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IUHY DETTA ilACllrl{E T00tS

II{GREASE PRODUGTIOl{
I]IDUSTBIAT

Adopr.bility: Wh.r€ chalqd in pbdu.li.n re
quiroE€lrr Eusr b. Dade quicl<ly, lh6 portabil-
ity and llenlitly ol Dalla bachino loob hat.
lh6n indi.lenraile. Eor eEnpl6, iI a couplo
ot 6xtra lptndl* ar6 ..quirod o! a Bulriple
drillilq op6r.lion, lwo ol our &iU prelses can
b3 sel up, de on dcf, .ide oI the resular EulIi
pl6 drtu, ed Ore enra EpindleE lhus obtained
.l miltDun @rl. It i. ako pGeible to group a
nunbe! o, otrr drill pre*6e eili€r lonporarily
or p6ra&enrly, ro hlte up a Dultipl. d lling
urit lor lpeial operalioB.

fleililirr: Due lo rhe low cosi or the 3iandard
pari! o, Dell! na.hiner, lhey can bo used to
nake up Bpeial'purpo* macline. al a consid
6rabl€ .arinq in 6sr. Ma.y oI rh6 largest and
Eosl progie$iwe 3hoP3 in lhe country, ior ex
a4pl€, u.e srandard Deha d ll.pr6.r h€ad. in
.pecial &illirg Dacliros ol thoir om design.
Th..6 h.ads cost only . l.action oI ehal il *@ld
co3l lo produce lheE in li6 ur6r'. own .nop.
Conpl6l. Dachined, too, c.r b6 adrpted to .peial
op€ralld. by ! ,6w in.rp.tuive chlDqes in tl:e

Porl.bility: Sinc€ in Eos! casd each Deua ha
.hlne i. 6qnipp6d wior it. own Botor, it can be
nov.d inslanlly to any pl.ce i. ,re .hop or
produ.r,on lin6 where ii vill bo m@t .Ilective.
ThiB reduc4 rhe initial tooling @.t in nany
produclion 3IDp., nnd in nany planlr hal6ng .
wid. aariety ol produ.t., enables th€ bed lar-
out lo b€ u.ed lor any .6qu6nce oI oper.tions
al lh. Iow€.i F6s.ible erpen.e.
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Errl{ar oWNED
EY DELTA OT UNDIR LICINSID. OYIIER PATEN'S Ai' 
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16, Fnti Co.t: Muul.cturod und6r nod.h
producrio! .on&lio.s wiri tre lhe.t oI high-lio.
ducrlor .quipDent lit. the Eodern autonobil6

-the$ Bacnin$ .o.t t6rE to. th€ r!6. !rcdrc-
tion valu6 ltlu he.vior E..hi!.! udo up eitl*
in emau Iols or on sp&i.l oElor, While F. il6
lot clliD llrt nodeE light E..hi!. tool. 'illreplac. leayier aa.hiDeB o! .very it?. ol woit,
srill thele arc nany *.. iD rhid they vill
..runy ouipenom heavier @ie a:!6uive
equipn6d du6 lo lheii E..e Eodeh de.iqn,
the u* ol e€li*el.d ball bearingE, elc.

Econoii..l Or.roiior: They r€quire relalively
.haU.r DotoB lhab lho.e r.quir6d by h.arier,
older macLinory. ln mrl cde. th. pow€r r€.
quirod ran.r6c lron ',1 lo % H. P. raroly ovet
]t4 H. P. Thi. n.aE low6r pow€r .o.1.

L.y M.iniendn.. C6r: Sinc. fi. @rr ol rh6
oiqinal nachino ir low, tb. cBl ol r.plac.n6Dt
pa s is al.o low, liu cuflinq uptsp .o.lr. Itr
additi@, our E!cbir6! hav. Elom r.d*abl.
slaDina under pr6ductio! 6trditi@., .nd rith
our use ol sealodiorlila bearir$, haint.n .ce
cosls de praclicall, nil.

R.dEed Lobor Co.l!: sinc. t[66 mchin6! de
so po allo and adapbbl., in Ely ca$. il ic
p..sible lo *l one ol drele mclnm. alolqdde
a.other D.cli,e on which the op.rarid i3 .loe
ald rine.oauni.g. lh. op.rald Da, th€! p6r.
loln one or 3everal opdarioE on lh€ D.lla
hachine while r.ilinq 16r D6 coDplot@ ol rho
.ut or crher operalion on &e orher h.clin.. And
th€se addilioral op6ralion3 are obtai..d rt n6

2,os5,r)5 2217,t4. oB .3,230
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DRII.I PRESSES B()TH A8 STAI{DARD UI{ITS AilD SPECIAI.
IIEI.P IilCBEASE OUTPUT III THESE 8U8Y

PUNPOSE MACHII{ES
PRODUCTI(lT{ SHOPS
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l?-inch Hoor Type, Single Spindle Drill Presses

,'1 , s%

I

,",; 1

'51;

sD,nt.T.bh'(8JMs'
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MOTORS. S\]I]ITCHES. INCLUDED WITII ,.ACIIINE. UUST BA ORDERED SEP^RATELY

Itild rod iuudlar.d rb.vc
c.plcity: /." in c. tr.n.

rrbL iaLis (elinbE.

D.ptb *aL on lpirdl. r.rum Dnr. hon!in..
Qui[ ha 5 in.h 3ror. d. hv.r_

RPM ad ilclld. No. r0r v.b.lr and No. r5r2 ndro, purrry.

ords No. 2 uoB. ir!!r @i,in.r,h.r. te.r.htur dnr! dlr.tu ro b.

rnr driu. :.. to b. u!.d, od{ iod.lt

-!p. rnd Ior .c.. orid, !.. D.a.t t,t-r7

LI.r,tDuty: 3{ 510, H,P.. R-I. A.C- rr0/220 v. 60 Cr.
.5 52o 

' 
tl.P,, t Ph, 4.C.220/4{0 v. 50/60 Cr.

if.diun Dub: 3. 7ro q. H.P., R.L A.C. I0/r20 V. do cy
36120 4 H.P.,! Ph. A.C.2zoti{o v,50/60 Cr.

H.P, R r A C. Io/2r0 V. 60 Cy.
36 920 r H.P.3 Ph. A.C. ?20/110 v. s0/50 Cy.

For ! Pi, EoroB uE No. r32o or No. r52s 3 Ph- 3raftlr,irh No, 1322
hountin. prn! u!. No. 1332 .,i!ci rod lo. !i!de rnr.. Dddn

nd Srith P:frr.

THE DELTA MANUFACTURING COMPANY. MILWAUKEE, WIS.



f,ffi ll-inch l, 2 and 4 Spindle Drill Presses. (tne Piece Tables

ri -f

Sinsle Spindle Machin.s
ar. Ben.h Trp. only.

Two ard Four Spindle
Ftoor TrTe only. Work'
ins su.lace is 32" Irom

No,l7-305
No,17-4r0

@
"1"

wrrB [o. 2 lrloR TAPEA SPINDII

i;d
t7{05 '7& t'306 1747

wlIH l/2 fGH cxucx s$rrlr.r

dD rh. f,oor, Th. h.aw l.bl. h l 1,"
r.d lor Z" dEi!

capaciry, %" in ud no',

lM hoah.. ouilr

soD!.dood.l5hlv.\D..d!o
r;d in.lddr No 520

ord.r Jmob! Bpindlo hachi!.u w

l.x&hineth.rc[p4.h.nLdnlronl,

Lthr Durr: ..510 Iz H.P.. R.r. a.C r0l2ro v. 60 cy.
36 32o % H.P-,3 Ph. z2o/110 v- 30/60 cy,

M.diu6 Dury: 3r-?r0 i,tr H.P.. x.L A.C. r10/220 v. 60 Cy.
36.120 r'i 8.P.. 3 Ph. a.c 2zo/.1a y. so/6o cy

H P.. R.r. A.c. rro/220 v 60 cv
36i20 

' 
H.P.. 3 Ph. 

^ 
c. 220l..0 v. 50/60 cy

THE DELTA MANUFACTURING COMPANY ' MILWAUKEE, WIS.



lT"Hoor lype 3,4,5,6 and 8 Spindle Drill Presses. Sectional lables ffi

,'ii,-,_

ali-f

No.17-525

ffil
I
l

8

s" s,::q lni"r sx.a

rH!i

e" s*d Ira !E{l !!!!e!!{ Htsh sF! L

o rt"6: 6" n ,. ! *"

FoITRN ro!!o

wlIH !TO. 2 MORSI TAPER SPII{DIE

lsirh r/2 u{cH ,Aco83 cHUcK aPINDLE

.abr6. Tn.c ,ibl.;,. m!d. u
{.rh No 2 Mq"e i.p. sp:d.- .

nany qtlq Dit. lrc !v!i,.hlc. Th. .eriJd r.bl9 rlloB 1 drirl Dr6! io

lil;*',31,'Y.*':l"il'r",::;ij".iei11':-*i'*f:J'..'ji[:.:'tI; Foi rco,-r D';'q rd p;mp k. F;. ,6.

, irii.' lB1

tit

l? 3l'
-,7nii'7loe

Capa&v: %" iD c{r ibn.
It.ad .d.in. n..hrnnD.. siramliD.d h.tt 8und.

Dath rc.li on Pi '. 
r.rlrn tprins h.u.in. auiu

l.l2mdorD!u4.

ind i!(lId. No. rrd v-b.rr xd
oidcr l.cok .Diudl. m..hi!6 dts. *lrignr !r:.nr driu. ollr !r. b hG

'fl!' '?;,"
ocrac !!!!q

A c. ?'0lr.0 v 10/60 cv
x.niuD Dury: 31 7,0 ,l H.P, R.r. 

