NY 11721-1710

J. Lee Murray
Box 113 Main St.
Warner, N.H. 03278

Phil Hildebrandt
30 8. Calhoun St.
Baltimore, MD 21223

§. J. Woodward
2735 Westwood Blvd.
Los Angeles, CA 950064




Geo T. Gabriel
POB 936

Alton, ILL 62002

Glen H. Graham

POB 532 (8701 Erie)
Canal Fulton, OH 44614
(1989,1990)

Steve Cocanougner
Cabinetry

Rt. 2, Box 604
Fincastle, VA 24090

Saco Manufacturing
& Woodworking

39 Lincoln Street
Saco, ME 04072
Keith Berner

505 Elmgrove Rd.
Rochester, NY 14606

Charles W. Dunbar
9011 Sweet Birch Court
Springfield, Va 22152

Karta John Miller
6142 Pimenta Ave
Lakewood, CA 950712

Robert P. Scholl
29 Imperial Ave.
West Point, CT 06880

Loy H. Bloodworth
4214 Crest Place
Ellicott City,

MD 21043

Richard Rowlands
POB 1541, DUBBO
NSW 2830
AUSTRALIA

James Gregg
Rt. B8, Box 232-G
Greenville, TN 37743

John M. Glezen
PO Box 2171
Syracuse, NY 13220

Vincent Pepe
26 Clifton Ave.
Ansonia, CT 06401

Russell Firth
5 Acorn Dr.
Tabernacle, NJ 08088

George Braun
2507 Carousel Court
FPlorissant, MO 630131

David Pollak
264 E. Blackwell
Dover, NJ 07801

Meadow Valley General
Johnny R. Miller

1983 T.R. 178

Baltic, OH 43804

Daniel E. Stewart
7975 North, 39th St.
Augusta, MI 49012

Richard Cole
127 N. Manning St.
Hillsdale, MI 49242

Peter Belden Trieb
1537 York Street
Lima, NY 14485

Robbins General
Contractors, Inc.
100 Pine St., Suite #1775

San Francisco, CA 94111
S.E. Johnsen

RR1, Box 295 B
Reelsville, 1IN 46171

J. Andrew Schelz
15249 Ridge Rd. W
Albion, NY 14411

Bob Bryce
P.0. Box 1740
Marysville, WA 98270

Marvin Dees MD
POB 160, 400 Main Str.
New Ellenton, SC 29809

Lothar Bonk
3816 Decatur Ave.
Kensington, MD 20895

& o

Walter A Himmen

Iron ¥Works

75 Pequot Rd.
Southampton, MA 01073

Kent Peterson
7560 Poplar Drive.
Minocqua, WI 54548

|

|

|

|

|

James A. Wilson Jr. !
Rd 1, Yvonne Drive |
Becket, MA 01223 l
|

|

|

|

|

|

Daniel Pasqualini
72 Barton Road

Milford, CT 06460

Artisan’s Woodshop
Rod Zauder

North Street,
Goshen, CT 06756

Dave Suhling
0ld Style Transport.
POB 42

Gamaliel, AR 72537

Popular Woodworking
David Camp

1300 Galaxy
Concord, CA

Way
94520

Tim Crowder
912 Clauson
Richman, VI

Rd.
23227

Robert Costa

RD 2, Box 330
Bridgeton, N.J. 08302
Jim Fite

Rt. 3, Box 441
Shelby, N.C. 28150

Woodmill Co.

Don Bashore

Box 131, 349 W Park Dr.
Greenville, OH 45331

Sig Skavlan III
609 N.E. Susan Street
Madras, OR 97741

Robert Tibbets
Sutherland & Hunt Rds
POB 429

Stephentown, NY 12168
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Woodshop Machines
78 Regional Dr.
Concord, NH 03301

Charles L. Webster
4920 5tk Ave North

St. Petersburg, FL 33710
K.K. Palo

2417 H Street
Sacramento, CA 95816
Roxie E. Smith

RRZ Evergreen Park
bDavenport, Iowa, 52804

Villiam T. Wilkins
L1217 Prairie St.
fouston, TX 77002

frank Dorion
30 Fourth Street
few Britain, CT 06051

fatthews Millwork
foodworking Shop

L Jerseyville, Ave
Freehold, N.J. 07728
Stephen Matthews

Ppouglas J. Richard
1406 A Alex Dr.
Joppa, MD 2108

Kent Peterson
1560 Poplar Dr.
Minocqua, WI 54548

Don Reynolds
2411 171 Ave S.E.
Snohomish, WA 98290

harles Kaplin
73 Latime Rd.

lanta Monica, CA 90402

harles E. Wilson
ilson Woodworks
L0, Box 273
tafford, CT 06075

‘artk Avenue Waterbeds
jobert D. Knopp
06 N. 3rd.

