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WHY DELTA MACHINE TOOLS

INCREASE PRODUCTIO
FOR INDUSTRIAL USERS

Adaptability: Where changes in production re-
quirements must be made quickly, the portabil-
ity and flexibility of Delta machine tools make
them indispensable. For example, if a couple
of extra spindles are required on a multiple
drilling operation, two of our drill presses can
be set up, one on each side of the regular multi-
ple drill, and the extra spindles thus obtained
at minimum cost, It is also possible to group a
number of our drill presses, either temporarily
or permanently, to make up a multiple drilling
unit for special operations.

Flexibility: Due to the low cost of the standard
parts of Delta machines, they can be used to
make up special-purpose machines at a consid-
erable saving in cost. Many of the largest and
most progressive shops in the country, for ex-
ample, use standard Delta drill-press heads in
special drilling machines of their own design.
These heads cost only a fraction of what it would
cost to produce them in the user'’s own shop.
Complete machines, too, can be adapted to special
operations by a few inexpensive changes in the
user's own shop.

Portability: Since in most cases each Delta ma-
chine is equipped with its own motor, it can be
moved instantly to any place in the shop or
production line where it will be most effective.
This reduces the initial tooling cost in many
production shops, and in many plants making a
wide variety of products, enables the best lay-
out to be used for any sequence of operations
at the lowest possible expense.

Low First Cost: Manufactured under modern
production conditions with the finest of high-pro-
duction equipment—like the modern automobile

these machines cost less for the same produc-
tion value than heavier machines made up either
in small lots or on special order. While we do
not claim that modern light machine tools will
replace heavier machines on every type of work,
still there are many cases in which they will
actually outperform heavier, more expensive
equipment, due to their more modern design,
the use of self-sealed ball bearings, etc.

Economical Operation: They require relatively
smaller motors than those required by heavier,
older machinery. In most cases the power re-
quired ranges from '3 to % H. P.—-rarely over
1% H. P. This means lower power cost,

Low Maintenance Cost: Since the cost of the
original machine is low, the cost of replacement
parts is also low, thus cutting upkeep costs. In
addition, our machines have shown remarkable
stamina under production conditions, and with
our use of sealed-for-life bearings, maintenance
costs are practically nil.

Raduced Labor Costs: Since these machines are
so portable and adaptable, in many cases it is
possible to set one of these machines alongside
another machine on which the operation is slow
and time-consuming. The operator may then per-
form one or several operations on the Delta
machine while waiting for the completion of the
cut or cther operation on the other machine. And
these additional operations are obtained at no
additional labor cost.

Qmm&%—omer machines may look like Delta's on casual inspection, but the hidden

value of Delta design, as well as the more obvious advantages of the machines, make Delta
machines, dollar for dollar, the best light power tools you can purchase for any purpose.

DELTA MACHINES ARE MANUFACTURED AND SOLD UNDER THE FOLLOWING PATENTS EITHER OWNED
BY DELTA OR UNDER WHICH DELTA IS LICENSED. OTHER U. 5. AND FOREIGN PATENTS ARE PENDING.

1,697,669 1,930,022 1,969,827 2,025,834 2,085,235 2,232,149 Des. 98,280 Canadian Patents
1,790,288 1,938,548 1,975,562 2,032,233 2,085,236 2,240,426 Des. 99,614 340,751—1934
1,830,813 1,938,549 1,984,500 2,038,810 2,099,321 2,265,335 Des. 102,402 314,585—1931
1,877,705 1,947,885 1,992,726 2,040,718 2,108,086 2,265,406 Des. 105,429 346,174—1934
1,894,010 1,959,199 2,004,678 2,041,578 2,122,966 2,265,407 Des. 105,621 346,175—1934
1,896,924 1,963,688 2,007,887 2,045,422 2,168,282 2,265,408 Des. 107,805 351,531—1935
1,902,270 1,964,651 2,016,843 2,069,395 2,193,946 Des. 85,847 Des. 109,628 354,273—1935
1,906,190 1,964,652 2,020,219 2,073,430 2,202,878 Des. 89,818 Des. 117,460 354,274—1935
1,910,651 1,967,791 2,020,222 2,085,131 2,210,135 Des. 94,788 Des. 117,461 365,682—1937

370.828—1937
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All prices F. O. B. factory, Milwaukee. Prices shown in the latest price Shﬂf supersede all prices previously
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17-inch Floor Type, Single Spindle Drill Presses

No. 17-205

Shown with
Motor

2R T
%Us HOLES‘B_“ l

Type Srandctd Tulhng Tuble

No. 17-210 No. 17-215

Shown with & i Shown with
Motor Motor

Production Table Prod. Table eand Foot Feed

Model Slo-Speed High Spccd Slo Speed ] High Speed Slo-Speed | High Speed
WITH NO. 2 MORSE TAPER SPINDLE

Machine No.. ... ... 17-205 ~17-206 17-210 C172m 17-215 17-216
(015 8 5 K 1370 1370 H 1382 1382-H 1386 1386-H
Table Working Surface. .......... 11" .x 12" 11"z 13" 124" x 17" 123" x 177 124" x 17" 1214 "x 17*
Spin. to Table (B) Max.......... 33%" 33 15" 321" 320" 21 %" 21 14"
Spin. to Base ( ) MR i 441%4" 44154" 431847 43" 4" 421547 42 16g¥
10D T R O —— 340 340 380 380 414 414
Code Word..... ... .. i DRILA DRIAA DRILM DRIA]J DRILO DRIAK
Cat. No. of Coolant ] Pzpmg 4 None None 17-805 17-005 17-805 17-805
Type of Coolant Pump Required. .. None None Model No. 1

Medel No 1 Model No.1 Model No. 1

WITH 1/2" JACOBS

I
CHUCK SPINDLE i

These 17 inch drill presses are supplied in twelve standard machines as
listed and illustrated above.
Capacity: 34" in cast iron.
Machines include:
Table raising mechanism,
Streamlined belt guard.
Built-in depth gauge.
Depth scale on spindle return spring housing.
Quill has 5 inch stroke or travel.
High speed models have speeds of 700, 1150, 1750, 2750 and 4750
RFM and include No. 501 V-belt and No. 1312 motor pulley.
Slo speed models have speeds of 385, 600, 935, 1450 and 2240 RPM
and include No. 520 V-belt and No. 1311 motor pulley.
Order Jacobs spindle models where straight shank drills only are to be
used,
Order No. 2 Morse taper spindles where taper shank drills only are to be
used,

Machine No ......... . .. ...... 17-207 17-208 ]? 212 17-213 17-217 17-218
0Old No. SRR AN 1376 1376-H 1383-H 1387 1387-H
TableWnrkmgSurl'ace — 11" x 12" 11" 12" I!‘(”XIT” 12%"".1?" 121" x 17* IZV”I‘IT*
Spin to Table (B) Max ,..... i 333" 333" 22"

Spin. to Base (A) Max. .iivvisiseen 45%;" 45%," 44 '/fa" 441/ﬁ 434" 43'/{5
Ship. Wt. Lbs... ... o By Kt b 340 340 380 380 414 | 414
Code Word . . T e sy DRILG DRIAG DRILN DRIAM DRILR DRIAN
Cat. No of Coolant Piping. None None 17-805 17-805 17-805 17-805
Type of CooIant Pump Required. . None None Model No. 1 odcl No 1 Model No. 1 Model No 1

MOTORS, SWITCHES, COOLANT PUMP AND PIPING NOT INCLUDED WITH MACHINE, MUST BE ORDERED SEPARATELY

Where both straight and taper shank drills are to be used, order models
with Iltiso‘ 2 Morse taper spindle and use the No. 968 chuck listed on
page 15.

For individual parts for special set-ups and for accessories, see pages 14-17
For coolant piping and pump see page 16.
Motors recommended:

Light Duty: 84 510 ¥4 H.P., R.I. A.C. 110/220 V. 60 Cy.
86 520 14 H.P., 3 Ph, A.C. 220/440 V. 50/60 Cy.

Medium Duty: 84 710 34 H.P., R.I. A.C. 110/220 V. 60 Cy.
86 720 34 H.P., 3 Ph. A.C. 220/440 V. 50/60 Cy.
Heavy Duty: 84 910 1 H.P, R.I, A.C. 110/220 V. 60 Cy.
86 920 | H.P.. 3 Ph. A.C. 220/440 V. 50/60 Cy.
For 3 Ph. motors use No. 1320 or No. 1329 3 Ph. starters with No. 1322
mounting parts. Use No. 1332 switch rod for single phase motors.
See Pages 18 to 19 for Motors and Switch Parts.
For Prices See Attached Price List.

THE DELTA MANUFACTURING COMPANY * MILWAUKEE, WIS.
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17-inch 1, 2 and 4 Spindle Drill Presses. One Piece Tables

2935;,," .
=159 —

TABLE SURFACE

Single Spindle Machines
are Bench Type only.

Two and Four Spindle
Floor Type only. Work-
ing surface is 32" from

No. 17-305
Shown with Motor

No. 17-410
Shown with Motors

floor.
1 Spin. Bench Type 4 Spin. Floor Type
Type : ﬁl&"‘—g—‘l 8“9—13"!'?;.
- UL S T 2
Model - -Slo Speed ___ High Speed Slo Speed | High Speed Slo Sneed High Speed
|
WITH NO. 2 MORSE TAPER SPINDLE
Machine No.. .. ... '.' S T 17-305 17-306 17-405 17-406 17-410 17-411
Old No.. . ... 1375 1375-H 1545 1 1555 1557
Table Workmg Surface . 16" x 18" 16" x 18" 174" x 36" 174" x 36" 17" x 77" l?'*i x 77"
Spin. to Table (B) Max.. L 26" 267 26" 26" 26" :
Spind]eSpacing................... et (= 18" 18" 18" lﬁvJ
Ship. Wt. Lbs. . 400 400 860 860 1400 1400
Code Word . DRILF DRIAF TWOSF TWOSH FOURI __FOURK
Cat. No. leant Ptpmg 17-805 17-805 17-806 17-806 17-807 17-807
Type cl' Coolnrlt Pump Requlred Moaodel No. 1 ~ Model No. 1 - Model No. 2 Model No. 2 Mo_del No. 2 _Modci No. _2
WITH 1/2 INCH JRCLBS CHUCK SPINDLE

Machine No.. 17-307 17-308 17-407 17-408 17-412 - 17-413
NdNo.. ..., 1377 1377-H 46 1548 1556 1558 B
Table Workmg Surface . 16" x 18" 16" x 18" 174" x 36" 174" x 36" 174 "x??” 172" x 77
Spin. to Table (B) Max.. 261" 26%” 26!2" 264" ﬁ o 261"
Spindle Spacing ........ 18 18" 18 15"
Ship. Wt. Lbs. . G 00 860 860 1400 1400
Code Word . . . . ... .. i DRILH DRIAH TWOSG TWOSI FOUR]J FOURL
Cat. No. of Coolant P:pmg ...... 17-805 17-805 17-806 17-806 17-807 | 17-807
Type of Coolant Pump Required . Model No. 1 Model No. 1 Model No. 2 Model No. 2 Model No. 2 ~ Model No. 2

MOTORS, SWITCHES, COOLANT PUMF AND FIPING NOT INCLUDED WITH MACHINE. MUST BE ORDERED SEPJ\RATELY

These 17 inch drill presses are all furnished with a one-piece table in sizes
as shown by the dimensional drawing in the table above. The single
spindle machines are available as bench types only—the two and four
spindle machines are floor types and are furnished with a set of cast iron
legs as illustrated. With these legs, the working surface of the two and
four spindle machines is 32" from the floor. The heavy table has a 113"
oil trough all around tapped at rear for 14" drain,
Capacity: 34" in cast iron.
Machines include: Head raising mechanisms. Streamlined belt guard.
Built-in depth gauge. Depth scale on spindle return spring housing. Quill
has § inch stroke or travel.
High speed models have speeds of 700, 1150,
RPM and include No. 501 V-belt and No.
Slo speed models have speeds of 385, 600, 935, 1450 and 2240 RPM
and include No. 520 V-belt and No. 1311 motor pulley.
Order Jacobs spindle machines where straight shank drills only are to be
us
Order No. 2 Morse taper spindle machines where taper shank drills only
are to be used

1750, 2750 and 4750
1312 motor pulley.

Where both straight and taper shank drills are to be used, order machines
with No. 2 Morse taper spindle and use the No. 968 chuck listed on
page 15.

For individual parts for special set-ups and for accessories, see pages 14-17.

For coolant piping and pump see page 16.

Mctors recommended:
Light Duty: 84-510 %4

0 I. A.C. 110/220 V. 60 Cy.
B6-520 14

0

0

P., R.
.P., 3 Ph. 220/440 V. 50/60 Cy.
Medium Duty: B84-710 34 P, R.I. A.C. 110/220 V. 60 Cy.
86-720 34 P., 3 Ph. A.C. 220/440 V. 50/60 Cy.
Heavy Duty: 84-910 1 H.P., R.I. A.C. 110/220 V. 60 Cy.
86-920 1 H.P., 3 Ph, A.C. 220/440 V. 50/60 Cy.

For 3 phase motors use No. 1320 and No. 1329 3 phase starters with No.
1322 mounting parts. Use No. 1332 switch rod for single phase motors.

See Pages 18 to 19 for Motors and Switch Parts.
For Prices See Attached Price List.

#H B
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17" Floor Type 3, 4, 5, 6 and 8 Spindle Drill Presses. Sectional Tables BEEI%:

TABLE SURFACE

No. 17-525
Shown with Motors

1
3 Spindle 4 Spindle 5 Spindle 6 Spindle 8 =
L 744 Spindle || s
i i ol
ng ngell
% LY élv; Gs‘
11 ] . - 4
s - 5 - (|95 15" ||as 5
B3 ? = T 2 ol k.
] e l -9!5— -9#: 9!;_
15"
i et o o=
Model slo-Speed | High speed él-o—Speed ‘ High Speed | Slo-Speed | High Speed | Slo-Speed | High-Speed | Slo-Speed | High Speed
S, g e i = % i Ll & e | SHER SR
WITH NO. 2 MORSE TAPER SPINDLE
Machine No.. ... ... .... 17-505 | 17-500 17-510 T17-511 17-515 | 17-516 17-520 17-52 17-525 | 17-526
Table Working Surface . , 17%" x 65" 174" x 65'] 17%” x 65" 174" x 65" 174" x 95" 176" x 95" 17" x 95"| 174" x 95' |17} x125" |1714"x125"
Spin. to Table (B) Max. . 26" | 26" 26" 26" 26" | 26" 26" 26" 26" 26"
Spindle Spacing. .. ... .. 18" | 18" 15" 15" 18" | 18" 15" 15" 15" 15"
Ship. Wt. Lbs.. . . ... ... .. 1570 1570 1750 1750 2370 2370 2540 2540 3250 3250
Code Word.. ... ... | TRISA | TRISB | FOURN | FOURO | PENTA | PENTB | SIXAA | SIXAB | OCTAA | OCTAB
Cat. No. Coolant Piping. 17-808 17-808 17-809 17-809 17-811 17-811 17-812 17-812 17-814 17-814
Type of Cool. Pump Req.. |Model No. 2| Model No. Z|Model No. 2|Model No. 2 Model No. 3 Model No. 3|Model No. 3|Model No. Z|Model No. 2|Model No. &
With 1/2 INCH JACOBS CHUCK SPINDLE
Machine No...._....... A 17507 17-508 17-512 17-513 | 17-517 | 17-518 | 17-522 17-523 17-527 | 17-58
Table Working Surface.. .| 174" x 65”| 1714" x 65"| 17}4” x 65”| 1714” x 65" 174" x 95”| 1713" x 95" 1714" x 95"| 171" x 95" |1715"x125" [1714"x125"
Spin. to Table (B) Max. . 265" 264" 264" 265" 268" 265" 26157 264" 265" 261"
Spindle Spacing . . . ..... 18" 18" 15" 15" 18" 18" 15" b B i 15" 15"
Ship. Wt. Lbs.. .. ... 1570 1570 1750 1750 2370 2370 2540 2540 3250 3250
Code Word. . .......... TRISC TRISD | FOURP | FOURQ | PENTC | PENTD | SIXAC | SIXAD | OCTAC | OCTAD
Cat. No. Coolant Piping. .. 17-808 17-808 17-809 17-809 17-811 17-811 17-812 | 17-812 17-814 17-814
Type of Cool. Pump Req.. |Model No. 2|[Model No. |Model No. 2 Model No. 2|Model No. 3|Model No. :|Model No. 3/ Model No. :|Model No. 2|{Model No. ?

MOTORS, SWITCHES, COOL-ANT PUMP-AND PIPING NOT INCLUDED WITH MACHINE. MUST BE ORDERED SEPARATELY.

The 17 inch drill presses listed here are all furnished with sectional
tables. These tables are made up of center sections to which end sections
are bolted. This arrangement allows for a wide variety of combinations—
and altho we show here the most popular production types of machines,
many other units are available. The sectional table allows a drill press to
be made of any desired length with spindles spaced at any centers desired.
The sections have a 134" trough and the end sections are tapped for a
drain, Table of three or more sections have three cast iron legs, other
machines have two legs. Working surface is 32" from floor.
Capacity: 34" in cast iron.
Machines include: Head raising mech Str lined belt guard.
Built-in depth gauge. Depth scale on spindle return spring housing. Quill
has 5 inch stroke or travel.
High speed models have speeds of 700, 1150, 1750, 2750 and 4750
PM and include No, 501 V-belt and No. 1312 motor pulley.
Slo speed models have speeds of 385, 600, 935, 1450 and 2240 RPM
and include No. 520 V-belt and No. 1311 motor pulley.
Order Jacobs spindle machines where straight shank drills only are to be

used. Order No. 2 Morse taper spindle machines where taper shank drills
only are to be used. Where both straight and taper shank drills are to be
used, order machines with No. 2 Morse taper spindle and use the No. 968
chuck listed on page 15.
For individual parts for special set-ups and for accessories, see pages 14-17.
For coolant piping and pump see page 16.
Motors recommended:
Light Duty: 84 510
86 520
Medium Duty: 84 710
86 720

¥4 H.P.,, R.I. A.C. 110/220 V. 60 Cy.
12 H.P., 3 Ph. A.C. 220/440 V. 50/60 Cy.

34 H.P.,, R.I. A.C. 110/220 V. 60 Cy.
34 H.P., 3 Ph, A.C, 220/440 V. 50/60 Cy.

Heavy Duty: 84 910 1 H.P,, RI. A.C. 110/220 V, 60 Cy.

86 920 1 H.P., 3 Ph. A.C. 220/440 V. 50/60 Cy.

For 3 phase motors use No. 1320 and No. 1329 3 phase starters with No.
1322 mounting parts. Use No. 1332 switch rod for single phase motors.
See Pages 18 to 19 for Motors and Switch Parts.
For Prices See Attached Price List.
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Catalog Listing and Specifications
No. 17-860—Slo-Speed Attachment for 17-inch
drill Presses having a No. 2 Morse Taper
Spindle. Ratio of 414 to 1. Sh. Wt. 20 lbs.
Code BEOSP usoiiaviinaivesvaia $33.80

Wide Range of Speeds Available

The standard speed of the drill press is reduced
414 times by the Slo-Speed Attachment. The
bar graphs below show the wide range of

speeds obtained on both the High-Speed and Slo-Speed
Drill Presses when the Slo-Speed Attachment is used. These
Capacity of

speeds answer all requirements in the shop.
drill press is not increased.

DELTA SLO-SPEED ATTACHMENT FOR 17" DRILL PRESS m

USES TRAIN OF ACCURATELY MACHINED, DOUBLE-REDUCTION GEARS
- WHICH PROVIDE POSITIVE, CHATTER-FREE OPERATION OF SPINDLE

Shop practices often demand extra slow operation of the 17-in<:h_d'rill
press for spot facing, reaming, counterboring, core drilling and drilling
of hardened parts.

To meet this request the No. 17-860 Slo-Speed attachment which fits
any of our 17-inch drill presses having a No. 2 Morse taper spindle, has
been designed and is now available to you.

It has many special design and construction features which you will
recognize and admire. A train of accurately machined, double-reduction
gears are used to reduce the normal speed of the spindle. The use of
gears (in place of belts) eliminates all chatter, giving a positive, smooth
rotation of spindle. This, you will recognize, is especially important on
slow speed work. In addition to the smooth rotation, the gears provide
positive operation—there’s no slippage such as encountered with belt-
driven units.

The No. 17-860 Slo-Speed attachment fits any 17-inch drill press of our

manufacture, either the High-Speed or Slo-Speed models, having a No.

2 Morse taper spindle. It is extremely simple to install or remove which

means that the same drill press can

= be used for its regular speeds or the

. slow speed. Each machine thus has

10 different speeds which will meet

the requirements in all shops. The

ratio of input to output is: Input
414 R.P.M., Output 1 R.P.M.

Good Design and Construction

The unit has a drive pinion which
has a No. 2 Morse taper shank and
which is first slipped into the spindle
of the drill press. With the drive pin-
ion in place, the entire attachment is
slipped onto the drill press quill and
firmly clamped in place with the
clamp bolt. The housing butts against
the quill so that no end thrust is put
against the pinion or the gears. Anti-
friction bearings used throughout.
The gears are heat treated—accurate-
ly machined for long wear.

The use of the Slo-Speed attachment
on the 17-inch drill press reduces the
spindle travel from 5 inches to 4
inches and reduces the distance from
the end of the spindle to the table or
base 7 inches. The attachment has
a No. 2 Morse taper spindle socket.

(See reverse side for applications)

4750

SPEEDS ON HIGH-SPEED DRILL PRESSES

SHADED BARS SHOW THE SPEEDS OB- 2750
TAINED BY USING THE NEW SLO-SPEED

SPEEDS ON SLO-SPEED DRILL PRESSES
SHADED BARS SHOW THE SPEEDS OB-
TAINED BY USING THE NEW SLO-SPEED
ATTACHMENT. PLAIN BARS SHOW THE

STANDARD SPEEDS OF THE SLO-SPEED 935

1450 | |

5240 | ATTACHMENT. PLAIN BARS SHOW THE
|| STANDARD SPEEDS OF HIGH-SPEED ;-5
DRILL PRESS. —

|

DRILL PRESS. 600

75 ———

a4
200 305 383 77
80,125 2955

700 | |
570 - ! :
370 |
240 ’ | :
150 |
“ /// % 7 7 l ___L SRS

THE DELTA MANUFACTURING COMPANY * MILWAUKEE, WIS.
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Drilling in cast iron with a high
speed drill at 305 R.P.M.

Reaming in cast iron at
125 R.P.M.

Reaming and spot facing with a
combination fool in cast iron at

200 R.P.M.

Spot facing in cast iron with car
bide tipped tools at 305 R.P.M.

Countersinking in steel casting at
125 R.P.M.

Counterboring in cast iron with a
high speed drill at 200 R.P.M.

Cutting wood plugs 3" cutter in
1V5"” white pine at 200 R.P.M.,
and in 14" birch at 125 R.P.M.

Drilling two 4" diameter holes

with high speed drill for 33 tap

in timing gear. Heat treated alloy

steel Rockwell 40-42 C scale hard-

ness. Slow speed attachment at
200 R.P.M.

Core drilling in cast iron with a
high speed drill at 305 R.P.M.

Specifications of Slo-Speed Attachment Operations

Drilling and countertoring for
Welsh plug in cast iron wih car-
bide tipped iools at 200 R.P.M.

Drilling six 14" diameter holes

with high speed drill in hardened

steel washer HRockwell 45-50 C

scale at 200 R.P.M., alsa 114" spot
facing operation.

Spot facing and countersinking in

malleable cast iron at 125 R.P.M.,

with carbide tipped tool, Counter-
sink also at 125 R.P.M.

THE DELTA MANUFACTURING COMPANY ¢

MILWAUKEE, WIS.

7-B



m 17-inch 1, 2 and 4 Spindle Power Feed Drill Presses One Piece Tables

|

Shown with Motor

No. 17-260

No. 17-355
Shown with Motor

Available Only as
a Bench Type Machine

No. 17-460
Shown with Motors

see table opposite,

and four spindle floor types which

oil trough all around and are tapped for

Machines include: Streamlined belt guard. Built-in depth gauge. Depth

scale on spindle return spring housing. Quill has 414 inch stroke or travel.

High speed models have speeds of 700, 1150, 1750, 2750 and 4750
RPM and include No. 501 V-belt and No. 1312 motor pulley.

Slo speed models have speeds of 385, 600, 935, 1450 and 2240 RPM

and include No. 520 V-belt and No, 1311 motor

Order Jacobs spindle machines where straight shank dril

Furnished as single spindle floor type, single spindle bench type and two
ave cast iron legs. Tables have 114"

* drain,

the drill down to the work
ip of the power lever engaﬁe
cally

ulley.
Pl me:{y are to be

MOTORS, Swf'fCHES. COOLANT PUMP AND PIPING NOT INCLUDED WITH MACHINE.

These power feed 17 inch drill presses are of advanced design, incorporat-
ing all good features of machines of this type. They can be both manually
and power operated. The operator can brin,
in one swift motion by hand, and with a
the power feed. Upon completion of the operation the drill automati
returns, There are eight rates of feed for each of the 5-spindle speeds—

Light and

only are to be used. Where

For 3 phase motors use No. 13

age 15.

Floor Type Single Spindle | Bench Type Single Spindle | Floor Type Two Spindle Floor Type Four Spindle
o @3 ﬁ!a'—g—la&—mﬂ;% ]
3 b
» 4 77" i—
Model Slo-Speed ‘ High Speed Slo-Speed | High Speed Slo-Speed | High Speed Slo-Speed High Speed
| | iz i
WITH NO. 2 MORSE TAPER SPINDLE
Machine No..,.......... 17-260 17-261 17-355 [ 17-356 17-455 17-456 17-460 17-461
Old No.. .. b e e P-1382 P-1382-H P-1375 P-1375-H P-1545 P-1547 P-1555 P-1557
Ta_ble Working Surface. . .| 124" x 17" 124" x 17" 16" x 18" | 16" x 18" 174" x 36" 174" x 36" 174" x 77" 174" x 77°
Spin. to Base Max.. . ... 43154 #3e b iee | emesas s
Sp}n. to Table Max.. ... .. 32" 324" 235" 23545 235" 234" 23547 2354
Spindle Spacing. ........|  ...... | ... | ... o 18" 18" 18" 18”7
Rx_tsmg Mechanism . . . . . . Table Table Head | Head Head Head Head Head
Ship. Wt. Lbs.. ......... 435 435 45 | 450 960 960 1600 1600
Code Word . . ..i.iuuvian DRIQB DRIQF DRIQI DRIQK DRIQM DRIQQ DRIQO DRIQS
Cat. No. Coolant Piping. . 17-8B05 17-805 17-805 17-805 17-806 17-806 17-807 17-807
Type of Cool. Pump Req..| Model No. 1 Model No. 1 Model No. 1 Model No. 1 Model No. 2 Model No. 2 Model No, 2 Model No. 2
WITH 1/2 INCH JACOBS CHUCK SPINDLE
Machine No 17-262 17-263 17-357 | 17-358 17-457 17-458 17-462 17-463
Old No.. .. xahe ey P-1383 P-1383-H P-1377 | P-1377-H P-1546 P-1548 P-1556 P-1558
Table Working Surfa 124" x 17" 124" x 17 16" x 18" 16" x 18" 174" x 36" 174" x 36" 174" x 17" 17%" x 77*
Spin. to Base Max.. 444" 4414, ; ; ST | IR e
Sp}n. to Tab!e Ma. 32" 324" 23134" 231347 2314" 23'134"
Bpindle Spacing:. o oniii] slane | i [ 18* 18" 18" 18"
Raising Mechanism Table Table | Head Head Head Head
Ship. Wt. Lbs.. .. 435 435 | 450 960 960 1600 1600
Code Word............. DRIQD DRIQH | DRIQL DRIQN DRIQR DRIQP DRIQT
| i o N [ MY | el i B
Cat. No. Coolant Piping. . 17-805 17-805 17-805 17-805 17-806 17-806 17-807 17-807
Type of Cool. Pump Req..] Model No. 1 Model No. 1 Model No. 1 Model No. 1 Model No. 2 Model No. 2 Model No. 2 Model No. 2

MUST BE ORDERED SEPARATELY.

used. Order No. 2 Morse taper spindle machines where taper shank drills
Eoth straight and taper shank drills are to be
used, order machines with No. 2 Morse taper spindle and use the No, 968
chuck listed on
The single spindle floor type drill press has a table raising mechanism,
All other machines are furnished with head raising mechanisms.
For individual parts for special set-ups and for accessories, see pages 14-17.
For coolant piping and pump see page 16.
Motors recommended:

Medium Duty: 84 710 34 H.P,, R.I, A.C, Ball Brg. 110/220 V. 60 Cy.

Heavy Duty: 84 910 1 H.P., R.I. A.C. Ball Brg. 110/220 V. 60 Cy.

86 920 1 H.P., 3 Ph, A.C. Ball Brg. 220/440 V.

50/60 Cy

For Prices See

] .20_ 3 phase manual starter with No. 1322
Mounting parts. Use No. 1332 switch rod for s‘miie phase motors.
See Pages 18 to 19 for Motors.

ttached Price List.

THE DELTA MANUFACTURING COMPANY * MILWAUKEE, WIS.
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DELTA

17-inch Floor Type 3, 4, 5, 6 and 8 Spindle Power Feed Drill Presses BELTA

SLOW SPEED DRILL PRESS

el Sectional Tables

2 1 . |
RPM SFINEl[_I[ED PER REV. OF SPINDLE
+ 2240 0027] 0020] 0013]_

( — |
i | R 5 1
RPM. SPINDLE| FECD PER REY. OF SPINDLE

g FEED CHART
- Shows rate of feed per
HIGH- SPEED ORILL PRESS revolution of spindle on
ULLEY GW LoWER MOTGR 5karT both slo- and high-speed

= | models.

o Enp!l'i_' - There are eight rates

RPM SPIMOLE[FEED FER REV OF SPIKDLE i
—= 4750 0013 0008] 0006 0005 of feed for e_a':h spin-
1 2750 {0022 0016 0910 0008 dle speed, which means
17500034 | 002510016 | 0011 that the correct rate of

[ 1+ 11500040 0035] 0013 [ 00135 feed for your drilling
— uiﬂ%ﬁ” operation is always
T} - —_— o

I ——— available. Two cast
iron 4-step cone pul-
leys and a special belt
tension release built in-
to guard make speed
changes quick and safe.

No.

3 Spindie 4 Spindle

Shown with Motors

17-570

Type of Cool. Pump Req.. |Model No. 2|Model No. 2|Model No. 2{Model No. 2

; "y =
5 Spindle 6 Spindle or
— Spindle || &
— or 18°
Oy 20 o _
r; o
| " Lo ||w
Type e | = ot |l 18" |l
of || w 2 o e+ |
[ aﬁ- - 5
“."— f— 18
|8t 20 (¥
S 3ok | &1
Model Slo-Speed J High Speed | Slo-Speed | High Speed | Slo-Speed | High Speed | Slo-Speed | High-Speed | Slo-Speed | High Speed
| !
| WITH NO. 2 MORSE TAPER SPINDLE
Machine No.. 17-555 | 17-556 17-560 17-561 17-565 | 17-566 17-570 | 17-571 | 17-575 17-576
Table Working Surface. .. | 1715” x 65| 1715 x 65”| 175" x 95" 1714” x 95" 1715” x 95| 1715" x 95| 17157x125"| 1715°x125"| 1714"x155"| 1714"x155"
Spin. to Table Max.. .. .. 235" 23%4" 2354" 2384" 233" 2354" 2354 234" 235" 2344"
Spindle Spacing. ... ... ... 18" 18" 21" 7 5 18" 18" 20" 20" 18" 18"
Ship, Wt. Lbs.. ... .. .. 1720 1720 1950 1950 2620 2620 2840 2840 3650 3650
Code Word 22210 S50 TRISE TRISF FOURR | FOURS PENTE | PENTF SIXAE SIXAF OCTAE | OCTAF
Cat. No. Coolant Piping...| 17-808 17-808 17-810 17-810 17-811 17-811 17-813 17-813 17-815

17-815
Model No. 3|Model No. 3|Model No. 3| Model No. 3|Model No. 3|Model No. 3|

WITH 1/2 INCH JACOBS CHUCK SPINDLE

wiachine No, . .