^.c. 
u0/220 v. 60 cy.

3612o 14 H-P., t Pn. 
^ 

c.220/110 v. 50/60 cv.
. a c. lo/2r0 v. 60 cy.

36 e20 r 8.P.,3 rh. A.C.220l.10 v. 50160 Cy

THE DELTA MANUFACTURING COMPANY ' MILWAUKEE, WIS,



IIELTA SI0-SPEHI AITACHI'IEilT tllR lI" IIRILL PffiSS

USES TRAIN OF ACCURATELY MACHINED, DOUBLE-REDUCTION GEARS

WHICH PROVIDE POSITIVE, CHATTER-FREE OPERATION OF SPINDLE

ShoD Dr.cric.s oflen dehand .xtta slow operation of th€ l7'inch drill
presi ior .pot lacins, r.amhs, counterborD8, corc drillins snd d.illina

To me.r thi3 reouesr rh€ No, 17-360 Slo-Speed attachment Fhich firs
any of ou l?-inch dnu pr€6s€s havina a No. 2 Morse taper spindle. has
be€n desisn.d and is now available to you,

It ha! many special design and construction leatEes which vou wil
...",ni,e aria iamire. A &ain of accuat.lv machined. double-r€duction
scari are used ro reduc. th. notual specd of the spindle. ThG use oI
sear. (in plac€ of behs) .limiMt.s.u charter. aiving a positive, sdoolh
aoution ot spindle. This. you wiU recosniz€. is 6pe(i3lly important d
slop sD.ed work. In addilion to rhe smooth rolation,lhe aears p.ov,de
positivl operation-th.re's no slippage such as cncounle..d with belt_

The No. 17-860 Slo-sDe€d atuchmenr 6is anv ,7-inch drill pr63 ot our
manuta ure, either rhe Hish-Speed or Slo-Sp€ed mod.ls. having a No.
2 Morsc r.per spindle, 1r ia ext;em.ly sihpl. to inslall or remove whicl

m€dns thal rht same driU Pre$ ..n
be used for its ,egular speeds ot thc
stow speed. Each hachine thus has
I0 differ€nt sp€eds which wiU meet
the requirementE in,ll shops. The
ratio oI input to output is: lnput
4% R.P.M., Output 1 R.P.M.

Good Desisn and Constrsction
Th. unit has a drive piniotr which
ha6 a No. 2 Morse tap€r shank and
which is 6rst sliDeed into the Gpindle
of the drill Dress. With the ilrive pin'
i.n in nlace the entir. attachment is
slipDed onto tht driu p.€ss quiu and
6rmlv clamDed i. Dlace with thc
clamp bolt. Th. housing buu. tstinst
rh€ ouiU Bo that no end thrust is Dut
asadst th€ Dinion or th. scars, Anri-
frictiotr bearinas us.d throughout.
The gears are heat ir.ated+ccurat.-
ly machin€d for lona wear.
The $e ol the Slo-Speed attachment
on tle l7-inch d.iu pr€s! r€duces the
rDindl€ trav€l from s inches to ,t
i;.her :nd r€duces th€ distance Irom
th. end ol the spindle to the table or
bas€ 7+ inch$. The attachment has
a No. 2 Mo.se taper spindle 3ocket.

(5.6 r.v.r.. ride for .ppli.olion.l

Cotolog Li3ting ond Specifi.otions
No. I ?-860-Slo-Sp.ed Attachment for l7-i!cb

driU PresE.s hawins a No, 2 Morse Taper
Spindle. Ratio o{ 4r,1 to l Sh, Wt, 20 lbs,
Code SLOSP ................-....$33.E0

Wide Ronge oI Speede Avoiloble
Th. standard spe.d oI the driu pre3s is .educed
4% times by th€ Slo-Sp..d Attachment. The
ba. Araphs b.low show the wide rarsc oI
.pecds obtained on borh the Hish-Speed and SIo-Sp€ed
Drill Pr$Ee. wh€n the SIo-SpGed Airachm.nr i. us.d. Th...
sp€eds answc. atl .equir.h€nts in th. shop. Capacit, oI
drill pr€ss is lot inc!.as€d.

SPEEDS ON HI9H.SPEED ORILL PRESSES

sHADED BARS SHOW THE SPEEDS OB.
TAINED 8Y USINO THE NEV/ SLO.SPEED
ATTACHAAENT. PLAIN &\RS SHO\( THE
STANDARD SPEEDS OF HIGH.SPEED
DRILL PRE55.

MWt%
THE DELTA MANUFACTURING COMPANY ' MILWAUKEE, WIS.

SPEEOS ON SLO.SPEED DRILL PRESSES

SHADED BARS SHOV THE SPEEDS O&
TAINED BY USINO THE NE\? SLO,SPEED
ATTACH,Ii\ENT, PLAIN EARS SHOW THE
STANDARD SPEEDS OF THE SLO,SPEED



Specilications ol $lo-Speed lttachment 0perations

cudjnq rood piuq! 3l " cure! i!

dtnt tar 3h hp
Lrit)iae six )i'

e..la r ,00 F.P.M., ,s. rtt" spor

THE DELTA
7-B
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I7-inch 1, 2 and 4 Spindle Power [eed Drill Preses ()ne Piece Tables

No. t7155

a Beeh Type Ma.hin€

rloor Typc Sinsle Srindlc

WITH ITO. 2 MORST TAPER SPITIII'',E

U'IIII I lrGH JACOIS GIIUCK SPINDI,E/2
,,.-, t,,.,",,-.* t,,..!:irs::H I in-r, P.;r-rH I i:ri'a;rrh'r,7' I ro : ,3 r!'! 13' I 17. ' : .o
44r.' I I

t"'j-,.'i;6i;li;;1s;;lB;;d

r ol rhL ryp.. Thry <:n b.to6 hrirdly o,ly m 'o b. m.d. who. borh ir.i.hr and rlf shinl drill. .rc ro b.

Th. 3incl. lDinila000.
a o ts.i mrih'n6 rr. r,firh.d Eiin nlrd EEirs rEhut;s

(.uDr and lo' r';nodri e. D:s6 ra rr
Fumilh.d ii insl. sDindL floo Fo ..ot,d E;rr .nd oi,no *. Da;. 15.

i.b hav. an iron l.-. Trbl6 hrv. rr" MoioE re.oifli!.h1.di
Dp.d Ior ,,(" drlnl.

st.rml:'.d b.ll .urrd,
u!hg. Quiu h.t.% inch dbr. or Eav.L L A.c. Br[ Br.: r,0/r2o v.60 cy.

Hicn !p..d rodll! h.!. .p..dr ol 700, 36 920 I H.P.. 3 Ph, A.C. Ball Br3. 220l{{0 v.
RPli aDd incrudd No. 501 v-belt rnd Nd. 50/60 cy.

Mounrhs D.6. ur. N., ,j3, !Pt(h od to,
Ord( Iacob! eindl. ErchGd qhd..',rlrhr .bril driu| obly .'. ,o b!

No. U-260

@ @
Flo.r Tyre Four Spin.ll.

I "* ''*

,rFdcool,PumpR4,,
DRIOI DRIOI'

iibi;
DRIAT

THE DELTA MANUFACTURING COIAPANY. MILWAUKEE, W IS.



l?-inch Hoor Type 3, 4 5, 6 and I Spindle Power feed Drill Presses ilEaT
r rr$gulrr

;1,.,1

Sectional Tables

FEED CHART

60,^ ro. i.d i,eh.so..d

Th.rc are .ight Htes
of feed lor .acb 6pin-
dle sDe€d, which meaD.
that the correct .ate of
feed Io. you driUirs
op.ration i! always
available. Two cadt
iron 4-st.p cone pd-
leys and a .p€cial b.lt
temion rclea.. bJlt in-
to guard make Epeed
chanae3 qrick and !afe.

IIO. 2 MOf,IE TAPER gPIf,DLD

8

o sr]-l- +t1t

mi
1

1

t,e I,'€lo r7lt,

fts6 i ir-atu

lnnB
s,xaF I ocrAs

lr'a6

ullta !/2 INGH JACOIS CITUCK SputDlt

ow! fo' ! Eid. v,id ot (oEbilrdonF

capacny: %" in cr no,.
H.adr,i.i!sm(h.niulstramlin.db.rrsu:rd,

si.h 4.<l Eod.r. hrv. .D..n.RP,. d incrud. No, 501 V-bdt rln No, l!12 sobr puud,
slo 3D.ed iod.L h.v. rD..d. oI

md includ. No_ 120 v-t lt ud No. ril I -oror rdr.

rTlr':e5_ r7!,, t 9s.l ,7r,,trrs"
,3 '. I 231r,'

t7 t,",t251 I t7 ta"tt5' t1 t ;tt5s
,3 !... I I'ti' 1!t'4.

PENTC PENTH I STX^O s,xAH I ocrAc ocrAH
r7s- 1?s l irii-

No, 3lMotr.r No. 3tMd.r No, No. slModlrNo.3 M.dd No r

2Uo.'.tr9d3Dindl.m3.hin69
Wh. . 60$ ikichr .nd rm.i .\.nr drinr rru io bG

For individual p!d! Ior 3p.ci.l d

M.diuD Durr: 3+ 7ro % H.p.. Rr. A.C. !.I !ry. 1r0l2r0 v. 60 cy.
t. a.c. 1 8... r,0/220 v. 50 cy.

36 oro r H P 3 Ph, 4 c. BJr Brg 220l{.0 v.
50/60 cy.