lanhattan, KS 66502

lay Ingold

!5 Watson Street
lamp Hill 4152
AUSTRALIA

Woodshop News
Associate Editor
Lewis Lorini

35 Pratt St.
Essex, CT 06426

Bill’s Cabinet Shop
Bill Kaline

9615 Ahmann Ave
Whitter, CA 90604

Rick Olson
4056 Indian Creek Rd.
Elkview, WV 25071

John Radcliffe
46114 - 268th Ave 5.E.
Enumclaw, WA 98022

Clarence C. Shaeffer
Box 604, RD §1
Wrightsville, PA 17368

Joseph Biunno
129 wW. 29th St 11lth rloor
New York, NY 10001

James M Clement
POB 535

Napoleonville, LA 70390

Ben R. Stanley
RT. 1, BOX 453
Wirtz, VA 24184

Richard Downing Eng.
9644 E. Raymond Str.
Indianapolis, IN 46239

Robert P. Ochenas
204 W. Dubley

Maumee, OH 43537
(1989,/1990)
David C. Pommert

6902 0ld Chapel Dr.
Cincinnati, OH 45244

Blue Ox Mill Works
Eric Hollenbeck
Foot of X Street
Eureka, CA 95501

Ferinand F. Fournies
129 Edgewood Drive
Bridgewater, NJ 08807

P

Better Homes & Gardens
Wood - Peter Stephano
1912 Grand Ave

Des Moines, 1I0 50309

J. H. Drawdy
1322 01d Dixie Highway
Homestead, FL 33030-4945

Michael McNair
1620 22nd Street
Columbus, NE 68601

Horance J. Freeman
1311 Alamo Street
Rosenburg, TX 77571

Cameron Brown
POB 1283
San Juan Bautista,
CA 95045

J. Waring Stinchcomb
2613 Brooks Dr.
Suitland, HMD 20746

Stephen J. Woodward
2735 Westwood Blvd.
Los Angeles, CA. 90064

Max Griggs
3559 Sane Drive
Midland, MI 48640

Dale Zulelow

2111 Country Lane

La Canada-Flintridge,
CA 91011

Robert Casey Realty Co.
POB 384

Burgaw, NC 28425

Richard Timmerhoff
4411 W. Mesquital Del Oro
Tucson, AZ 85741

Ray Sitka Jr.
15 Shepard Avve.
Salem, NH 03079

John Andreasson

39 Rambleside Drive

Mansfield, OH 44907
(Broadhead-Garrett)



The Combination Buffalo Woodworker No. 2

SAW WHLEL CUARD

ADJUSTING 5CREW

FOR BANDSAW TENSION
BAND 3AW CUARD

HEAYY H SECTION FRAME

MOVABLE SAW CUIDE
RIP AND CROSS CUT 3AW

TILTING TABLE

SAW AND FLANER GUIDE 1~ FOR BANDSAW
—

ADJUSTABLE SAW TABLE

BELT SHIFTER

ADIJUSTABLE

TIGHT AND LOOSE PULLEYS
JOINTER TABLE —

DRIVE—S30 RP M.
SCREW FOR

TILTING TABLE
ADJUSTABLE CUIDE

FOR DRILLING

. DRILL

EMERY WHEEL X 47 "iﬁ FREVENT SLIPPAGE

SELF ALIGNING BEARINCS
STRONG., HEAVY FRAME

The entire construction of the Buffalo No. 2 Combination Woodworker, is of the highest grade.
The frame proper is made of heavy cast iron and rigidly braced. Bearings throughout are large, and
babbitted, with provision for lubricating. Tables are finished perfectly smooth, Band saw wheels are
balanced, so as to run safely at high speeds without vibration. Band saw wheel bearings are extra
long, and the upper bearing is adjustable by means of the hand wheel shown.

This combination woodworker is adaptable to many different jobs.
venient to take from place to place, or to set up in their shops. Carpenters have found it cuts the
labor costs on new buildings to a fraction. Tn foundries, it is used for making and repairing fasks,
core boxes and patterns, as well as for many other jobs, bracing, making bins, etc. Three men can
perform different operations at one time without interfering with each other.

Contractors find it con-

Many shipping rooms find this machine excellent for cutting crating lumber.

Blacksmiths
and wagon-makers also find the No. 2 Woodworker a very useful machine.
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Rip and Crosscut Saw:

The table for the rip and crosscut saw is 37 inches
wide, of heavily ribbed cast iron. The saw mandrel
is11 16 inches diameter and runs in babbitted and
reamed bearings 41, inches long and provided with
oil grooves. The saw pulley is 27 inches diameter,
a 21.-inch belt is used, with a speed of 3000 R.P.M.
Belt from drive shaft to saw mandrel furnished with
machine.