Type of Cool. Pump Req...|Model No. 2|Model No. 2|Model No. 2{Model No. 2

by s 17-557 17-558 17-562 17-563 17-567 17-568 17-572 17-573 17-577 17-578
Table Working Surface. .. .| 1715” x 65”| 17)4" x 65”] 1714” x 95| 174" x 95”| 1715” x 957| 1715% x 95”| 17157x125”| 17%47x125"| 17V37x155"| 1714"x155
Spin. to Table Max.......| 23154" 23134" 23'3%4" 23134" 23134" 23134," 23134 23134, 23134" 23134"
Spindle Spacing. ... . . .. 18" 18" 21" 21" 18" 18" 20" 20" 18" 18"
Ship. Wt. Lbs............ 1720 1720 1950 1950 2620 2620 2840 2840 3650 3650
Code Word. . .. ......... TRISG TRISH | FOURU | FOURV PENTG | PENTH SIXAG SIXAH OCTAG | OCTAH
Cat. No. Coolant Piping...|  17-808 17-808 17-810 17-810 17-811 17-811 17-813 17-813 17-815 17-815

Model No. 3| Model No. 3|Model No. 3|Model No. 3|Model No. 3|Model No. 3f

The general specifications of these Power Feed drill presses are shown
in the first paragraph on the opposite page.
The machines listed here are all floor type machines and have sectional
tables, These tables are made up of center sections to which end sections
are bolted. This arrangement allows for a wide variety of combinations—
and altho we show here the most popular production types of machines,
many other units are available. The sections have a 134" trough and the
end sections are tapped for a drain. Tables of three or more sections have
three cast iron legs, other machines have two legs. Working surface is
32" from floor.
Capacity: 34" in cast iron,
Machines include: Head raising mechanisms. Streamlined belt guard.
Built-in depth gauge. Depth scale on spindle return spring housing., Quill
has 414 inch stroke or travel.
High speed models have speeds of 700, 1150, 1750, 2750 and 4750
RPM and include No, 501 V-belt and No. 1312 motor pulley.
Slo speed models have speeds of 385, 600, 935, 1450 and 2240 RPM
and include No. 520 V-belt and No. 1311 motor pulley.

MOTORS, SWITCHES, COOLANT PUMP AND PIPING NOT INCLUDED WITH MACHINE. MUST BE ORDERED SEPARATELY.

Order Jacobs spindle machines where straight shank drills only are to be
used. Order No, 2 Morse taper spindle machines where taper shank drills
only are to be used. Where both straight and taper shank drills are to be
used, order machines with No. 2 Morse taper spindle and use the No. 968
chuck listed on page 15.
For individual parts for special set-ups and for accessories, see pages 14-17.
For coolant piping and pump see page 16.
Motors recommended:
Light and
Medium Duty: B4 710 35 H.P., R.I. A.C. Ball Brg. 110/220 V. 60 Cy.
Heavy Duty: 84 910 1 H.P., R.I. A.C. Ball Brg. 110/220 V. 60 Cy.
86 920 1 H.P., 3 Ph. A.C. Ball Brg. 220/440 V.
50/60 Cy.
For 3 phase motors use No., 1320 3 phase manual starter with No, 1322
mounting parts. Use No. 1332 switch rod for single phase motors.
See Pages 18 to 19 for Motors,
For Prices See Attached Price List.

THE DELTA MANUFACTURING

COMPANY * MILWAUKEE, WIS.
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MACHINES DRILLING = AMERICAN SOCIETY \\” OF TOOL ENCINEERS ——

17” DRILL PRESS

S /aecz'a:/ Set- up23

The heads, columns, flanges, etc.
of DELTA-Milwaukee drill presses
may be obtained as separate units
so that special set-ups can be
made. The heads can be used in
any position — vertical, horizontal
or angular — because their self-
sealed ball bearing construction
eliminates necessity for lubrication.

(”Thfs unit uses DELTA-Milwaukee
standard 17" heads for drilling,
chamfering and reaming valve tappet
holes on seven cylinder radial aircraft
engine crankcases. Heads are cam
operated. Two groups of seven holes
are drilled in each chamfering at one
setting. The groups are at different
positions radially and on a different
plane, which necessitates indexing the
inner portion of the fixture as well as
raising and lowering position of fixture.
(2) Two standard 17" DELTA-Milwaukee
Drill Press heads used horizontally
in a special machine for seating and
facing bronze valve bodies.
(3 Machine built for facing, drilling
and tapping equalizer beams, used
for rear-axle assemblies on trucks. Ac-
commodates beams of five different
sizes. Four 17" drill heads used. The
two upright heads drill '4'" holes auto-
matically. Horizontal heads hand fed.
(4) A special set up using twe 7"
drill press heads for drilling and
tapping operations on aircraft-engine
crankcases. Jig is indexed in both the
horizontal and vertical plane and also
slides longitudinally so that the crank-
cases can be brought under the drilling
and tapping heads.
(5 Two Delta Drill Press heads are
used for drilling and spotfacing
aircraft engine crankcase parts in this
set-up,
(6] Here is a special machine made
up of three standard Delta Drill
Press heads on extra long columns
mounted on a standard Delta table set
exceptionally low. The jig rides across
the table on two bars set into slots cut
along the table surface.
[‘;) This self-contained drilling fixture
core drills two |'' holes simultane-
ously. Machine consists of two Delta
Drill Press heads mounted on a single
column, one head above the table and
the other in an inverted position below
the table.
(E] Mounted herizentally in a special
frame, this Delta drill press head
is used for flaring ends of aluminum
alloy tubes. The work is held by an
air clamp against the flaring cone.
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SERIES

KEE 17

17’ DRILL PRESS

OPERATING AND MAINTENANCE INSTRUCTIONS
For 17” Drill Press

The 17" drill press of either the bench or floor type
reaches you completely assembled. All that is nec-
essary is to raise the head to the operating position
desired. On floor-type drills without raising mechan-
ism in the head, loosen clamp nuts DP-828, raise head
to position by sliding upward on the column, then re-
tighten clamp nuts. On drills with raising mechanism
in head, loosen clamp bolt on thrust collar below rack
and operate ball-crank handle DDL-160-C to feed
rack up through head. When rack is through head
as far as necessary, re-tighten collar clamp bolt, then
loosen the head clamp nuts and operate ball-crank
handle to move head upward on the column. By al-
ternately feeding the rack through the head and the
head up and down on the column in this manner, the
head and the rack can be set in the most convenient
manner for the job. It is not necessary to move the
rack, once set, except for extreme movements of the
head.

POWER REQUIRED

For light shop work up to 14" in cast iron, a %-
H.P. motor of the type of our No. 82-710 or No. 84-510
motor may be used. For medium duty work a 34-H.P.
motor is recommended. Use only a ball-bearing motor.
preferably one with sealed ball bearings. For work
up to 34" in cast iron, and for heavy continuous work
a 1 H.P. motor is recommended. The motor should
turn in a clockwise direction, viewed from the top of
the motor, when installed. Our motors with built-in
switches should be installed so that the switch is at
the left-hand side as you face the machine. If motor
turns the wrong way, reverse its rotation in accord-
ance with the instructions accompanying the motor.

Install the motor pulley with the largest step at
the top, and align it carefully with the spindle pulley
to avoid undue wear on the sides of the belt. The
motor bracket is adjustable back and forward for cor-
rect belt tension, Longer belt life will be obtained if
the tension is not too great.

OPERATING DRILL PRESSES IN GANGS

When a number of drill presses are to be used in
gangs, as for production work, they should be pro-
vided with three-phase motors for the following rea-
sons: Three-phase motors will save from 20 to 30
percent of the current required by ordinary single-
phase motors, besides delivering more power. Since
they have no brushes, commutators, starting switches
or short-circuit switches they are practically trouble-
free, thus reducing upkeep cost. They are installed on
a power line and thus do not flicker lights. A number
of drill presses should not be operated with single-
phase motors, taking the current from the lighting
circuit; in fact, this practice is prohibited by many
lighting companies.

Three-phase motors, being wound for 220 volts,
must be operated from a power line. They should be
wired by a licensed electrician and provided with
three-phase switches, as they have no built-in switches
or extension cords,

INSTALLING PRODUCTION TABLE

Production table No. 1372 may be installed on the
floor-type machine instead of the regular tilting table.
To install, remove index pin DP-666-S and clamp nut
and washer SP-1027 and SP-1707, then remove the
regular table. Install production table and replace
clamp nut and washer and index pin. The production
table has a 1215” x 17" table surface and is provided
with a 114" oil trough; it is especially suitable for the
handling of jigs in regular production work, Qil
troughs are tapped for 14" drain pipe at the rear.

DP-610-5

DP-700-5

IMustrations above show two styles of quill assembly (see parts
list) for 17" drill presses.

CHANGING SPINDLES

Drill presses fitted with No. 2 Morse-taper sockets
may be changed to 14" capacity Jacobs-chuck equip-
ment, or vice versa. It is best to exchange the com-
plete quill assembly, so as to avoid disturbing the pre-
loading of the bearings, and to avoid damage to the
bearings that might be caused if the attempt is made
to withdraw the bearings without proper equipment.

To remove the quill, remove the head knob N]J-
220 holding the return spring housing on the left of
the head. Loosen the screw holding the depth indica-
tor pointer and turn the pointer down out of the way.



Remove the spring housing, carrying the depth scale,
the piate covering the spring and the washer inside
the plate. Now release the tension on the spindle re-
turn spring by turning the worm screw DP-621 (Fig.
3). This will be found in the head at the rear of the
spring housing and is turned with a screwdriver.
Back the worm screw completely out, when the entire
spring in its case may be withdrawn. Quill-pinion
shaft DP-618 (Fig. 3) may then be withdrawn with
one hand while holding the quill with the other. Run
off the knurled stop nuts DP-629 and withdraw the
quill and spindle assembly.

To re-install, insert the quill assembly from the
bottom of the head and install the pinion shaft. Instail
stop-rod bracket, then slip the spring and its casing
into the head. Insert the worm screw, and screw up
until the proper spring-return tension is obtained.
This should be just sufficient to return the quill to the
top position; do not make this tension too strong.
Replace the spring-housing washer, plate, cover, star
wheel and spring, and set the indicator pointer at zero
when the spindle is at the top position.

INSTALLING RAISING MECHANISM

The following instructions apply to the installation
of the raising gear in the table bracket of the floor-
type machine, as indicated in the cross-sections, Figs.
6 and 7. The parts shown by the reference numbers,
and the method of installation, are exactly the same
when the mechanism is installed in the drill-press
head as shown in cross-section Fig. 3. When install-
ing in the head, the motor and bracket should first be
removed.

Referring to Figs, 6 and 7, loosen the clamp bolts
holding table bracket to column and remove bracket.
Remove table from bracket and place bracket, flat
side down, on the bench. Slip ball-bearing 407-22 into
counterbore in bracket and fasten with spanner nut
DP-638, setting nut down firmly. Slide worm-shaft
DP-636 through bearing, keeping the flats to the out-
side. Slip collar DP-637 onto shaft, next to bearing,
then slip on worm DP-635, with hub away from bear-
ing. (WORM HUB AND SHAFT ARE CENTER-
PUNCHED TO INDICATE LARGE END OF
TAPER-PIN HOLE. CENTER-PUNCH MARK
ON SHAFT SHOULD BE FILED OFF TO IN-
SURE WORM GOING ON EASILY. BE SURE
TO FIT TAPER PIN INTO HOLES CORRECT-
LY). Push shaft through opposite plain bearing, put-
ting a drop of oil on it first. Put collar DP-639 on
shaft outside of spanner nut and fasten in place with
taper pin. Put taper pin in place in worm hub.
Fasten ball-crank handle in place, and, if shaft turns
freely, drive the taper pins home,

Set compound gear assembly DP-640-F in place
to mesh with worm DP-635, and slide shaft DP-642
through worm gear and collar into the bearing, and
place fiber washer NCS-43 over shaft on top of pinion.
Place table bracket in position against column, put
clamp cap in place, replace clamp bolts and tighten
Allen setscrew SP-207 against worm shaft DP-642.
Loosen thrust collar DP-678, slip safety hook of DP-
641-S over clamp collar and thrust bearing as in Fig.
9, then slide rack DP-641 through bracket from be-
low, Tighten thrust collar on column.

To remove mechanism, reverse these instructions,
removing rack, clamp cap, bracket, worm gear and
shaft, worm and shaft in the order named. To install

mecha_nism in head, follow the same instructions, first
removing head from column and sliding thrust collar
and bearing over the end of the column.

INSTALLING FOOT FEED

Slip gear quadrant DP-687 up through opening in
bottom of driil-press head, then slip the splined shaft
DP-688 (See horizontal cross-section) through the
bearings and quadrant, from the right-hand side of the
machine. The shouldered end of the splined shaft goes
through the left-hand side of the head as shown in the
cross-sectional view. Tighten the clamp screw hold-
ing the quadrent to the shaft,

Slip lever DP-686 over the outer splined end of the
shaft, in approximately the position shown in the side
view of the head, and with the quadrant positioned as
indicated. Pulling down on the lever should now
move the drill-press quill down. Tighten lever DP-686
on shaft, and assemble one clevis DP-693 to the lever
as shown, with stud DP-694 and cotter pin SP-2108.

Assemble lower bracket DP-685 to the column,
about 2 inches up from the bottom, and tighten tem-
porarily in this position. Assemble foot lever DP-692
to stud DP-690, but do not tighten the nut that holds
the lever to the stud as yet. Assemble lower clevis
and reach rod to the foot lever, then slip the connect-
ing tube DP-696 over the rods, set the foot lever ap-
proximately level, the upper feed lever DP-686 in the
position shown in the side view, and tighten the set-
screws SP-302 on the connecting tube, centering the
tube between upper and lower reach rods,

To tension the foot-lever spring, have the nut
SP-1027 loose, as instructed above, put a wrench on
the flats of the stud DP-690, and turn the stud for-
ward (toward the column) about half a turn. Tighten
nut SP-1027 and, if tension is not enough, loosen
nut again and turn stud further.

Height of the foot-feed lever can be adjusted both
by the position of the bracket on the column and the
holes into which the lower clevis is placed. Altering
the adjustment of the clevises in the holes in upper
lever and foot lever also permits a wide range of
stroke adjustment for the quill.

LUBRICATION

The self-sealed ball bearings in the quill and spin-
dle-pulley are packed at the factory with enough lu-
bricant for the life of the bearings, and require no
attention, A drop of oil may occasionally be placed
on the pinion shaft and quill rack and on the raising-
mechanism shafts, as well as on the pivots of the foot-
feed mechanism. No other lubrication is necessary.

IMPORTANT

On drill presses having racks without the safety
hook DP-659, never attempt to raise or lower table or
head without first loosening clamp cap—on the head
by means of the clamp bolts; on the table by means
of ball-end clamp lever. If the ball-crank lever is op-
erated to lower table or head without first loosening
the clamp the rack will be fed upward away from the
thrust bearing. Then if the clamp is loosened the
whole head or table will drop against the bearing and
will strip the pinion or damage the bearing. This,
oi course, cannot happen with the safety hook on the
rack.
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REPLACEMENT PARTS

IMPORTANT: To avoid possible errors be sure to include the serial
number of the machine when ordering parts for repair or replacement.

Part No. Price Part No. Price
No, Description Req. Each No, Deseription Req. Each
HEAD PARTS QUILL AND PINION PARTS (Continued)
DP-600-R  Head Casting with matching cap.... 1  $10.15 DP-634 Pilot-wheel Hub Pin .............. 1 $ .10
DP-601 Clamp Cap for head casting ........ 1 2.10 DP-704 GaTEeEr  SPEINE sousmuimemmmanems e 1 .10
DP-609 Cap for spline shaft bearing......... 1 .25 FJ-324 Pilot-wheel Handle Ball............ 3 15
DP-626-L Indicator Pointer ......coiiiivavin 1 .10 DDL-123 Coil SPring cevveings o i 1 .10
DP-699 Wame Plate o n o minis s psmes 1 .20 DDL-174 29/64 x 13" Special Washer.......... 1 .10
DP-828 iw-14 Special Clamp Nut ............ 3 .10 BG-12 Bearing Closure Nut........ o000, 1 .20
DDL-175 29/64” Steel Washer ................ 1 .10 ND-87503 Quill Ball Bearing ............coovnu 2 1.90
SBS-8 DIOWEL Pitk e waomwmsmme e g 1 .10 NJ-220 Hand Knob ... ... ... ooiiiiin 1 .20
SD-18 1220 Special NUt ..conomenisesiaios 1 .10 NCS-33 Star Wheel Speing wasssssassges 1 .10
SP-309 fir-18x54" Sq. Hd. Set Screw........ 2 .10 SP-28 12" Steal Ball c.onassovessvmpesnnass 1 .10
SP-509 14-20x12" Rd. Hd. Machine Screw.... |1 .10 SP-701 14"-20x34" Fillister Head Cap Screw 1 .10
SP-615 ve-¥4 x 134 Hx. Hd. Cap Screw ...... 2 .10
SP-633 14 x 3%” Hx. Hd. Cap Screw.... 3 10 SPINDLE PARTS
SP-712 14-20 x 234" Fil. Hd. Cap Screw.... 1 .10 DP-42 Jacobs Chuck with key: . oswsseus 1 6.75
SP-1603 4" Washer s anassrrm s 1 .10 DP-610-S No. 2 Morse-taper Socket Assembly,
SP-3000 No. 6 Rd. Hd. Self-tapping Screw.. 2 .10 Bearings, Quill & Spindle Sleeve 1 1250
DP-615 Spindle Sleeve ... 1 1.10
TABLE PARTS DP-616 S]}i.n:llc_n.nl_v PP ERRERRRRES 1 1.75
DP-6 I x 33/64 x 1% Steel Washers........ 1 10 gﬁ"%g g ]]),"““'_"”,”r"“ T mpmeygesgn 10
& -700-S  Jacobs Chuck Assembly, with Shank,
DP-660 Fable Bracket .uccoivuessvvauviei 1 3.10 Bearing, Quill and Sleeve........ | 19.75
DP-660-S Table Bracket complete with cap gears 1 12.50 DP-722 fockwasher I ibogds moveniis 1 10
DP-661 Table Bracket Clamp Cap.......... 1 1.50 BM-23 Special Nut .679"-28 thr. ............ 1 10
DP-662  Table only . ...............ccoee. 1 5.50 ND-88503 Special Sealed Ball Bearing......... 1 2.00
DP-663-S Clamp Handle for table bracket...... 1 .60 ND-C-487503 Special Snap Ring Bearing........ 1 2.00
DP-666-S Index Pin for table.................. 1 .35 SP-29 " Steel Ball ..oooeoneeannnnnn, 1 10
DP-736 Washer coiseumannsosmmims v 1 .10 SP-750 fs-18x 1 Allen Hd. Cap Serew...... 1 10
FJ-324 Ball for table clamp handle ......... 1 .15
SBS-8 Daveel Pin: soscirsiosmmraiansdpayes 1 .10 GUARD AND PULLEY PARTS
SP-201 i5-18 x f& Allen Setscrew .......... 1 .10 DP-644 Spindle Pulley (slo-speed}.......... 1 3.00
SP-615 f-14 x 134" Hx. Hd. Cap Screw.... 2 .10 DP-709-S Spindle Pulley (high-speed)......... 1 335
SP-638 34-10 x 2% Hx. Hd. Setscrew ...... 1 .20 DP-788 Belt Guard (front lower half)...... 1 1.35
SP-643 14-13 x4 Hx. Hd. Cap Screw........ 1 15 DP-789 Upper Belt IGuard sovonssnmmmmemmms 1 4.15
SP-1002 vi-14 Hx, NUt ..vvvnrinrcnnrnoesses 1 .10 DP-791-8 Mounting Plate with Support Rod
SP-1027  84-10"H=x: Nutioeasenassime 1 .10 and Garter Spring for Guard.... |1 .85
SP-1707 T ol ST T N 1 .10 DP-793 Snap-Spring for guard support rod.. 1 .10
DP-795-S Guard Support Rod with knob...... 1 .60
BASE PARTS DP-797 Pin for Belt Guard ................ 1 .30
DP-676 I 1 2.60 DP-799-8 B.u..“ _.l"}uaral (rear lower half) with clips 1 1.65
DP-677 Floor-type Base: woivevviwuaminmvaiia 1 10.00 SP-28 |4 P Bk [.?',,a” """""""" S A i
SP-675  /s-20x3 Hx. Hd. Cap Screw........ g g0 | BP0 AR g3 DA HGD M owewy T o0
SP-668  15-20x 13 Hx. Hd. Cap Screw...... i | % helisk Bom Hedd Gy Sesye 1 M
#1357 BE5% 2 B0 COMMN cvomessmsvsssins 1 SP-908 16 ) x 1 Rnun':| Head Stove Bolt.... 2 .10
#1368 315" x 384" Column for bench mach. 1 SP-1029 'I'_f‘ -20 Hex. :\'m """""""""" 4 10
SP-1030 =18 Hex: Nut jusescammmmamaem 2 .10
QUILL AND PINION PARTS SP-1604 htwsl,.}\’;ll‘ﬂig;; 1" 0.D. x " LD x i -
DP-282 Thumb: Screw iies i SR o 1 .10 SP-1702 Lock Washer %" O.D. x 4" LD. x
DP-603 Gl ofly womememmmre o 1 3.00 6" Thick ..o - .10
DP-607-L. Return Spring Housing ............ 1 .75 SP-2651 e R ot Key zoirsaisnisn 1 10
DP-607-S Return Spring Housing, with Pinion SP-3800 f"-18 x 74" Trimmed Hex. Head Ex-
Shaft Return Spring............ 1 135 ternal Washer wooicvveamisian 1 10
DP-608-S Return Spring Housing Cover, with #1311 Motor Pulley (slo-speed)............ 1
depth scale..............coieni 1 .70 #1312 Motor Pulley (high-speed).......... 1
DP-618 Pitiion SHaft oo vsvmmasaenvssmess 1 1.55
DP-619-L Spacer Disk ....cocciieevnacnanenine 1 .10 STOP PARTS
DP-620 Fiber Washer for spring housing.... 1 .10 DP-604 VOB  cvvsriismimes i ewie damies 1 .60
DP-621 Spring-adjusting Screw ............. 1 .10 DP-625 Special Nut for stop yvoke.......... 1 .10
DP-630-L Depth Scale for spring housing...... 1 15 DP-628 Stop: Rod wovsisasmsisaesn 1 .55
DP-631 Hib for pilot wheel .vesmmmesis 1 .85 DP-629 Khuiled Nut for Biop 20d. e 2 .20
DP-631-8 Pilot Wheel complete .............. 1 2.10 DP-721 Stop Nut Washer ........ooovvnnn.n 1 .10
DP-632 Pilot Wheel Lever .. oiioavanivais 3 15 SP-674 fv-18 x 234 Hx. Hd. Cap Screw...... 1 .10
DP-633-L.  Pinion-shaft Return Spring ........ 1 .55 SP-1002 fp-14dh Hex: Nt ..ovcmvsmmsssass 1 .10

Replacement Parts (Continued on Next Page)



REPLACEMENT PARTS (Continued)

Part No. Price
v Description Req. Each
MOTOR BRACKET PARTS
DP-650 i4-16 Hx. Nut for motor-plate pin.... 2 $ .10
DP-651 Motor Plate ..., 1 125
DP-651-8 Motor Plate Assembly .............. 1 1.95
DP-652 Motor Plate Pin T 2 35
SP-908 fi"x1" Round Head Stove Bolt...... 4 .10
SP-1030 i6" Hex; Witk cuasssmsimsvisiamsaiy 4 .10
SP-1604 T WASHET ovvonermemamimsnian i 4 .10
SP-1753 34 Shakeproof Washer .............. 2 .10
RAISING MECHANISM
DP-613 fa-14 Special Nut .................. 1 15
DP-636-S Worm-shaft Assembly .............. 1 1.40
DP-638 Bearing-closure Spanner Nut........ 1 10
DP-640-F Compound Gear Assembly .......... 1 2.25
DP-641-8 Rack with Hook .......c.ovviininn 1 2.35
DP-642 Compound-gear Shaft............... 1 13
DP-648-S Rack Thrust Bearing Assembly...... 1 1.30
DP-678 Collar for rack thrust hearing........ 1 .90
NCS-43 Fiber Washer ...................... 1 .10
DDL-160-CBall Crank Handle shawiiay 1 .65
DDL-174 Steel Washer 1" x29/64" x 14" ...... 1 .10
407-22 Ball Bearing for worm shaft........ 1 .60
SP-207 fo-18x 4 Allen Setscrew............ 1 .10
SP-631 m”-14 x 4" Hx. Hd. Cap Screw...... 1 15
SP-710 14-20 x 7% Fill. Hd. Cap Screw........ 1 .10
SP-2423 Taper Pin for worm and collar,..... 2 .10
FOOT-FEED PARTS

DP-685 Column Bracket only ............... 1 2.50
DP-686 Sphne-Shaft Tever .. ..vorowemmmamsss 1 1.90
DP-687 LB it of of o ) i o I 1 1.90

Part
No.

DP-688
DP-689
DP-690
DP-691
DP-692
DP 693
DP-694
DP-695
DP-696
DP-696-S
DP-697
DP-698
SP-310
SP-462
SP-616
SP-667
SP-642
SP-670
SP-1027
SP-1028
SP-1207
SP-1227
SP-1707
SP-2108

#194
#501
#520
#1526

#1538

Deseription
FOOT FEED PARTS (Continued)
Spline Shaft .....co0ivevneeriiorinss
Treadle - Padi o wrvrimnssmmaman
Shaft for treadle lever ..............
Treadle-lever Return Spring ........
Treadle Lever covvv svvamnanieis
GIETER oottt s eI
Clexis: Bin g il iiiesinininans
Reach Rod :.aessserenesisnmaees
Connecting Tube only ..............
Connecting Tube, with collars ......
Tube Collar s veermmsswasssrssces
Fiber Washer ... ... iiiiinn..
3%-16 x 34 Sq. Hd. Set Screw.........
34-24 x 2 Flat Hd. Mach. Screw......
14-13 x 144 Hex. Hd. Cap Screw......

15-20 x 214 Hex.

34 Lock Washer ................
Cotter Pin

MISCELLANEOUS

Lg x 1

fw Allen Wrench (old SP-2).....
V-Belt Cir. in. 4974", out. 5134"...
V-Belt Cir. in. 5214" | out. 5414"...

Double End
openings
Double End

Wrench " and

Wrench, 34" and

OPENINES oot e

Hd. Cap Screw....
i4-16 x | Hex. Hd. Cap Screw ..
34-24 x 134 Hex. Hd. Cap Screw..
34-10- Hex. Nut oovaveaeiee
15-13 Hex. Nut .............0...
3¢ Hew: Nut sovssmmaniaisayes
16-20 Hex. Fam Nt oo

N, Price

Req, Each
1 $1.25
1 3D
1 .90
1 .20
1 1.60
4 .40
2 10
2 40
1 .80
1 1.40
2 A5
1 .10
2 .10
1 .10
1 .10
2 .10
1 .10
2 .10
1 .10
1 .10
1 10
2 .10
1 10
2 10
1
1
1
1
1

NOTE: Prices in this list apply only to parts ordered for repair and replacement.
certain

Prices Subject To Change Without Notice.

ance values when a machine is

ordered “less”

parts,

Ask for quotations on such

ELTA

Mu.w&umz
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They cannot be used for computing allow-

machines,
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INDEX: 120-1-B THE DELTA MFG. CO., MILWAUKEE, WIS. 17”7 DRILL PRESS

OPERATING AND MAINTENANCE INSTRUCTIONS
For Part No. 1380 Raising Mechanism

The following instructions apply to the installation
of the raising gear in the table bracket of the floor-
type machine, as indicated in the cross-sections, Figs.
6 and 7. The parts shown by the reference numbers,
and the method of installation, are exactly the same
when the mechanism is installed in the drill press
head as shown in cross-section Fig. 3. When install-
ing in the head, the motor and bracket should first
be removed.

Referring to Figs. 6 and 7, loosen the clamp bolts
holding table bracket to column and remove bracket.
Remove table from bracket and place bracket, flat side
down, on the bench. Slip ball-bearing 407-22 into
counterbore in bracket and fasten with spanner nut
DP-638, setting nut down firmly. Slide worm-shaft
DP-636 through bearing, keeping the flats to the out-
side. Slip collar DP-637 onto shaft, next to bearing,
then slip on worm DP-635, with hub away from bear-
ing. (WORM HUB AND SHAFT ARE CENTER- —— S
PUNCHED TO INDICATE LARGE END OF \MCE BRS. /o geo
TAPER-PIN HOLE. CENTER-PUNCH MARK N, R
ON THE SHAFT SHOULD BE FILED OFF TO
INSURE WORM GOING ON EASILY. BE SURE
TO FIT TAPER PIN INTO HOLES CORRECT-

LY) Put a drop of oil on the shaft, then push shaft

through opposite plain bearing. Put collar DP-639

on shaft outside of spanner nut and fasten in place O
with taper pin. Put taper pin in place in worm hub.

Fasten ball-crank handle in place, and, if shaft turns

freely, drive the taper pins home.

Set compound gear assembly DP-640-F in place
to mesh with worm DP-635, and slide shaft DP-642
through worm gear and collar into the bearing, and
place fiber washer NCS-43 over shaft on top of pinion.
Place table bracket in position against column, put
clamp cap in place, replace clamp bolts and tighten
Allen setscrew SP-207 against worm shaft DP-642.
Loosen thrust collar DP-678, slip safety hook of DP-
641-S over clamp collar and thrust bearing as in Fig.

DP-692
9, on following page then slide rack DP-641-S through DP-640€.
bracket from below. Tighten thrust collar on column. 0P-681-5 L X “’ﬁﬁ‘_‘zj

o o® & e

To remove mechanism, reverse these instructions,
removing rack. clamp cap, bracket, worm gear and
shaft, worm and shaft in the order named. To install
mechanism in head, follow the same instructions, first
removing head from column and sliding thrust collar
and bearing over the end of the column, (OVER) @




IMPORTANT

On drill presses having racks without the safety
hook DP-659, never attempt to raise or lower table
or head without first loosening clamp cap—on the
head by means of the clamp bolts; on the table by
means of ball-end clamp lever. If the ball-crank lever
is operated to lower table or head without first loosen-
ing the clamp the rack will be fed upward away from
the thrust bearing. Then if the clamp is loosened the
whole head or table will drop against the bearing and
will strip the pinion or damage the gearing. This, of
course, cannot happen with the safety hook on the rack.

RAISING MECHANISM REPLACEMENT PARTS

DP-6839
|

@
_-'—'J‘“*“\-_‘_

o
SFP-616

SP-1028

DF-648-5__
DoL-174
SP-E3
oP-6728-
S~F3l0 8
oFe56 — | |

16 f =37

LP- 657,

Part No. Price

No. Descripticn Req. Each
DP-828 vi-14 Special Nut oovevmaemse 1 $ .10
DP-636-8 Worm-shaft Assembly .............. 1 1.40
DP-638 Bearing-closure Spanner Nut ........ 1 .10
DP-640-F Compound Gear Assembly ..., .. I 225
DP-641-§ Rack with Hook .................. 1 238
DP-642 Compound-gear Shaft s E | ol 15
DP-648-S Rack Thrust Bearing Assembly ... 1 1.30
DP-678 Collar for rack thrust hearing .... 1 .90
NCS-43 Fiher Washer .ows covsams iomeasir 1 10
DDL-1€0-CBall Crank Handle ................ 1 .65
DDL-174 Steel Washer 1" x 29/64" x 14" .... 1 .10
407-22 jall Bearing for worm shaft ........ 1 .60
§P.207 fe-18 x 14 Allen Setscrew .......... 1 10
SP-631 vw"-14 x 4" Hx. Hd. Cap Screw ...... 1 .15
SP-2423 Taper Pin for worm and collar .... 2 .10

)

|F:‘=!