No. U-s70

lfu

THE DELTA MANUFACTURING COMPANY . MILWAUKEE, WIS.



17, DRILL PRESS
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MACHINES DRILLIN G

_- AP-PRo\ EDZ\ DAIA sHiET j-
- aMERTCA' SO' rETt g'Or rmr E\q!Eq8L

17" DRILL PRESS

l
j

)

Slzneiol -9et- "VtThe he.!r,.olum, fl.nqei erc.
oI DELIA'Mil{dulee trill D'e$e3
m.y be oti.i^ed .5 seP..dle uiii3
$ thdt lpeci.l .e1'up5 c.n bc
made. The he.d3 c.i he u.cd ;
.iy po5ili.n - verli.al h.ri:oital
or aiqul.r - Sec.ure their sot{-
re.led ball be.riie co.+.uclion
eliminate! is.e$ity lo. lubricaiion.

-qh. -. -*i.

rr\ Lo naid d

r" . Dki" ."dn. 6. -",h. -i
I3l t"dh. b,,

f4l 
^ 

rekhr rt
oi anoi ;"h;r

t5l rlo Ddh o,r

16l N]! rr . h<rc m&rrr r.de

.\

'i:

'il

tTlrhi nl.o drnrd d, inq in €

aboe i[e hhh a;a

l8l M4 ed hornok \ n . !P{br

EI
T

H*;;.n{
ir"'t4
fl'{l

r-!'t
t:1,
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DA_IE 7.r.4,
REPLACES: NONE
INDE& I2GI.A

t7
IHE DELTA MFG. CO., MILWAUI(EE, WIS. r7, DRILL PRESS

OPERATING AND MAINTENANCE INSTRUCTIONS
For 17" Drill Press

The 1?" drill press of either the bench or floor type
reaches you co;ptetely assembled. All that is nec-
essary is 1o taise the head to the operaring posirion
desired. On 0oor-r)pe drills wirhour raising mechan-
ism in the head. Ioosen clamp nuts DP-828, ;aise head
to position by sliding upward on the column. th€n re-
tighten clamp nurs. On drills wirh raisint mechanism
in head, loosen c)amp bolt on lhrusr collar below rack
and operate ball-clank handle DDL-160-C to Ieed
rack up through head. When rack is through h€ad
as far as necessary, .e-tighten collar clamp bolt, then
loosen the head clainp nuts and operata ball,crank
handle to move head upward on rhe column. By al.
ternalely feeding rhe rack through the head and ihe
head up and down on the column in this manner, rhe
head and rhe rack can be set in the mosr convenienr
manner for the job. It is not necessarv to move the
rack, once set. except for extreme mo;ements of the
head.

POV/ER REQUIRED
For light shop work up to t/2" in .ast non, a y,-

H.P. motor of the type of our No. 82-710 or No. E4-510
motor may be used. For mediLrm duty work a J a-H.p.motor is recommended. Use only a ball-bearint motor
preferably one with sealed bali bearinqs. For work
up to %" in cast iron, and lor heavy conrinuous work
a t H.P. motor is recommended. The moror should
turn in a clockwise direction, viewed from th€ top of
lhe motor. when install€d. Our motors with buiit-in
switches should be installed so that the switch is at
the left-hand side as you face the machine. tf motor
turns the wrong way. reverse its rotation in accord,
ance with the instuctions accompanying the motor.

_ Install the motor pulley with the largest step at
the top, and align it carefully with the spindl€ prilley
to avoid undue wear on the sides of the b€lt. Th€
motor bracket is adjustable back and forward for coi-
recr belt tensron. Longer belt life will be obtained if
the tension is not too greai.

OPERATING DRILL PRESSES IN GANGS
When a number of drill presses are to be used rn

galgs. as lor producrion work. they should b€ pro-
vided with rhree-phase motors Ior the fotlowing iea
sons: Three-phase motors will save from 20 10 30
percent of the current required by ordinary single-
phase motoE, besides delivelinq more power. Sice
they have no brushes, commutators, starting switches
or sho -circuit switches they are practically trouble-
free, thus reducins upkeep cost. They are irstalled on
a power line and thus do no( flicker liehts. A number
of drill presses should not be operaied wi(h single-
phase motors, takint 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 lrom a power line. They should be
wired by a licensed electrician and provided with
three-phase s\,eit€hes, as they have no builrin switches
or extension cords.

INSTALLING PRODUCTION TABLE
Produciion table No. t372 ma\ be insralled on rhe

floor-type machine instead ol the"regular tiltinS table.
To install, remove index pin DP 666-5 ard (lamp nur
and washer SP-1027 and SP.1707, rhen remove the
regular table. Install producrion table and replace
clamp nut and washer zia index p,n. The produirion
!able has a 12,)" x IT" table surface and is provided
with a l%" oil trough; it is especially suitable for the
handling of jigs in regular production work. Oil
troughs are tapped for 11" drain pipe at the rear.

)
l
i

CHANGING SPINDLES
Drill presses fitted with No. 2 Morce+aper sock€ts

may be changed to i," capaciry Jacobs-chuck equip-
menr. or vice versa. It is best to exchan8e the com-
plete quill assembly. so as to avoid disturbing th€ pre-
loading of the bearings, and to avoid damag€ to the
bearings that right be caused if the attempt is made
to withdraw the bearings without proper equipment.

To remove the quill, remove the head knob NJ-
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 scate,
the p,ate covering rhe spflng and the washer inside
the plate. Now rerease rhe rensron on rhe spindle re.
turn spdng by turning the DP-621 (Fig.
3). This will b€ found in the head at rhe rear of th€
spring housing and is turned with a scr€wdriver.
Back the worm scr€w completely out, when the entir€
spring in its case may be withdrawn. Quirl-pinionshatt DP-618 (Fiq. l, mav ihen be withorawn wirh
one hand Bhile holding the quil, wirh the orher. Run
off the knurled stop nuts Dp-629 and wirhdraw the
quill and spindle ass€mbly.

To re-install, insert th€ quill assembly from the
bo(to'n ol (he head and insralt the Diiion shait. Insrall
stop-rod bracket. rhen slip the spring and rrs casing
into the head. Insert the worm screw, and screw up
until the proper spring-return tension is obtained.
This should be just suffrcient to return the quill to the
top position; do .ot mak€ this tension too strong.
Replace the spring-housing washer, plate, cover, star
wheel and spflng, and ser the indi(ator poinrer at zero
when the spindle is at rbe top pos;tion.

INSTALLING RAISING MECHANISM
The following instructions apply ro rhe installation

of the raisina rear in the table bracker of rhe RooG
type ma€hine, as indicat€d in the cross-sections. Figs.
6 and 7. The parts shown by the reference numbers.
and the method ol insrallarion, are exactly the same
when the mechanism is instaned in the'drill-press
head as shown in cross-section Fig. 3. When inatall-
irg in the head, th€ motor and bracket should first be

Refering to Figs. 6 and 7, loosen the clamp bolts
holding tabi€ b.acket to column and remove bracket.
Remove table from bracl<er and place bracket, flat
side down. on the bench. Sl;p ball-Learing 407-22 inro
counterbore in bracket and fasten with spanner nut
DP-638, setting nut down 6rmly. Slide worm-shaft
DP-636 through bearing, keepins the flats to the out-
side. Slip collar DP 637 onto shaft, next to bearing,
then slip on worm DP-63s. with hub away rrom bear-
ins. (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 shalt through opposite plain bearing. put-
ting a drop of oil on it first. Put collar DP-639 on
shaft outsid€ of spann€r nut and fasten in plac€ 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 cobpound gear assembly DP-640-F in plac€
to m€sh with worm DP-635, and slide shaft DP-642
through worm gear and collar into th€ bearing. and
place fiber washer NCS-43 over shalt on top of pinion.
Place table bracket in position against column, put
clamp cap i. place. replac€ clamp bolts and tighten
A1len setscrew SP'207 against $orm shaft DP-642
Loos€n thrust collar DP-678, slip safety hook of DP-
641-S ov€r clamp collar and rhrust bearing as in Fig.
9, then slide rack DP-641 throush bracket from be-
iow. 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

mechaniso in head, follow the same insrructions. firsr
!emoving head lom column and slidins thrust collar
and bearins over the end of the column.

INSTALLING FOOT FEED
Slip gear quadrant DP 687 up through opening in

botlom of drirl-pres. head. then siip the splined shalt
DP688 (See t'iorizontat cross-seciion) rilrough rhe
L'anngs and quadtanr, from the r;ehr-hand side of rhe
machine The shouldered end of rhe splined shaft goes
throueh the lefr hand side of the head as shown in the
cross sectional view. Tighten the clamp screw hold-
ing the quadrent to the shaft.

Slip Ievet DP.686 ov, r the ourer sp;ined end of the
shafr. in approximately the position shown in the side
viee ol the head. and wirh the ouadrant positioned as
indicated Pulling down on t'tre lever'should now
move the drill-press quill down. Tighten lever DP-6E6
on shaft. and assemble one clevL DP-693 to the lever
as shown. with stud DP-694 aDd cotter pin SP-2108.

Assehble lower b.acket DP-685 to the column.
about 2 inches up from the bottom, and tighten tem-
porarily in this position. Assemble foot l€ver DP-692
to srud DP 690. but do not tithren the nur that holds
the lerer to the srud as yet. Assemble lower clevis
and reach rod to the foot lev€r, then slip the connect-
ing tube DP-696 over the rods, set the {oot lever ap-
proximately level, tbe upper feed lever DP-686 in the
position shown in the sid€ view, and tighten the set-
screws SP-302 on the connecting tub€, centering the
tube between upper and lower reach rods.