The saw table is hinged at one end for raising and
lowering to adjust the depth of the cut. (See illus-
tration.) The cast iron side guide, which will tilt
to any angle, may be swung over and used in con-

Grinder wheel and drill with grinder
guard and drilling tuble. Ohserve the
wljustable feuture of the drilling table.

nection with the jointer. A casl iron cross-cul guide
is also furnished which slides in a milled groove n
the table and is adjustable for different angles. The
saw will make a cut 2%, inches deep.

Jointer:

The jointer is fastened on the same spindle as the
saw, is 6 inches long and 3 inches in diameter. Our
g - jomter is, of course, of the rounded safety type.

Rip and Cross-Cut Saw—Table tilted
Note smooth even finish and sturdy con.
struction.

A screw and handwheel ar-
rangement are used to make both
sides of the jointer table adjust-
able,

These tables are 6 inches wide
and 24 inches long, each allowing
for very accurate work. The
jointer shaft has an outboard
bearing and outside of this an
8x3] inch emery wheel may be
attached by means of two collars
and a nut.

Close-up of the jointer, showing the adjustable tables. At
the left front of the machine you will notice the brackets for
bolding the slide table for drilfing.

-
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Close-up of the band saw. The heavy
frame, balanced wheels, adjustable bearing
and rigid, sturdy guide enable this saw to
stand a lot of hard usage.

saw frame, and a hand wheel screw is
provided under the bearing for maintain-
ing a tension on the saw.

The saw guide consists of a tempered
and ground tool steel disc with an exten-
sion which runs in a long reamed hole.
The guide is readily adjustable for ma-
terial up to several inches thick. A 7§
inch band saw is regular equipment but
wider or narrower ones can be used if
the nature of the work requires it.

The following are furnish-
ed as regular equipmant:

A ¥%-inch band saw.

10-inch rip saw.

8x%-inch emery wheel.
6x:1-inch safety planer head.
Wrench for planer head.

Belt for rip saw and planer.
Band saw guide.

Emery wheel guard.

The saw throat is 21% inches.
2 H.P. required to operate.

Gross Weight, 1027 lba.

Packed in 3 Boxes: 42x26x9~, : "
43x28x14”, Ry,

Drill and Sander:

The shaft end is provided with a lg-inch reamed
hole and tap for a headless set screw. This allows
straight shank bits to be inserted. In order to fa-
cilitate holding work to be drilled, a slide table is
ﬁrovided which is readily adjustable to different

eights. The guide bars for this table fit in reamed
holes in the bracket of the machine. Thus the guide
can easily be removed when not in use.

An 18-inch disc sander may be pladed on the
threaded drive shaft end if desired,

Band Saw:

The band saw on this machine is furnished with
a well-finished cast iron tilting table 1714 inches long
by 1414 inches wide. Absolute rigidity of the table
is assured, as there are three ribs running the full
length of it. It may be locked in any position by
means of a positive-action cam and handle.

The band saw wheels are turned and balanced, 22
inches in diameter with a 1!4-inch face. The face
of each wheel is covered with an endless rubber band
on which the saw runs. This eliminates slippage of
the saw, and reduces the heat from the blade.

Saw Frame:

The frame of the saw is made of cast iron in an H
section, which is the strongest construction known.
The saw throat is 211% inches deep. An adjustable
bearing for the upper wheel is mounted on top of this

These men are busily engaged operating band saw,
rip saw and jointer, a common sight in shops where our
woodworking machines are used.

26



RECEN*\-\,, I Wwd to go 1= MARE TSLAAN | 1o

Nort’f-\ O‘F Sawm FrRancCise© x lhl", O pae mh{eud
Excursien (on The whAy T8 RENO) T saw Ths

saw il ¥ A/EVADAJ bot close T Clt;f‘amwl‘i)
T The b?jqes'f TWve ewa s€en) .

D

e . o i
r""?-""-_'.’:'ﬁ ™ ! 'i-

7




iu ANOTher  ieekend excuds\oAN, T ooenrt
& The MAPA wWIENE  VALLEY. (e tasted
WinNEs Foa M \naud.s. 3

MERRY CHRTSTMAS < Hapey New Vese
-(\LOW\TLL g‘ﬂ“r:\ﬂ)sc& W-‘Me&x (‘guﬂ'f—yﬂda}i

AWPTA
p.0. Box 1027
Connellsville PA15425

=8




	Page 1
	Page 2
	Page 3
	Page 4
	Page 5
	Page 6
	Page 7
	Page 8
	Page 9
	Page 10
	Page 11
	Page 12
	Page 13
	Page 14
	Page 15
	Page 16
	Page 17
	Page 18
	Page 19
	Page 20
	Page 21
	Page 22
	Page 23
	Page 24
	Page 25
	Page 26
	Page 27
	Page 28