1+ 0
oP-gs5—11 |
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DRILL PRESS

OPERATING AND MAINTENANCE INSTRUCTIONS
For No. 17-860 17”7 Drill Press Slow Speed Attachment

PURPOSE OF ATTACHMENT

The primary purpose of this attachment is to pro-
vide a range of lower speeds to any Slo-Speed 17”
Delta Drill Press with a No. 2 Morse taper spindle
already in the field, and to make it possible to easily
and quickly apply and remove the attachment from
the machine when needed for short production runs.
The unit can be used on the High-Speed machines
but is not recommended for them, especially at the
two highest speeds.

The important feature in this unit is that it per-
mits a high input belt speed to drive through double
reduction gears and provides a positive chatter-free
rotation to the output spindle, thus eliminating the
usual chatter always resulting from a slow speed spin-
dle driven directly by a belt.

It is generally recommended for hand feed, and it
may be used in connection with the foot feed attach-
ment. It is not recommended for use with the power
feed attachment, however, since the Power Feed does
not provide low enough rates of feed for these lower
spindle speeds.

The speeds available through the use of this attach-
ment range from 80 R.P.M. to 475 R.P.M., as shown
on the chart on Page 6.

APPLYING TO DRILL PRESS

This unit reaches you completely assembled except
for the stop rod which has been removed for conven-
ience in packing. A wood plug is fitted into the upper
end of the case to keep out dirt and also to provide a
means of keeping the drive pinion with its needle
bearing in a dirt-free position when the unit is re-
moved from the machine. Therefore the wood plug
should not be thrown away.

The attachment is made to apply only to machines
with a No. 2 Morse taper spindle and if the spindle
nose of the machine has been abused so it runs out in
excess of .006, it should be corrected before the unit
is applied.

After the spindle has been found true, lower the
quill about 3 inches and lock in position by means of
the clamp screw. Remove the garter spring and stop
rod assembly from the quill. Now remove the drive
pinion from the wood plug and insert securely into
the spindle nose. [(Caution:—Do not attempt to as-
semble the gear case to the spindle with the No. 2
Morse taper shank drive pinion in the gear case.)

After fastening the new stop rod loosely in place,
slip the leather washer on the quill and slide the
attachment over the pinion and quill so that the shoul-

der in the gear case strikes the end of the quill, and
tighten clamp bolt. (Caution:—The clamp bolt for
holding the attachment to the quill can be clamped
securely but should not be excessively tightened,
as this may injure the spindle bearings.)

Release the quill clamp screw and after drawing
up the stop rod nut, raise and lower the quill a few
times to be sure the stop rod is properly aligned and
is not rubbing or binding against the sides of the stop
rod, stop and guide.

The quill spring should now be adjusted to counter-
balance the additional weight on the quill. It is im-
portant to note that the return spring cannot be ex-
pected to rapidly return this attachment with heavy
cutters in place, so that in most cases, it is necessary
to “feed” and “return” by hand. Therefore, the
spring should not be adjusted to its maxium tension,
since this would reduce its life span.

CAPACITY AND TYPES OF WORK

The maximum quill travel with this attachment in
position is 4".

The maximum capacity of the 17” Drill Press is
generally considered as capable of drilling a deep 34"
hole into solid cast iron, and in bringing out this at-
tachment it has not been our intention to increase this
capacity but rather to extend the usefulness of the
press by enabling the user to spot face, ream, counter-
sink, and core drill where slower than normal speeds
are generally required. It is therefore important that
consideration be given to the proper speed when set-
ting up a job so that undue strains in the machine, and
a rough finish, will be avoided. In general, the output
speed should be as low as possible, depending on the
material being cut and the type of cutter used. For
best results all work should be securely held in a fix-
ture or by other means, The photographs show typ-
ical types of work that can be accomplished.

LUBRICATION

The single grease fitting supplies lubricant to the
entire unit. An overflow plug is provided at the side
and when filling it is advisable to remove the plug
and let excess grease run out., This will avoid ex-
cessive heating.

Use only a good grade of light grease, such as
Gargoyle Sovarex No. 1 or its equivalent. Maintain
grease level at all times, and after every 2000 work
hours the unit should be opened and cleaned of old
grease. At this time it is also advisable to squeeze
additional grease through the shields at the sides of the
double row ball bearing.



>

SPOT FACING
DRILLING In cast iron with carbide tipped tools at 305 R.P.M.
In cast iron with a high speed drill at 305 R P.M.

- :Jg*om.—-l

e

1% DRILL =
1%DIA CORE

CUTTING WOOD PLUGS DRILLING AND COUNTERBORING FOR WELSH PLUG
37" cutter in 114" white pine at 200 r.p.m., and in 134" Birch at 125 r.p.m. In cast iron with carbide tipped tools at 200 R,P.M.



REAMING AND SPOT FACING
With a combination tool in cast iron at 200 R, P.M.

COUNTERBORING
In cast iron with a high speed drill at 200 R.,P.M.




SPOT FACING AND COUNTERSINKING
In malleable cast iron at 125 R.P.M., with carbide tipped tool. Countersink
also at 125 R.P.M,

CORE DRILLING
In cast iron with a high speed drill at 305 R.P.M.

REAMING
In cast iron at 80 R.P.M.



COUNTERSINKING

it steel casting &t 188 R Drilling two " diameter holes with high speed drill for 34 tap in timing

Gear. Heat treated alloy steel Rockwell 40-42 C scale hardness, Slow
speed attachment at 200 R P. M.

Drilling six 4" diameter holes with high speed drill in hardened steel washer 2" diameter spot facer High Speed Gairing Cutter in malleable cast iron
Rockwell 45-50 C scale at 200 R.P.M., also 134" spot facing operation. at 125 R.P.M Increased cutter life and eliminated chatter marks,



ORDER BY PART NUMBER FROM

REPLACEMENT PARTS

LIST. DO NOT ORDER BY ITEM NUMBER FROM DRAWING.

Item Part Description Na. Price
No No. Req. Each
1 DP-628 St Bod covvvuamen e son s | .55
2 DP-629 Knurled Nut ................... 2 .20
3 DP-721 Stop Washer q.ovvivvsipossmn 1 .10
4 SP-1002 4-14 Hexagon Nut ............. 2 .10
5 DP-790 Cushioning Ring .. iivviiiivesus | .10
6 SP-2516 !4 x 45° Grease Fitting ........ | 25
7+ DP-817-S Rear Intermediate Pinion with
Gear Lock Screw and Needle
Bearings: .o wasimasan s 1 6.40
8§ DP-820 Front Intermediate Gear ....... |1 280
9 DP-816 Gasket i EenEe 1 .10
10 DP-819 Shaft for DP-817-S Pinion As
SEIABIY  on e s 1 .50
11% DP-814-S lLower Housing with Welch Plug
and USea] . oviimms snsamnss 1 3.40
12 40328 National Oil Seal .............. | 35
13  ND-55505 Ball ‘Beaning cosewssvmsevansis 1 385
14% DP-821-8 Bearing Closure Nut and Seal.. | 1.30
15 DP-822 #2 Morse Taper Socket ........ 1 3.60
16% DP-815-8 #2 Morse Taper Shank Quill
Pinion with Needle Bearing... 1 3.95
17 DP-813 Upper Housing ................ 1 3.75
13 SP-632 fi-14x234 Hexagon Hd. Cap Sc.. 1 .10
19 SP-203 14-20x3% Soc. Head Set Screw... |1 .10
20 SP-oc8 &i-18x74 Hexagon Head Cap Sc. 4 .10
21 SP-1703 % Lock Washer ................ 4 .10
22 BG-24 Bearing Nut .................... 1 .10
23 SP-2505 Y% Pipe Plug .................. 1 .10
24 SP-2421 #0x¥ Taper Pin ooy 2 .10
25 8P-2605 #505 Hi-Pro Kev .............. 1 10
26 DP-830 Wond:-"BPIe s revimsssrsnssssg | 33
DP-g24 Instenction Plate ....qsvivuis 1 .20
SP-2252  #2x+% Parker Kalon Drive Screw 4 .10
*Furnished only as a unit
R.P.M. CHAH].'\:I" FOR 60 CYCLE MOTOR
s_fo'sl?f_"-_‘_d___D_l_"_i]_l___PF?SS Hi-Speed Drill Press o
Spindle Output Spindle Output
385 80 700 150
600 125 1150 240
935 . 200 1750 370
1450 305 2700 570
2240 475 4550 950
NOTE — This unit is not recommended for use

with the two highest speeds on high speed machines
as outlined with the heavy lines,

ORDER BY PART
NUMBER FROM LIST DO
NOT ORDER BY ITEM
Pﬂ.gdﬂiﬂ FROM DRAW-
I

NOTE: Prices in this list apply only to parts ordered for repair and replacement. They cannot be used for computing allow-
ance values when a machine is ordered “less” certain parts. Ask for quotations on such special machines.

PRICES SUBJECT TO CHANGE WITHOUT NOTICE



POWER FEED
17-INCH
DRILL PRESSES



HUSKY BRONZE WORM WHEEL . . . and hardened
and polished Worm Gear insure long life and satisfying
service.

RAPID TRAVERSE OF HANDLE. Drill can be quickly

brought down from the normal position to the point of
operation by hand. A big time saver.

=

B

MANUVAL FEED OR POWER FEED. No changed
parts! Nothing to remove! Machine can be used for
either hand or power feed drilling operations.

! ] B .l e :
AUTOMATIC STOP AND RETURN. Adjustable to
any job. Automatically stops and returns spindle to
original position upon completion of drilling operation.

OPERATING POWER FEED HANDLE is conveniently

located. Feed is snapped into or out of engagement

easily and quickly, providing utmost convenience and
safety with speed of operation.

L

MIL KEE

POWER FEED
DRILL PRESSES
SPEED UP PRODUGCTION

JUMP that production schedule ‘way-up
. . . Delta-Milwaukee Power Feed Drill
Presses will save you hours of time, do-
ing more work at less cost.

Carefully engineered, these drill presses
employ a husky worm driven mechanical
power feed, driven directly from the
motor. Special hardening and polishing
of the worm gear provides additional
strength—insures long, satisfying service.

As a time saver, these NEW DELTA
POWER FEED DRILL PRESSES are tops.
The operator can bring the drill down to
the work in one swift motion, by hand,
and with a flip of the power lever set
the machine for the power feed. Then,
while the drill press completes the drill-
ing cycle, he can pass to another opera-
tion, loading another jig or working on
another spindle. Upon completion of the
drilling operation the drill automatically
returns to its original position. The auto-
matic stop assures uniform depth of holes
to close tolerance.

There are eight rates of feed for each
spindle speed, which means that the cor-
rect rate of feed for your drilling opera-
tion is always available. Two cast iron
4-step cone pulleys and a special belt
tension release built into the guard make
speed changes quick and safe.

Sensitive hand drilling and heavy
power feed drilling operations are han-
dled with equal ease and accuracy. A
flip of the power lever and the machine
is set for the power feed; another flip of
the lever and it is back on hand feed.
Speedy . . . simple . . . and safe.

Available in either single or multiple
spindle units, these New Delta-Milwaukee
Power Feed Drill Preses can be powered
with either Delta or standard NEMA
frame motors. Their low cost and long
life coupled with their speed of operation
and the savings they permit in manufac-
turing costs, make them the machines
you'll want to help you increase your
production. See them! Compare them!

. . and you'll buy them!










RWA% e + o in a Delta-Milwaukee
POWER FEED DRILL PRESS

You Get All These Features:

1. Husky worm drive—hardened and polished for long life.
3 . 2. Automatic stop and return, adjustable to any job.
Single Spindle %
Blenck Modsl 3. Hand or power feed selected instantly.
with j?fbofnf-‘ﬂf-'ﬂ 4. Eight rates of feed for each spindle speed.
SR 5. Special power feed belt tension release built into guard.
6. Automatic stop assures uniform depth of holes to close tolerance.
7. Completely guarded.
8. Available in single and multiple spindle units (any number of spindles).
9. Powered with either Delta or NEMA frame motors.
10. . .. plus low cost, low upkeep and all of the other outstanding features
found in Delta Drill Presses.
~ Power Feed Floor Type Drill Press with Table Raising Mechanism
Cataleg Type of | ] - | Ship. Code | ..
Number Spindle | Description |Wt. Lbs.| Word | Price
. : "SLO-SPEED"" MODELS: 385, 600, 935, 1450 and 2240 R. P. M.
Single Spindle chiat rivPey o
Plogk Medel P-1370 | No. 2 Morse | Std, Tilt Table DRIQA $177.00
with Tilting P-1382 No. 2 Morse | 1372 Prod. Table | DRIQB 188.00
Tablo. P-1376 | Y%” Jacobs | Std, Tilt Table ‘ DRIQC 183.00
P-1383 | %" Jacobs | 1372 Prod. Table DRIQD 194.00
o “"HIGH SPEED" MODELS: 725, 1150. 1750, 2700 cmd_q:.ll]o R. P. M.
P-1370-H | No. 2 Morse | Std. Tilt Table DRIQE | $177.00
P-1382-H | No. 2 Morse | 1372 Prod. Table DRIQF 188.00
P-1376-H Y2" Jacobs Std. Tilt Table DRIQG 183.00
P-1383-H I Y2 Jacobs | 1372 Prod. Table DRIQH 194.00
Power Feed Bench nge Drill Press with Head Raising Mechanism
_ “SLO-SPEED"" MODELS: 385, 600, 935, 1450 and 2240 R. P. M.
P-1375 | No. 2 Morse | Prod. Style Bench Base DRIQI | $203.00
P-1377 | 2" Jacobs Prod. Style Bench Base | | DRIQT 217.00
“HIGH SPEED’" MODELS: 725, 1150, 1750, 2700 and 4400 R. P. M.
"P-1375-H | No. 2 Morse | Prod. Style Bench Base | DRIQK | $203.00
P-1377-H | 2" Jacobs Prod. Style Bench Base | DRIQL | 217.00
All models include streamlined belt guard. Slo-Speed models include No. 520 V-bell
and No. 1311 meotor pulley. High-speed models include No. 501 V-belt and No. 1312
| i motor pulley. Above listings do not include motor or switch.
B Floor Power Feed, Multiple Spindle Type Drill Press with Head Raising Mechanism
. duction Table with Catalog No. of | . Ship. | Code . =
| a 1%2" Oil Trough Number Spindles Type of Spindle | Wt. Lbs.|  Word | Price
1f Tﬂj?pﬂd at rear for N “'SLO-SPEED’" MODELS: 385, 600, 935, 1450 and 2240 R. P. M.
o T P-1545 2 | No 2 Morse Taper | DRIQM | $30.00
¥ P-1546 2 Y2" Jacobs DRIQN 542.00
P-1555 4 No. 2 Morse Taper DRIQO 1010.00
P-1556 4 2" Jacobs | DRIQP | 1034.00
: “HIGH-SPEED’’ MODELS: 725, 1150, 1750, 2700 and 4400 R. P. M.
~ P-1547 2 | No. Z Morse Taper | DRIQQ $530.00
P-1548 | 2 | ¥2" Jacobs | |  DRIQR 542.00
P-1557 | 4 Neo. 2 Morse Taper | DRIQS 1010.00
P-1558 | 4 2" Jacohs DRIQT 1034.00
All models include streamlined belt guard and cast iron legs No. 1399. 'Slo-Speed’
models include No. 520 V-belt and No. 1311 motor pulley. High speed models include
No. 501 V-belt and No. 1312 motor pulley. Above listings do not include motor or switch.
Power Feed Type 17" Drill Press Heads
“Cat.No. | PART | Speed | Spindle and Chuck | Wi Lbs.|Code Wd.| Price
“P-1378 17" Head Slo | No. 2 Morse | |"DRIQU | $129.50
P-1378-H | 17" Head High No. 2 Morse DRIQV 129.50
P-1379 17" Head Slo 12" Jacobs DRIQOW 135.50
P-1379-H | 17" Head High Y2" Jacobs | DRIQX 135.50
MOTORS FOR LIGHT DUTY MOTORS FOR HEAVY DUTY
_ 64910 1 H.P., R.-I., A.C., Ball Brg.,
64 510 . H.P., R.-1., A.C. Ball Brg., 1107220 V., 60 Cyurrrovre $49.75
110/220 V., 60 Cy..........536.50
68510 1= HP. D.C. 115 V 25.75 66920 1 H.P.,, 3 Ph,, A, C., Ball
= H.P.,, D.C., = Brg., 220/440 V., 50/60 Cy.. 49.50
T T :s 91: P; HP., D.C., 115 V......... 75.00
: or ase Motors use No. 1320 3 Phase
64710 % H.P., R.-I., A.C. Ball Brg., Manual Starter with No. 1322 Mounting
110/220 V., 60 Cy...... ... 43.25 Parts. Use No. 1332 Switch Rod for Single
68710 3 HP., D.C, 115 V......... 55.50 Phase Motors.
SPECIFICATIONS
SINGLE SPINDLE FLOOR AND BENCH MODELS—Floor Model 66" high. Bench Model
Four Spindle Floor 42Y2" high, 18" wide, 27" front to rear. 10”x13%" floor base table surface; 11"x12"
Model with Produc- tilting table floor model; 16”x18" production table bench model; 23%:"x26%" pro-
tion Table with a duction table overall. 3% "x60” column. Capacity: 34" Spindle to table, floor
1%:”  ©Oil Trough type, 44%:” Spindle to base, floor type; 26%:" Spindle to table, bench type. Quill
Tapped at rear for has 5" stroke. Drilling capacity is %" in cast-iron. Built-in depth stop gauge.
Oil Drain Pipe. Depth scale or spindle return spring housing. Mechanical Power Feed, Automatic

Stop and Return.

TWO AND FOUR SPINDLE MODELS—Two-spindle table 2812"x41%:", surface 23Y2"x36".
32" high. Four-spindle table 28Y:x82%:", surface 23%:"x%77"”, 32" high. Overall
height 66”. Front to Rear 27". Center to center between spindles 18”. Column
diameter 3%:”. Maximum distance chuck to table 26%:". Table has 14" oil trough
and tapped at rear for ¥2” oil drain pipe. Quill has a 5" siroke, Drilling capacity:
3" in cast-iron. Built in depth gauge. Depth scale or spindle return housing.
Mechanical Power Feed. Automatic Stop and Return.

THE DELTA MANUFACTURING CO. - L K:AEI-'. 600-634 E. Vienna Ave., Milwaukee, Wis.

Form AD-162 Printed in U. S5, A.
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17" DRILL PRESSES

HOW TO SET UP THE 177 POWER FEED DRILL PRESS

The Power Feed Drill Press comes to you com-
pletely assembled but without the motor. Several ad-
justments are necessary and a few things must be
checked before the unit is ready for operation. Follow
the steps outlined here:

1—Remove the upper belt guard and the rear lower
half of the guard so that the motor can be readily
installed.

Replace guard and slide motor pulley onto motor
shaft, Photo N.

Be sure that the bottom face of pulley contacts
shoulder on motor shaft. Put on motor belt and adjust
motor plate with motor “in” or “out” for proper belt
tension. Lock motor plate in place by square headed
screws (14).

3—Align pulleys by placing straight edge over pulley
as shown in Photo O (above) and move motor up and
down for proper location.

4—Next check carefully the distance from center to
center of shafts as shown by Photo BY. On motors
that have a shaft centerline 414" from the base, this
distance should be 974", On motors having a shaft cen-
terline 5” from the base this distance should be 974".

See sketches above. The proper position is obtained
by moving the motor from side to side.



5—Mount pulley on motor shaft, Photo U and line up
with straight edge as shown and install belt. On those
motors that are less than 151" from end to end of
shafts, it is necessary to use the special shaft extension
furnished so that motor pulley aligns with gear hous-
ing pulley.

Motors of our manufacture that require the shaft
extension are the 34, 1 and 1'% horse power, 3 phase
motors. Their catalog numbers are:

86-720, 86-762, 86-920, 86-960, 86-921, 86-922, 87-120.

The use and application of N.E.M.A. No. 203 mo-
tors are limited to those motors which have an overall
dimension of less than 161}".

6—If for any reason should it become necessary to
obtain freedom of quill movement, proceed as follows:
Put lever (10), Photo S in down position. While mov-
ing quill up and down by means of feed lever (6)
loosen and then tighten screws A, B, C and D on
Universal Bracket as shown and the screw on the

other side of the Drill Press head holding the Univer-
sal Bracket.

Tighten Screw on
§ other side last.
This Screw holds

Liniversal Bracket

IMPORTANT—These screws must be tightened in
the proper sequence—starting with A, then B, C and D
and ending with the screw on the other side of the
head. Tighten each screw a very little at a time, If the
quill does not return freely under normal spring pres-
sure, loosen all five screws and repeat.

DO NOT ATTEMPT TO GET THE QUILL
TO RETURN BY PUTTING MORE TENSION
ON THE RETURN SPRING.

7—Fill oil cup with 40W motor oil. Unit is now ready
for operation,

Before operating the Power Feed Drill

Press be sure to read and study the

Operation Instructions carefully because

they contain valuable information which

will enable you to obtain the maximum

usefulness of this unit.
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OPERATING AND MAINTENANCE INSTRUCTIONS
For Power Feed Drill Press

After the Power Feed has been adjusted and the
quill operates freely as described in the set up instruc-
tions, select the size of the drill desired and be sure
it is properly ground and sharpened.

Our improved No. 1296 Drill grinding attachment
used with any of our grinders will sharpen your drill
perfectly.

If the drill press you are using is equipped with
a chuck in place of a No. 2 Morse taper spindle, be
certain the drill is securely held. THIS IS IMPOR-
TANT because if the drill is not tightly clamped there
is a possibility of its failing to rotate and since the
feed is power fed, damage to the drill press will result.

CHOICE OF FEED

The “feed” as downward motion of the drill against
the material it is drilling while it is revolving is meas-
ured in inches PER REVOLUTION OF THE SPIN-
DLE. The feed, therefore, is a combination of the speed
of the drill and the downward motion of the drill.

Refer to the recommendations of the drill manufac-
turer and determine the speed of the_drill in feet per
minute which is dependent upon the material to be
drilled and then determine what this value is in revolu-
tions per minute based upon the size of the hole to be
drilled.

Set the belt on the upper pulleys (from the motor
to the spindle) in the proper grooves to obtain this
speed.

Your drill press is either of the Slo-Speed or High-
Speed type. To check the type you have, see sketch
below, The Slo-Speed models have a spindle pulley

SET Twis BELT N PROPER PULLEY GROOVES
To SET SPINDLE SPEEDS (!.FM) DESIRED

f : ]
|

FIVE PULLEY SIZES
PRODUCE S SPEEDS OF
DRILL. SPEEDS GIvEN P

IN EITHER R.P.M. OR S T
FEET PER MINUTE.

PLATE RIVETED

-— MOToR

WoRM Gl \L PULLEY
%\Om"m, T THESE 2 FoUR STEP PULLEYS

G - ARE OF TWO SIZES. THEY CAN
R T PR BE TRANSPOSED To PRODUCE
& SPEEDS WHICH IN TURN
KK MEANS 8 FEEDS AT WHICH
COMBRLTION OF & AND THE DRILL IS MOVED DOWN -
"B” ABOVE . SINCE THERE WARD AGAINST THE MATERIAL
ARE 8 SPEEOS AT A To BE DRILLED,
AND 8 AT B" THERE 15
A TOTAL OF 40 FEEDS
AVAILABLE . 0A

THESE VALUES ARE A

LO-5P HIGH SPEED
85’2 S SPEED 6'/&
SPINDLE COLUMN SPINDLE COLUMN
PULLEY ||. 1l PULLEY II- 1| g

815" in diameter—High-Speed models are 615" in
diameter. Each model has five different speeds
(R. P. M.) which cover completely the speeds needed
for drilling.

The Power Feed employs two 4-step pulleys, one
on the lower shaft of the motor and the other on the
worm shaft. These two pulleys produce four different
speeds but since they are of different size, large and
small, they may be transposed on the shafts so that
8 different speeds are obtained. Referring to the Feed
Chart plate riveted to the front of the unit you will
see that the small pulley can be put on the motor shaft
or on the worm shaft. In addition there are the five
different speeds of the drill press itself, as mentioned
before, so that 40 different speeds are available for
either the Slo- or High-Speed drill presses.

To get the speed and feed desired it is necessary
therefore to put the belts on the proper pulleys.

No hard and fast rules can be given for the speed
and feed at which a drill should be run. The starting
feed is usually governed by the size of the drill and
material. The general rule is to use a feed of .001 to
.002 inch per revolution of drill smaller than 13 inch;
.002 to .004 for drills 3 to !4 inch; .004 to .007 for
drills 14 to 14 inch; .007 to .015 for drills 14 to 34 inch.

DEPTH OF HOLE

Dep;h_of
hole minusg
1/8 inch

To set the unit for the proper drilling depth put
the trip lever 10 in the UP or engaged position. Then
loosen nuts B and C photo OB and set trip finger D
away from the trip pin E an amount equal to the depth
desired minus % of an inch to compensate for lost
motion. As an example: for a hole 175" deep set D
134" away from E. When set, tighten nuts B and C.
Run a few pieces to check setting.




DRILLING OPERATION

Disengage the unit by bringing lever (10) in the
down position, photo OC. Bring the drill down by
hand until it is almost ready to drill. With quill in this
position, bring Power Feed into operation by moving
lever (10) into the UP or engaged position,

Unit will then drill automatically until the Trip
Finger D (Photo OD) pushes against the Trip Pin E
which automatically releases the worm, the quill re-
turns upward ready for the next cut.

HAND OPERATION

An outstanding feature of this Power Feed is that
it may be used for automatic or manual operation.
To operate the drill press manually press in Tripping
Pin E, Photo OE, and move lever (10) downward so
that cam plate G slides over pin E holding it in the
depressed position. The Lock Pin H slips into place
holding the lever (10) in position. Drill press can now
be operated like any ordinary manually operated unit.
To return it to the automatic position simply pull out
Lock Pin H, and move lever (10) upward so that E
is released.

NOTE: All of the photographs show the Power
Feed with the inner guard plate removed for con-
venience of illustration,

THE SHEAR PIN

Referring to photo OG you will find a shear pin
(15) which holds the forward half of the flexible cou-
pling on to the worm shaft. This pin is provided as a

safety precaution so that if there is a jam or excessive
loading the pin will shear, thus protecting the mecha-
nism. If the pin has sheared, merely back out the
slotted head, line up the holes in the coupling and
shaft and drive broken portion out on other side.
Replace with pin furnished.

CAUTION: Use only the shear pins furnished. Do
not substitute shear pins. Additional pins may be ob-
tained from your dealer or the factory.

OPERATING POWER FEED DRILL PRESS
IN INVERTED POSITION

The Oiler should be kept filled with 40W oil and
the gear housing with 600W oil. If the drill press head
is inverted or used at an angle remove the oiler from
the housing and cut off about 4 inch from the end of
the tube. Insert oiler and tube in tapped hole on other
side of case. Bend tube so that oil drops to rear of
rear bearing.



ADJUSTING THE POWER FEED To properly adjust PF-33-R worm assembly in 1its
guide PF-7-§, tighten nuts I and J in Photo OF to
take up any perceptible in and out movement, but
allow free vertical movement for engagement of worm
and gear. Screw K limits the downward movement of
this bracket. It is important that Screw K is carefully
set so that the thrust collar L on the end of the worm
bearing shaft does not come in contact with the set
screw (not shown in this photo) in the trip lever
bracket M. Then Screw K is properly set back in place
by means of its jam nut.

The Power Feed as it leaves the factory is prop-
erly adjusted, but should it get out of adjustment, it
is a simple matter to check it so that it operates
perfectly.

To disassemble the unit loosen set screw P and
withdraw pin R.

RESETTING WORM GEAR

Three Keyways are provided in the bronze gear.
PF-32.

When gear becomes worn, loosen the screw and
slide the gear from the pinion shaft, then turn the gear
so that the next keyway will be engaged by the key.

Replace the gear so that the screw can be tightened
against flatted side of pinion shaft.

NOTE :—PF-7-S Bearing Bracket Guide Assembly and PF-33-R Front Drive Shaft As-
sembly revised March 1, 1944, but is interchangeable with all previous units.

Before operating the Power Feed Drill

Press be sure to read and study the

Operation Instructions carefully because

they contain valuable information which

will enable you to obtain the maximum

usefulness of this unit.
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REPLACEMENT PARTS

IMPORTANT: To avoid possible errors, be sure to include the serial
number of the machine when ordering parts for repair or replacement.

Part
Number

PF-9
PF-10
PF-26
PF-27
PF-29
PF-30
PF-32
PF-34-S
PF-55
PF-68
PF-81
BM-46
DP-282
DP-628
DP-748
FJ]-324
NJ-220
SP-231
SP-640
SP-642
SP-1001
SP-1009

PF-2
PF-7-8
PF-8
PF-11
PF-33-R
PF-36
PF-37
PF-38
PF-39
PF-40
PF-41
PF-42
PF-43
PF-45
PF-46
PF-47
PF-48
PF-52
PF-61
PF-69
PF-71
PF-72
PF-80
H-16
H-17
SP-112

SP-222
SP-223
SP-224
SP-232
SP-305
SP-551

SP-1029
SP-1203
SP-1206
SP-2253
SP-2489

Description

HEAD PARTS

Drive Housing Support ............
Support Bracket ..icuimvinieiasia
WaOlE, Lhicaii s R SR
Trip Finger
Stop: Bed: Mut: cosseprmarasasmnsss
Yoke Lock Nut ..................
Worm Gear (Front Drive) .........
Pinion Shaft Assembly ............
Steel Washer ..oovvinsses s
La' x 114" Straight Key ..o.oi000..
Collar .o e
Steel Washer .ovosvciswanmsamns s
Thumbscrew o ieaavrmeiass b
Stop Rod wuvemvnsmmmeamomasunsnsens
Stud’ suesvsisssnerui s EEEEETIES
Ball ...
Hand: Koah s s
o"—18 x 32" Allen Sct Screw ......
dg"—16 x 34" Hex. Head Cap Screw
34%"—16 x 1” Hex. Head Cap Screw.
f6"—18 Jam Nut ..........covnn..
15 "—14 Unshako Nut ....cviciineis

FRONT DRIVE HOUSING PARTS

Front Drive HOUSIME . cvesvvavnss
Bearing Bracket Guide Assembly ...
Trip Lever ..o
Trip Dog sovwremasmeaimassei
Front Drive Shaft Assembly ... ...

Catie: Plate woenummmsmmenemsanesns

Imsert suwsemevenspiaimesaani dss
T
IRSEEE oo s A S A
Trip Finger Eng. Pin ..............
SIDTRE s ot oeimst bs s s e et
spring (Por Trip Deg) v
Pin (For Trip Dog)

Compression Spring ...............
Thumb Knob .................
Lock Pin (Trip Lever) ...oovvininn.
Spring (For Lock Pin) ............
Shear Pin ... oo
Snap BIng woemovanmmms sy e
Oiler .o
Guard Plate ..umeew e iss i
Feed Chart Plate :i:eassesniiaes
Special Steel Washer .....ovxivssas

Coupling Half (54" Bore) ..........
Fiber Washer .....................
#10—32 x 4" Headless Screw

(Full Blog) v
14"—28 x 534” Allen Head Cap Screw
" —24 x 34" Allen Head Cap Screw
#10-—32 x 14" Allen Head Cap Screw
14"—20 x 3§” Unbrako Allen Screw
14"—20 x 1" Square Head Set Screw
#10—32 x 14" Rd. Hd. Machine

S CrEW ot

2 Hex: NGt woveonssamemas
#10—32 Hex. Nut .................
te"—24 Hex. NUE .onouoemmnes s
#0 x %" Drive Screw ... .iiviiin.

#1 Groove Pin 3” x 74” Long ....

No.
Req.

1
1

0 s =

) —

Price
Each

$0.90
1.50
15
.10
15
.35
4.10

Part No.
Number Description Req.