To tension the foot-l€ver sp ng. have the nut
SP-10?7 loose, as instructed above. put a wrench on
the Rats of rhc stLd DP-690. and turn the srud !or-
ward (toward the column) about hau a turn. Tighten
Dut SP-1027 and, ii tension is not €noush. loos€n
nut again and turn stud furth€r.

Height oI the foot-feed lever can be adiusted both
by the position of the bracket on the column and th€
holes into q,hich the lower clevis is placed. Alteling
the adjustment o{ the clevis€s in th€ holes in upper
lever and foot lever also p€rmits 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 oI the bearings, and require no
attention. A drop of oil may o€casionally 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 necessaty.

IMPORTANT
O drill press€s having racks without the salety

hook DP-659, never att€mpt to raise or lower table or
h€ad without first loosening clamp cap{n the head
by means of the clamp bolts; on the table by means
ol ball-end clamD lever. Tf ihe ball crank lever is op-
erated ro lower iable or head withour 6rsr too.enirig
the clamD the rack will be fed uoward away from the
thrust blarine. Then if the ciamp is lo6sened rhe
whole head oi table will drop asainst the beatint and
will strip the pinion or damage th€ bearing. This,
oi' course, cannat happen with the salety hook on the





REPIACEMENT PARTS
IMPORTANT: To avoid possiblc.rrors bc aur. to include th. sc.ial
.umbcr of thc machin. wh.n ordcring parts lor repair or r.placem€nt,

DP-600-R
DP-601
DP-609
DP-626-L
DP-699
DP-828
DDL.T75
sBs,8
SD.18
sP-309
sP,509
sP,6l5
sP-633
sP-712
sP-1603
sP-3000

DP.6
DP-660
DP-660-S
DP-661
DP-662
DP,663-S
DP-666-S
DP-736
FJ-324
sBs-3
SP,2OI
sP-615
sP-638
sP-643
sPn002
sP-1027
sP-1707

DP-676
DP-677
sP-67s
sP-668
#1367
#r368

DP-2A2
DP-603
DP,6o7-L
DP-607-S

DP-608-S

DP-618
DP-619-L
DP-620
DP-621
DP-630-L
DP,631
DP-631-S
DP-632
DP-633-L

$10.r5
2.10

.25

.10

,20

,t0
.10
.10
.10

HEAD PARTS
l1.a,l (-a'tifA $,irh nrarchins cnp ...
(_lanrl, Cal, lor hca,l caslils .. . . ,. . .

Caf n,r srrlinr rl,alt l,cariflA.. ,, .. . , .

lftlirat,'r P.inlcr
Nnnrt Plar. . . .. .

1, - l,l St)e.inl Clinrp \trt ............
29lat Ste.l \\'ashcr
l)ti\r.l Pi. ..................,,.. ..
Z 20 Srr(.ial Nur .. ..........,. .,
i, 18x5i" Sq. ll{1. s.r s.fu\'-. . . .. . .

% 2oxr; Rn. rlrl. \ia.l,in. s.rc\r....
,1, 11 x l.)1 JIx. rl(1. Cap strc( . ... . .

,1, I1 \.lX" lIx. ILl. Car S.rc$....
l2t) x 2\" Fil, It,l. CaD S.rc\r....
z \\:asher ............ ...........
No. (r R.l. H,l. Sclf tappi.s Sc.e$.

2
I
2

I
I

2

PARTSTABLE

.10

.10

.10

.10

.10

.10

.10

2.60
10.00

.10

.10

'l'ablc Brack!t .onrpkrc $ ith cat senri
Tal,l. Rrackct Clanrp Cap...... ..
Talne.nlr
Clarrl, Ilandle n,r taNc l,rackct. -....
index Pnr n'r 1a1,1d............... ..
\Vasher ...........
tsall l.r. tahle clanrr) lran{ll( . ... .. .. .

Do\rrl Pin ........................,
il lS r ili Allcf Ser.crc\r ...... ...
i, 1.1 x l%" H\. H(l (ap Scre$....
tr'llr r 2, Hx. Hd. Sctscre\ ......
l-l.lx.1 1lx. Hd. (ar S.rc\'........
,i 1.1 Il\. \ul
rr l0 llx. \nl
.tr l-ock \\'a:r,cr

BASE PARTS
llaic Irlanc. . ..
Fl(!). trDe Rase
'i 20 * .l llx. I{d. Cap S.ft\ . . .. , . ..
/!2nxltl lIx. tt,l. Car, scrrr'... .-
3r" \ 60" colurn
J11"a38Z" c,'lun,n l.,r bcn.l, nricn.

QUILL AND PINION PARTS
'l'l'nnrl) Srr.\'
Quill o l!
Rrtrrn SD.ins Hotrsins . ... . -.. .. ..
R.turn SDrins Housins, \itl Pnrion

Slralt Retlrn Sprins.....,......
Return Spri!s liousins Corer, lvitl,

rlcpth s.alc.. .. . .., .. ., .. ., .. .. ,.
l'lnl,,n Sl,zlt
Sl,a.cr Disk ........................
Fiber \\'a\l)cr for sDrirs housins.
SrrinE-a,ljtrstinq Scrc\v . . .. .. .. . .. . .

Der)lh Scale ti,. \prins Lotr\i.s. . .. ..
Hul, fo. pilol $lreel .. ... , .. .. ... ..
Pilot \\:1,.c1 completr
Pi11,t \\'h.el Lcver
Pini!n \haIt Retnm Sprins .. . .., ..

.10
3.10

L2.5t)
1.S0

5.50
.60
.35
.t0
.15
.10
.10
.10
.20

.15

.10

.10

1

l
2

J
I

I

1

l
I

l

I

l
l
l
l
I
I

I

J
I

.10
3.00

.75

135

.70
1.55
.10
.10
.t0
,r5
.85

2,10
,15

QUILL AND PINION PARTS (Continued)

DP-42
DP-610-S

DP-615
DP-616
DP-623
DP-700-S

$.r0
,10
,15
.10
.10
.20

1.9C

.20

.10

.10

.10

6.75

t2 5a

1.10
1.7 5

.10

N!-220 Han,l lin,n)
NCS-33 Slar \\'1,..1 Sl,ri.s
SP28 ll" Slill llall ... .......... .,....
SP-70l ti'.20\'1" rillisrcr Ilea,l tnl Sc,o\

DP-634 l'il,,r Nhrcl IIul) l'in

GUARD AND PULLEY PARTS
St,nr(lle I'ullcr (\I.'sDccrl).... ..,..
Sliin,lle Ptrller (hi,rl, sl,ee,l) .......,
ll.lr 1;,,a.,1 rfn,nr l(tr\rr l,alf)...,,
LrPper llclt Gna(l
Nt(rntifs Platc {l1h Sor)r),).t R!!l

nnn (lartcr Sprirs L,r Cn r1,.-,
Sfal'-Srri.s I.,r gtra.{l sur)r)..t r!,1..
(;lar,l SuDDl,rl R,rl \itl, 1ro1,..,,,,
Pir n)r D.lt (;Lraril .. . . .. . . . . ,, .. ,.
Bell CLard (r.arl.u'cr Ialll $itlr clil,s
l,i'Src.l Ball

DP-?04 (;artr. Sl'.ins
FJ-321 I'il,,l Nherl llnn(llc llall. ........
DDL-l2l '1' 

(r,'i'i .. ....
DDL.,74 l',,l\ d' ct.,'i, \\,,.'',r
BG-12 lr, ,''',^ , 

" 
.'", \'.r. ..

ND-8750J U,r lr nrll li.2'i'.i

SPINDLE PARTS

Jic,'h\ ('j,!ck Nitl, tcr. ...........
\o. 2 l1.r\e rrr).r S,,ck.t -\sscnrl)lr,

i].arna:, Ouill & St)in(lle sl..rc
SDin,llc Slccrt
SDln,llc.nly
Drivcl,ifi.n Kc1"

-lac.l)r ulncl A':rnlilr', \ith Sl,a.t.
l](arinr<, Onill nn,l Slc(r( .. .. .. ..

DP-722 r_.ct(\'r.r,tr r ,1, x 1ii x ,," .. .. . ..
BM-23 Sre.irl Nur 679 28 t1,.. .. ,. .. . .. . .

ND-88503 .it .. ' 
' :r..1,- lr. I Tr .:, i r ... ...

ND-C-487s03 \l""irl Sr.l. R,rr B,"r:r,. ... ..
SP-29 .' :'. l llrll
SP-7s0, lr.I ql'."lj,l r.t Sn{

DP-644
DP-709-S
DP-788
DP-78S
DP-7S1-S

DP-793
DP.?95.S
DP.79?
DP-799-S
SP.28
sP,509
sP,605
sP-903
sP-1029
sP-1030
sP-1604

SPr702 lr,.l{ \\aihcr ;," ().D. \ 'l l.D. x.' 't't,:. {
SP-26s1 ,"'\, -\ll- l\"r ..
SP-3800 ,1,"-18r7{"'lrin,",.n Hex. Hea,l Ef,

re' Lal \\ i. (.
+1311 Il.r,,' Pnle\'.1,-.p.,,1'....., .,
i+ 1312 \r, , Pntrr.,t:at,-.lro.tr...

.( 20 llcx. riur

lI.arl, Va.l' ScrcNs
I lead (:ap S.rc\'. .

l:i:'i't:: "tll ::

" O.D. \ ,1" 1.D x

I t9_75
I .10
l l0
I 2.00
1 2.00
I .10
I .10

I 3.00
I 335
I r.35
I 4.15

I .85
l 10

I .60
I .30
I 1-65

L10

L10
? ,10
.1 .10
2 .10

l0

,10
.10

,10

STOP PAR?S
DP,604
DP-625
DP-628
DP,629
DP.?21
sP-674
sP-1002

Srecial \!t nir roI yol,r.....,....
Sr,,p R.,l ...
Kn!.le(l \ul nrr Sn,ti tunl. .,......

I
I

I

.60
,10
.55
,20
.10
.10
.10

S1.'D Nul \\'a:lier
il. 18x2 4 Hx. H(1. Crp Screlr. ...
i'1.1a,,'" Hcx. Nut ....... ........

Replaccm.nt Parts (Continu.d on Next Page)



REPLACEMCNT PARTS (Contirued)

DP,650
DP 65I
DP,651-S
DP-652
sP-90a
sP-1030
sP-r604
sP 1753

DP 685
DP 686
DP 637

DP-638
DP-689
DP-690
DP 691

DP-692
DP 693
DP-694
DP-69s
DP-696
DP,696,S
DP-697
DP-698
sP 310
sP-462
sP-616
sP-667
sP-642
sP-670
sP-t027
sP-1028
sP 1207
sP-1227
sP-1707
sP-2103

# t526

+1538

$1.2s
.35

.20
1.60

.10

-80

.15

.10

.10

.10

.10

.10

.10

.10

.10

.10

.10

.10

.10

,10

MOTOR BRACKET PARTS
rr l. 1L\ \n1 LI 

"',,1,,r I,l1r1 Triri

FOOT FEED PARTS (Cortinu.d)
St,lifr Sliril .. .

Sl,all n,r rrlx,ll( l.\(r.. ..... ....
'1fua,llr lr\rr Il.ttrflr St,rin! ......

I

I

l
l
,1

$.10
t25
t.95

35
.10
.lo
l0

.10

.t5
1.40

2,2s
2.35

,15
1.30

,90
.10
.65

.10

.t0

.15

.10

.10

250
1.90

I

I

I

I

l

,:

,)

2

I

I

l
I

,!

I

I

l
I

2

I

RAISING MECHANISM
DP-613 | ll St,(.ial \n1

DP-6.3 ', , ,... .. ,,. \.
DP 64J,F ,, ,I ' \ 

"IDP-64r S '
DP-642 .,, -. ,l , -l ,i'
DP6.3S ', | .... \ ,,.1
DP678 "' i'.
NCS4J r .,.!, .

D DL-roo-C l ' ll '.

DDL.I74 .,. \\. I '.,r',\

( ,fr(( rif8 'l rl)r ,,nlr . . .. ..
( 

',r(.ri'L! 
'l nl,r, \l1lL rl,llxr.

'I nln ( ,,11x. ... .

l.l1trr \\ i.1,, i ..
L lr'\ ti sq. llrl srr s.'(\ .. ....
,, 1.1\ I l:lar ll(1. \li.h. S.'r\....
. lJ\1 r ll.\,!n.Crl'S.,r\ ..

lr ll)\.1 r lt.r ll,l. (11, S. rr ...
i. lrixl llc\ Il,l. Lat) S.fus ....
r!:r\lilHrr. Ild ( nr) S.rrtr .. ..

r. llr\ \n1 ..
r.l1r tl(\. Jr," \nr .... .... ....
ir l_,,.1. \\'r:l(r
"\l (1'11r. l,r

MISCELLANEOUS
, .\l[f \\'rtnrl' (,,1!] SP?)...
\' ll(lr (-ir i!. r9r.i", r,ur 5l l,l . . . ..
! Illlr t'i. if i-2r1".,{1.5.1ii".....
l)lr,l,lr l.:f,l \\'r(rL lL ,t " xr,l I "

llxll lrrar,,s l,,r r,'trrr.lLnir.. ..
SP-207 'r ll\, .\ l(', Slrr.irs ..
SP-631 , l.l\'r" ll\ ll,l ( rt, Sr,r\ ...
SP-710 .ri. ll ll''.,t r ,

sP 242, . ,, I r",

FOOT-FEED PARTS
(',,lfr"'L ltrl.li.r ,,nlt .. . . . ..
st,Linl .r xlr l_f\(r ...
1;rar S!r1 L,

NOTE: l'ri(1, i,, tlii.
r ir( \rln(\

Prices Subject To Chans. Withour Notice.

\ 1r' rL rr.L.||, i. ,',1,i(,1 -L.. .(rlrir lra:r! j\.1\ i I ltf r.rri,,"s ,f .n.t \t,(.irt n'n.trif.,
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L7
r7l DRILL PRESS

OPERATING AND MAINTENANCE INSTRUCTIONS
For Part No. 1380 Raising Mechanism

The follolving instructions apply to the insta ation
of the raising gear in the table bracket oI the floor-
typ€ oachine, as indicated in the cross-sections, Figs.
6 and 7. Th€ parts shown by th€ reference numbers,
and the method of installation, are exactty the saDe
when the mechanism is installed in the drill press
head as showtr in cross-section Fig. 3. Wh€n instalt-
ing in the head, the motor and bracket should frrst

Referdng to Figs. 6 and ?, loosen the clamp bolts
holding tabl€ bracket to column and remove bracket.
Remove table from bracket and place bracket, Rat side
down, on the beDch. Slip ba -b€arine 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 b€ar-
ing. (WORM HUB AND SHAFT ARE CENTER-
PUNCHED TO INDICATE LARGE END OF
TAPER.PIN HOLE, CENTER.PUNCH MARK
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 coltar Dp-639
oE shaft outside oI spanner nut and fasten in ptace
with taper pin. Put taper pin in place in worm hub.
Fasten ball-crank handle in place, and, if sha{t turns
freely. drive the tap€r 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 washe! NCS-43 over shaft on top of pinion.
Place table bracket in position against cotumn, put
rlamp cap in place, replace clamp bolts and tighten
Allen s€tscrew SP-207 against worm shalt Dp-642.
Loosen th.ust collar DP-678, stip safety hook of Dp-
641-S over clamp collar and thrust bearing as in Fig.
9, on following page then slide rack Dp,641-S through
b.acket fro6 below- Tight€n thrust collar on column.

To remove mechanisr, reverse these instructions.
removing rack. clamp cap, bracket. worm gear and
shaft, worm and shaft in the order named. To instatl
mechanism in head, lollow the same instructions, first
removing head from colubn and slidins thrust cotlar
and bearing over the end of the cotumn.



IMPORTANT
On drill pr€sses having racks without the safe9

hook DP-659, never attempt to rais€ or lower table
or h€ad ri,ithout 6rst loosening clamp cap-on the
head by means of the clamp boltE; on the table by
means of ball-end clamp lever. U the ball-craDk lever
is operated to Iower table or head without 6rst loosen-
ing the clamp the rack will be fed upward away from
the thrust bearing. Then if th€ clamp is loos€Ded th€
whole head or table witl drop against the bearing and
will st p the pinion or damage th€ gearing. This, of
course,cannot happen lvith the safety hook on the rack.

RAISING MECHANISM REPLACEMEI{I PARIS

DP.328 ,1..1.r Sa, (i,l \r.'
DP-616-S \\', r" .lafi q..cr"'.1\ ..
DP-638 n, ":ns.l ^u,,.5ti,'i, r \'r,
DP-640 F ,- mt {r!l r,,nr \..,"l.'r
DP-641.S F.,(l Nrrl. rln k
DP.642 (, 

"t" ri.,l-s,,,' :..'
DP.648-S Rr.k'lr.u.r |t,,,' ', \.. r,.,11
DP.678 ' iltrr ',.r r,'. \
NCS 43 I'r'" r \\ i.r.
DDL.I(0-C fiall r'/rl ll',','.
DDL-l7d ir,.' \\,.r,,. I . :'...r" , 'r'
.)7.22 llnll I:,..i',d f,,. .\,r"'.t,"r.
SP.207 . lr r'r {lrr'
SP-6JI . I I x 1" Hx H,l L'ir Scrrs ..
SP-2423 '1,rt ,. r'r. I .r r, 'r. ir'.1 ,.,.1..r

I .r0
l_40
,10

I
I
I

.15
1.30
.90
.10
.65
.10
.60
.10
,15
l0
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OPERATING AND
For No. 77-860 17"

MAINTENANCE INSTRUCTIONS
Drill Press Slow Speed Attachment

PURPOSE OF ATTACHMENT
The primary purpose oI thk attachment is to pro-

vide a range of low€r speeds to any Slo-Speed r7"
Delta Drill Pr€ss with a No. 2 Morse taper spindle
already in the 6eld, and to make it possible to €asily
and quickly apply and remove the attachment froo
the machine when needed for short production runs.
The unit can b€ used on the High-Speed oachin€s
but is not recomr€nd€d for them, especially at the
two highest speeds.

The important feature in this unit is that it per-
rits a high input belt speed to drive through double
reduction gears and provides a positive chatterJree
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 b€ us€d in connection with the foot feed attach-
ment. It is not recommended for use with the power
feed attachment, however. since the Power F€ed does
not provide lo$ enough rates of feed for these lower
spindle sp€eds.

The sp€€ds available tbrough 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 complet€ly assembled except
for the stop rod which has been r€moved for conven-
ience in packing. A wood plug is fitted into the upper
end of th€ case to keep out dirt and also to provide a
means of keeping the drive pinion with its o€€dle
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 machin€s
with a No. 2 Morse taper spindle and if th€ 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.