REAR DRIVE HOUSING PARTS

PF-1-A Rear Drive Housing with Bearing

Plate, Bushings, etc., assembled... 1
PF-15 Worm Shaft Pulley ........ciu0iia. 1
PF-16 L0 o1 1
PF-17-R Rear Housing Worm Shaft

Resem bl Ve sy R 1
PF-18 Worm Gear ... i 1
PF-19 Worm Gear Shaft ....ovavvvwawins 1
PF-20-A Extension Shaft and Sleeve

Assembly ... ... ..o i 1
PF-22 Dowel Pin. .owvvsmenass v 1
PF-24 Ry TR SR 1
PF-53 Gaskel ..o e 1
PF-65 L.aminated Washer ................ 1
PF-70 Fiber Washer ..................... 1
PF-76 GASKEY s v vm s i 1
LTA-551-8 Set Collar with Screw ............. 1
ND-3202 N. D. Ball Bearing ................ 1
SP-201 {i”"—18 x 4" Allen Set Screw ..... 1
SP-203 4"—20 x 38" Allen Set Screw ..... 2
SP-232 14"—20 x 38" Unbrako Allen Screw. 1
SP-649 is"—18 x 1” Hex. Head Cap Screw 4
SP-715 14"—20 x 15" Fill. Head Cap Screw. 2
SP-1703 fit " Lock Washer . .omammanini 4
SP-2489 #1 Groove Pin 8" x 74" Long ..... 1
SP-2505 14" Pipe PIUE oo o rsmsmonmes s 2
SP-2603 #7705 Hi-Pro Key wuiviviiimuiaiii 1
SP-2650 %" x 1%” x 138" Straight Key ...... 1
HCS-566 Speeidl Washer csves vewemsn e v 2

GUARD PARTS
PF-4 | G Tor s A R 1
PF-13-8 Idler Pulley Assembly ............. 1
PF-59 ldler Bracket Spring .............. 1
PF-60 Idler Bracket Hinge Pin ..iu.oviiis 1
PF-62 Guard Spring Clip ................. 1
PF-63 Guard Hinge Pin' ...covoosimmee s 1
SP-153 #10—32 x 4" Headless Set Screw.. 2
SP-506 iw"—18 x 38" Rd. Hd. Mach. Screw 1
SP-1604 i Bteel Wiasher v commnaaveny 1
MOTOR PLATE PARTS

PF-3 Motor: Plate suveiasivieniiaveyins 1
DP-650 #4"—16 Hex. Nut .......covvvuvn.. 2
DP-652 Motor: Plate Pin wxcvvsearaaamss 2
SP-806 %" x 114" Carriage Bolt ........... 1
SP-1030 e ok ex N0 cvnews st 1
SP-1604 v oateal Washer: o orsmanaaiing 1
SP-1753 34" Shakeproof Washer ............ 2
SP-3109 15”"—13 x 214" Hex. Head Cap

Serew i e s e 2

MISCELLANEOUS PARTS
PF-14-S Motor Pulley with Screw .......... ]
PF-75 s £ e (o7 At = W 1
PF-75-S Motor Shaft Adapter with Set Screws 1
SP-201 fa"—18 x {s«" Allen Set Screw ...... 2
SP-208 14"—20 x 14" Allen Set Screw ..... 2
#1533 #” Plain Allen Wrench for 4" Set

Screw or 1&” Cap Screw ......... 1
#1534 14" Plain Allen Wrench for 4" Set

Screw or No. 8 Cap Screw ........ 1
#1535 " Plain Allen Wrench for 38" Set

Serew or 1" Cap Serew ..o 1
#30 100 V-Belt Cir.: In, 267¢"”, Out 284" .... 1
#30 103 V-Belt Cir.: In. 2654”, Out 28" ..... 1

Price
Each

3.80
10
.35
.10
.10

.10

15

2.00

.10
10
.10

PRICES SUBJECT TO CHANGE WITHOUT NOTICE

NOTE: Prices in this list apply only to parts order for repair and replacement. They
cannot be used for computing allowance value when a machine is ordered “less” certain
parts. Ask for quotations on such special machines.
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HOW TO INSTALL THE POWER FEED ON A 17 IN. DRILL PRESS

® @ Before operating the Power Feed be sure
to read and study the Operation Instructions
P.M. No. 1607 for the Power Feed Drill Press
carefully because they contain valuable in-
formation which will enable you to obtain the
maximum usefulness of this unit.

These instructions show by picture and explanation
the proper procedure in installing the Power Feed on
a 17 inch Drill Press.

READ CAREFULLY — there is nothing compli-
cated about installing the Power Feed, but CERTAIN
PRECAUTIONS MUST BE TAKEN AND OPER-
ATIONS MUST BE DONE IN PROPER SE-
QUENCE as outlined here — otherwise the unit will
not operate perfectly.

Follow these steps in this sequence:

1—Lock the quill in position by tightening nut (1)
photo A. Then relieve spring pressure by turning
slotted screw in bottom of spring housing counter-
clockwise.

2—Remove wing nut and spring housing cover as
shown in photo B, leaving the spring housing and coil
spring in place.

4—Install new pinion shaft, photo D, and slide slot
(2) in end of shaft on to flat inner end of spring. Re-
place spring housing cover and wing nut. If there is
sideways play in the pinion shaft remove entire spring
housing and insert shims between spring housing and
drill press head casting. Replace housing. You will
find these shims in a separate envelope packed with
the unit.

5—With the quill in the down position, photo E, turn
slotted screw in bottom of spring housing clockwise to
build up pressure in coil spring. Replace nut on thread-
ed portion of shaft extending through handle.



Mount Gear with
t Hub toward Head; see
Dimensional Drawing

for location.

9—Mount worm gear WITH HUB TOWARD
HEAD on pinion shaft as shown by photo J.

6—Remove stop rod by loosening nut (3) at bottom. : ! ‘L | ' 3 T T =
photo F. B A I8 Higse Emimtw Bl
—d = 1} et | . : ' F L
No. 2 i
MORSE 3% —
JPR TAPER -
SOCKET
=t
i ;im'l_‘,-,: IMPORTANT—This worm gear must be located ac-
E curately as shown by the above sketches. Hold in
B place by firmly tightening the Allen set screw (9).
—
7—Photo G, below. Install new stop rod with trip ' K

finger. The trip finger must be toward rear as shown.
Be sure trip finger is parallel to threaded stop rod.
Align finger in place by tightening nuts at top.

10—Place housing on bench as shown in photo K.
With blunt tool or screw driver, depress pin (11) and
move lever in direction as shown until cam (12) slides
past end of pin (11).

8—Insert universal bracket (4), photo H, in drill press 11—Then slide housing onto the pinion shaft, photo
head and hold in place with screw (5) on far side, L, making certain that it contacts outer face of the
shown by white dotted lines. Tighten just enough to worm gear. Then place collar 21 as shown in photo
allow turning by hand. Remove hand lever (6) by Q and R against boss on case and lock securely in

loosening screw (7) and removing ball end (8). place with set screw. Replace hand lever (6), photo H.



12—Mount bracket (13) on to housing, photo M,
loosely so that it may be adjusted later by hand. Also
set the two screws in slotted upright leg of bracket as
shown.

13—Remove old motor bracket and replace by motor
bracket furnished.

14—Remove rear half of belt guard. Mount motor with
switch or outlet box at left, photo N. Replace guard
and slide motor pulley onto motor shaft. Be sure that
bottom face of pulley contacts shoulder on motor shaft.
Put on motor belt and adjust motor plate with motor
“in” or “out” for proper belt tension. Lock motor plate
in place by square headed screws (14).

15—Align pulleys by placing straight edge over pulley
as shown in photo O and move motor up and down

for proper location.

p

16—With the two hexagonal bolts placed in the slotted
holes in the rear gear housing, mount the housing on
the lower end of the motor bracket, photo P.

17—Be sure trip lever (10), photo Q, is in the UP posi-
tion. With the fabric insert (15) in place on the driv-
ing lugs on the forward half of the flexible coupling
(16), draw rear half of coupling forward to bring the
two halves together, photo R, having the edges of the
coupling approximately g of an inch apart. (When
the trip lever is in the DOWN position there should
be clearance between the lower edges of the two halves
of the coupling). When the two halves of coupling
are in position as shown, draw down bolts tightly,
photo P, holding gear housing firmly in place on motor
bracket.

18—Loosen set collar (17), photo R, by means of Allen
set screw (18) and then while holding the coupling
halves together slide the collar (17) back as far as it
will go against cover plate. Then tighten set collar by
drawing down Allen set screw (18) being sure it bears
against flat surface on shaft.

19—To obtain freedom of quill movement, proceed as
follows: Put lever (10), photo S, in down position.
Then move quill up and down by means of hand feed
lever (6) and tighten screws A, B, C and D on the
universal bracket as shown and the screw on the other
side of the drill press head which holds the universal
bracket (refer back to photo H).

IMPORTANT—These screws must be tightened
in the proper sequence, starting with A, then B, C and
D and ending with screw on the other side of head.

Tighten each screw a very little at a time. If the
quill does not return freely under normal spring pres-
sure, loosen all five screws and repeat.



Tighten Screw cn
other side last
This Screw holds

Universal Bracket

DO NOT ATTEMPT TO GET THE QUILL TO
RETURN BY PUTTING MORE TENSION ON
THE RETURN SPRING.

T

20—Next, check carefully this distance from center to
center of shafts as shown by photo T. On motors that
have a shaft centerline 415” from the base, this dis-

tance should be 915”, On motors having a shaft center-
line 5” from the base this distance should be 974".
See sketches above.

., > - :

21—Mount pulley on gear housing shaft, photo U.
Turn by hand to be certain that inner edge of large
step does not come in contact with the shaft bearing.
Then install pulley on motor shaft. Line up pulleys
with straight edge as shown and install belt. On those
motors that are less than 1514” from end to end of
shafts, it is necessary to use the special shaft extension
furnished so that motor pulley aligns with gear hous-
ing pulley.

Motors of our manufacture that require the shaft
extension are the 34, 1 and 114 horsepower, 3 phase
motors. Their catalog numbers are:

86720, 86762, 86920, 86960, 86921, 86922, 87120

The use and application of NEMA No. 203 motors
are limited to motors which have an overall dimension
of less than 16-13/16".

22—To mount belt guard below motor, loosen set
screw (19) and remove pin (20), photo V. Slip guard
in place and replace pin (20) and tighten screw (19).
Catch which may be adjusted on end of guard holds
guard in place. Be sure to remove packing wire so that
idler pulley swings freely.

23—To mount front gear housing guard move trip
finger, photo G, into extreme top position on stop rod.
Then pass upper portion of guard over quill pinion
shaft as shown by photo W and fasten in place with
two screws.

24—Fill oil cup on top of housing with 40W motor oil.
Remove both pipe plugs, photo X, in gear housing and
fill housing through top opening with 600W oil until
level of lower plug is reached. Replace plugs. Unit is
now ready for operation.



-WHAT DO YOU NEED?

A SINGLE SPINDLE
DRILL PRESS, OR
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1

A DRILL PRESS
A BLOCK LONG

HERE'S THE ANSWER

_ IN A NEW DRILL PRESS DEVELOPED BY DELTA

N




A SINGLE SPINDLE, or
A DRILL PRESS A BLOCK LONG

THAT is what this NEW Delta Development in
Drill Press Design offers you.

NOW, for the first time you can get exactly the machine you need for your
individual production problems in your own shop. No longer need you take a
"standard'' machine with only a definite number of spindles. You can now get
a drill press of one spindle, two, three, six or eight or any number you desire—
you buy the machine to fit your jobs instead of making the jobs fit the machine.

With this new low cost set-up you can have just the number of spindles you
need—and you have them all in one row which speeds production since the
piece being drilled or tapped can be started at one end of the machine and
run to completion at the other end. This eliminates the costly transferring of
materials from one drill press to another—handling, including trucking and inter-
operation storage, are eliminated.

In addition, this new drill press provides a maximum of working surface,
and if you have an exceptionally large piece to be drilled, the single spindle on
the 2353" by 35" table provides perfect operating conditions.

The drill press is built up on a sectional table—each table section being
233" by 30" and with the addition of the end sections is increased to 35” long.

On these sections, any type of Delta 17" or 14” head can be easily in-
stalled and at centers which meet your individual needs. This means that the
maximum amount of flexibility is assured—you can have all 17" or 14" heads on
one machine or a combination of both—you can have them spaced at any
distance you desire—either close together or far apart.

Because each machine tool is made individually for your applications, there
are no so-called "standard" units, although we show in the blueprints to the right,
suggested set-ups of a single spindle, a two spindle, a three spindle, six spindle,
and eight spindle machine—showing the working space available. These are
the most popular combinations although, as stated before, other combinations
are easily made up.

Another outstanding feature of this new development is the low cost of the
entire assembly. Heretofore, the price of a machine tool of this kind was almost
prohibitive but by means of Delta design and production, you can obtain this
unit at an exceptionally low figure.

The unit illustrated is an eight spindle machine using 17" drill press heads
which have No. 2 Morse taper spindles. Three-quarter horsepower, three-phase
motors are recommended.

Table surface of this unit is 2334” by 125", Center to center between spindles
is 15”. Maximum distance chuck to table 26”. Quill has 5" stroke. Drilling
capacity is 34" in cast iron. Table has 114" oil trough drilled and tapped at
rear for 15" oil drain pipe.

This unit, complete as illustrated with bench legs is $1,068.50 without motors,

which is an exceptionally low price compared to the amount of "machine tool”
obtained.

The table is accurately ground. The entire unit is rugged and heavy and
extremely accurate.

Tell us what your requirements are—how many drill press heads you could
use in your set-up like this—whether you need 14” or 17" heads or a combina-
tion of both and what distance you want the heads spaced. We will gladly
send you complete specifications and prices and any other information you
desire. We suggest that you do this today, using the inclosed postage paid
envelope for your letter.

REMEMBER — IF YOU NEED a single spindle drill press or a drill press

a block long, you now have the answer for your needs at exceptionally low prices.

THE DELTA MANUFACTURING COMPANY
800-634 EAST VIENNA AVENUE MILWAUKEE, WISCONSIN

USE THE ATTACHED POSTAGE PAID ENVELOPE
TO SEND YOUR LETTER TELLING US WHAT YOUR MUL-

TIPLE-SPINDLE DRILLING AND TAPPING REQUIREMENTS
ARE. WE WILL SEND YOU COMPLETE DATA AND PRICES
ON THE PROPER SET-UP.
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Above — a 5 spindle Delta
17 drill press setup using
the new sectional table in a
plant  manufacturing out-
board motors on which fac-
ing, driling and tapping
operations are done.

THESE PRODUCTION SHOPS,WITH MULTIPLE DRILL
PRESS OPERATIONS, CUT COSTS AND INCREASE
PRODUCTION WITH THE NEW DELTA UNIT.

Alert production men find that the new Delta Multiple-
Spindle Drill Press, on which either 14-inch or 17-inch Delta
heads may be mounted, is pulling them out cf a jam because
they can now have just the number of spindles they need—
all in a single row.

This speeds production, eliminates "bottlenecks", be-

MULTIPLE SPINDLE
INSTALLATIONS

USING THE NEW SECTIONAL TABLE

Above — An B-spindle setup usin

Delta 17" drill press heads. This igs

in a machine shop where accuracy
is of prime importance.

Left—Two é-spindle Delta 17" drill
press units again using the sectional
table in the p'ant of a spray equip-
ment manufacturer. Mote the roller
seat on which the operator travels
from end to end of the machine.

cause the piece to be drilled or tapped can be started at
one end of the machine and run to completion at the other
end. Costly transferring of materials from one drill press
to another, handling, including trucking and even storage
are eliminated.

There is a place in your shop where this new machine

will help you—and, at its extremely low cost you should
investigate its possibilities today. Just send your require-
ments in the enclosed postage paid envelope—we will send
you prices and specifications.




L 14-inch Bench Type Single Spindle Drill Presses

MILWAUKEE

No. 14-007

Shown with
Motor

These Drill Presses have become extremely popular in shops where low
cost, low maintenance and portability are of importance. Having a capac-
ity of 3§” in cast iron there are dozen of places where this drill press will
quickly pay for itself. Not only does it combine all the best features of
drill presses of this kind but it has additional advantages which make it
the favorite wherever used. Its self-aligning drive and free-floating spindle,
its sturdy quill design and construction, its ease of operation, its sealed-
for-life ball bearings—these are but a few of the “plus” values you receive
in these fine accurate drill presses.

Type Standard Tilting Table
High Speed

Slo-Speed

WITH NO. 1 MORSE TAPER SPINDLE

BMachine Mo, .00 00l dvaiiiig 14-005 14-006
Old No.......... 1300 1000
Table Working Surface. .. ... .... 10" x 10" 10" x 10"
Spin. to Table (B) RIBE. i 1514~ 151"
Spin. to Base (A) Max., s 185" 18%"
Ship. Wt, Lbs.. 110 110
Code Word . SLOBF BENMT

WITH 1/2 INCH JACOBS CHUCK SPINDLE

Machine No.. T 14-007 14-008
0Old No.. ... 1302 999
Table Workmg Surface. ... ... .. 10" x 10" 10" x 10"
Spin. to Table (B) Max.. il 154" 15%”
Spin. to Base (A) Max.. 1834 " 183"
Ship. Wt. Lbas.. . .. 110 110
Code Word . . ....ooivivrnnsvnns SLOBG BEN]JC

MOTOR AND SWITCH NOT INCLUDED, MUST
BE ORDERED SEPARATELY.

There are four standard machines supplied in this group.
Capacity: 34" in cast iron,
Machines include:

Built in depth gage.

Depth scale on quill.

Pulley guard.

Quill has 4 inch stroke or travel

High speed models have {Jneeds of 680, 1250, 2400 and 4600 RPM
and include No. 387 V-belt and No. 985 motor pulley.

Slo-speed models have speeds of 470, 780, 1300 and 1950 RPM and
include No. 430 V-belt and No. 985 motor pulley.

Order Jacobs spindle machines where straight shank drills only are to be
used. This chuck will take drills from No. 60 to full 14",

Order No. 1 Morse taper spindle machines where taper shank drills only
are to be used.

Spindles in these machines are easily changed. See complete listing below.
For individual parts for special set-ups and for accessories, see pages 14-17.
Coolant arrangements cannot be used on these machines.

Motors recommencded:
Light Duty: 62 110 %4 H‘P Ca 110/220 V., 60 Cy.
66 110 '3 H.P I-Eh A. C 220/440 V. 50}60 Cy.

Medium Duty: 62 110 !4 H. P Cap A.C. 110/220 V. 60
66 320 14 H. P 3 Ph. A.C. 220/440 V. 50/60 Cy.

Heavy Duty: 66 320 % H.P., 3 Ph, A.C. 220/440 V. 50/60 Cy.

For 3 Ph, motors use No. 1320 3 Phase Manual or No. 1329 Magnetic
Starter with No. 1322 Mounting Parts.

Use No. 1331 Rod for All Single Phase Motors,
See Pages 18 to 19 for Motors and Switch Parts.
For Prices See Attached Price List.

INTERCHAMNGEABLE SPINDLES FOR 14" DRILL PRESSES
One of the many outstanding advantages of the 14" drill press is the fact
that the spindles are readily interchangeable. This means that the applica-
tion of the machine is increased many times. All chucks are balanced for
high-speed work. Spindles have deep splines which insure proper balance
and long wear,

972 973 974 9171 991

Wt. Lbs.| Code Word

31 NESPB

“Cat. No | ) Description of Spindle
972 Jacobs Chuck—Cap. No. 60—14"

973 No. 1 Morse Taper .....ococo...... 2 NESPC
974 With 14" Hole for Router Bits ... 214 NESPD
977 ] For Shaper Cutters with 5/16” Hole ..... 2 NESPF
991 For Cup Wheels.. S 2 NESPG

For Prices see Attached Price List.

THE DELTA MANUFACTURING COMPANY * MILWAUKEE, WIS.
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listed and illustrated above.
Capacity: 34" in cast iron,

Machines include:
Built in depth gage.

Standard Tilting Table

These 14 inch drill presses are supplied in twelve standard machines as

Production Table

3" e
£a No. 14-207 Mo, 14-212 No. 14-215
- Shown with Shown with Shown with
o7 Motor Motor Motor
V2% -
. T3
(- 205, — 4]
%5 HOLES
T
11‘/2
.3,6

Prod. Table and Foot Feed

Type
Model Slo Speed High Speed Slo Speed High Speed Slo Speed High Speed
WITH NO. 1 MORSE TAPER SPINDLE
Machine No.. .. .. 14-205 14-206 14-210 14-211 14-215 14-216
A ITOL o v sia s s 1286 986 1887 1587 1888 1588
Table Working Surface . . . 10" x 10" 10" x 10" 11" x 16" 11" x 16" 117 x 16" 11" x 16"
Spin. to Table (B) Max.. . ........... 414" 414" 405" 404" a3y’ 334"
Spin. to Base (A) Max........... ... 463" 46347 4635 " 4644 " 445" 443"
Ship. Wt. Lbs.. ... ...... 145 145 187 187 230 230
Code Word. . ... .. SLOFBE NEWMT SLOBH NEWAE SLOBI NEWAF
Cat. No. of Coolant Piping......... 17-805 17-805 17-805 17-805
Type of Coolant Pump Required . . . . Model No. 1 Model No. 1 Model No. 1 Model No. 1
1
WITH 1/2 INCH JACOBS CHUCK SPINDLE

Machine No.., ... .. 14-207 14-208 14-212 14-213 14-217 14-218
L Fi B, e TR PR e A 1289 989 1890 1590 1891 1591
Table Working Surface . . 10" x 10" 10" x 10" 117 x 167 117 x 167 11" x 16" 117 x 16"
Spin. to Table (B) Max.. .. 41" 41" 40" 40" 33”7 337
Spin. to Base (A) Max._ ... 464" 4614" 465" 4614 " 44157 441q"
Bhip. W L oLt iasaianss 145 145 192 192 230 230
AR WEED o i SLOFC NEW]C SLOBK NEWAH SLOBL NEWA]
Cat. No. of Coolant Piping. ........ 17-805 17-805 17-805 17-805
Type of Coolant Pump Required. . . Model No. 1 Model No. 1 Model No. 1 Maodel No. 1

MOTORS, SWITCHES, COOLANT PUMF AND PIPING NOT INCLUDED WITH MACHINE. MUST BE ORDERED SEPARATELY.

Spindles in these machines are easily changed, See complete listing on

opposite page.

For individual parts for special set-ups and for accessories, see pages 14=17.

For coolant piping and pump see page 16.

Motors recommended:

Depth scale on quill. Light Duty: 62 110 %4 H.P., Cap. A.C, 110/220 V. 60 Cy.
Pulley guard, 66 110 Y53 H.P., 3 Ph. A.C. 220/440 V. 50/60 Cy.
Quill has 4 inch stroke or travel. Medium Duty: 62 110 ¥4 H.P., Cap. A.C. 110/220 V. 60 Cy.
Iigh speed models have speeds of 680, 1250, 2400 and 4600 RPM 66 320 153 H.P., 3 Ph, A.C. 220/440 V. 50/60 Cy.
and include No. 387 V-belt and No. 85 motor pulley. Heavy Duty: 66 320 4 H.P., 3 Ph. A.C. 220/440 V. 50/60 Cy.

Slo-speed models have speeds of 470, 780, 1300 and 1950 RPM and
include No, 430 V-belt and No. 985 motor pulley.

Order Jacobs spindle machines where straight shank drills only are tc be
used, This chuck will take drills from No. 60 to full 14",

Order No. 1 Morse taper spindle machines where taper shank drills only
are to be used.

For 3 Ph. motors use No. 1320 3 Phase Manual or No, 1329 Magnetic
Starter with No. 1322 Mounting Parts.

Use No. 1331 Rod for All Single Phase Motaors,
See Pages 18 to 19 for Motors and Switch Parts.
For Prices See Attached Price List.

THE DELTA MANUFACTURING COMPANY * MILWAUKEE, WIS.
1




14-inch Bench and Floor Type, 1, 2, 3 and 4 Spindle Drill Presses

MIL KEE
2 One Piece Tables
)
125
L .
— — — h‘
]
PRSNG[N = . |
"
T 89
4" 1
4 _u
SPIN
TRAV,
B L 23, DIA.
a4
.] No. 14-417
Shown with Motor
- No. 1_4-308 s
Shown with Motor
1 Spin. Bench Type 2 Spin. Floor Type 3 Spin. Floor Type 4 Spin. Floor Type
i ) /_ﬂ_\
T 4% %/z . ||zt¢r
.lil
Model Slo Speed | High Speed | Slo-Speed High Speed | Slo-Speed | High Speed | Slo-Speed | High Speed |
WITH NO. 1 MORSE TAPER SPINDLE
Machine No. 14-305 14-306 14-405 14-406 14-410 14-411 14-415 | 14-416
0ld No. 1014 1013 1543 I 7 3 R O — s 1553 1551
Table Wm‘klng Surface . 14" x 16" 14" x 16" 145" x 28" 144" x 28" 61’"::5!" 164" x 51" 164" x 51 161" x 51"
Spin. to Table (B) Max.. . 191" 19157 19‘~,, 191g" 194 194" 194" 191"
Spindle Spacing. . . ...... s | Faaaes 12% 12" 5" 15* 111" 111"
Ship. Wt. Lbs.. .. .. 5 215 215 657 657 900 900 1185 1185
CodeWord............. PRODD PRODC TWOSD TWOSB TRISI TRIS] FOURH | FOURF
Cat. No. Coolant Piping. . 17-805 17-805 14-805 14-805 14- 805 14-806 14-807 14-807
Type of Cool. Pump Req..] Model No. 1 Model No. 1 Model No. 2 Model No. 2 Model No. 2 Model No. 2 Model No. 2 Model No. 2
| WITH 1,2 INCH JACOBS CHUCK SPINDLE [
S l. = — s |
Machine No... 14-307 | 14-308 14-407 14-408 14-412 14-413 14-417 14-418
o] 1B o F R e RS 1012 1011 1542 1840 1 i SERETE: 552 155
Table Working Surface. . . 14" x 16" 14" x 16" 144" x 28" 144" x 28" 164" x 517 164" x 51" 164" x 51" 164" x 51"
Spin. to Table (B) Mnx.. 19 19" id 19 19" 19" 19" 19"
Spindle Spacing . . o DR BT 12* 12" 15" 15 11" 114"
Ship Wt. Lba............ 210 210 662 662 900 900 1185 1185
Code Word. . ........... PRODB | PRODA TWOSC | TWOSA TRISK TRISL FOURG FOURE
Cat. No. Coolant Piping. . 17-805 17-805 14-805 L 14-805 14-806 14-806 14-807 14-807
Type of Cool. Pump Req..| Model No. 1 Model No. 1 Model No. 2 | Model No. 2 Model No. 2 | Model No. 2 Model No. 2 Model No. 2
MOTORS, SWITCHES, COOLANT PUMP AND PIPING NOT INCLUDED WITH MACHINE. MUST BE ORDERED SEPARATELY.
These 14 inch drill presses are all furnished with a one-piece table in Spindles in these machines are easily changed. See complete listing on
sizes as shown by the dimensional drawings in the table above. The single page 10.
spindle machines are available as bench types only—the two, three and For individual parts for special set-ups and for accessories, see pages 14-17.
four spindle machines are floor types and are furnished with a set of cast For coolant piping and pump see page 16
iron legs as illustrated. With these legs, the working surface of the .
machine is 32" from the floor, The table has a 114" oil trough all around Motors recommended:
” H
acl?;atci{’f?d fari:{écasfrfrlgr-' Light Duty: 62 110 ¥4 H.P., Cap. A.C. 110/220 V. 60 Cy.
Machines include: Built-in depth gauge. Depth scale on quill. Pulley : 06111078 Hub o5 Pho ALCa00/ 4405V 50'{60 Cy.
guard, Quill has 4 inch stroke or travel, Medium Duty: 62 110 I/s H.P., Cap. A.C. 110/220 V. 60 Cy.
High speed models have speeds ofd 6130 glggu 2400 a?ld 4600 RPM 66 320 15 H.P., 3 Ph. A.C. 220/440 V. 50/60 Cy.
and include No. 387 V-belt an 0. motor pulley H D : 6 1 .P. .AC. y A
Slo-spesd models hive specds of 470, 780, 1300 and 1950 RPM and eavy Duty 6 320 13 H.P., 3 Ph. A.C. 220/440 V. 50/60 Cy )
include No. 430 V-belt and No. 985 motor pulley. For 3 Ph. motors use No. 1320 3 Phase Manual or No. 1329 Magnetic
Order Jacobs spindle machines where straight shank drills only are to be Starter with No. 1322 Mounting Parts.
used. This chuck will take drills from No. 60 to full I4". Use No. 1331 Rod for All Single Phase Motors.
Order No. 1 Morse taper spindle machines where taper shank drills only See Pages 18 to 19 for Motors and Switch Parts.
are to be used. For Prices See Attached Price List.

THE DELTA MANUFACTURING COMPANY ¢

MILWAUKEE, WIS.
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14-inch Floor Type, 5, 6 and 8 Spindle Drill Presses. Sectional Tables

DE 5‘1

MILWAYKEE
"
— 213
—12Y5
e -
——
1
[ ki
"
ar 4 |
¥ 4
SPIN
TRAV
B - 23/ DIA.
7
No. 14-527
Shown with Motors
5 Spindle 6 Spindle 8 Splndle
¢ 0.0 ¢ 0o|o ol0 O goopopo
Type IZ—? Fa" ‘ :—IS-? 8 ?II§$ i
— 5" i | — 95" ~ r— S — 95" ___!_
Model . Slo Speed High Speed SloSpeed |  High Speed Slo Speed ‘  High Speed
WITH NO. l MORSE T&PER SPINDLE
Machine No. . . e 14-515 14-516 14-520 14-521 14-525 14-526
Table Working Surface . 18" x 65" 18" x 65" 18" x 95" 18" x 95" 18" x 95" 18" x 95"
Spin. to Table (B) Max. 191¢” 1914” 195" 194" 195" 194"
Spindle Spacing . . . 13" 12" 157 15* 114" 1115”
Ship. Wt. Lbs. 1450 1450 1875 1875 2000 2000
Code Word . PENTI PENT] SIXAI SIXA] OCTAI OCTAJ
Csl No Coolant Piping. . . 14-808 14-808 17-812 _!7 Bl"; . 14-809 14-809
Type of Coolant Pump Reqmred ) Model No. 3 Model No. 3 Model No. 3 Model No. 3 Model No. 3 Model No. 3
WITH l/ 2 INCH JACOBS CHUCK SPINDLE
Machine No. . 14-517 14-518 14-522 14-523 14-527 14-528
Table Working Surface 18" x 65" 18" x 65" 18" x 95" 18" x 95" 18" x 95" 18" x 95"
Spin. to Table (B) Max. 19" 19" 19" 19" 19" 19"
Spindle Spacmg 12" 12" 15" 15" 114" 11147
Ship. Wt. th 1450 1450 1875 1875 2000 2000
Code Word . PENTK PENTL SIXAK SIXAL OCTAK OCTAL
Cat. No. Coolant Pipmg 14-808 14-808 l?’ 812 17-812 14-809 14-809
Type of Coolant Pump Requm,-d. n Model No. 3 Modcl No. 3 Model No. 3 Model No. 3 Model No. 3 Model No. 3
MOTORS SWITCHES, COOLANT PUMP .F\ND PIPING NDT INCLUDED WITH.MACQINE. K‘I_UST BE ORDERED SEPARATELY
The 14 inch drill presses listed here are all furnished with sectional tables. Order No. 1 Morse taper spindle machines where taper shank drills only
These tables are made up of center sections to which end sections are are to be used.
bolted. This arrangement allows for a wide variety of combinations—and Spindles in these machines are easily changed. See complete listing on
alﬂm we show here t]h;lmo'srthpopu]ar pr]odu{.’{:on]fypes ofdmﬁ:hlnes. marll]y page 10.
other units are available. e sectional table allows a drill press to be i A = . i r
made of any desired length with spindles spaced at any centers desired. g:: ::Lt‘ijll\.::::ali piirts f%. special set-ups Téd for accessories, see pages 14-17.
The sections have a 114" trough and the end sections are tapped for a DIRE-ANG. pUmp aec-page. 10
drain. Tables of three sections have three cast iron legs, other machines Meotors recommended:
have two legs. Working surface is 32" from floor, Light Duty: 62 110 !4 H.P., Cap. A.C. 110/220 V, 60 Cy.
Capacity: 34" in cast iron. 66 110 *5 H.P., 3 Ph. A.C. 220/440 V. 50/60 Cy.
Machines include: Built-in depth gauge. Depth scale on quill. Pulley Medium Duty: 62 110 %5 H.P., Cap. A.C. 110/220 V. 60 Cy.
guard. Quill has 4 inch stroke or travel. 66 320 14 H.P., 3 Ph. A.C. 220/440 V. 50/60 Cy.
High speed models have speeds of 680, 1250, 2400 and 4600 RPM Heavy Duty: 66 320 ¥4 H.P,, 3 Ph. A.C. 220/440 V. 50/60 Cy.
and include No. 387 V-belt and No. 985 motor pulley. For 3 Ph. Motors Use No. 1320 3 Phase Manual or No. 1320 Magnetic
Slo-speed models have speeds of 470, 780, 1300 and 1950 RPM and Starter with No. 1322 Mounting Parts.
include No, 430 V-belt and No. 985 motor pulley. Use No. 1331 Rod for All Single Phase Motors.
Order Jacobs spindle machines where straight shank drills only are to be See Pages 18 to 19 for Mators and Switch Parts.
used, This chuck will take drills from No. 60 to full 14", For Prices See Attached Price List.