Aft€r 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 lrom the quill. Now remove the drive
pinion from the wood plug and insert securely into
the spindle nose. lcorlion:-Oo no, ottel'lp, lo o.-
.sD!r. lf,r gcor .d5e lo trre spirdre with tfie o. 2
lrort. ,.p!r 3[orl drive pinior ir ,ie 96cr cose.,

AJter fast€ning the new stop rod loosely in place,
slip the leather washer on the quill and slide th.
attaclh€nt ovcr thc pinion and quill so that th. .houl-

d€r in the gear case strikes the end of the quill. and
tighten clamp bolt. ,Csotlonr-?fc clonp bolt ,or
iording t[€ orloch,,erl to ,he qulll coll b. cr.l'lp.d
r.csrely 6ul should not bG ercessively llglrtrted,
or t,'i no!, iriure tfie.p,rdle bed.irgs.,

Releas€ the quill clamp screw and after drawing
up the stop rod nut, rais€ and lower th€ quill a fcw
times to be sure the stop rod is properly aligned and
is not rubbing or binding against the sides of th€ stop
rod. stop and guide.

The quill spring should now be adjusted to countcr-
balance the additional weight on the quill. It is im-
portant to note that the return spring cannot be €:(-
pected to rapidly return this attachment with heavy
cutters in place, so that ,n most cases. it is necessary
to "feed" and "return' by hand. Th€refore, th€
spriEg 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 oI drillinl a deep ,4"
hole into solid cast iron. and in b nging out this at-
tachment it has not been our intention to increase this
caparity but lather to extend th€ usefulness of th€
press by enabling the user to spot face, ream, counter-
sink. and core drill where slower than normal spe€ds
are generatly required. It is th€refore important that
consideration be given to the prop€r sp€ed when set-
ting up a job so that undue strains in the machine, and
a rough finish, will be avoid€d. In general, the output
speed should be as low as possible, depending on the
material being €ut and the type of cutter used. For
best results all work should be securely held in a fix-
ture or by oth€r means. The photographs show typ-
ical types of work that can be accomplished.

I-UBRICATION
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 rerove the plug
and let excess grease run out. This will avoid ex-

Use only a good grade of light grease, such as
Gargoyle Sovarex No. I or its equival€nt. Maintain
grease lev€l at all times, and after €very 2000 \rorL
hours the unit should be op€ned and cleaned of old
grease. At this time it is also advisable to squcczc
additional grcase through th. shields at the .ide6 of the
double row ball bearins.
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REPLACEMENT PARTS
ORDER BY PART NUMBER FROM LIST, DO NOT ORDER BY ITEM NUMBER FROM DRAWINO,

DP-628
DP-629
DP-72t
sP-1002
DP-790
sP-2Sr6
DP.8I7 S

DP-820
DP-816
DP,8l9

DP-8r3
sP,632
sP-201
sP-6C8
sP,l703
RG.24
sP-2505
sP-2421
sP-2605
DP-830
DP-&24
sP-2232

l-,'\e. Hon\ing rritl, \\'<1.1, Plnc
rnn ()il Serl .. .

\ati,)nrl oil sral . .. ..
llxll H.rrinE ...
Eearins alo{r( \u1 r"!l Serl..
#l \,r,rs. l aper S.ctrl .. . . ..
#2 \1,,h. Trl,t, :trrr. etr'lll'iri,,r' \irl' Nrc,ll! H.r i' I
i-Dt)er Honsins
,i, l.l\2ri Ilc\as!n ll,l. Cap S..
i,j l,()x.ii Sor H€ad Srr S.rr\ .. .

ii 18\Z Hexason Hean CrD Sr
i'" L.ck \Vasr)er
Bearirs 

^"r1 
. . .. ... . . .. .. .

,,i PiDe Pltrs
#0x, lap€r Pni ..
#505 Hi-Pro Ke\
\\'.od Plus ..
trslructi.r Illrr'
#2xii Parkrr rirt,)n L)ri\. s.re\

G!Es@,

,)

and r.plac.mcnt. Th.y canooi be used ior
Ior quotations on such special dachines.

I 6.t0
| 2a0
I l0

1

2

3

I
5

6

7

8

9

Krrrl.d Nur ...
Snrp \\rasner
n,.1t llexason Nur ... ..
( usl,ionirs Rins
fi r.15" (;rease Firrins .... ..
Rear Inrernrediar. Pinii,r Niil'

(lear Lock Scrr\ rn,l ]"r.!llt
I1earinss .......,......

f l,nt lfliennrdiat. (;err
(iasket . ..
SIair i.,r l)P8l7S Pir'i,,r' \.

\emlnY .. . .. .

I .55
,t .20
I .10
.l .r0
I .t0
125

lli DP 814-S

t2 4B2a
13 ND-55505
14* DP-82r-S
t5 DP-A22
l6,i DP.8l5 S

3.40

.35
3E5
1.30
3,60

3.95
3.75
.t0
.10
.t0
,10
.10
.t0
.10

,55
.20

-t0

t7
l3
t9
20
2t
22
21
24

25

*Furni6h.d only as a hit

R.P.M. CHART FOR 60 CYCLE MOTOR
Hi-Sp..d Drill P..ss

Spindl. Outp!t

80

125

sry9ri 9$ry1
700 150

935

1150 240

1750 310

305 I 2700 s70

415 I lsso sso

1450

2240

NOTE - This unit is not recommended for uB€
with the two highest sp€eds on high spe€d machines
as outlined with the heavy lines.

NOTE: Pric.s in ihis list apply only to parts ord.red lor rcpai.
aflc. vah.e wh.n a machin. is o.d.rcd '1.6s" ccrtain parts. AsL

PRTCES SUBJECT TO CHANGE WITHOUT NOTICE
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HUtl(Y BRONZE WOiM WHEEL . . . ""d r.".dened

lA?lD IRAVERSE OF HANDIE. D II .cn b. q"ttly
brouchr dow- Iom

MAllrlAL FEED OR towlt FEED. No chdnsod

AUTOMIIIC lTOt AND iETURN. Ad'^i"LE
qnY iob. aubNri.ouY

OaERATINq ?OWER FEED HANDIE is co""."b"rl"

POWER FEED
DRILT PR.ESSES
SPEED UP PR(lDUtiTIlliI
IUMP thoi ploduction schedule 'way-up
. Delid-Milwoukee Power Feed D.ill
Presses will save you hours oi iime, do-
inq more work ot less cost.

Cqrelully ensiDeered, these drilt presses
eEploy (I husly worm drivon mechqnical
power {eed, ddveD directly lrom the
Eotor. Specidl hardeninsr qnd polishins
ol the worm geor provides additionol
strengih-insures lons, sqlislyins service.

As o lime sqver, these NEW DELTA
POWER FEED DRILL PRESSES o.e lops.
The operotor cdn bring lhe &ill down lo
the work in one swilt Dotion, by hond,
ond wilh o llip ol the power lever sei
the mdchine jor the power leed. Then,
while the &ill p.ess completes the drill
ing cycle, he csn pdss 1o onother opero-
tion. locdinq onother jiq or worl<ing on
onother spi.dle. Upon compleiion ol lhe
drillinq operotion ihe drill outomolicolly
relu.ns to iis odginol posilion. The duto
motic stop ossures unilorD deplh ol holes
to close toleronce.

There ore eisht rdtes oI Ieed for edch
spindle speed. which meons thot ihe cor-
rect role ol leed lor your drillinq operq-
tion is olwoys qvoiloble. Two cost iron
4-step cone pulleys qnd q speciol beli
iension releose buill inlo the suord make
speed chonses quick dnd sdle.

Sensiiive hord drillinq qnd heavy
power leed ddlling operotions ore hon-
dled vrith equol eose ond qccurocy- A
Jlip ol ihe power lever ond ihe mochine
is sei lo! lhe power leed, dnother flip oI
lhe lever ond it is bocl on hond feed.
Speedy. .. simple... oDd sdle.

Avqiloble itr eithe! sinqle or multiple
spindle uniis, these New Delio-Milwor*ee
Power Feed Drill Preses cdD be powered
with either Delto or stondord NEMA
Irome moiors. Their low cost ond 1on9
lile coupled wiih thei speed of operotion
and the sovinss they permit in mqnulqc-
tudns costs, moke them the mochines
you'll wont lo help you incredse your
produclion. See theml Compore theml
. . . ond you'll buy theml
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R"rri?rrrlrerc. . . in q Deho-Milwoukee
P(IWER FEED DBItt PRESS
You Gel All These Feotures:
l. Husk, wo.m driv+hardeied ond politied tor r.ns lit..
2. Autom.tiE stop dnd retrrn, odir,trbre 16 ."y iob-
3. H.Dd 6r powe. f.ed selected ir3t.rtly.
4. Eight rdtes of fe..l for e..fi spindle speed.
5. 5peci.l pow6r leed belt tenti.n releaie b!ill into gldrd.
6. llto6dtic stop.tsures unitorm dep+h .l 6olee io clor6 tolerdn..-
7. Completely gu.rded.
8. Avdilahle in single ond muttiple spirdlG uni+t {o.y trunber ol3pirdls,.
9. Powere., with .ithe. Deltd 6r NEMA fr.D. notoB,

lO. ... plu! low cost, low upleep lnd oll oa ifie otl'er ou+rtdndi,s f.sllres
lourd in Dell. Drill Presser.