THE

DELTA MANUFACTURING COMPANY o

MILWAUKEE, WIS.
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uulE(;'jn:: SPECIAL SET-UPS Made Up Of Standard Interchangeable Parts
Allow Many Spec1al Purpose Machines To Be Made At Very Low Cost

AN OUTSTANDING exclusive feature of these Drill Presses is that they are
composed of standard interchangeable parts. The heads, columns, flanges, tables
—all these parts are self-contained and obtainable as separate units.

Alert production men appreciate this and have discovered here a means whereby
they can lick some of their toughest production problems. By the use of these
parts they have been able to construct their own special purpose machines
almost overnight—saving a great amount of time, speeding their production
and doing it at only one tenth or less the cost of the special machine they
otherwise would have to buy.

Shown on these pages are just a few of the thousands of high production
machines so made. In almost every sizeable shop there is some adoption or
modification of the regular drill press to do some special operation or special job.

Opposite you will find a complete list of these individual parts.
complete A.S.T.E. data sheets are available by writing to the factory which give

In addition

o L you details of the drill press heads.

(1) From one mas-
ter pattern 8 parts
are drilled at one
time . . . produc-
tion greatly in-
creased.

(2) Accurate
crankshaft balanc-
ing machine made
by Gisholt uses
17 inch drill press
heads.

(3) Lockheed Air-
craft get a big
“reach,” mounting
a 14 inch head
like this.

(4) Special purpose
machine for the
accurate grinding
of precision valve
parts employs
standard parts.

(5) Rewvolving ta-
ble with (fixture
speeds production
and cuts down
set-up time.

(6) An extra oper-
ation obtained ‘bY
placing a

drill on its sid'e on
larger machine.

(7) “A Drill Press
a Block Long’

. Thirty-
three spindles on
one set-up—over-
all length is 72
feet. An excep-
tionally fine set-
up utilizing the
sectional table de-
scribed above.

THE DELTA

MANUFACTURING COMPANY ¢

Below is a description of the exclusive sectional drill press table—an innovation
in drill press design which allows a drill press to be made any length desired.

Check into all these possibilities—find out how you can adopt these standard
parts to your specific job—you can do it in a hurry and at low cost.

RIGID, SECTIONAL TABLES FOR DRILL PRESSES

A Single Spindle —or a Drill Press a Block Long
. ... That Is What This New Drill Press Offers You !

NOW, for the first time you can get exactly the machine you
need for your individual production problems in your own
shop. No longer need you take a “standard” machine with
only a definite number of spindles. You can now get a drill
press of one spindle, two, three, six or eight or any number
you desire—you buy the ‘machine to fit your jobs instead of
making the jobs fit the machine.

The drill press is built upon a sectional table—each table section being 233§"
by 30" and with the addition of the end sections is increased to 35" long.

On these sections, any type of 17” or 14” head can be easily installed and
on centers which meet your individual needs. This means that the maximum
amount of flexibility is assured—you can have all 17" or 14" heads on one
machine or a combination of both—you can have them spaced at any distance
you desire—either close together or far apart.

Tell us what your requirements are—how many drill press heads you could
use in your set-up like this—whether you need 14" or 17” heads or a combi-
nation of both and what distance you want the heads spaced. We will gladly
send you complete specifications and prices and any other information you
desire.

CATALOG LISTING OF SECTIONS AND LEGS

MNo. 1504—End section. 72 1bs......c..ccccconnenno.....Code DRIAD
No. 1505—Center section. 365 Ibs...........................Code DRIAP
No. 1506—One only cast iron leg. 110 lbs.... . Code DRIAQ
No. 1399—Cast iron legs. 1 pair. 175 Ibs.........Code PRODK

MILWAUKEE, WIS.

14
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The heads, columns, flanges, etc.
of DELTA-Milwaukee drill presses
may be obtained as separate units
so that special set-ups can be
made. The heads can be used in
any position — vertical, horizontal
or angular — because their self-
sealed ball bearing construction
eliminates necessity for lubrication.

(|) Special machine used in machining

die cast auto radiater grills using
standard DELTA-Milwaukee heads. Four
holes are tapped in ocne operation at
the first station. Two studs are driven
at the second station. Eight holes are
tapped at a slight angle at the third,
and six holes are tapped at wvarious
angles at the fourth.

(2 Three 14" Delta Drill Press heads

are mounted so that two heads are
horizontal and one vertical. The hor-
izontal heads carry double spindles.
This set-up is used on Diesel-engine
injector nozzles.

(3) Four Drill Press heads, set horizon-

tally, drill four holes in a burner
manifold. Hydraulic feed, with air-
clamp fixture.

(4) Employing a Delta Drill Press head

mounted on a large special over-
arm, this special set-up is widely used
in the airplane industry for template
drilling on wing and fuselage coverings.

il

[5} A six-station set-up for drilling and

tapping tail-light housings. Seven
holes are drilled and five tapped, some
at odd angles. One drilling operation
is performed with the head inverted
making it easier to clamp the work
than if the head were above the table.

(6) In this four-head drilling and tap-

ping set-up the work is clamped
pneumatically in the machine at the
right and three holes drilled simultane.
ously. The operator reloads the ma-
chine and transfers the work to the
drill at the left where one hole is
tapped during the drilling cycle of the
first machine.
{7} Twenty Drill Press heads mounted in

alignment, drill twenty holes for
ladder rungs, simultaneously.
(8] With the use of a Delta Drill Press

head on a radial arm, this unit

drills widely separated holes in large
sheet-metal surfaces.

: // »
MANUFACTURED BY

THE DELTA MANUFACTURING COMPANY '-

MILWAUKEE, WISCONSIN

PRINTED IN U. S. A, SHEET No. 2 MARCH, 1942!



P.M. No.: 1527
DATE: 10-1-43 MIL
REPLACES: NONE
INDEX: 120-2-C

o KEE

THE DELTA MFG. CO., MILWAUKEE 1, WIS.

SERIES

14

14" DRILL PRESSES

DRILL PRESS ACCESSORIES
Part No. 1006 Production Table for 14’/ Drill Press

LPeIP
sPzeza-_[I"

5 !

se-on’
s il

To install raising mechanism in table slip com-
pound gear DP-640-F through column hole and into
position with the large gear toward the table as shown.
Push shaft DP-444 through large hole on rear of
bracket, through bore of gear into bearing hole on
front face. Slip bushing DP-387 over shaft DP-444 and
into large hole on the rear face, turning flat on shaft
DP-444 and hole in bushing DP-387 in line with Allen
set screw SP-207 in housing. Fasten with set screw.
Slip worm-shaft assembly through hole in left side of
housing to mesh with spiral gear on DP-640-F, then
through bearing hole on right side of housing and
fasten with spanner nut DP-242, tightening moder-
ately with small punch. It is good practice to oil all
wearing parts when assembling.

The table is assembled to the drill press as follows:
Loosen head and remove by sliding over top of column.
Remove regular table in the same manner. Slip collar
No. 1010 over column and fasten with hexagon nut so
top of collar is approximately 20” from the floor, Slide
ball thrust bearing DP-383-S over column against top
of collar No. 1010, being sure that the retainer of the
thrust bearing points up and that the exposed ball race
is downward against collar,

The table is now put on the column and clamped
in a position measuring about 20” from bottom of

table housing to top of thrust bearing. Place rack
DP-641 with hook DP-659 attached, against the
column so the hook straddles the ball thrust bearing
and the stop collar No. 1010. Loosen table clamp to
allow table to slide down slowly, guiding end of rack
DP-641 into slot in table housing. Continue lowering
table until rack engages the spur gear in compound
gear DP-640-F. Turn ball crank DDL-160-C counter-
clockwise, when viewing from left hand side, to allow
rack to come through the slot at the top of the table.
Machine is now ready for work after tightening table
clamp screws as follows: The table clamp has one
hexagon head cap screw SP-632 in the center which
should be set just tightly encugh to clamp column
very lightly, but allowing table to be raised and low-
ered with the raising mechanism when the upper and
lower clamp nuts DP-828 are loose. After bringing
the table to the proper height, tighten upper and lower
clamp nuts DP-828 using DP-869 socket wrench.
Leave center cap screw as originally set.

The raising mechanism has an 11" range of adjust-
ment which is sufficient for most conditions; however,
more can be obtained by raising or lowering the clamp
collar No. 1010. Care should be taken that the table
clamp is tight before loosening clamp collar No. 1010
to prevent the whole table from dropping.

REPLACEMENT PARTS

Part No. Price
Ko, Description Req. Each
DP-242 Bearing closure nut .............. 1 $ .10
DP-383-8 Rack thrust brg. assem. .......... 1 1.50
DP-387 Bearifig colar ....evvcomomsms s 1 .20
DP-828 Special nut %-14 thread .......... 2 25
DP-636-P Worn shaft (complete) with worm 1 1.65
DP-640-F Compound gear . ouweseaiaminive 1 2.25
DP-641-S Raclk with hook ......cooiiaivia 1 2.35
DP-444 Shaft (for compound gear) ....... 1 .15
DP-869 Double End Wrench 5§ x 34" ..... 1 15
DDL-160-C Ball crank assembly .............. 1 b5

DDL-175 Washer 34" O.D. x 1" LD. x
gl ) T T — 3 .10

Part No. Price
No. Description Req. Each
NSS-205 td oo T e RS 2 $ .10
408-28 Nice ball bearing ...oevevevenases 1 .95
SP-103 %-18 x 14" headless set screw .... 1 .10
SP-115 f6-18 x 114" cup point headless
SEt SCTEW . uvvvnnrvnnrnonnnnnnn 1 .10
SP-207 fs-18 x 14" Allen set screw ....... 1 .10
SP-632 Wi-14 x 234" hex. hd. cap screw ... 1 .10
SP-2423 FLa I tAper PIN sceswiinmsaaew s 2 .10
SP-2439 367 pipe plug . vvvasimin aeigeia 2 .10
#1008 Table Raising Mechanism only ... 1
#1009 Production table only ............ 1
#1010 Support collar complete .......... 1
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Nos. 1028 and 1029 MULTI-SPEED ATTACHMENTS
For 14” Drill Press

: SPINDLE RPM
THIS BRACKET FOR FOOT CAT. N2273 fTas N spinoLE = ——
FEED, MAY BE GUT OFF SLOW SPEED MOTOR | puLLEY
IF NOT USED. SLOW | HIGH
CAT.N2 272 GROOVE | GROOVE|SPEE D | SPEED
I B A I 185 | 270
DP- 277 )
SP-277 ‘ A DR - 2835 A 2 305 | 485
SP- 3801 i . SLO-SPEED A 3 o
|
CAT Ne-271 3 —DP-265-S B [ 340 | 490
= . HIGH SPEED
: E B 2 565 | 900
| B 4 1380 | 3180
C | 650 | 935
C 3 1750 | 3300
SLOW SPEED UNIT-io29| © 4 | 2640|6000
i HGHSPEEDUNT-I028| ) > |2020] 3080
Rl SPEEDS MARKED THUS * | D 3 | 3220|6Q50
D.R-417 NOT: RESHNERARS. D 4 4825 (11,000

INSTALLING THE MULTI-SPEED
ATTACHMENT

Raise or lower drill press head to point approx-
imately 13,/32" below end of column. Mount bracket
DP-439 with arm extending towards right of head,
when viewed from front of machine.

Drop plug and pulley assembly into place and
mount belts; spindle pulleys first. Align pulleys by
adjusting pulley DP-265 and motor upward or down-
ward.

Next adjust motor to properly tension motor
pulley belt, and lock plug with set screws SP-305.
When changing speeds, loosen set screws slightly,
select proper grooves and draw belts together between
centers, to allow plug to find its center.

WHERE MULTI-SPEED UNIT CAN BE USED

The multi-speed attachment can be used on all
14" drill press heads either high speed or slow speed
and on both the floor and bench models.

When using the multi-speed attachment, the drill
press head must remain fixed and at the top of the
drill press column, and under no conditions can it be
used where the Spring Counter-balance Assembly (or
the old counterweight assembly) is required.

Those desiring a guard can use the slow speed
belt guard, No. 1022, which will cover the entire unit.

FEATURES OF THE MULTI-SPEED UNIT

The multi-speed unit is quickly removed and easily
adjusted. A grease-sealed ball bearing pulley is used
in the assembly and insures smooth, even, vibration-
less running,

This is an ideal and economical way to acquire
lower and higher speeds than could otherwise be
obtained. With this attachment you can use a stand-
ard 1725 R.P.M. motor, where a special high speed
or slow speed motor would ordinarily be required.

A range of 12 speeds is available with the multi-
speed attachment through various combinations. The
table above lists the combinations and the speeds
acquired.

IMPORTANT—

Although speeds of 6050 and 11000 R.P.M. are
obtainable (as marked* in the above table) with the
high speed head, the drill press should not be run
at these excessively high speeds because of the undue
wear on the bearings. The development of this at-
tachment is to obtain lower speeds rather than ex-
tremely high speeds.

NOTE: Pay special attention to the type of
spindle pulley on the machine when ordering the
multi-speed attachment in order to receive the proper
belts. Also note the speed range for given type of
spindle pulley.



REPLACEMENT PARTS

IMPORTANT: To avoid possible errors, be sure to include the serial
number of the machine when ordering parts for repair or replacement.

Part No.

DP-260

DP-265
DP-265-T

DP-277
DP-278
DP-283-§

DP-417
DP-439

Nu. Price

Description Req. Each Part No,
Four Step Motor Pulley, same as DP-440
catalog Ne: 985 coones s 1 SP-277
Intermediate Pulley only .......... I 1.85 SP-305
Intermediate Pulley Assembly with SP-647
Bearing Spindle Sleeve, etc......... 1 5.45 SP-1026
Special Bearing N.D. 8106 ........ 1 2.55 SP-1028
Bearing Retainer ...ovvisvuiviiiies 1 15 SP-1705
Slo-Speed  Pullev  Assembly  with SP-3801
Bearing Spindle Sleeve, ete......... 1 675 No. 271
Intermediate Pulley Spindle ........ 1 .30 No. 272
Support Collar ... ... ... 0. .. 1 No. 273

Description

Column Cam, M.S. attachment

14-13 Hexagon Nut

8-32 x 3§ Sem Lock Screw
Motor V-Belt

No. Price
Req Each
,,,,,, 1 $1.35
34-24 x i34 Flat Point Allen Screw.... 1 .10
4-20 x 1" Square Head Set Screw... 3 .10
34-16 x 334 Hex. Head Cap Screw.... 1 .10
34-16 Hexagon Nut .....ocviviiviais 1 .10
................. 1 .10
L Lock Washer omueenamnserans 1 .10
.......... 1
...................... 1
V-Belt for No. 1028 High Speed Unit 1
1

V-Belt for No. 1029 Slow Speed Unit

PRICES IN THIS LIST APPLY ONLY TO PARTS ORDERED FOR REPAIR AND RE-
PLACEMENT. THEY CANNOT BE USED FOR COMPUTING ALLOWANCE VALUES
WHEN A MACHINE IS ORDERED “LESS” CERTAIN PARTS.
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14” DRILL PRESSES

DRILL PRESS ACCESSORIES
Part No. 1007 Foot Power Feed for 14’/ Drill Press

The No. 1007 foot power feed comes packed in
small assemblies for convenience. Installation is simple
if the following procedure is adopted. Remove the
head and table of the drill press by sliding them off
the top of the column. Slide treadle lever bracket
DP-395 over the column so that about 4” of the
column is exposed between this bracket and the base.
Clamp with the treadle lever on right hand side parallel
with the center line of base casting. Replace table
assembly by sliding standard table assembly over
column and clamping, or if new No. 1006 production
table is used by following instructions on reverse side.
Next slip lower slide-rod bracket DP-389-B (without
counterbore) over column, with ribs down, and clamp
temporarily in position with hole in bracket on right
hand side and approximately 14" back of column
center line 614" down from bottom of head as shown.

Replace drill press head and clamp it, leaving 34"
of column exposed above head casting. Slip upper
slide rod bracket over column with counterbore up,
and clamp temporarily in line with lower bracket.

Shifter bracket DP-388 has a forked steel plate
DP-393 on top and a single pronged plate DP-394 at
the bottom, where it engages the quill by straddling
the quill with one plate above and one plate below
the stop rod collar DP-270. The shim plate DP-373
is used only when the foot feed mechanism is used
with the No. 990 or No. 996 Tapping Chuck.

Turn stop rod nuts DP-274 to the top of stop rod
DP-273, move quill to its lowest position and tighten
with quill clamp screw DP-11. Put the quill end of the
shifter bracket DP-388 in position, straddling the quill
and stop rod collar DP-270, bringing hole on shifter
bracket in line with holes in slide rod bracket, DP-389
and DP-389-B. Slide rod DP-390 is passed through
the three holes and brought to a position with the
clevis pin hole approximately 115” from bottom of
lower bracket. Tighten shifter bracket DP-388 securely
on slide rod DP-390 using Allen set screws SP-209.

With slide rod brackets DP-389 and DP-389-B
slightly loose tap them lightly at the ends to make
the Slide Rod DP-390 perfectly free, in line with
column and the Shifter Bracket DP-388 engaging the
quill properly. Tighten the Slide Rod Brackets firmly
in this position. Slip return spring DP-392 over slide
rod extension above head and put collar DP-391 in
place.

Make adjustment for spring tension with collar to
suit individual job. Spring DP-392, which is the lighter,
is to be used for tapping and drilling. The heavier
Spring DP-374 is to be used for the mortising attach-
ment where a heavy return pressure is required.

Fasten one yoke DP-693 to bottom of slide rod
using clevis pin DP-694. Fasten other tie-rod yoke to
one of four small holes in treadle lever. The tie rod
is adjustable for length by loosening set screws SP-310
and sliding the end rods DP-398 in and out of the
center tube DP-696.

The treadle lever DP-396 has two 49/64"” holes at
the rear to fit over the pivot pin. This gives two lengths
of treadle lever, and, with the four clevis pin holes,
gives a variety of lever ratios to cover all types of
work. The lower treadle lever bracket DP-395 can be
raised or lowered to give a variety of movements for
standing or sitting to suit individual operator.



REPLACEMENT PARTS

Part No. Price Part

No. Description Req. Each Nao, Descripticn

DP-373 Shint Plate: civnivssmimsivsaning: 1 $ .20 DP-694 Clevis B oo usiiieiersiaiicnmss
DP-374 Spring (for mortising attach,) ..... 1 .25 DP-696-S Connect. Tube & Collar Assem. ....
DP-388 Shifter Bracket ........covviiinn... 1 1.60 SP-3 34" Allen Wrench .................
DP-439-A Support Collar (Upper) ............ 1 1.45 SP-209 346-16 x 34" Allen Set Screw .......
D P-428 Support Collar (Lower) ........... 1 1.30 SP-310 35-16 x 34" Sq. Hd. Set Screw .....
DP-390 ] ¢ N P P P 1 1.10 SP-410 5-18 x 114" Flat Hd. Mach. Screw.
DP-391 Set Collar Complete woiwiisaveies 1 .40 SP-616 %4-13 x 114" Hex. Hd. Cap Screw ..
DP-392 SPrING i 1 15 SP-631 va-14 x 4" Hex. Hd. Cap Screw ....
DP-393 Shift Bracket Plate (Upper) ....... 1 .50 SP-647 dg-16 x 334" Hex. Hd., Cap Screw..
DP-3¢4 Shift Bracket Plate (Lower) ....... 1 40 SP-653 34-24 x 34" Hex. Hd. Cap Screw ...
DP-395 Lower Bracket .................... 1 2.00 SP-1004 =14 Hex, Nut ............ccoo...
DP-396 Treadle: Taver wivisiea s iudaras 1 1.10 SP-1026 100 Hew, NUE | i vanvsssvmss
DP-397 Treadle Lever Shaft ....cvivvvivaas 1 40 SP-1028 14-13 Hex. Nut o inwemasne
DP-398 Connecting Rod ................... 2 .30 SP-1020 i-18 Hex. Nut ...................
DP-399 Special Washer ocooivivviiiss vaes 1 .10 SP-1031 34-16 Hex. Nut ooviiaveivviiae s
DP-689 Treadle Pad ...................... 1 .35 SP-1227 120 Hesc Wt wowen v v
DP-693 Clevls: gy TS 2 40 SP-2108 4 x 1" Cotter Pin ...ovvviivnnnnnn.




Listings and Descriptions of Drill Press Parts for Special Set-Ups
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17 INCH DRILL PRESS PARTS
No. 1378—17" Slo-Speed Drill Press Head with No, 2 Morse Taper Spindle,
No. 520 Belt and No. 1311 Motor Pulley, 125 lbs. Code DRILI

Mo, 1378-H—17" High-Speed Drill Press Head with No. 2 Morse Taper
Spindle, No. 501 Belt and No. 1312 Motor Pulley, 125 lbs. DRIHI

MNo. 1379—17" Slo-Speed Drill Press Head with 14" Jacobs Chuck Spindle,
No, 520 Belt and No. 1311 Motor Pulley. 125 lbs. Code DRIL]

MNo. 1379-H—17"” High-Speed Drill Press Head with 14" Jacobs Chuck
Spindle, No. 501 Belt and No. 1312 Motor Pulley. 125 lbs. DRIH]

Mo. 1391—Set of Change-over parts consisting of High Speed Pulleys and
No. 501 Belt for Changing Slo-Speed Drill Press into High Speed.
T AD s b R S o S A e e bt e Code DRILY

No. 501 —-V‘Belt for 17" High-Speed Drill Press. 3 lb. Code MORUV
Mo. 520 —V-Belt for 17" Slo-Speed Drill Press. 33 lb. Code BELTC
MNo. 1311—5-Step Motor Pulley for Slo-Speed. 34" Bore. 3 Ibs. PULOW
Mo. 1312—5-8tep Motor Pulley for High-Speed. 34" Bore. 3 lbs. PULOX

No. 1366—Mounting Flange and screws for 17 Drill Press Column.
9 Ibel il ...Code DRILT
MNo. 1367—Column for Floor Type 17" Dr11] Press 60" long and 313"
diameter. 37 Wb i b o Code DRILV

No. 1368—Column for Bench Type 17" Drill Press, 381/3"' long and 313"
dineter, 25 Ibe.. . ol i e Code DRILZ

MNo. 1372—Production Table to fit Standard Bracket on Floor Type 17"
Drill Press, 70 lbs... ..Code DRILC
No.1513—2 Spindle One ]’lELe Tablc Wo:kmg Surface o[ 1734 x 36
for 17" Drill Press Heads. 300 1 ...Code DRIAR
No. 1515—4 Spindle One Piece Table. Wurkmg burface of 174" x 77"
for 17" Driil Press Heads. 890 bs.................... Code DRIAU
No. 1514—S8ingle Spindle One Piece Table. Working Surface of 16" x 187
for 17" Dnll Press Head. (This table cannot be mounted on the
No. 1399 Cast Iron legs.) 150 lbs.. Code DRIAS

Mo. 1399—Cast Iron Legs (one pair) for mounting One Piece Tables Nos.

1513 and 1515 and aul other multiple spindle Drill Presses.
B A | VR R e L B R e Code FRODK
No. 1380—Raising Mechanism for 17" Drill Press with Worm Shaft,

Worm Gear and Pinion, Ball Handle, Rack, Ball Thrust Bearing
and Collar for Column. 9 Ibs. e Code DRILK
No. 1371—Foot Feed for Floor Type 17" Drill Press, 34 lbs, DRILB
Mo. 968 —14" geared Jacobs Chuck with a No. 2 Morse Taper Shank, To

be used where straight shank drills are used in a Drill Press that
has a No, 2 Morse Taper Spindle, 214 lbs..............Code CHGEA

17 INCH POWER FEED DRILL PRESS PARTS

No. P-1378—17" Slo-Speed Power Feed Drill Press Head with No. 2 Morse
Taper Spindle, No. 520 Belt and No. 1311 Motor Pulley.
28 Thisisnaaniainsiiasnnaas ..Code DRIQU

No. P-1378-H—17” High Speed Power I‘eed Drill Press Head with No.
2 Morse Tapcl bpmdlc No. 501 Beit and No. 1312 Motor Pulley.
175 lbs.. T S e A e e R Ao i b Code DRIQV
MNo. P-1379—17" Slo- hpeed Power Feed Drill Press Head with 14"
Jacobs Chuck bpmdla, No. 520 Belt and No. 1311 Motor Pulley.
T D | R Code DRIQW

Mo. P-1379- H—l?" ngh Speed l-’owel Feed Drill Prcss Head with 15"
Jacobs Chuck bplnuh., No. 501 Belt and No. 1312 Motor Pulley.

138 bei s s e s G G Code DRIQX
No. 17-857—Power Feed Unit, 84 Ibs....coeeireccrcmrnrerieemaene Code POWFD
Mo. 30 100—V-Belt for Power Feed. Cir. In. 2674” Out, 2814~ For
use with NEMA frame motors up to 15]'" overall length.
g b . ..Code BELTZ
No. 30 103—V- Beit [Dr Powcr Feed, C1r‘ In 26%" Ol.lt 28"”. For use
with Delta Motors. 14 1b e I Code BELTI

A special purpose machine for drilling aero-
plane crank case housings made of standard
Delta 17 inch drill press heads.

(FOR PRICES SEE ATTACHED PRICE LIST)

Heavy tank and truck axles are drilled and
tapped on this machine. Delta 17 inch drill
press parts are used.

14 INCH DRILL PRESS PARTS

Mo. 970-B—14"” High Speed Drill Press Head with 14" Jacobs Chuck
Spindle, No, 387 Belt and No. 985 Motor Pulley. 42 lbs, HEADH
Mo. 1289-A—14” Slo-Bpeed Drill Press Head with 14" Jacobs Chuck
Spindle, No. 430 Belt and No. 985 Motor Pulley. 59 lbs. HEADL

No. 970-C—14"” High Speed Drill Press Head with No. 1 Morse Taper
Spindle, No. 387 Belt and No. 985 Motor Pulley. 42 lbs. HEADI

Mo, 1286-A—14" Slo-Speed Drill Press Head with No. 1 Morse Taper
Spindle, No. 430 Belt and No. 985 Motor Pulley, 59 lbs. HEADK

MNo. 1290—Set of Change-over Parts consisting of a 4-Step Pulley
(DP-283-8) and No. 430 Belt for changing High Speed Drill
Press into Slo-Speed, 13 1bs..........oooiiiiiciiin. Code SLOPU

No. 387 —V-Belt for 14” High Speed Drill Press. 1 1b. Code FORDP
Mo, 430 —V-Belt for 14" Slo-Speed Drill Press. 1 lb. Code FORSL
No. 985 —4$tep Motor Pulley for 14" Drill Press. /g" bore. 214 lbs.

Code NEWPU

Mo, 1022 Rear Be]t and ant Pullef;lr Guard [ur 14” Dnll Press. 17
| R Code PRODH

No. 14-803—Rear Belt Guard. 11 lbs... i ...Code PRODL
MNo. 1010—S8afety Collar for Column o[ 14" Dr111 Press 2 lbs. NESCC

Mo. 1019—Muum1ng Flange and Screws for 14" Drill Press Column,
Ibs. seeressrieeiCode. PRODE

No. IOZ{}—Column !or 14" Dr111 Press. 3634” lung 13 lbs Code PRODF
No. 1006—Production Table for 14" Single Spindle Floor Type Drill Press
complete with Rack, Raising Mechanism, Collar and Bearing.
58 Ib8. e . ..Code NEWPT
No. 15]6—3mg1e Spindle One Pmce Table, Workmg Surface of 1534" x
16" for 14" Drill Press Head. (This table cannot be mounted on
the No. 1399 Cast Iron legs.) 100 lbs....................... Code DRIAV
MNo.1517—2 Spindle One Piece Table, Working Surface of 185" x 28"
for 14" Drill Press Heads, 215 1bs............................. Code DRIAW
No. 1519—4 Spindle One Piece Table, Work:ng Surface of 2114” x 517
for 14" Drill Press Heads. 500 1 .Code DRIAY
No. 1399—Cast Iron Legs (One Pair) l‘ur mounting One Piece Tables
Nos, 1517 and 1519 and all other multiple Spindle Drill Presses.
175 lbs Code PRODK
No. 1030—Spring Counterbalance Assembly for 14 Drill Presses, Con-
sisting of Spring, Chain, Column Top Casting with Ball Bearing
Roller and Screws. 934 lbs. ... ... i, Code TWOSE
No. 1007—Foot Feed for Floor Type 14”7 Drill Press. 38 lbs. NEWFF

MULTI-SPEED ATTACHMENT FOR
14 INCH DRILL PRESS

This new attachment for 14" Drill Presses
only, provides a wide range of speeds on
both the 8lo and High-Speed models. It
consists of a heavy casting, which mounts

in the drill press column together with a

cone pulley and two belts. Belt slack is

taken up by turning casting so proper ten-
sion is always assured.

No, 1028—Multi-Speed attach. for 14” High
Speed Drill Presses including col-
umn casting, cone pulley and two
belts, Speeds of 270 R.P.M. to
4600 R.P.M....... . Code MULT]

The 11,000 R.P.M. speed should be used only for occasional work due to
the excessive wear on the bearings which are designed for 5000 R.P.M.

No. 1029—Multi-Speed Attachment for 14" Slo-Speed Drill Presses in-
cluding column casting, cone pulley and two belts, speeds of 185
R.P.M. to 1950 R.P.M... ...Code MULTK

No. 271 —Motor Belt for Multi Speed. %5 Ib. ..Code BELTQ
No. 272 —High Speed Belt for Multi-Speed, % Ib..............Code BELTR
No. 273 —S8lo-Speed Belt for Multi-Speed. 14 Ib....... ..Code BELTS

Drill press heads in front are mounted on
rails for drilling and tapping operations.
Production greatly increased — costs cut.

THE DELTA MANUFACTURING COMPANY * MILWAUKEE, WIS.
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Above nozzle is fully adjustable, can be moved forward and

back and rotated as desired. In circle, detail of column clamp

— easily removed and replaced. Right, complete installation,
note pump and tank.

EMBODIES BEST FEATURES TO INSURE
CONVENIENCE AND INCREASED PRODUCTION

This new coolant equipment for 14” and 17” Drill Presses
overcomes all of the shortcomings usually found in an attach-
ment of this kind. Its use and application has been carefully
studied under all kinds of shop conditions and the unit here
offered was found to be the best for all purposes.

The complete coolant system is made up of two parts. The
first part consists of the coolant piping. The second consists
of the pump with motor and tank. Each will be separately
described.

The Coolant Piping

The coolant piping consists of a nozzle, valve, column mount-
ing clamp and flexible hose assembly for each spindle; a
complete drain pipe assembly and a complete header pipe
assembly with brackets for attaching. Nozzle brackets attach
to columns without removal of drill press heads, and pipe
header brackets clamp to oil trough rim without necessity for
drilling or tapping. Piping, tubing, etc., is ready for installa-
tion, but shipped knocked down, as it is not practical to ship
it assembled on the machine.

CATALOG, LISTING, AND SPECIFICATIONS OF COM-
PLETE COOLANT PIPING

Description of Drill Press
Cat. No. | Size of No. of | Spindle | Type of Ship. Code

Drill Spindles | Spacing Table Wt. Word

Press Lbs.
14-805 14" 2 12* 1 Piece 21 COLAA
14-B06 14" 3 15* 1 Piece 26 COLAB
14-807 14" 4 113" | 1 Piece 31 COLAC
14-808 14" 5 12 Sectional 44 COLAD
14-809 14" 8 11}4" | Sectional 60 COLAE
17-805 | 14" and |All Single Produc-

2 b ok Spindle A tion 13 COLAK
17-806 17" 2 18" 1 Piece 21 COLAL
17-807 17" 4 18" 1 Piece 36 COLAM
17-808 17" 3 18" Sectional 33 COLAN
17-809 17° 4 157 Sectional 38 COLAO
17-810 17* 4 217 Sectional 45 COLAP
17-811 17" 5 18" Sectional 47 COLAQ
17-812 14" and

1 6 157 Sectional 50 COLAR
17-813 17" 6 20" Sectional 51 COLAS
17-814 17" 8 15* Sectional 64 COLAT
17-815 17" 8 18" Sectional 70 COLAU

New Coolant Equipment for 14-inch and 17-inch Drill Presses

The coolant is applied just where it is wanted and at just the
proper flow. The nozzle is fully adjustable. The clamp holding
the nozzle may be moved up or down on the drill press to
bring the flow of the coolant to the point of the drill. By
loosening a convenient spring the clamp and nozzle may be
entirely removed without a moment’s delay. It can be re-
turned just as easily. The nozzle may be revolved so the flow
of coolant hits the work at the proper angle. The jet cock
permits just the proper flow and if desired may be closed
entirely without affecting motor or pump.

The Pump and Tank

The pump is a centrifugal submerged type pump and is
mounted integral with the tank so that no piping is required
from the pump to the tank. The motor is mounted directly
to the pump shaft as illustrated. Three models are available,
each made up of the pump with motor and tank. Motors of
different electrical characteristics are available as listed.

MODEL No. 1 delivers 10 gal. per minute at 5 head. The tank
has a 4 gal. capacity. This unit should be used for all single
spindle drill presses. 1/10 H.P. motor.

No. 17-830 complete unit with 110 v, 60 cy. single phase motor.....PUMPA
No. 17-831 complete unit with 110 v, 50 cy. single phase motor,..... PUMPB
No. 17-832 complete unit with 220 v. 60 cy. three phase motor.  PUMPC
MNo. 17-833 complete unit with 220 v. 50 cy. three phase motor... PUMPD

MODEL No. 2 delivers 15 gal. per minute at 5 head. The tank
has an 11 gal. capacity. This unit should be used for all 2,
3 and 4 spindle drill presses. !4 H.P. motor.

No. 17-840 complete unit with 110 v. 60 cy. single phase motor.. . PUMPG
No. 17-841 complete unit with 110 v. 50 cy. single phase motor. . PUMPH
No. 17-842 complete unit with 220/440 v. 60 cy. 3 phase motor.... PUMPI
No. 17-843 complete unit with 220/440 v. 50 cy. 3 phase motor.....PUMP]

MODEL No. 3 delivers 25 gal. per minute at 5 head. The tank
has a 32 gal. capacity. This unit should be used for all 5,
6 and 8 spindle drill presses. 14 H.P. motor.

No. 17-850 complete unit with 220/440 v, 60 cy. 3 phase motor.....PUMPK
No. 17-851 complete unit with 220/440 v. 50 cy. 3 phase motor.....PUMPL

NOTE: Order proper coolant piping from table to left and
pump and tank from above listing, using CATALOG NUM-
BER and not the model number.

FOR PRICES SEE ATTACHED PRICE SHEET

THE

DELTA MANUFACTURING COMPANY *°

MILWAUKEE, WIS.




Accurate, Sensitive, High-Speed Tapping Done by These Units uﬁ.‘%}?u

THESE Tapping Attachments for both the 14" and 17"
Drill Presses are constructed with the utmost precision,
ruggedness and convenience for smooth, sensitive operation.
The sensitive double-cone cork-faced friction clutch en-
gages the conical surfaces of the drive and reverse shells
with a smooth “cushioned action.” The tap driving power
is regulated by the amount of pressure applied to the
friction clutch. The clutch is kept dry—no oil reaches the
friction surfaces to impair sensitive reaction to tapping
pressure, so necessary for high speed precision tapping.
The special cork facing was developed to stand up under
hard service and is practically indestructible.

Bottom tapping is accomplished as readily as through tap-
ping, since the clutch instantly slips should the tap stick
or strike bottom,

The heat treated gear reversing mechanism is of the plan-
etary type which distributes the pull among three gears,
thus strain and wear are minimized. Reverse speed is twice
the forward speed.

Ball bearings are incorporated for rigidity, accuracy and
long life, while the chuck spindle is supported at both ends
assuring true operation of the spindle and eliminating any
possible wobble or float in the tap.

Steel parts are designed to afford a wide margin of strength
with minimum weight. All bearings are adequately lubri-
cated from one oil well.

Although we illustrate and list the collet type tapper we
are forced sometimes to supply a chuck type tapper in
order to speed delivery. Both types are high grade produc-
tion units, well made and of the same capacity.

Each collet is stamped for the size of tap accommodated
and each set of collets is furnished in a compact container.

FOR 14" DRILL PRESSES FOR 17" DRILL PRESSES

These Tapping Attachments also clamp to the Drill Press quill but
have a longer top casting. They can only be used on our 17" machines

These Tapping Attachments clamp to the drill press quill

as shown and have a special built-in spindle which is part of with No. 2" Morse Taper spindles. A shank inside the unit slips into the
the Tapping Attachment and which replaces the spindle in NLERE SHCORE Of e dptCIc

,,pp. g = n n epla -ap No. 1362—Tapping Attachment to fit 17” Drill Press with No. 2 Morse

the 14” drill press. Tapser ';.Spiz;&ile. With “Tru-Grip” I'rap Hrglders, Ca]:;}mty N§. 8 tn“;};

in Steel; . 8t gl | t x . t * in Brass. it

No. 990—Tapping_Attachment to fit 14” Drill Press. With “Tru-Grip” Wrench ‘and Seven Collets to it No. 8, 9,10, 547, du" 347 d* and

Tap Holder. Capacity No. 2 to 4" in Brass and Cast Iron. No. 2 to 14" Taps. 7 lbs. Code DRITA

f:" in steel. Complete with Wrench and Four Collets to take No. Mo. 1363—Tapping Attachment to fit 17” Drill Press with No, 2 Morse

2,3 4,5 6,7, 8 9 10 and 4" Taps. 6 Ibs.._...... .. Code NEWTA Taper Spindle. With “Tru-Grip” Tap Holder. Capacity 14" to 53"

; , ; - in Brass and Cast Iron; 4" to 14" in Steel. With Collets to fit 35",

Mo. 996—Tapping Attachment to fit 14" Drill Press. With “Tru-Grip" 4", 14" and 54" Taps. Collets also available to fit 14", ",

Tap Holder. Capacity No. 8 to 14" in Brass; No. 8 to 34” in Cast %", 1", 34" Taps and 4" and 14" (Large Shank) Pipe Taps.

Iron, No, 8 to 4" in Steel. With Wrench and Seven Collets to fit 0 B i it i e e e T e R T T
No. 8, 9, 10, %", ", 3", /%" and 14" taps. 10 lbs. Code NEWTB Reverse speed at tap is double forward speed.

HUSKY VISES USED FOR PRODUCTION WORK Power Feed Attachment

The latest additions to the line are these vises jaws of hardened steel. The clamping screw has

which essentially are a Drill Press, Milling Ma- a fine pitch thread and a long bearing in the

chine, Grinder and Bench Vise all in one. They vise body. ¥

can be used in the tool room—in the shop for Any of our standard 17” drill presses can be

bench and production work. 1 Shi-];-| easily and readily changed into Power Feed ma-
. " - % No. Jaw Open-| Lgth. | Wt. Code chines by the addition of the Power Feed Unit.

Merely raise the vise to the position desired. It Size ¥ it T, Word The umit {s compléts with gear box, miotor pulley,

may be locked by tightening the clamp screws.

5 £ T R T T N .
The side of the vise is accurately graduated for ‘0_23 1}4"x1 _1% 4% 5 VISEA plate, quill pinion shaft, stop rod, V-belt, and

angle work. 1025 14"x1” | 18" 43%"| 6l VISEB oiler as illustrated.

These visesn are ficcuratel_v mac]'fined, The bafsc. 1026[2 15"x174" 2%.\.: 614" 10 VISEC This Power Feed U.nit will soon pay for itself
body and sliding jaws are of semi-steel; clamping in increased production.

belt guard, gear drive, handle assembly, motor

MNo. 17-857—Power Feed Attachment complete
(FOR PRICES SEE ATTACHED PRICE SHEET) to fit all 17" drill presses. 84 lbs, POWFD

THE DELTA MANUFACTURING COMPANY * MILWAUKEE, WIS.
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The Delt_;l;Milw;ukee Tapping Attachments

Replacement Parts for Nos. 1362 and 1363

No. 1362 No. 1363

No. Price Price

Number Name of Part Reaq. Each Each
98-TG Tru-Grip wrenches (pair) ................. 1 1.10 1.65
99-TG Tro-Grip: AE sossvemveaimes s s 1 JI5 1.10
101 #2 Morse taper shank .................... 1 3.00 415
102 Shanle Bushing . ..o v. o vsviii 1 .25 .40
103 Cover ball bearing .. :couwesioniavmanimvsy 1 4.50 6.00
104-F COVET oo i o aivsoss Soms S350 Shviay s a4 1 13.50 15.40
105-D BOAY .o nmmmnnsiot b e SR a 1 6.05 14.30
107 Separator CIng «uan:svisssivnmmiss s i .30 .45
108 CHICH .covummumsmmmmssnren e ey e 1 4.40 6.60
109-L Btud ....ocesmaiEeEenisE s iR R e 3 1.40 1.65
110 PINIon @EAT oo ssm i sy e 3 1.60 1.95
111-T6  Tru-Grip chuck spindle .................... 1 4.95 9.10
112 Body: bushing ... c.isusviiies s 1 .50 .65
113 Body: ball beating . .i.cverviaivisosisiess 1 2.40 3.00
114 DIl retainmg et . v o nrmnmma s nm s 1 .30 .50
115 Studiplate .o sasruE e 1 .40 .80
116 Internal ring EEAT . vuvivvss sivmmmosa s 1 4.15 6.60
117 Reverse shell assembly .................... 1 7.50 11.50
118 Drive shell oo oaudapiniinmenp e 1 7.15 11.00
119 CIatch PItl v sumas i wirs & o s i 1 .15 .25
120 Cover bearing retainer .. ................... 1 .40 75
121 Stud nut JoaiiiEniE TR B sl TR 3 .10 .10
122 ""-18 x 2" socket head cap screw........... 1 .10 .10

Specify Part Number and Tapping Head Number

Replacement Parts for No. 990 and No. 996

No. 990  No. 996

No. Price Price

Number Name of Part Regq. Each Each
DP-377-S Spindle complete with coupling flange....... 1 1.45 1.45
98-TG Tru-Grip wrenches (pair) ................. 1 .65 1.10
99-TG TER-GIAP DL« oommsamws s s dum s v 1 .60 75
101 Driver shank .............c i 1 2.50 2.75
102 Shanle boshing oo isimrsresiunispiemrami 1 15 .25
103 Cover hall Bearing ..ocvwe s vmsmvsns s s 1 3.10 4.50
104-X COVEE ioovovniss sisiomn nsonims sies #0008 418 0 b 8w 3 8 1 4.40 6.60
105-D Body sossanssna s S s 1 4.95 6.05
107 Separator RiNg ... ovovsesmmemmessismme s smsms 1 15 .30
108 ClutCh . ovvvvismnrmrnrs s s ttsssssnssnnnnnss 1 3.60 4.40
109-L Stud oo R R R 3 1.30 1.40
110 PIRTON. FOAT s oucaivwmssms ms v ooy s, s b s s 3 1.20 1.60
111-T6¢  Tru-Grip chuck spindle .................... 1 3.30 4,95
112 Body bushing ...... oo v 1 .40 .50
113 Body ball beafing .ovvimswivmmunesnarissmy 1 2.00 2.40
114 Oil retaining felt .......................... 1 .20 .30
115 Stud plate .iwvivaisvmdbraias s T .30 .40
116 Interial BBE SEEE rnsvommmmmmassmnnsmns ;) 2.75 4,15
117 Reverse shell assembly .................... 1 6.00 7.50
118 Diriveshell aiasrsmmivie ier s paaes 1 6.00 7.15
119 Cliteh PN o comsmsmmmmessmmmmmas mens s 1 .10 .15
120 Cover bearing retainer ..................... 1 .30 .40
121 Strd nut e s R 3 .10 10
122 +"”-18 x 134 socket hd. cap. screws......... 1 .10 .10

Specify Part Number and Tapping Head Number




Lubrication

Lubricate heads with a light grade of machine oil
(SAE No. 10 or 20 viscosity). Ten to twelve drops of
oil for eight hours running is sufficient. If the unit
becomes sluggish or loses its pulling power, too much
oil has been used. To remedy this, the clutch should
be removed and cleaned with a cloth dampened with
gasoline or naptha, This will restore the cork surfaces
to their original condition.

Disassembly for Cleaning & Part Replacement

To disassemble the tapping head, proceed as fol-
lows: Remove the cover screws and pull the upper
section from the body. Then, remove the screws or
pins in top of clutch. Hold head in a horizontal posi-
tion with clutch pin perpendicular. Apply enough
pressure on clutch to overcome spring pressure at
opposite side of clutch. The clutch pin No. 119, should

then drop out. Wipe the inside of both drive shell No.
118 and reverse shell No. 117, perfectly dry. Do not dip
the head in cleaning fluid, as this washes dirt into
the ball bearings and causes wear,

Be sure that the clutch spring, as well as the sep-
arater ring No. 109, are in their proper place when
reassembling the tool. The clutch pin lock screws
must have lock washers under the screwhead, pulled
down tight, to prevent their coming loose and destroy-
ing both clutch and drive shells.

Left Hand Tapping

Left hand tapping heads will tap both right and
left hand, but they must be ordered special. Left
hand tapping cannot be accomplished with the stand-
ard unit.

Do not use these tappers in an up-side down posi-
tion. .Horizontal use is satisfactory, provided a slight
change is made in the oil hole.

Collet Prices and Tap Dimensions

.Stuve
Tap | 0.D. MACHINE SCREW TAPS  Bolt
Collet|

1 '!T K-1 | K-2 _I\'-J% K-4 | K-5 | K-6 | K7

FRACTIONAL SIZE TAPS
of —— S .
Size |Collet #0-6 ' #7-8 {9-10 #12 | /14 3 16" 1,49 32”5 16" 3/8" 3 8" 7/16" 1/2"9/16" 58" 11/16" 34" 18"

PULLEY
PIPE TAPS NUT TAPS TAPS
1/8" | 1/4" | 1/4" | 5/16" IIG'.IZ'

3/8" | T/16%) 1727

165 163 1.65 165 1.63 1.65 1.65
2 | 127 |12 L8 |L4|L5|L6|L7| L8| Lo |L10 L11f L-12 L13 L1 Lot Le2 | Lo3 | L
220 220 220 220 220 2.20 440 2.20 220 2.73 2.20] 2.20 220 2.75 | 2.75 | 2.75 | 2.75
3 |sa | M7 M- M-10 M-11|M-12| M-13) M-14 M-15 M-16 | M-17 | M15 | M-19 | M-20 | M-21 | M-22 | M-23 | M-24 | M-25 | M-26 | M-27
_ | 3.30 3.30 3.30 4.00 3.30, 3.30 330 330 330 | 330 330 | 4.00 | 3.30  4.00 4.00 400 | 400 400|400/ 4.00
tup shank | = | o o o i =
round ||-|| 168 |, 194 | 220 | 247 201 |.255 |.286 |.318 |.381 |.275 |.323 |.367 429 | 480 542 | (500 |. 4375 |.3125 | 5625 185 240 | .24 345 400 444 507
tap shank | [ | | | | g -, "
Square | 110 | 131 1152 1165 185 151 191|214 | 238 | 2s6 | 206 242 | 275 | 322 [ 360 | 406 | 442 | 328 |.23¢ |420 | 130 180 | 220 | 250 | 300 | 333 | 380
CHART NO., |

Tapping Recommendations

Chart No. 1 specifies standard hand tap dimensions,
and squares. Shank diameters may be minus .004,
plus .000 from standard shank dimensions given.

For through tapping in steel or any metal which
produces a ribbon chip, spiral pointed or gun taps are
recommended. For blind holes, use three or four
flute, plug taps, with a liberal amount of hook on
the cutting edge of the flute.

For cast iron, brass or similar material which pro-
duces a broken chip, it is best to use a standard three

or four flute plug tap, three flute preferably, as there
is then more room for chips.

When tapping in steel or cast iron a high grade
sulpher base coolant should be used; for copper, lard
oil or milk is best. The coolant should flow directly
onto the tap. The brush method should be eliminated
entirely.

NOTE: For best results use High Speed Ground
thread taps only. Do not tap above the rated
capacity of the tapping head.

THE DELTA MANUFACTURING CO.
Made MIL

Form 1.5, 150—9-41

L

600-634 E. Vienna Ave., Milwaukee, Wis.
KEE in U. §. A,

P.M.-1596



Drill Press Is An Efficient Woodworking Unit With These Accessories

MIL KEE

-
Attachment Converts Drill Press g:_“or
. . isels
lllt(l All Eﬂlﬁlent Momser Selectedbatei:.-l. Bflt uper;te; insfide oi-‘fh:lsg:i Order
proper bushing for eac it for 1 rill press.
Using this simple, easily installed at- %g}:it}i;/"oprggsgtin% s 1;“121: of chisel,
. ot e A e
tachment, .the drill presses may be oy _ Depth of
converted into accurate mortising ma- No. | Size ‘ Mortise Code
chines and anyone, even without pre- L it | e cuisa
vious experience, can make straight, . 'So6 | firxser 25, CHISC
| 508 lg"x 14" 3ig” CHISE

true square-end mortises in all kinds =
of wood and of practically any width in
a fraction of the time necessary by
hand methods.

Woodworkers of all kinds — cabinet
makers, contractors, repair men, in-

Bits for Mortising

H_i&h grade bits for production work. For use
wi mortising attachment. Be sure to order
proper sized bushing listed below.

structors in school shops — everyone | e R oo B ‘ s
\-Nl:l(.'l has t(; make hl:nOI’tlSE an‘d ltenor; TR _%: si7os
joints ha}s ound this economical too o | é, .3?{"“ BT

to be a time and labor saver. 518 15 g BITOE
The mortiser consists of a heavy fence These bushings are
bolted to the drill press table. Two Bushings | e
hook bolts hold the work against the TR —pr— TS
fence and an adjustable hold-down ——_—— o S,
keeps the work from being raised when 528 o BUSHB
the chisel is withdrawn. The chisel 62 U

No. 526 used with Nos. 516 and 518 bits. Bush-
ings not required with the No. 1381 mortiser used
on the 17* drill press.

holder replaces the regular stop-rod
clamp.

For 11" and 14" Drill Presses

For 17" Drill Presses

Capacity under hold-down, 634" thick. Capacity
from ends of hooked rods to fence, 214" thick.
Mortising bit is held in regular geared chuck.

Capacity under hold-down, 434" thick. Capacity
from ends of hooked rods to fence, 234" thick.
Must be used with No. 974 spindle on 14" and

old No. 645 11" drill presses and No. 10-801
spindle for the No. 10-050 11" drill press.

Mo. 976—Mortising Attachment for 11" and 14"

This mortising attachment cannot be used with

drill presses with Morse taper spindle.

No. 1381—Mortising Attachment for 17" Drill

Press. Complete with Base, Fence, Hold- Drill Presses, Complete with Fence, H.qld-
Down, Curved Arm Bracket, Curved Arms, Down Bracket, Hold-Down and Rod, Chisel
Chisel Holder and Bolts, without Bit or Holder, Curved Arms and Bolts. Without
Chisel. 15 lbs................ Code DRILL Spindle. 7 lbs............... : Code NEMOR

Machine Spur Bits—10 oz. Each Router Bits—4 oz. Each

pr—r— b .o

round-end mortises and

carving, }
Shank diameter is 14".

For routing,

grooving work. Pattern shops use the router bits in the drill

press as shown here for many accurate

Made of selected steel, properly hard-

No. Size Shank Code routing jobs.
ened and tempered for keen cuttiflg _‘:_:‘::.; ;_ i ; N f?”"-‘/;'” _Rdgg_‘a_
i . ” §x1147 | RO
mand potat and wn cortog e wiich 3 | 4 | HEH:| e
sever the fibers of the wood, produce p ik Gop. | ™11 | ROUTG

clean holes. All are approximately 614" et :
long overall, and have 14" shanks to fit Plug Cutters—6 oz. Each

standard 4" hole machine chucks, also _

mortiser spindle and No. 974 drill-press

spindle.

These cutters are used for making wood plugs
No. Size Shank Code and dowels and are perfect for the pattern shop

or furniture manufacturer.
804 o Lg” SPURA
805 B s SPURB No. Size Shank Code
806 L2 3 5" SPURC
807 " g” SPURD 814 35 L4"x2" PLUGA :
808 % " SPURE 815 5" x2" PLUGB :
809 " g SPURF 816 5" z1" PLUGC & ;
s12 | s | fr | SPURK si7 | K+ | 4 | ELUGD iy

s 1 x o, A r 3 o

818 Comp. | Set SPURL 822 Comp. | Set PLUGS The "-'“':hlﬂaﬂqgfd:?:d PI“;! e w; O Nt

plug cutters shown.
(FOR PRICES SEE ATTACHED PRICE LIST)

THE DELTA MANUFACTURING COMPANY ®* MILWAUKEE, WIS.
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Shaping on the Drill Press

Shaper cutters Series D-1 to D-80, with %" hole, may be
used on either Drill Press No. 620 or 970. Larger cutters,
with 14" hole, are not recommended for use on the No. 620
drill press. In all cases the cutters should either be held on
our No. 977 spindle, or else on the adapter spindles used in
the No. 624 and 974 spindles.

3. By using depth or guide collars as above, but using an outline
pattern or template that carries the work and runs against
the guide collars. Mostly used for repetition work.
Method 1 is used for flat straight-sided work, like mak-

ing straight mouldings. This method is the simplest and

safest, and should always be

The adapters should not be
held in the regular drill-press
chuck, as this makes the over-
hang too great, and increases
the risk of chatter in the cut.
The cutter should at all times be
operated as close to the lower
quill bearings as possible.

Speed

CUTTING
£ CIRCLE

N e

K B

WORK

Fie 1

used wherever possible, The
use of the guide fence is shown
in Figs. 1, 2 and 8. The No. 987
fence is particularly safe be-
cause the wood facings can be

= adjusted inward or outward so

= that only the very small por-
WORK tion of the cutter actually in

Fie2 use projects beyond the front

line of the fence, and the open-

For most work the highest

ing between the two halves of

speed on the No. 970 drill press,
5000 r.p.m. and the highest
on the No. 620 model, 3150

the fence can be made very
small.

Circular guide fences can be

r.p.m. will be found amply high.
At 5000 r.p.m. very smooth,
clean work it produced on the
No. 970 drill press. If a higher
speed is required, 8,000 r.p.m.
may be obtained on the No. 970
drill press by using an 8" pulley
on the motor shaft, and a No.
453 V-belt from this to the
smallest step on the spindle
pulley. No speed higher than
this will ever be found necessary.

used to good advantage on cer-
tain types of curved work, as
shown in Figs. 3 and 4. Guide
fences of this type can be sawed
from a piece of board or thick
plywood, the center of the form

¥

cuTTERY

TABLE or guide being cut away to fit
L J over the cutter, It will be
noticed that two fences are
necessary for work that is to
Fic. 4

be shaped on both inside and

Rotation and Feed

It is essential that the cutters be properly placed on the
spindle. If they are to be used on the drill press with the head
in the natural position as in drilling, they should be slipped on
the spindle or adapter so that the cutting lips face to the left
as shown in Fig. 1, which is a plan view. If the drill press is
used with the head reversed, then the cutters should be placed
on the spindle with the cutting lips facing right, and the work
should be fed from right to left. The work is always fed
against the direction of rotation of the cutters; if fed in the
opposite direction it is apt to be seized by the cutter and
plucked out of the hand. It may sometimes be found con-
venient, if the drill press is fitted with a motor that can be
reversed easily, such as the No. 900 repulsion-induction, to
reverse the motor when the drill press is used in the natural
position, set the cutter to face the right, and feed the work
from right to left as in Fig. 2. This is a matter of choice.

Methods of Shaping

Most shaping is done by one of three methods:

1. Advancing the work into the cutter while holding it
against a guide fence to limit the depth of cut and guide
the work.

2. By using depth collars on the spindle, which permit the
cutters to cut into the work to a certain depth only, the
work being fed against the collars “freehand”; that is,
without the use of a guide fence.

outside curves.

Method 2 is used for shaping the edges of curved and irreg-
ular-shaped pieces. A collar of the proper diameter is placed
on the spindle, either above or below the cutter, depending
on the character of the work. This collar prevents the cutter
from taking more than a certain difinite cut, as shown in Fig. 6.
It must be observed that only a portion of the edge of the
work can be cut away when this method is used; as the side
view in Fig. 6 shows, a portion of the original edge of the work
must be left to bear against the collar. In other words, it is
impossible to shape the whole edge of a piece by this method,
for if this is attempted the work will be drawn into the
cutter.

In shaping by this method the original edge of the piece to
be shaped should be made smooth and accurate in profile,
because any irregularity will be reproduced in the finished
cut.

Use of Guide Pin

If, when feeding irregular work into the cutter, using the
collar method, the attempt is made to advance the work directly
against the revolving teeth, great care must be exercised in
order to prevent the work from being seized and thrown out of
the hand. To prevent this, a starting pin or guide pin should
always be used. As shown in Fig. 7, this consists simply of a
steel pin %" in diameter, set into the table a little to one side
of the cutters. When starting the cut, the work is set against
the pin, and then, keeping it pressed against the pin, it is
swung slowly in the direction of the arrow so as to bring it
gently into the cutter, using the pin as a pivot. Once the cutter
has sunk to the full depth and the work is firmly against the



depth collar, it is then swung away trom the pin and fed
forward in the regular way. The “pin” need not assume the
form shown, but may merely be a block clamped to the table
to one side of the cutter; anything that will give a pivot for
the work while it is being swung into the cutter for the initial
cut will serve the purpose, but some form of starting pin should
always be used for safety’s sake. Never try to keep the work
against both the pin and the collar after the cut has been
started; swing it away so that it bears against the collar only.

Safety Pointers

In shaping freehand against the collars, which requires more
care and skill than any other method of shaping, always observe
the following rules:

1. Do no attempt to shape pieces that are too small or
frail to be handled safely.

2. Do not attempt to cut away too
much of the edge; leave enough un-
cut to give adequate bearing against
the collar or collars.

3. Cut the outline of the piece to net
size and see that it is smooth and
regular before shaping.

4. Always use a starting pin or some
form of steady rest when advanc-
ing the work into the cut.

5. If thin or narrow mouldings must

Method 3 is similar to 2, in that the shaping is done free-
hand against the collar; the only difference is that instead of
the work itself riding against the collars, the work is carried
by a hardwood template and the template is run against the
collars. This method is used where a number of duplicate
pieces are to be made, because then only the template need be
made smooth and accurate in outline. It is also used where
all of the edge of a moulding is to be shaped, because, since
it is the template that rides against the collar, practically all
of the edge of the work may be shaped away without trouble.

Shaping End Grain

In cases where end grain must be shaped, as in the case of
table tops, etc., it is always best to run the first cut across the
end grain as indicated in Fig. 8, and proceed from this around
the top, taking each side and end in turn. When this is done,
any slight tearing at the end of the first
cut is cut away when the second cut is
made, and the last cut is made in the
direction of the grain, which will eliminate
danger of splintering or tearing at the
end of the cut.

Take light cuts on end grain to pre-
vent making a rough job or splintering
the edge at the end of the cut.

Wherever possible, the spindle and
table should be so adjusted that the shap-

be shaped, shape them on the edges
of a wide or substantial board, and
rip or cut them off the board after

Using the starting or guide pin in shaping an irregular

contour against the collars. The work is first held

against the pin, then swung slowly into the cutters
until against the collars, then swung

ing is done on the lower edge of the
work, as in this way the cutters are cov-
ered up and the whole operation is safer.

shaping. claar of the pin, Most of the illustrations show the work
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CUTTING

COLLAR CIRCLE

CUTTER

being shaped on the upper edge, for the sake of clearness, but
it is safer to shape the under edge wherever possible.

Jointing
The construction of No. 987 Universal Guide Fence shown

in Fig. 5 permits work to be edge jointed with as much facility
as on a jointer. For ordinary shaping work,

CUTTING CIRCLE

501-’ KNIVES LOLLAR

COLLAR
STARTING
PIN

STARTING

FiG. &

facing should be exactly in line with the knives. The righthand
side of the fence is then set for the depth of cut, just like the
front table of the jointer.

For jointing work, use straight cutter D-69.

It will be obvious that, with an adjustable fence of this
kind, all of the edge of straight work can be shaped, the rear
half of the fence being set, as in jointing, to

where all of the edge is not cut away, the two
faces of the guide fence are set exactly in
line. In jointing, however, all of the edge is
cut away, and it is necessary that one face
of the fence be further forward than the
other, to support the cut edge of the work
after it leaves the knives. Wingnut BM-20
holding one half of the fence is loosened,
star wheel NCS-32 loosened also, and then,
by turning adjusting nut SF-6, one half of
the fence may be set forward or back. The
half that moves depends upon which wing-

1ST cuT

| Fic8

support the cut face of the work after leaving
the cutter. This cannot be done with a
non-adjustable fence.

Hold-Downs

Spring hold-downs, shown in Fig. 5, are
employed to hold the work down against
the table and against the fence. The springs
and brackets should be so set that the work
will be pressed firmly against both table and
fence, but not so tightly that it will be

nut is loosened. It is perhaps simpler to set
the left-hand side of the fence in the same manner as the rear
table of the jointer; that is, the working surface of the wood

How the shaper may be used for jointing the edges
of boards with the No. 987 Guide Fence. This can
only be done with a fence that is adjustable for
depth of cut, in the same manner as a jointer table.

How the spring hold-downs are used not only teo
keep the work pressed against the table, but also lars.

to keep it pressed against the guide fence. They are
adjustable for thickness and width of work.

difficult to move past the cutter with a
smooth and even motion.

How circular work is shaped against the guide col-

Note that in this case a collar is used above
and below the cutter; this is not essential in this in-
stance, although sometimes preferable.




Replacement Parts

No. Price
Part No. Part Name Req. Each
Sk-1 Main Casting (left side) ........ 1 $1.65
SF-2 Main Casting (right side)....... 1 1.65
SF-3 Clamp Stud ({"-14) ........... 1 25
SK-4 Lock Plate .. oias oue vemabvaams 2 .35
SH-5 Adjusting-Screw Link ......... 1 10
S¥F-6 Adjusting Screw (3"-16) ...... 1 30
SI-10 Wood Facing (Birch).......... 2 40
SI-14-8 Special Stud ................. 2 25
SK-15 Special Washer ............... 2 10
SI-16 Special Washer . .............. 2 10
NCS-32 Star Wheel (f"-14) . .conun v amss 1 .25
NOS-33 Spec. Spring . ........... ..., 1 10
DDL-174 7z’ Special Washer ............ 1 A0
SP-515 f-18x11% " Rd. Hd. Mach. Bolt 4 10
SP-551 10-32 x 14 Rd. Hd. Mach. Screw.. 1 A0
SP-1002 J""-14 Hex. Jam Nut........... 1 10
SP-1403 S'-18 Wing Nut . ....00useans 4 A0
SP-1604 f' Steel Washer.............. 6 2 for .10
982 Shaper Fence (complete)....... 1 7.50

Hold-Down Parts

Part No. Part Name s Tach
SE-7 Hold-down Stud (5"-14)....... 1 $ .25
SI°-8 Hold-down Pin (1" x5")....... 1 A0
SF-9 Hold-down Spring ............ 2 A0
Sk-11 Hold-down Stud Bracket........ 1 A0
S¥-12 Hold-down Spring Bracket...... 2 40
SP-624 157-13x 23 Hex. Cap Screw.... 1 10
SI-1028 1518 Hex. Nmt .....cocaeus o 1 10
SP-1526 5 "-18 Thumb Screw .......... G 10
SP-1607 15 Steel Washer ............. 2 10
983 Hold-down Attachments, Comp.. . 2.00
Table Parts s ouien
Part No. Part Name Req. Each
DP-345 Starting Pin (13"x13%)........ 1 10
DP-346 Shaper Table Only (33" 'x 18"'x24") 1 2,00
SP-516 ~".18x 2 Rd. Hd. Screw........ 4 A0
SP-1403 57-18 Wing Nut ... ... ... ... .. 4 10
SP-1604 ! Steel Washer .. ......00... 4 2 for .10
SK-15 Special Washer ............... + 10
0984 Table Complete with Bolts* and
Starting Pin: . o6 v ava v 2.95
SBS-47 Wrench ........o0ccssssnsnes 25

*(While we list this table for the convenience of those who desire to purchase it,
the average craftsman can make his own table of 34" 5-ply panelling cheaper
than it can be furnished. To the cost of the panel alone we must add the cost
of cutting, shaping, sanding, boring, finishing, packing and shipping, all of which
make the price seem out of proportion to the cost of the panel alone.)