P.w.r Feed Floor lyie Drill Pretr with Tqbl. Roislns M.ch.rism

strok w, ibB

P.r170 
^o 

7 Mo.5e Srd T..rlqble oPiop rr77,00DBIOB r33.OO
P l]76 '.-'orcb! Sro',, rob.P-|]r' ',. to !b! DsroD r9r.o0

'irlcE sPExD ' ,OjrElsrzt irs0 Ir50, Zraa q.d 44i4.-F-M
P.lr70.H No. 2 MoB. std r Tobra

E:ii3l 
; $:i"Y;*';. .Bii$Tlliiii:ffi

r3r2 Dobr Fuuey. aboye risrilqs-do nd-h.'"d. -d- - s- .h

zs, rso;ltsn, 2iod oltrii,o B , M

Pow.r Feed Typ6 lr" Drill Pr.ri Heoit.

P.r332.H No. 2 MoEa

P.wer Feed len.h lyp. orill Pr.r. with H..d i.liirg M.chonnn
'ro sPEaD !ob'Ls

P.I]?s DEI(I
P-r3/7 I, lo.obs Dnror 2n.0n

P',GH sD_aD toD La ,-: "$. re jno i 6M

P.1377.H '," !q DnIOL
hoo.k',l,deNo,0vo.,

?ow.r Feed, Mrltiple Spindle Typ. Drill lr.3s witi Hedd loitins M..[dni.m

. ,o qbs

. t loloLs

THE DELTA MANUFACTURING

P l30r H v," ,ocobs

i911 sp,," " rb" r.. ," P

Dcrau trr9.5o

DRIOW
' .to.ob! Dsro)

;;,;; 'i'ir '"."dl'; " "li:it "", il',,i1,';;";,,i1,r, e;rllli

I l o/rro v,60 cy. ,8, s_,i;Li;,l; at;;i;

SPECIFICATIONS

. r;, r"b]" ..-.".r. co"".,v ,a sD,;d. b -b. i...
Seindi" b r"b6, b.".n qp6. o" r

rob pip€. ou i hos o s, dro

600-634 E. Vierno Ave,, Milwoukee, Wis.co.



-- 

aPPRO\ED^ DAI q{EaT 

--

!MrRtc![ 3()( lEt,t -'{,' oF TooL ENC.^EEFS -_

\

\\

\

N.

DRILLING MACHINES

lil,re
iili

Xlili
I

!1

d
**
zdo<
(r S

d<Id

i: ,l
I

'^

\ir
$lrl
0\l
rl\lti
ltlil
itil$

diiIl

\\

B

;l

..
-.
-".'
:-
-,

L'

=

\*

\'

i!.
ls
s

I7" POWER FEED DRILL PRESS

I

d

$

DELTA MANUFACTURING COMPANY
MILWAU(CE, WISCONSIN



DATE: ,-r4.aa R€vi6.

REPLACES: IO.T.4'
INDEX:120.r-F

sERtts

t7
]7" DRII,I, PRI\SESTHE DELTA MFG. CO., MILWAUKEE I, WIS.

HOW TO SET UP 'THE ITII POWER FEED DRILL PRESS

Th€ Power Feed Drill Press coBes to you com-
pletely assembl€d but without the motor. Several ad-
justments are necessary and a few things must be
checkcd before the unit is ready for operation. Follow
the steps outlined here:

I-Remove the upper bclt suard and the rear lower
half of the guard so that the motor can be readily
instatled.

2-Mount motor $ith switch on right hand side, Photo
AX.

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

Be sure that the bottom face of pulley contacts
should€r on moto. shaft. Put on motor b€lt and adjust
motor plate with motor ior prope. belt
tension. Lock motor plate in place by square headed
screws (14).

3-Align pulleys by placing straight edge over putley
as shown in Photo O (abov€) and move motor up and
down for proper location.

4-Next check carefully the distance lrom center to
center of shafts as shown by Photo BY. On motors
that have a shaft centerlin€ 4t" from th€ base, this
distance should be 9rr". On motors having a shaft cen'
terline 5" from the base this distance should be 97s".

#
ffi

See sketches above. The proper position is obtained
by moving the motor liom sid€ to side.



other side oI the Drill
sal Bracket.

Press head holding the Univer-

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 15%" from €nd to end of
shafts. it is necessary to use th€ special shaft extension
furnished so that motor pulley aligns with gear hotrs-
ing pulley.

Motors of our manufacture that require the shalt
extension are the /4, 1 and lri horse power, 3 phase
motors. Their catalog numbers are:

a6-?20, a6-762. a6-92O,86-960, A6-92\ a6-922, 87-r20.

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 16lil".

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

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

Before operoting the Power Feed Drill
Press be sure to reod ond study the

Operotion lnstructions corefully becouse

they conioin voluoble informotion vhich
will enoble you to obtoin the moximum

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 thc set up instruc-
tions, sel€ct the size o{ the drill desired and be sure
it is properly ground and sharp€ned.

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

If the drill press you are using is equipped with
a chuck in plac€ of a No. 2 Morse taper spindle, be
ccrtain the drill is secuiely held. THIS IS IMPOR-
TANT because if the drill is not tightly clamped ther€
is a possibility of its lailing to rotate and since the
f€ed is powcr fed, damag€ to the drill press will result.

CHOICE OF FEED
The "f€ed" as downward motion of the drill against

the material ir 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 spced
of the drill a.d the downward motion of the drill.

Refer to th€ 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 bascd upon the size oI the hole to be
drilled.

Set the belt on the upper pulleys (from the motor
to the spindle) in tbe proper g.ooves to obtain this

Your drill press is either of the Slo-Speed or High
Sp.ed type. To check the type you have, se€ sketch
below. Th€ Slo-Spe€d models have a spindte pullcy

8IZ" in diaDeter-High-Speed models *e 61" in
diameter. Each model has five difrerent spe€ds
(R. P. M.) which cover completely the specds needed
for drilling.

The Power Feed employs two 4-step pulleys, ohe
on the lower sha{t of the motor and the othe, on the
worm shaft. Thcsc two pulleys produce four ditrerent
speeds but since th€y are of difierent size, large and
small, th€y may be transposed on the shafts so that
8 difrerent speeds are obtained. Rcferling to the Feed
Chart ptate iiveted to the Iront of the unit you will
see that the small pulley can be put on the motor shaft
or on th€ worm shaft. In addition therc arc the frve
difierent speeds oI the drill press itseu, as mentioned
before, so that 40 difrer€nt speeds are available for
cithcr the Slo- or Hiah-Speed drill presses.

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

No hsrd and fast rul€s can be giv€n for the speed
and feed at which a drill should be run. The starting
f€ed is usually governed by the siz€ oI the drill and
material. Th€ general rule is to use a fe€d of .001 to
.002 inch per revolution of drill smaller than % inch:
.002 to .004 for drills % to t4 incht .004 to .007 ior
dtills ya to I inch i .007 to .015 for drills I ro 3l inch.

DEPTH OF HOLE

To set the unit for the proper drilling d€pth put
the trip lever 10 in the UP or engaged position. Then
loos€n nuts B and C photo OB and set trip finger D
away from rhe trip pin E an amount equal to the depth
desir€d minus 7s of an inch to compensate for lost
motion. As an example: fot a hole r1l" deep set D
t/a" away lrcrn E. When set, tighten nuts B and C.
Run a few pieces to check s€tting.

a=;, i-l \ I
13-=l=6] .,..

tscr,t:!-E



DRILLING OPERA.I'ION

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

Unit will then drill automati€aUy until the Trip
Firyer 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 op€rate the drill press manually pr€ss in Tripping
Pin E, Photo OE, and move lever (10) downward so
that cam plat€ G slides over pin E holding it in the
depressed position. The Lock Pin H slips into place
holding the lever (10) in position. DriU 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 r€leased.

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
(15) which holds th€ forward half of
pling on to the worm sha{t. This pin

safety precaution so that if the.e is a jam or excessivc
loading the pin will shear, thus p.otecting the mecha-
nism. If the pin has sheared, merely back out the
slotted h€ad, line up the holes in the coupling and
shaft af,d drive broken portion out on oth€r side.
Replace with pin furnished.

CAUTION r Use only the shear pins furnished. Do
not substitutc shear pins. Additional pins may be ob-
tained from your d€al€r or the factory.

OPERATING POWER FEED DRILL PRESS
IN INVERTED POSITION

The Oiler should be kept filled with 40W oil and
the Aear housing with 600W oil. If th€ drill press head
is inverted or used at an angle remove th. oiler from
thc housing and cut otr about % inch from th€ end of
the tube. Insert oiler and tube in tapped hole on other
sid€ oI cas€. Bend tubc $o that oil drops to ria. of



ADJUSTING THE POWER FEEI)

Thc Power Fced as il leaves th€ factory is prop-
erly adjust€d, but should it get out of adjustment, it
is a simple matter to check it so that it operates
perlectly.

To properly adjust PF-33-R worm assembly in rts
guide PF-7-S. tighten nuts I and J in Photo OF to
take up any perceptible in and out movemcnt, but
allow free vertical movement for engagement oI worm
and gear. Screw K limits the downward movement of
this bracket. It is important that Screw K is carelulty
set so that the thrust collar L on the end of the worm
bearing shaft do€s not come in contact with the set
screw (not shown in this photo) in the trip lever
bracket M. Then Screw K is properly sct back in place
by means of its jao nut.

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

RESETTING WORM GEAR

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

When g€ar becomes worn, loosen the screw and
slide th€ gear from the pinion shaft, then turn the gear
so that the next keyway will be engag€d by the key.

Replac€ the gear so that the screw can be tightened
asainst ffatted side of pinion shaft.