Getting The Most Out of Your Drill Press

This instruction folder is intended to give briefly,
enough information for you to do shaping on your drill
press. Very complete and explicit directions for shap-
ing on the drill press are given in our authoritative
handbook “Getting The Most Out Of Your Drill
Press”, price $ .25. This work written from the
practical rather than the theoretical viewpoint, may be
understood by the beginner in woodworking, yet will

be equally valued by the professional for its instruc-
tions in all regular shop uses for the drill press.

Besides shaping, other operations described and
fully illustrated are: laying out the work, sharpening
twist drills, how to drill, routing, mortising, dowel
and plug cutting, and various other uses of the drill
Press.

Farm

The Delta Manufacturing Company
600-634 E. Vienna Ave.

SF-982—4-40

Milwaukee, Wisconsin

Printed in U. S.
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i No. 645 Trlple Duty

l” Drill Press

NLY a sealed ball-bearing motor should be used on this

drill press, because the shaft stands vertically. If a plain-

bearing motor is used it will be impossible to keep it
lubricated, and the bearings will wear out in a short time. Use
only a constant-speed motor, as motors of the universal type
are not satisfactory.

For ordinary work in the small shop our one-third H. P.
motors Nos. 6300 and 6400 will be found very satisfactory. No.
6300 is a split-phase type and No. 6400 a repulsion-induction
type. Both have ball bearings, double shafts and built-in switch.

The motor should turn in a clockwise direction (see Fig. 4).
viewed from the top of the motor when installed. Our motors
should be bolted to the bracket so that the switch is at the top,
on the left-hand side as you face the drill press. See Fig. 1.
If you use another motor and it runs the wrong way, either turn
it around or reverse its rotation.

The four-step motor pulley is installed with the largest step
at the top. Align it with the pulley on the drill-press spindle
by means of a straightedge placed across both pulley edges,
before tightening the setscrews. The slots in the motor bracket
enable the motor to be raised or lowered to align the pulleys
perfectly, which is important for smooth, vibrationless operation
of the machine.

Operating Drill Presses in Gangs

When a number of drill presses are to be used in a gang, as
for production work, they should be provided with 14 H. P.

three-phase motors, for the following reasons: Three-phase
motors will save from 30 to 40 per cent of the power consumed
by ordinary split-phase motors, besides delivering much more
power. Since they have no brushes, commutators, delicate
starting switches or starting windings, they are practically
trouble-free, and this reduces upkeep cost. They are installed
on a power line, and will not flicker the lights. They are
particularly adapted for high-speed work.

A large gang of drill presses should never be operated with
split-phase motors, taking their current from the lighting cir-
cuit. In many localities the lighting companies prohibit this, as
the use of a large number of motors of this type unbalances the
phase and overheats the transformer.

Three-Phase Motors

Three-phase motors cannot be operated from the lighting
circuit. They are usually built for 220 volts, and this is the
voltage of the ordinary power line, which is stepped down to
110 for lighting purposes. Three-phase motors should be wired
by a regular electrician and provided with a regular switch, as
they have no built-in switches.

Our Three-Phase 14 H. P. Motor No. 6600 is particularly
well suited to the No. 645 Drill Press, as it is interchangeable
with the regular No. 6300 motor. It is a ball-bearing, double shaft
motor., Note that the speed of this motor is 1725 r.p.m. Do not
confuse it with high-speed Motor No. 6530.
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NC5-3T7 pP-2eT CBL-43] /
/,/. DP-260 DP-264
/ // 4340 BELT DP-277 S5P-Z
A / sp.s55  SP-2253
e ! DP-278
/ /——DP- 290 e
4 (5P-808 ALY} §
| Y /
i "'. 4 e
| Y 1
It
SP-007
. SP-i72e DP-7256-5
:...'9===| ~.DP-279 \-@11* O SP-608
R “sP-1704 5 5P-1703
N \“ Nos-g% = DP-274
Vi . “oP-250 = Dp-273
: N “op-242 O =
H— ~ND-88100 =t
N —DP-240 - =
N oP-222— =
N |
S B f
=l 50-18 —— SP-703
: 248 DP-270
DP 5P-1005
[ f DP 400 Dp'z"g . " pp-z2i
*800 MoTor / pDP-282 DR BT S ————5P-622
SBS-19 / pP-233
SP-1751 / DP-234-5
SP-1030 /
SP-1604 DP-40Z2 = | S 1
3pP-i002 5P-28
g E DP-2Z
DDL-123 DP-3 DP-43 5P-1607
DP-234 SP-1002 _ SP-669 | DP-276 5P-1208
o DP-I1
Y \Xg
\
\ O
\
r
N
4 =
DP-223
BASE FoR 645 DP-23| -l
DP-232 DoL-123 i
SP-641 il DP-224 f—DP 224-5
DP-232-5




Occasional High-Speed Work

The amateur and the small-shop man
who has only occasional use for high
speeds will find that the standard high
speed of 5,000 r.p.m. is quite satisfactory
for the largest majority of routing, shap-
ing and similar work. On the few occa-
sions where it is necessary to use a
higher speed we recommend the method
of obtaining this shown in Fig. 4.

In this, the regular cone pulley is
removed from the motor shaft, and a
standard 8-inch V-pulley used instead.
A No. 387 V-belt is used from this pulley
to the smallest step on the drill-press
cone pulley, The motor is moved up to
align the pulleys and back to tighten the
belt, but note that the belt must not be
too tight; there must be a certain amount
of slack in it, so that it will “bow out”
on the slack side as indicated in Fig. 4.
A belt that is too tight will cause exces-
sive heating and vibration.

This arrangement gives a speed of
8,000 r.p.m., which is fast enough for all
operations in the small shop. It should
be remembered that the higher the speed
the more power is required to operate
the machine. Practically nothing is
gained by attempting to use speeds above
8,000 r.p.m., and although the No. 645
drill press is designed for higher speeds
than this, it is done as a factor of safety,
and not because these higher speeeds are
recommended for ordinary work.
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set at the factory to give the quill the

proper clearance and this adjustment
should not be disturbed.
Drilling Holes to Depth
DP The depth pointer on the head is a very
! 247-5-A convenient feature when drilling to exact

depths is done. To use this, run the drill
down until it just touches the surface of
the work. Then set the pointer to an
even graduation on the quill and feed the
drill into the work. The pointer will
indicate when the proper depth has been

‘IZw reached.

Where a number of holes are to be
NC drilled to exactly the same depth the stop
10 nuts DP-274 on the threaded stop rod

DP-273 are used instead of the pointer.
After the first hole has been drilled to
depth by means of the scale and pointer,
the lower stop nut is set against the lug
on the head through which the stop rod
passes. It is then locked with the upper
nut, and all subsequent holes will be

® drilled to exactly the same depth without
reference to the scale.
NC
5]
o Adjusting Spindle-Return
Spring
c-4 For the purpose of automatically re-
turning the spindle upward after a hole
- has been drilled, a coil spring, DP-231, is
> enclosed in the case DP-232. This spring

is properly adjusted at the factory, and

Caution

No standard chuck is designed for a speed of
over 5,000 r.p.m. If used at greater speeds than
this a standard chuck will cause undue vibration
and wear in the spindle. If the drill press is to be
used for metal drilling at high speed it is neces-
sary to use a specially balanced drill chuck.

Qur special spindle No. 974 permits the use of
standard machine bits with 14 inch shanks at high
speeds without undue vibration and wear, due to
its inherent balance and its short overhang. Don't
use machine bits in an ordinary chuck.

Standard Speeds

The standard speeds obtained on this machine
when using a 1,750 r.p.m. motor are 590, 1,275,
2,450 and 5,000 r.p.m. The highest speed is ob-
tained when the belt is on the largest cone on the
motor pulley and on the smallest cone on the
spindle pulley, and vice versa.

Table Adjustments

To adjust the table up or down, loosen the
ball-end lever on the table bracket. Hold the table
while doing so.

To tilt the table to the right or left loosen the
pivot nut (SP-1208) under the table, remove the
pin DP-8 and tilt the table to the required angle.
To set the table accurately vertical, insert the pin
through the hole in the table flange into the hole
in the table bracket, then tighten the pivot nut.
To return the table to the horizontal position,
loosen the nut, withdraw the pin, set the table
approximately level, then re-insert the pin
through its holes and tighten the nut, when the
table will be located accurately level.

Spindle Adjustments

The spindle is raised and lowered by hand
lever DP-233, which operates pinion shaft
DP-234-S, and this, in turn, meshes with the rack
on the quill DP-240. The quill can be locked at
any desired point in its travel by tightening the
ball-end lever DP-11. This is an especially desir-
able feature for router and shaper work. The
adjusting screw and nut SP-703 and SD-18 are

this adjustment should not be disturbed
unless absolutely necessary. If at any time it is
necessary to readjust it, proceed as follows:

Loosen the locknuts SP-1227 only about 14
inch; grip the cap tightly so as to prevent it from
flying around, pull it out toward you so that the
notches in the case clear the bosses on the head.
Still holding the cap tightly, turn it clockwise to
loosen the spring, or counter-clockwise to tighten
it. Push it on the cap while turning so that the
notches will slip over the bosses as soon as they
are opposite. Tighten the locknuts—not too tight
—and test the strength of the spring by pulling
down the feed lever. Be sure the quill-lock ball-
end lever is loose while testing. When the quill
is up, one-half turn of the case gives the proper
tension on the spring.

If the cap should accidentally be pulled out
too far so that the spring end slips out of its slit
in the rim of the cap, see that the hooked end of
the spring is properly set in this slit again before
attempting to adjust the spring.

How to Change Spindles

One of the unique features of the No. 645 Drill
Press is the ease with which special spindles may

N B FULLEY
\‘».f_ﬂh(-(l £

— =
Surface grinding on the drill
press, using a cup wheel on the
MNo. 991 spindle.

Routing against a guide fence,
using the No. 974 spindle with
lf2-inch hole.

Sanding the edges of curved

work with No. 840 sanding drum
in Ne. 974 spindle.



be used. The operation of changing
the spindle is a simple one if instruc-
tions are followed closely.

To remove the spindle that is in
the machine, simply move the quill
downward to expose the Allen
Screw NCS-37 in collar DP 250, SP-22-
tighten the quill lock, loosen this
setscrew and pull the spindle right
out from the bottom, swinging the SP-201 -
table out of the way before doing so.

; , _ DP-300-5——
To insert the new spindle, insert

it at the botom of the quill and push SP-20l ——

it up through the collar DP-250 and

through the drive pulley. Turn the DP-350

spindle while doing this so that the £

keys in the drive pulley will enter
the keyways in the spindle. Tighten |gp.g
Allen Screw NCS-37 to hold the
spindle temporarily. Now swing the
table under the spindle again and run
it up until the lower end of the
chuck rests on the table. Loosen
the Allen setscrew again and turn DP-323
the spindle, pushing up on it at the B
same time, until you are sure that
the pin DP-248 in the spindle collar
has entered the notches in the lower
bearing, Fig. 3. This is very important.
As soon as the pin has entered the
notches, pull down on the lever so as
to hold the chuck end of the spindle
tightly against the table, then lock
the quill to hold the spindle in this
position. Push down collar DP-250
against its bearing, making sure that
the lugs on the end of the collar

S5P-1505
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enter the notches in the inner race
of the bearing, then tighten the
Allen setscrew again. Do not tighten the setscrew too much, or
you will mar the spindle and make withdrawal difficult.

Caution

We have gone into this matter of changing spindles very thor-
oughly because it is important that it be done properly. The
job is much simpler than it seems from the description, but there
are two things to bear in mind. First, the pin in the collar just
above the spindle chuck must enter the notches in the lower
bearing. Similarly, the lugs on the lower end of collar DP-250
must enter the notches of the upper bearing. See Fig. 3. If this
is properly attended to there will be absolutely no shake in the
spindle. If there is the slightest end play in the spindle after
installation then the above directions have not been followed.

Routing Work

While router bits and standard machine bits may, if absolutely
necessary, be used in the Keyless and Jacobs chucks, we strongly
recommend the use of spindle No. 974 for all work where wood-
working bits with 14 inch shanks are used. This may be used
for bits with 14 inch shanks only.

When using router bits, with a guide fence fastened on the
rear of the table as shown in Fig. 5, always feel the work from the
left to right.

Mortising Attachment

To attach mortising attachment No. 976, insert special spindle
No. 974 in place of the regular spindle. This spindle is the only
one that can be used with this attachment. Remove the stop-rod
collar DP-270 from the end of the quill by loosening the nut on
its clamp stud, and removing the lower nut that fastens the stop
rod to the collar. Now attach the hollow chisel holder DP-300-8
in place of the stop collar, slipping the rod end through the hole
in the lug, replacing the lower nut and tighten the chisel holder
with the clamp nut DP-221. Do not clamp too tightly.

To install the chisel and bit, insert the bit through the hole in
the chisel from the cutting end, place the proper bushing over the
end of the bit; then insert the whole assembly through the hollow-
chisel holder. Push up until the shoulder of the chisel butts
against the holder, then tighten the setscrews to hold the chisel.
Push the bushing into place in the spindle chuck, and adjust the bit
so that the spurs are about 1/16 inch away from the lower end of
the chisel. This is very important. Tighten the setscrews in the
spindle chuck to hold the bushing and bit. The chuck setscrews

should bear on the flat on the
bushing.

Turn the spindle by hand to see
that the bit runs clear and without
undue noise in the chisel. Do not
make the mistake of setting the bit
spurs too close to the end of the
chisel, or else they will rub, and ruin
both bit and chisel in a short time.
On the other hand, do not let the bit
extend too far, as the chips may then
clog in the chisel and break the bit.

Adjusting Guide Fence

Fasten the guide fence to the
table with the bolts provided for the
purpose, with the wing nuts on top
of the fence. See that the hold-down
arms are attached as shown in Fig. 6.

If very long pieces are to be
bored or mortised, a long guide fence
may be made from a piece of hard-
regular fence, and the hold-downs
transferred to it. Two short boards
may be screwed to the under-side of
wood of the same dimensions as the
this extension fence to support the
ends of the work.

Operating Hollow-Chisel
Mortiser

Place the stock in position on the
table so the cut will start at the end
of the mortise. Start the machine
and pull down on the feed lever. On
the first cut all four sides of the
chisel are cutting and this cut will

naturally take a trifle more pressure than the following cuts.
On hard woods lift the chisel frequently so as to clear the
chips and permit the tool to cool. Neglect of this precaution
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will take the temper out of bit and chisel. Move the stock side-
wise a distance equal to about three-quarters of the chisel width,
press it down again and repeat this operation until the mortise
is completed. Speed recommended for mortising is 2,250 r.p.m.

Shaping
A full line of shaper cutters, fences and other shaping attach-
ments is available for this drill press. Cutters are of the formed
type, fitting over the end of shaper spindle No. 977. The
threaded end of this spindle will take cutters with a i inch hole.
Users who have cutters with this size hole on hand can use
them on the No. 645 Drill Press.

For complete directions for shaplng ask for instruction
sheet, “Shaping on the Drill Press,” which accompanies each
set of shaper cutters.

Caution

Do not attempt to use the No. 249 Moulding Cutter or any
similar tool, ror shaping on the drill press. The moulding cutter
is a very safe tool when used in the way for which it is designed,
on the circular saw, but a very dangerous one when used on
the drill press.

Lubrication

The ball bearings in the quill and spindle pulley are packed
at the factory with enough lubricant to last for the entire life
of the bearings. The pinion shaft and quill rack should be given
a drop of oil occasionally. No further attention is required.

Do not take the pulley or quill assembly apart, as there is
danger that you cannot put it together again properly, due to
lack of special tools. Also, you may get dirt in the bearings,
which will ruin them in a short time.

REPLACEMENT PARTS

IMPORTANT: To aveid possible errors, be sure to include the serial

number of the machine when ordering parts for repair or replacement.

No. Price No. I'rice
No. Name of Part Reqd. Each Nu. Name of Part Reqd. Each
DE-11 BATE IS0 LBV - v i s ioie e 5080 e Wi 1 £ .25 DP-Z77 H[lj[n‘Ih- Bearing, ND-88106 1 $ 235
Iud»-\ Pointer , ... U e A A0 DP-278 Bearing Retainer ,........... 1 A5
fis 1! *Ilt-: ial He 1 10 DP-2Z79 3:-24 x 5 Spec. Hex, Hd, Sc 1 A0
Il]’-'.'.'.!.-l—'- 1 - SP-555 No. 8-32 x 3; Rd. Hd. Mac 3 A0
DP -4 1 SP-1709 3% Lock Washer 1 A0
DP-402 N0 BIOBYE: iR e R 2 SP-1726 No. 8 Lock Washer 3 A0
T T T | ) SRS o e S e e 1 #1340 V-Belt Cir. In. 345%", Out. 36%"........... 1 N5
Allen Wrench .G i osi e i sidaabaddasa 1
-18 x % Hex. Hd. Cap. Screw 2 GUARD PARTS
-14 x 314 Hex. Hd. Cap. Screw 1
0x 1% I“1II Hd. Cap. Screw. . 1 DP-256-5 High Speed Pulley Guoard .......vvnvvnnnn. 1 1.10
% 4 Hex 1 | UBL-431 NaIE IR o e Y e e e R 1 A0
Head Asse |||h|) complete with Quill : | BP-60s ia 18 x %" Hex. Hd, Cap. Serew.......... 3 L0
971 Spindle ... 1 2450 | T EL o T S N ———— 3 10
Wrensh. oo e TRl Sl dasEr B bl 1 A0 No- 0 x % Parker Kalon ..ol ooaoniioii 2 L0
TABLE PARTS SLO-SPEED PULLEY PARTS
Dne-z Table 8" X 8" ..ttt ie i 1 .05 Large Guard ... e 1
DPe-3-R Table (‘I‘|u1|; with Sleeve, Clamp Screw and G4 Spindle Sleeve 2 1
................................. 1 DP-267 Spindle Sleeve Cover 1
DFP-3%-58 Table :\'«‘hl‘lll'l]\ ........................... 1 DP-277 Special Bearing ND-88106. _ 1
nDr-s THABE B o e e s o s s AT 1 DP-283 Spindle Pulley Only .......... 1
DP-11 Ball Crank Clamp Serew . ... ... .00 neo.. 1 DP-2535-5 PPulley Ass ul;l.\' Complete with Spindle Sleeve,
DP-43 [.th]v Clamp Sleeve ...................... 1 Bearing, obe. oiseinen LR ES 1 h.50
Dr-276 .lhlp Clamp Spring Washer :......oeecieee 1 DP-284 Boaring ReLHINRT .. o covwan sy b e e wa i - 1 .20
SP-GGH -20 x 214 Hex. Hd. Cap. Serew., . .......... 1 10 SP-655 No. 8-32 x 3% Rd. Hd, Mach, Serew, ......... 3 W10
SP-1002 Iiw AR b G S R s 1 10 SP-1726 NO. 8 LockwWiasher . ....icviviaisssieieseis 3 10
SP-120% 15-20 HeX NUL « oottt cieaeaasennesns 1 A0 HART V-Belt Cir.: In. 375", Out. 39", . ........ 1 KTl
SP-1607 11 0. I x Y% Hole 15/64 Thk, Washer..... 1 A0
BASE PART STOP ROD PARTS
= . FRARTS . e DPr-z21 Spee. M-20 Hex, NOE coocmaeoamnsmesani 1 L0
I)l'--ll)_l' hil_m-_ 1 _-.—"“" Stop Collar Casting Only ..., 1 A0
Dl‘ ’i“l‘,‘ 1% x 25% 1, =10 5-16 x 6% Threaded Stop Rod only ........ 1 1]
SP-206 - 18 X Py . -10 thp Rod Assembly, with Collar, ete, ....... 1 1.05
-16 Knurled Stop Nut .. ..., ............ 4 A0
PINION PARTS WITH BALL AND SPRING Stop Nut Washer ! i R s a T A0
iy ., . - - . y 13-20 x 2 Hex, Hd. l'zlp SOTEW 1 10
Spring Case with Spindle Return Spring.... 1 S0 SP- "”L- 1518 Hox Jaim NUb s b e s g e 1 ‘1o
]i“t‘t‘il ||zl||ltlfl» S % 20
Yinion Shaft with Ball : Sp 1,28
3,-24 x 13 Thumb Serew ... ... e 1 A0 | MOTOR-BRACKET PARTS
Spring for Index Pin ... .o vinaaada 1 10 ) .__ MOtOrF PRIE® o oo oo e oo -
) ple——————— 1 | DEaes W PaniseweTrTTInTEn I i
20 Hex, Jam Nut ......ci-ciiieiianis . 1 L0 Sliding Stud 9 S0
"’_n-lg Spee, | ; 2 10
w-18 x 1 Ca I .NI
QUILL PARTS -18 Hex. Nut ] A0
DP-Z40 Quil] Dby ooy b s ST TR 1 1.35 Wrought Washer 1 A0
npP- 3 Quill Assembly with Bearings ... ........... 1 4.60 hg Shake PEOGE WABHED ..ovvvae s 2 A0
DP-242 Bearing Retainer Nut ........co0onvu0i0ne 1 10
ND-8BS1i4) Special Bearlng ... ioiiiaiias v ey 2 1.65 MORTISING ATTACHMENT PARTS
-2z Special 3£-20 Hex, Nut ......cooivviianiin. 1 10
SPINDLE AND CHUCK PARTS W Chisel Holder Casting Only ................ 1 H0
DP-247-S-A Spindle Assembly with Collar and Drive Tin DP-300-5  Chisel Holder Casting Complete with Clamp
for Keyless Chuek ........oueneeoae... 1 1.35 | . Serew Nut ar Berews o.i.uiedid 1 1.10
DP-248 Dl Bl P o i e SR S e s 1 10 | DP-3t0 Hold-own ‘.Ih[llli—f 11 OO 1 G0
DP-249 Pl COVEE oottt e aaeie e 1 10 | DP-330-8 Mortising Fence Assembly ... oo 1 2.25
Upper Bearing Drive Collar ................ 1 20 | DIt Hold-Down Support Rod................... 1 .20
Spindle Assembly with Collar and Drive Pin DE-334 Mortising Fence Only 1 A5
for Jacobs Chuck ... ivuieiinnannn 1 1.00 DP-350 Hold Down Arm Only .. .. cee vevenes 1 W)
-4 Chuck TAWE: S oiiic i ias it s oy s sh s 3 JAg | BM-14 Curved Hold Down ...... 2 A5
C-5 ChUuck SPrinEs ..ot een e 3 10 BM-20 Special Wing Nut z 10
NC-1 CHUGK BOGY 555 civsis v s mm s £f shiss 1 { BM-46 Washer .......... 2 10
NC-Z Chuck Nose: ;i el iol i siiiiadinant 1 85 | BM-47-8 Lock Bolt 1 A5
NC-% Chuck CHP .ottt e e iee e aens 1 20 | SP-201 s-18 x My et Berew ... 4 10
NC-5 Chuck Plunger 1 .30 SP-301 l_;-’ﬂ X % Sq. Hd. Set Serew ......00vunn.. 1 A0
NC-8§ Plunger Cap 1 10 sSP-622 l_;-”‘} X 2 Hex. Hd. Cap Serew........c000.. 1 10
NC-D ¥ 1 o5 SP-N24 by X 414 (‘rgrrmgu Baldt oo caiiai felrineindid 2 A0
NC-10 Special Fillister Hd. Screw 1 (0 | SP-1505 1,-20 x % Thumb Serew ........... ... 2 A0
NC-13 Bronze WAasher ...........ccosvesioeinincns i! .10 | SP-1604 Y Washer .ol e FUSHU RS 2 .10
BSPr-20 Mg-18 x 845 F1. Pt. Allen Set ‘-lvrv“ ......... A0
: w : MISCELLANEOUS
#0971 Standard Spindle with Keyless Chuck ...... 1
PULLEY PARTS Hore Special Spindle with Jacob's Chuek ......... 1
Spindle Bleeve ... i iisaemasines st 1 AD H+O7TE Special Spindle with No, 1 Morse Taper Hole 1
65 Bpindle PUHeY ONIY oo esveies wwe s 1 1.25 HO7T4 Special Spindle with % Hole for Mach., Bits., 1
DP-265-5 Pulley Assembly Complete with Spindle Sleeve, HOTT Special Spindle for 7 Hole Shaper Cutter. ... 1
Bearlng, ebe. . iiiooeiini i videidns 1 4.50 085 4-8tep Motor Pulley (%" Bore)............. 1
Dr-267 Spindle Sleeve Cover ... ... aneeenens 1 .10 #0991 Special Spindle for Cup Wheel ... ... ..... 1
‘Pru:es in this list apply only to parts ordered for repaur and repl They t be used for computing

e val when a hine is ordered “less” certain parts. Ask for quotatlons on such special machines.
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'No. 10 050 High Speed 11-in. Drill Press

NLY a sealed ball-bearing motor should be used
O on this drill press, because the shaft stands verti-
cally. If a plain-bearing motor is used it will be
impossible to keep it lubricated, and the bearings will
wear out in a short time. Use only a constant-speed mo-
tor, as motors of the universal type are not satisfactory.

For ordinary work in the small shop our one-third
H.P. motors Nos. 60 310 and 62 110 will be found very
satisfactory. No. 60310 is a split-phase type and No.
62 110 a capacitor type. Both have ball bearings, double
shafts and built-in switch.

The motor should turn in a clockwise direction
viewed from the top of the motor when installed. Our
motors should be bolted to the bracket so that the switch
is at the top, on the left-hand side as you face the drill
press. If you use another motor and it runs the wrong
way, either turn it around or reverse its rotation.

The four-step motor pulley is installed with the larg-
est step at the top. Align it with the pulley on the
drill-press spindle by means of a straightedge placed
across both pulley edges, before tightening the set-
screws. The slots in the motor bracket enable the motor
to be raised or lowered to align the pulleys perfectly,
which is important for smooth, vibrationless operation
of the machine.

Three-Phase Motors

Three-phase motors cannot be operated from the
lighting circuit. They are usually built for 220 volts,
and this is the voltage of the ordinary power line, which
is stepped down to 110 for lighting purposes. Three-
phase motors should be wired by a regular electrician
and provided with a regular switch, as they have no
built-in switches.

Our Three-Phase 15, H. P. Motor No. 66 320 is par-
ticularly well suited to the No. 10 050 Drill Press, as it
is interchangeable with the regular No. 60 310 motor. It
is a ball-bearing, double shaft motor. Note that the
speed of this motor is 1725 r.p.m.

Standard Speeds

The standard speeds obtained on this machine when
using a 1725 r.p.m. motor are 680, 1250, 2400, and 4600
r.p.m. The highest speed is obtained when the belt is
on the largest cone on the motor pulley and on the
smallest cone on the spindle pulley, and vice versa.

The amateur and the small-shop man who has only
occasional use for high speeds will find that the standard
high speed of 4600 r.p.m. is quite satisfactory for the
largest majority of routing, shaping and similar work.
It should be remembered, moreover, that this is a bronze
bearing machine, and was not designed for speeds above
the standard high speed of 4600 r.p.m. Any excessive
speed tends to put an undue strain on the bearings and
may easily burn them out.

Caution

The standard chuck is designed for a speed of not
over 4,600 r.p.m. If used at greater speeds than this a
standard chuck will cause undue vibration and wear in
the spindle. If the drill press is to be used for metal
drilling at high speed it is necessary to use a specially
balanced drill chuck.




Our special spindle No. 10801 permits the use of
standard machine bits with 14 inch shanks at high
speeds without undue vibration and wear, due to its
inherent balance and its short overhang. Don’t use ma-
chine bits in an ordinary chuck.

Table Adjustments

To adjust the table up or down, loosen the DP-11
ball-end lever on the table bracket. Hold the table
while doing so.

Spindle Adjustments

The spindle is raised and lowered by hand lever
DP-233, which operates pinion shaft DP-234-§, ‘and this,
in turn, meshes with the rack on the quill HDP-102. The
quill can be locked at any desired point in its travel by
tightening the ball-end lever DP-11. This is an especial-
ly desirable feature for router and shaper work.
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Lubrication

The spindle of this Drill Press is mounted on three
porous bronze bearings, each of which is provided with
a reservoir that must be kept filled with a good grade
of light oil. It is not necessary to remove any parts to
oil the pulley bearing; to do this merely insert the oil
can spout through the hole in the pulley as shown, and
drop oil into Groove “A” to fill reservoir “B”. About 50
drops of oil will fill this reservoir.

Reservoirs for upper and lower quill bearings are
filled through holes in the quill. If the machine has
stood idle for a long time, fill all reservoirs before using,
to insure lubrication. Be sure that pulley grooves are
in line and that belt tension is not excessive, especially
when operating at high speed.

NOTE: Should the spindle pulley become loose or
noisy, tighten the two bearing nuts HDP-108 below
the pulley assembly. This will take up any play in
the assembly, and remove vibration,

Do not take the pulley or quill assembly apart, as
there is danger that you cannot put it together again
properly, due to lack of special tools. Also, you may
get dirt in the bearings, which will ruin them in a short
time,

Drilling Holes to Depth

Where a number of 'holes are to be drilled to exactly
the same depth the stop nuts DP-274 on the threaded
stop rod HDP-113 are used. After the first hole has been
drilled to the proper depth, the lower stop nut is set
against the lug on the head through which the stop rod
passes, It is then locked with the upper nut, and all sub-
sequent holes will be drilled to exactly the same depth.

Adjusting Spindle-Return Spring

For the purpose of automatically returning the
spindle upward after a hole has been drilled, a coil
spring, DP-231, is enclosed in the case DP-232. This
spring is properly adjusted at the factory, and this ad-
justment should not be disturbed unless absolutely
necessary. If at any time it is necessary to readjust it,
proceed as follows:

Loosen the locknuts SP-1227 only about 14 inch; grip
the cap tightly so as to prevent it from flying around,
pull it out toward you so that the notches in the case
clear the bosses on the head. Still holding the cap tight-
ly, turn it clockwise to loosen the spring, or counter-
clockwise to tighten it. Push it on the cap while turning
so that the notches will slip over the bosses as soon as
they are opposite. Tighten the locknuts—not too tight
—and test the strength of the spring by pulling down the
feed lever. Be sure the quill-lock ball-end lever is loose
while testing. When the quill is up, one-half turn of the
case gives the proper tension on the spring.

If the cap should accidentally be pulled out too far so
that the spring end slips out of its slit in the rim of the
cap, see that the hooked end of the spring is properly
set in this slit again before attempting to adjust the
spring.

HDP-117




How to Change Spindles

One of the unique features
of the No. 10 050 Drill Press is
the ease with which special
spindles may be used. The op-
eration of changing the spindle
is a simple one if instructions
are followed closely.

To remove the spindle that
is in the machine, simply move
the quill downward to expose
the Allen Screw SP-201 in col-
lar HDP-107, tighten the quill
lock DP-11, loosen this setscrew
and pull the spindle right out
from the bottom, swinging the
table out of the way before
doing so.

To insert the new spindle,
insert it at the bottom of the
quill and push it up through the
collar HDP-107 and through the
drive pulley. Turn the spindle
while doing this so that the keys
in the drive pulley will enter
the keyways in the spindle.
Then tighten the Allen Screw
SP-201 to hold the spindle. Do
not tighten the setscrew too

proper bushing over the end of
the bit; then insert the whole
assembly through the hollow-
chisel holder. Push up until the
shoulder of the chisel butts
against the holder, then tighten
the setscrews to hold the chisel.
Push the bushing into place in
the spindle chuck, and adjust
the bit so that the spurs are
about 1/16 inch away from
the lower end of the chisel.
This is very important. Tight-
en the setscrews in the spindle
chuck to hold the bushing and
bit. The chuck setscrews should
bear on the flat on the bushing.
Turn the spindle by hand to
see that the bit runs clear and
without undue noise in the
chisel. Do not make the mis-
take of setting the bit spurs too
close to the end of the chisel,
or else they will rub, and ruin
both bit and chisel in a short
time. On the other hand, do
not let the bit extend too far,
as the chips may then clog in
the chisel and break the bit.

much, or you will mar spindle
and make withdrawal difficult.

Routing Work

While router bits and standard machine bits may,
if absolutely necessary, be used in the Keyless and
Jacobs chucks, we strongly recommend the use of spindle
No. 10 801 for all work where woodworking bits with 14
inch shanks are used. This may be used for bits with
14 inch shanks only.

When using router bits, with a guide fence fastened
on the rear of the table as shown, always feed the work
from the left to right.

Mortising Attachment

To attach mortising attachment No. 976, insert spe-
cial spindle No. 10801 in place of the regular spindle.
This spindle is the only one that can be used with this
attachment, Remove the stop-rod collar DP-270 from
the end of the quill by loosening the nut on its clamp
stud, and removing the lower nut SP-1005 which fastens
the stop rod to the collar. Now attach the hollow chisel
holder DP-300-S in place of the stop collar, slipping the
rod end through the hole in the lug, replacing the lower
nut and tighten the chisel holder with the clamp nut
DP-221. Do not clamp too tightly.

To install the chisel and bit, insert the bit through
the hole in the chisel from the cutting end, place the

Routing against a guide fence,

Sanding the edges of curved
work with No. 840 sanding drum
in No. 10 801 spindle.

using the Mo. 1080l spindlz
with I/-inch hole.

Adjusting Guide Fence

Fasten the guide fence to the table with the bolts
provided for the purpose, with the wing nuts on top of
the fence. See that the hold-down arms are attached
as shown in Fig. 6.

If very long pieces are to be bored or mortised, a
long guide fence may be made from a piece of hard,
regular wood, and the hold-downs transferred to it. Two
short boards may be screwed to the under side of wood
of the same dimensions as this extension fence to sup-
port the ends of the work.

Operating Hollow-Chisel Mortiser

Place the stock in position on the table so the cut
will start at the end of the mortise. Start the machine
and pull down on the feed lever. On the first cut all
four sides of the chisel are cutting and this cut will
naturally take a trifle more pressure than the following
cuts, On hard woods lift the chisel frequently so as to
clear the chips and permit the tool to cool. Neglect of
this precaution will take the temper out of bit and chisel.
Move the stock sidewise a distance equal to about three-
quarters of the chisel width, press it down again and
repeat this operation until the mortise is completed.
Maximum speed recommended for mortising, 2,400 r.p.m.

Shaping

A full line of shaper cutters, fences and other shaping
attachments is available for this drill press. Cutters
are of the formed type, fitting over the end of shaper
spindle No. 10802. The threaded end of this spindle
will take cutters with a % inch hole. Users who have
cutters with this size hole on hand can use them on the
No. 10 050 Drill Press.

For complete directions for shaping, ask for instruc-
tion sheet, “Shaping on the Drill Press,” which accom-
panies each set of shaper cutters.



Caution

Do not attempt to use the Circular Saw Moulding
Cutter Head or any similar ‘tool, for shaping on the drill

press,

REPLACEMENT PARTS

IMPORTANT: To avoid possible errors, be sure to include the serial number of the machine when ordering parts for repair or replacement,

The moulding cutter is a very safe tool when

used in the way for which it is designed, on the circular
saw, but a very dangerous one when used on the drill

press.

No. Price No. Price
No. Name of Part Reqd. Each No. Name of Part Reqd. Each
HEAD PARTS HDP-110 Bearing Sleeve ....................... 1 $ .55
. HDP-112 Hi-Speed Pulley ...................... 1 1.90
HDP-100 Head Casting .......co..coiiiiinmii.. 1 $3.55 | HDP-116  Oilless BUSHINE .cvnwwencmammmemnemnges 1 .25
OF11 Ball Crank .......................oe 1 25 | HDP-122  Fiber Washer ......................... 1 10
DP-223 Special 7/16-14 Thr. Nut ............. 1 10 | sp.201 5/16-18 x 5/16 Allen Set Screw ....... 2 10
DP-279 38-24 x 54 Hex. Hd. Cap Screw....... .. 1 10 #985 Motor Pulley 15” Bore ................ 1
SP-607 5/16-18 x 34 Hex. Hd. Cap Screw....... 2 .10
SP-1028 e B o R T 1 .10
SP-1704 34 Lockwasher 3/32" Thk.............. 1 10 | GUARD PARTS
SP-3103 14-13 x 314 Hex, Hd. Cap Screw....... 1 10 | cprL.a31 Nacioplate i 10
TABLE PARTS | DP-256, Hi-Speed Guard i iiavivionsnsrins 1 1.20
SP-608 5/16-18 x 74 Hex. Hd. Cap Screw ..... 3 .10
HDP-101 Table ....... oo 1 2.30 | SP-1703 5/16 Lock Washer .................... 3 .10
DP-11 BallrC il — o S — 1 .25 | SP-2252 #2 x 3/16 Drive Screw ............... 2 .10
BASE PARTS [
[ STOP ROD PARTS
DP-401 Base: oo ave Sl dm et 1 3.60
DSS5-47 Column ., i e R 1 2.40 HDP-113 Stop Bod ... conovimmmr sossesrnmarose 1 .30
SP-206 §/16-18 x 5/16 Allen Screw ........... 2 .10 | DP-221 apec.. Hex: ‘Nt ooocamsiimmnvans 1 a0
| DP-270 Stop. Collar: scunvesnmvamsmmanivasas 1 45
PINION PARTS | DP-274 Btop, Nut s issmsramanise s 2 .10
5 ; DP-318 b1 o1 e N N 1 .10
DDL-123 Index Pm_Sprmg """"""""""" 1 10 SP-622 %-20 x 2 Hex. Hd. Cap Screw........ 1 10
DP-232-5 Clock Spring and Case ............... 1 40 | <p 1005 34-16 Hex. Nut 1 10
DP-233 Pmion Handle .....covepuasanivens 1 .25 | B RS O Sn A e .
DP-234-S  Pinion Shaft with Ball and Spring...... 1 1.75
DP-282 34-24 x 54 Thumbscrew ................ 1 .10 MOTOR BRACKET PARTS
SP-28 L4 Dia. ‘Steel Ball .. .iii...iiie i 1 10 | ) i
SP-1227 14-20 Hex Nut ........... ... ... 2 .10 | DP-290-S  Motor Bracket Assembly with DP-291, &) &Mad
SP-1751, BBS-10 ,.ioivveniviiniiss 1 1.20
QUILL PARTS DP-291 Sliding 15 s O 2 15
o SBS-19 54-18 Spec. Nut ...................... 2 .10
HDP-102 Quill e PR I 1 1.70 SP-808 5/16-18 x 1 Carriage Bolt ............. 4 10
HDP-105  Brg. Retainer Spring .................. 1 10 1 sp.r030 /1618 ‘Hex, Wut . ouevenvomes s 4 .10
PRLE] | Bevig SOURS Suies: L | e S5 Washer s 4 .0
= illess Bushing 101 spa7st 54 Shak 10
DSS-77  Fiber Washer 1 10 b Bhakeprost: Waskee 2
6000 Nice Bearing ..........cccoveiiuuniaon.. 1 .65
SP-201 5/16-18 x 5/16 Allen Set Screw ....... 1 .10 MISCELLANEOUS
SPINDLE AND CHUCK PARTS #194 5/16 Allen Wrench ...iviiviviiiivive 1
. #1526 Box Wrench ;. coiiiaias i v 1
HDP-104 Spindle Collar ........................ 1 40 | 340 V-Belt Cir.: In. 3454”, Out. 361" ...... 1
HDP-115 Spindle ononnniealidT T TR 1 2;2
417 : huck Assembly ... 1 25 |
E1' T Gy Sl S Ml i g gy | MORTISING ATTACHMENT PARTS
C-3 Plunger 5 W5 | BM-14 Curved Hold Down ................... 2 15
& AW oo mah s s AR o R A B 3 o BM20  Special Wing Nut ...l 2 10
& DOTIR s vesmmsns sommenaniasnuneness) 10| BM-46  Washer ............................... 2 a0
DP-25%  Spindle Nut .. .cc.ovveinmanain - AL BATE  Bodk BUll ...ocupmpsrsusssmessons 1 15
SHin18 Spindle Hog Ring ....... ............. 1 101 pp.221 Special 14-20 Hex. Nut ............... 1 10
SP-201 4 f{lﬁ-ls x 5/16 A}ll{en Set S_crelw ........ 2 10 | pp300 Chisel Holder Casting only ........... 1 2.00
#10800 1" Keyless Chuck and Spindle ....... 1 DP-300-§ Chisel Holder Casting complete with
#10 801 Spindle with 14" Hole for Router Bits, Clamp Screw Nut and Set Screws 1 2.40
e — 1 " : M :
#10802 Spindle for Shaper Cutters with 5/16" g:gg? gg]lg Bg:g gs;:;grgt %né()i """"""" i 'gg
Hole: cupsdianirnnserirsmis 1 DP-333 LT, N e A SRR AL :50
#10805 44" Jacobs Chuck and Spindie. (Cap. | DP330  Hold Dawn Ammoemy L1 78
No. 60 t0 34) .......oovvvviiiiiinnn : $P-201 5/16-18 x 5/16 Allen Set Screw ....... 4 10
PULLEY PARTS SP-301 14-20 x 14 Sq. Hd. Set Screw .......... 1 .10
SP-622 T4-20 x 2 Hex. Hd. Cap Screw ......... 1 .10
HDP-103 PRllEY BIERYE . cormpmmnmrmmamseiman o0 1.10 | SP-824 5/16'x 414 Carriage Bolt .............. 2 .10
HDP-108 Hex: Nt ..covsvemsesnmanmmmssmvas 4 .10 | SP-1505 14-20 x T4 Thumb Screw ............... 2 .10
HDP-109 Biber Washer .-.ooivvinsaisiass 2 .10 | SP-1604 5/16 - Wagher .....vosvsssemeosimeams 2 .10

Prices in this list apply only to parts ordered for repair and replacement, They cannot be usedifor computing

allowance values when a machine is ordered “less’ certain parts.

Ask for quotations on such special machines,

600-634 E. Vienna Ave., Milwaukee, Wis.

P.M.—1594
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THE DELTA MANUFACTURING Co.

giﬁf;é PRODUCT AMNALYSIS MILWAUKEE WISCONSIN
Unir No. REPLACES No. 120 Drill Presses~1
SupjEcT:  COCLANT PIPING AND FULFS MILWAYKEE inoex: 150 Drill Press-2
- Equipment, Prices, Description, DATE: July 16, 1941
How To Order - TAGE: ]
e have been experiencing an increasing Punp and Tank
demand for coolant equipment for multi-
spindle drill presses, and have sup- The pump furnished when required is a
plied a number on special order, We centrifugal type "ousher" punp, one
nave now standardized this equipment model with capacity 15 gal. per minute
and can supply it for any drill press at f-ft. head or a model with 2V gal,
in the line, to enable you to offer an per minute at 5-ft, head, with s 1725
additional service to your customers. R P.H, motor. Prices on puups will be
quoted on request.
Pote the following information careful-
1y The pump is mounted integral with an
11 gal, tank, so that no piping is re-
Zquipment consists of flexible tubing, quired from puap to tank, The punp can
nozzles and brackets for drill-press be supplied in the following voltages
columns, all piping and fittings from and frequencics onlys
nozzles to coolant punp and tank, with
brackets for header pipe. Nozzle brac- Volts Phase Frequencies Available
kets attach to columns witheut renoval
of drill-press head, and pipe-hesder 110 1 50 50 25
brackets clamp to o0il trough rim with- 220 3 €0 50 25
out necesaity for Jrilling or tapping. 380 1 - 50 e
Piping, tubing, etc., ready for instal- 400 1 - 50 -
lation, but shipped knocked down, as it 440 1 60 50 -
iz not practical to ship it assembled
on the machine, Punp and +tank can be 220 3 60 50 g
supplied, but will be shipped from 220/440 3 60 5 -
manufacturer's stock. 220/380 3 - 50 -
3t0 3 - 50 -
Prices of piping, nozzles, brackets, 400 3 - 50 -
etc., knocked down, but ready for in- 440 3 60 50 25
stallation, are as followss 550 3 60 50 25
Sell, Price Net Price 220 2 60 E0 -
per Spindle per Spindle 220/440 2 60 - i
' 440 2 (0 50 -
550 2 6O 50 -
For ail medsls,
14" or 17" drill 115 D.¢C.
presses, singlsz 230 D
or multi-spindle % 15.00 $ 13.50

Whon Ordering, or Requesting Quotations

Above prices are for nozzles, piping,

brackets, ete., only, and do not in- Specify catalog number of drill nress
clude pump and fank. for which piping squipuent, pump and

tank are required. On a nulti-spindle
Blueprints will be furnished with each sectional table machine, give number of
set of piping giving details of instal- spindles. Specify current, phase, vol~

lation, tage and frequency of puup motor,




THE DiELTA MANUFACTURING Co.

Susject: Coolant Piping and Pumps for D.P.'s InpEx120 Drill Prcssos=2Pace 2
The attached illustration shows a typi- by your customer with the minimun of
cal installation on &  four-spindlc effort, and which will also save you
drill press, It will bc noted that this time and trouble whorc you are re-
cquipment providcs a neat, workmanlike, quired to furnish +the machine complete

cfficient job, which can be installed with coolant equipment,




THE DELTA MANUFACTURING Co.
WISCONSIN

MILWAUEKEE

GENERAL
HEADING:  PRODUCT ANALYSIS

UNIT No. REPLACES No.
SUBJECT: SPARPENING INSTTUCTIONS

- For lachine Spur Bits, Follow Chisels,

and Hollow Chisel Bits

MIL KEE inpex: 120 Drill Press-3
DATE: July 26, 1941
PaGe: 1

Sharpening Machine Spur Bits

Machine

Delta-liilwaukee
is such that they will give
and satisfactory service, if kept

The design of
Spur Bits
long
in proper condition. The margin or
raised section of the edge of the twist
is of the same width as the stock in
the outlining spurs, and this means
that +the bit can be filed back more
than half its length, as there is
always sufficient stock for the forma-
tion of new spurs. This is not possi=-
ble on spur bits which have a narrow
margin, as after the original spurs are
worn away, most of the life of the tool
is gone,

Two files, a 4-inch half-rcunc and a 6-
inch knive pattern, :c., U cut, are re-
quired +to properly st arpen sizes 1/4
inch to 3/4 inch., Th: half-round file
should be used for filing through the
throat of the bit, and the knife file
should be used for the top of the cut~-
ting edges and the insides of the out-
lining spurs, A new tool should be
used as a cuide., The filer should be
careful not to change the pitch of the
top of the cutting edges.,.to file only
on the insides of the spurs...and to
keep the point 1in exact center. For
general boring requirements, +the spurs
should be 1/32 to 1/16 inch in height,
and the point approximately 1/8 inch in
length.

Sharpening Hollow Chisels

_{

For sharpening hollow chisels we re-
commend the filing method.

To do the work properly, 4-inch half
round and square files, No. 0 or No. 1

cut, are necessary. The best way to go

about this is to usc a new tool as a
guide, being certain to maintain the
curved cutting ecdges and to preserve

the inner double angle of the edges.
The half=round file can be used for
shaping the curved edge, and thc square
file for forming the double inner angle
and for grooving the four corners.

This is a much more suitable method for
sharpening tools of this kind than is
the use of a cone grinding stone,
While the cone grinding stone operation
is much faster it leaves a thin single-
angle edge which does not have suffi-
cient body of metal to give proper ser-
vice for any length of tine,

Sharpening Hollow Chisel Bits

The hollow chisel bit docs most of the
work in mortising and for bost results
this tool should always be in first
class condition., Cutting edges must be
sharp and of proper shape. To service
tools of this kind only the hand filing
method should be used. Follow chisel
bits can best be sharpened with half-
round or taper warding files, four or
five inches long, either No., O or No, 1
cut,

The cutting edges should be sharpened
with +the flat side of either +the half
round or the taper warding file, strok-
ing through the throat. The spurs
should be filed on the inside only with
the taper warding pattern, their height
should be equal and they should be
evenly lined up with the cutting edges.

A new tool should always be used as a
guide.
A hollow chisel bit, when new, will




THE Derta MaANUFACTURING Co.

Susject: oharpening Instructions Inpext20 Drill Presses-3p,qr 2
overcut the hollow chiscl to a certain be discarded. An undersized bit will
extent. When the bit head has worn shorten the life of the hollow chisel
down in size so that it is not doing which is by far +the more cxpensive of

its full share of the work, it should the two tools.,




DELYA Specifications of General Purpose Motors

Cat. Replaces ‘ Shaft | Sh. Wt.
No. No. Type H.P.| Cur. | Voltage | Cycles R.P.M. Inches Lbs.
6 INCH FRAME MOTORS
60-310 | ......... | split Phase | % | ac 110 60 1725 4 31
#60-325 | ......... | Split Phase | 4| AC 110 50 1425 1 31
#60-350 | ......... | Split Phase | 1§ | AC 110 25 1425 g 31
|
62-110 | ..-...... | Capacitor | 5 | AC | 110/220 60 1725 o 34
*62-120 | Capacitor g AC 110/220 50 1425 Y4 | 34
*62-140 Capacitor | 1 | AC | 110/220 25 1425 ol 34
66-110 | -........ | 3 Phase 15 | AC 220 50/60 | 1425/1725 14 31
66-320 | ..... 3 Phase 14 | AC | 220/440 | 50/60 | 1425/1725 V4 33
*66-362 | ......... | 3 Phase 14 | AC | 220/440 25 1425 Ly 33
*66-321 s....... | 3 Phase l4 | AC | 220/440 | 50/60 | 2850/3450 1 33
*68-110 | ......... | Dir. Cur. 15 | DC i Ll (T 1725 14 30
#68-120 | ......... | Dir. Cur. g DC 23 | sigs 1725 L 30
These Powerful Motors
. *68-310 | ......... | Dir. Cur. 14 | DC 115 o 3450 g 38
Guarantee Dependable Service .3 Dir. Cur. | 34| DC | 230 | ... 3450 ¥ 38
These powerful motors are designed and  462.210| ......... | Capacitor | ac 110 60 3450 5y 42
built in accordance with the best practice in  +2.215 . | Capacitor 15 | AC 110 50 2850 42
motor construction. Casings are of heavy [
welded steel, accurately balanced rotor in- 62610 | ... ... Capacitor ' | AC | 110/220 60 1725 4 42
sures smooth operation, Sealed-for-life ball "62:620| ......... | Capacitor | }¢ | AC | 110/220 | 50 Lads % | *
bearings require no lubrication, unusually
generous frame design gives adequate 8% INCH FRAME MOTORS
mechanical and electrical clearance with over- - : - = — =
size air passages, field winding are of highest 182-710 | f62-710 | capacitor | 15| Ac | 110/220 60 1725 3 68
grade enamel wire insulated and tested, 182-910 | 162-010 | Capacitor | 3 | AC | 110/220 | 60 1725 ) al
powerful fan, oversize conduit box. These 83-110| {63-110 | Capacitor | 1 | AC | 110/220 | 60 1725 A 85
i e e e e A st scste | mo | 35| ac [mowm| @ | um | x| @
1 s wer dependable,  «g4.520 | *64-520 Rep. Ind. g | AC | 110/220 50 1425 £ 68
long service, #84-540 | *64-540 | Rep. Ind. 15 | AC | 110/220 25 1425 | 4 68
EQUIPMENT FURNISHED 84-710 | 64-710 | Rep. Ind. 35 | Ac | 110220 | 60 1725 | % 80
lit Ph M *84-720 | *64-720 | Rep. Ind. 3% | AC | 110/220 | 50 1425 | %4 80
Sp . otors 84712 | *64-712 | Rep. Ind. i | AC | 110/220 60 1140 iy 80
Equipped with heavy duty rubber covered
cord and soft rubber plug together with 84910 *2"'93 Rep. Ind. 1 | AC | 110/220 60 1725 “ 85
double pole switch. 14 H.P. motors have xg:'gig *6:'340 gep. ;“g‘ : :g :ig*’gig, :g ::g? % gg
Sealed-for-life New Departure Ball Bearings - Fpeane: / [ [
which need no lubrication. Double shafts. 86-520 66-520 3 Phase 14 AC 220/440 | 50/60 | 1425/1725 | LTy 60
c it d R Isi *86.562 | *66-562 | 3 Phase Y | AC | 220/440 25 1425 3 60
apacitor an epuision #86-522 | *66-522 | 3 Phase 15 | AC | 220/440 @ 50/60 | 960/1140 by 60
Induction Motors 86-720 66-720 | 3 Phase 3 | AC | 220/440 | 50/60 | 1425/1725 by 80
Equipped with heavy duty rubber covered *#86-762  *#66-762 | 3 Phase 3% | AC | 220/440 25 1425 | 80
cord and soft rubber plug together with 86-920 66-920 | 3 Phase | 1 AC | 220,440 | 50/60 | 1425/1725 a5 85
double pole switch. Made for use on either "86-960| *66-960 | 3 Phase | 1 | AC | 220/4d0 | 25 1425 “ i
110 or 220 Volt lines, they are normally sup- 000 | 66027 | 3 phase | : gg ggg{::g :g'-'gg zggg;f?ig 3 86
plied connected for 110 volts. Have double B 4 : +
thaft_s—sealﬁr_l—lf]or-hfg N“-“l" b]?EIf_lrt“fe Ball  +g7.120 | *67-120 | 3 Phase 15 | AC | 220/440 | s0/60 | 1425/1725 | % 80
earings wihic nee no lubrication. | |
. *88-510 | *68-510 | Dir. Cur. % | DC 15 | ..., 1725 a5 70
Direct Current Motors *88-520 | *68-520 | Dir. Cur. 1, | DC 230 ol ames Y 70
Equipped with heavy duty rubber covered .ggs5,; | +68-511 | Dir. Cur. 1% | DC S -1 — 1140 8y 70
cord and soft rubber plug together with +gg.521 | +#68-521 | Dir. Cur. 1% | DC 230 1140 a5 70
double pole switch. Have double shafts—
Sealed-for-life New Departure Ball Bearings  *88-710 | *68-710 | Dir. Cur. 3 | DC 115 1725 En 82
which need no lubrication. *88-720 | *68-720 | Dir. Cur. 3 | DC 230 o 1725 i 82
Three Phase Motors #88-910 | *68-910 | Dir. Cur. | 1 DC 115 PR 1725 3 90
3 #88-020 | *68-920 | Dir. Cur. 1 DC 230 - 1725 a5 90
Do not have switch, cord or plug as motor #8g.912 | +68.912 | Dir. Cur. 1 DC 115 ———— 1140 i 20
must be connected in conduit by an elec- *88-922 | *68-922 | Dir. Cur. 1 DC | 230 ppesw| 71140 ¥ 90

trician. Have Sealed-for-life Ball Bearings = = : —— -
P e T ival ] 7 : : e
which require no lubrication. Double shafts. fThese motors are the equivalent of Nos, 84-510, 84-710 and 84-910. We reserve the right to substitute

" \ capacitor motors for Rep-Ind. motors, or vice-versa, on orders for these motors.
% H. P. 3 phase motors in 6 inch frame

cannot be used on 17 inch drill press. NO. 225 NEMA FRAME MOTORS
For motor recommendations see listing of : ———
individual machines. Only 4 or 14 H.P. 97-320 |  67-320 | 3 Phase 3 ‘ AC | 220/440 | 50/60 | 1425/1725 1 133
motors in 6 inch frame should be specified |
. 4 #197.420) *67-420 | 3 Ph 3 | a 220/ 25/ 1
for use on 14 inch drill presses. e c D440, | :S0/60.  1425/1725) Het
—_——— #97.360 | *67-360 | 3 Phase 3 | Ac | 220/440 25 | 1425 1 133

NOTE—We can supply direct current and aolternat- ————— e 3 —~
ing current motors in a wide variety of voltages and #Motors not carried in stock. Delivery requires 8 to 12 weeks after receipt of order. Motors not
frequencies in addition to the standard motors listed listed are special, reg\.urmg 10 to 16 weeks,
here. Write for specifications and prices. 497-420 fully enclosed motor.

THE DELTA MANUFACTURING COMPANY * MILWAUKEE, WIS.
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Specifications of Special Purpose Motors

MIL KEE

SHAPER MOTORS

T

Catalog | Re- | | | Shaft

Number p]Nm:E8; Type |HP. Cur.| Volt. | Cy. | R.P.M. |Inches| On
0. | | and

Oﬂ'
Switch

815" Frame Motors for Shaper

85-080 | 65-080 Rep.Ind. | 1 | AC|[110/220] 60 | 3450 Y, ®
*85-085 |#65-085| Rep. Ind. | 1 | AC |110/220| 50 | 2850 3 )
86-921 | 66-921| 3 Phase 1 | AC [220/440(50,/60(2850/3450 3§ | 1320
87-121 | 67-121| 3 Phase 1'3| AC |220/440|50/60|2850/3450 % 1320
*89.111 |*69-111 Dir. Cir. | 1 |DC| 115 3450 | 3¢ | 1320
#89-121 [#69-121| Dir. Cir. | 1 | DC/| 230 3450 3 | 1320

©@Order No. 132 Switch for No. 1340 Shaper
AOrder No. 1327 Mtg. parts for No. 1340 Shaper.

Important! Be sure to order the proper “On and Off"" Switch and its mounting parts as listed. If
Reversing Action of Shaper is Required, order the proper Reversing Switch as listed.
TILTING ARBOR SAW MOTORS
. | | - Cat-. No. of o
| Switches and
| | Mounting
Catalog | Re- | Pts. to Use
Number| places Shaft [—— Sh.
No. Type H.P.| Cur. Volt. | Cy. R.P.M. Inches Onand| Mtg. Wt
(o] Pts. | Lbs.
| Switch.
85 010 | 65-010 Rep. Ind. I 1 ‘ AC illﬂ,-'?':{l)l 60 1725 3 [ ] 85
*85-015 | *65-015| Rep. Ind. 1 AC [110/220| 50 1425 4 | i 85
87-010 | 67-010| 3 Phase 1 AC |220/440|50/60| 1425/1725 3 1320 | 1459 70
*87-060 | #67-060 3 Phase | 1 AC  [220/440| 25 1425 | % 1320 | 1459 | 70
87-210 | 67-210, 3 Phase 14 | AC  220/440|50/60 1425/1725 3 1320 | 1459 | 80
| |
*89-010 |*69-010| Dir. Cur. 1 DC ‘ 115 | 1725 4 [ ] 85
*89-011 |*69-011| Dir. Cur. 1 DC | 230 | 1725 (. ) 85

@®On and Off Switch supplied with Motor.

#These Motors are special and delivery requires 10 to 16 weeks after receipt of order.

Cat. No. of Bwatchen
and Mounting Pts.

to Use
———| Sh.
| | wt.
Re- | Lbs.
Mtg. versing|
Pts. Sw1tch|
Fur- 85
.... |nished| 85
A 1325 85
1327 | 1325 85
1327 | 1325 85
1327 | 1325 85

No. 85-080 Shaper Motor

3-Phase Tilting Arbor Saw Motor

THESE SWITCHES AND ACCESSORIES PROVIDE PERFECT MOTOR CONTROL — SIMPLE TO INSTALL

SWITCH FOR SINGLE PHASE MOTORS

This control unit consists of a toggle switch mounted in a heavy
case which is complete with mounting screws, lead in wire and
clamp but without cover because the units it is used on, such as
the Unisaw, Jointer or cast iron base or the No. 1340 Shaper are
equipped with the cover plate which is merely removed from the
stand, the No. 132 switch installed—the plate being then screwed
upon the switch. Lugs permit switch to be locked in position by
means of padlock.

No. 132 Switch box and motor lead wire without cover plate
for all single phase motors. Sh. Wt. 134 lbs. Code: SPESB
TOGGLE SWITCH FOR SINGLE PHASE MOTORS
This toggle switch made by a nationally known switch manufac-
turer is for use on single phase motors only. Breaks both sides

of the line.

No. 1115 Toggle Sw. Sh. Wt, 14 Ib. Code: SWIMO

REVERSING SWITCHES

These reversing switches are chiefly used on the shapers

where the spindle must rotate in both directions.

Mo 1116 Reversing Switch with connected 4 wire
cord for any std. spht phase motor, Sh. Wt.
2 Ibs. Code: SWRE

MNo. 1325 Reversing drum swltch (rated 2 H.P. 440
V., max.) for 3 phase or D.C. motors. Sh.
Wt., 4 Ibs, Code: SWITA o

3-PHASE MANUAL STARTERS
These 3 phase manual starters are made by a well known switch
manufacturer and are fully Underwriter’s approved. Are com-
act, simple, rugged. Provide accurate overload protection.
ave silver alloy contacts—double break. White interior with
ample wiring space.
No. 1320 3 phase manual starter for 114 H,P. A.C. motors.
Sh. Wt. 6 lbs. Code Word SWIPH
No. 1328 3 phase manual starter for 3 H.P, A.C. motors.
Wt. 8 lbs. Code Word SWITC
MAGNETIC STARTER
This magnetic starter is of the approved type.
button in the cover as well as the reset button.
Mo. 1329 Three Phase Across-the-Line Magnetic Starter with overload
and underload protection, rating 2 H. P. 220 V. 60 Cy. only
No. 1321 Same as No. 1329 but for 440 V. 60 cy. only, SWITF
On the above starters, specify H.P. of motor and voltage and frequency of

1325

It has the start and stop

MOTOR CORDS
These two-wire motor cords are heavy and well in-
sulated with new flexible rubber and fully approved.
Are B feet long. Supplied with soft rubber plug.

/ No. '('.I'IT Cord and plug for 14 and 4 H.P. Single
hase Motor. 8h. Wt. 1 1h. Code SCORD

-.ﬂ No. 'I'|T9 Cord and Plug for 14, 34 and 1 H.P.
Single Phase Motors with Terminal Loops.
e Ship. Wt, 114 Ilbs. Code: SCORF

MOUNTING PARTS
No. 1322 mounting brackets together with screws are used to
mount the No. 1320 manual starter on all drill presses (except
the No. 620) and all the steel stands.
No. 1322 Mtg. Parts. 8h, Wt. 2 lbs. Code Word: SWIDR
\ No. 1327 is used to mount the No, 1320 starter
.| on the No, 1340 Shaper or the No. 1320 starter
with the No., 1325 reversing switch on the
No. 1340 Shaper, complete with screws, ctc.
No. 1327 Mounting Plate. Code: SWITB
No. 1459 plate is used to mount the No.
starter on the No. 1450 Unisaw.
No. 1459 Code Word: TILTK

»I

1320

1327 1459

Switch Rods Provide Finger-Tip Control

= e @

oo X 4

No. | For Use on These Units: Wt. Code Pnce
1330 B?B 950, 1175 114 RODNA
1331 All 11” and 14” Drill Presses 115 RODNB
1332 All 17" Drill Presses .. .. 74 RODNC
1333 | 202 and 660 . ....... 1%, | RODND
1334 368, 714, 777, 881, B892, 1164,
1350, 1402, 1432, 1465, and all
our Benches with Wood Tops 1% RODNE

line.

THE DELTA MANUFACTURIN

G COMPANY * MILWAUKEE, WIS.
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