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

Before operoting the Pover Feed Drill
Press be sure to reod ond study the
Operotion I nstructions coref ully becouse

they contoin voluoble irformotion which
will enoble you to obtoin the moximum
usefulness of this unit.
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REPLACEMENT PARTS
IMPORTANT: To avoid po.6ible €rrort, be sure to include th. s.rial
rumb.r of the machitrc whq orderina parB for r.pair or r.plac.m.nt,

PF.9
PF-IO
PF.26
PF-27
PF.29
PF-30
PF.32
PF-34-S
PF.55
PF,63
PF.8I
8M.46
DP-2A2
DP-623
DP-748
F l-324
NJ-220
sP-231
sP-640
sP-642
sP-r001
sP-1009

PF.2
PF,7.S
PF.8
PF.11
PF.33,R
PF.36
PF,37
PF.38
PF.39
PF.4O
PF.41
PF.42
PF.43
PF 45

PF.47
PF.48
PF.52
PF.6I
PF.69
PF.71
PF.72
PF.30
H,16
,iI-t7
sP-112

sP-222
sP-223
sP-22.t
sP-232
sP-305
sP-55t

SPJO29
sP,1203
sP,l206
sP-2253
sP-2489

HEAD PARTS
lou'inrj Snpport .,.... ...
llrack{... ....,. .. ..,

REAR DRIVE HOUSING PARTS
Rear Dri\,( H,rsins $ih Bea.i,,Er

Plafu. Bnshirss, ctc, ass€mbled...
\\irnr Shalr lruller
\\'ornr,-....,,........,...........
Rcar Housinr.. l\rd' Shail

Assc blr, .. .

\\'orDr Gea. ............,...,..,,.
\\Iornr Gear Shail
E\funsion Shall and Sleerc

\ssenrbl) . . ,.
l)o$cl I'ir ........................
1"1 ... .. . . .... . ..
(iaskrt ...
l,anrinatrd \Vanre.
FitJ(r '\\' :ne!
CrsLrt . . . . . . . . . . . . . . . . , . ...-.....
Set Collar u,ilh Scrc$ . . .. . . .. . ....
\. D. Ball Bearins
il " l8 r n" Allen Set Screh . . , ,.,1" 20 x X" .\llen Set Scres. . ....
:i 20 x tA" t:nbrako Allen Sc.e$.
ii," 18 \ 1" Hea. Head Cap Sc.cNt|" .-20 \ l' Fill. Head Car S..e$,.
i," LocL Wasl,d

#l (iro6re Pnr Ii" x 7i" I-ona .....
,i., l,irc l,tts
#705 Hi-Pro ("} .. ... .. .... ..
il," x ,'1," r l16" Sl'aisht Iiey .,
SDccial \\'ashr.

GUARD PARTS
Llnud ..,........
ldlcr f!lleJ Assenrbl),
ldl.r Bra.kcr Sl).irs , . .. . , .. . ... .

l{ller Bra.k(t Hi.se Pnr .., ..., ,.
(n'ard Slrirs t lir .................
(nraril Hinsc Pin ..................

1 $6.80
t 2.70
I 2.15

PF.15
PF.16
PF.I7-R

PF.I8
PF.I9
PF.2O.A

PF.22
PF-24

PF.65
PF.7O
PF.76
LTA-5sl-S
ND-3202
sP-201
sP-203
sP-232
sP-6,19
sP,7l5
sP-r703
sP-2489
sP-2505
sP-2603
sP-26S0
HCS-s66

PF-4
PF.I3.S
PF.59
PF.6O
PF.62
PF.63
sP-rs3
sP-506
sP-r604

PF-3
DP-650
DP-652
sP-806
sP-1030
sP-r604
sP-r753
sP-3109

PF-14-S
PF.75
PF-75.S
sP-201
sP-208
# r$3

#r$4
#r535

$0.90
1,50
.15

Yot. I-ock \nt
\\rornr (lear I l'ronl l)ri\1 r . . .. ,...
I'n1ion Shaft \srcnrbl] .... .....
St(l \\'antr
t" \ I ts" Strairht }ior'' .. .. . . .

r.llar .... ....
Sft,l \\'a\hrr
'l hnnrbscrc\' . .

Srop Rod ...
Str ..........................
Ball .............
llrnrl linoh .. ... . . .

r." lN \ rs" lllca Srl Scr.\ . .. .
ii" 16 \ ,' IIcx. Htad Cat) Scr.\
r(" I6 r I" Hcx. Head (al, S.rcN.
1," l8 janr \trt
r" 1.1 trnshako \"nt

FRONT DRIVE HOUSING PARTS

lurt l)rirc Horsji).q
llcarirs Dra.kd (;unn .\s\(n,l,lr
'l ril) I-c*r .. . . .. . . .. . ..'lrip Dos .....
l-ront I)flrr Shrn A.scnrhh
( anr Plalc .. . . .

lnscrt .......
Irrcrr .. ....
Inrlrt ........,'lrip Fnrc(r l':ri!. l'ir ...... .... ..
Sprinx.... ..
St)rinJr ( 1,,. 'l rlt) l)o{r ... ... ...
l'nr ll:.n-lrir Dosr ...... ..
(irnrrcsrnD SDritr! ... .. ...
'J humh Krnh
l.o.k I)nr i-lri!) l-r\r, ) ....,
Snrif! ri:(n LrcL l'in I

sh.a, l'in . .... .. ..
SDar Rins ...
Oil.r .... ...
(;,rant I'lnr. ...
Fced Cfial1 l'laic ........
Sr.cial Steel \\'as1,r'
l flrDhrs ll.lt iV" k)rc) ... ..
llbcr \V,nrc,
+10 32 \ r." Ucadlrss Scr(\

I In,ll l)os) .,
rr" lS r :." i\llcn Hcad CaD Sc'c\
;" 2.1\ rr" .\llen Hcad cap s.res
#ll) Jl \ t!" Allcn Head Cal, Srrc\-,r" 20 \ ti,, L nbrako -4llen Scrc\
',,r" l0 x I" Sqlire Head Set Scr(\,
#lo 3l i ji" Rd IId. trlachnre

Scr.\r ... ,.
11" -20 I I.x \trr

il" 2.1 lle\. \(r ... .......,. ...
*0 \ ;1," Drire S.rrs. ........ ....
#l (iR'orc tin ri" \;.i" Long ....

.1

I
I
I
2

I

I
I
2
I

l

I

I

I
I
I
I
I

I

I
1

l

I

l
l

I

1

I
I
I

I
I
l
,]
I

I
I

I
2

2
I

l

I

2.15
4,00

25

.10

.15

.35
4.10
2.AO

.10

.10

.45

.10

.10
_55

.30

.15

.20

.t0
,10
,10
.10
,15

I
2
2

I
I
I
2
2

I

I

I
I
l

I
I
I

l
I
l
I
I
I
I
I
1

I

1

2

I

I
1

1.10
.10
.10
_t0
.10
.10
.10
.35

r.,10
.10
.10
.15
.10
.10
.10
,10
.10
.10

.10

3,45
.90
.95
.85

6.a5
r.5l

.30
,90
.55
.10
.10
.10
.10
.10
.10
.10
.10
.10

1,80

.30
.25
.10

1.75

.35

+tt\-32 x:7" Headless Scr Scrqr..
r" rE \ il" R,r. H.t. Na(h. s.r.\v
i'r" Srccl \\',sh.r

MOTOR PLATE PARTS
Ilotor l'1a1. .......
}]i"-16 tlcr. \ut .... ..,,,.,,....
rroroi l'lare Pin
il " r lfl" Carriasr tsoh ...........
Li" Her r_nl .. .. . .

il " Sroel \\aslrer

2.t5
2.00

,10
.10
.10
.t0
.10
.t0
.10

3_80

,10
.3s
.10
.10
.10
.10i+" snnkePrJof \l,ash€r .......... 2

l!" t3 \ 21" Ilex. Hea(r caD

MISCELLANEOUS PARTS
thror Fnll.r' Nith Sd.w .. . , ,. . . ,.
Adaptn . .. .

)lolor Shait Adapler with Set Screlvs
i"-18 x ,'" ' Allen Set Scicq . , .. . ,,.1'-20 \ yi" ]\lten sr1 Scrry, .. . . .

-" Pbi! -\llen $iench for r1" S{
S.re$ o. +" (:aD S.r.w ... . .. .. .,(" Plain Allen Wrench ,or fi" s.t
Sc..N dr No. 8 (aD Sci.rv . .. .. . . .

;1" Plain Allen Wrolch (r ,{" S.t
S.r.u or Ii" CaD Scr.w ...... ..

\'-Relt Cir.: ln. 2f,4". Ort 28\"....
I nen Cir.: In. ?6:1". Ort 28" .....

_15

2.OO
.80
.10
.10
,10

ii30 100

*30 r03

PRICES SUBJECT TO CHANGE WITHOUT NOTICE

\OTE: Prices in this !ist applr onl! lf parls order for repair and replacement. Th.r'
rannor b. uscd lor cobputins allolrance ralue \vhen i machine is ord.r.d "l.ss"..rlrin
nart(. ,\st ior rtuararion\ on su.h \rccial ma.hin.s
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17" DRILL PRESSESTHE DELTA MFG, CO., MILWAUKEE I. WIS.

HO\[/ TO INSTALL THE POWER FEED ON A 17 IN. DRILL PRESS

a a Before operoting the Power Feed be sure
to reod ond study the Operotion lnstructions
P.M. No. 1607 lor the Power Feed Drill Press
corelully becouse they contoin voluoble in-
formofion which will enoble you to obtoin the
moximun usefulness of this unit.

These instructions show by picture and explanatiod
rhe proper procedure in installing the Power Feed on
,17 in.h Drill Press.

READ CAREFULLY - rhere 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:
3-Remove quill pinion shaft. photo C.

l-Lock the quill in position by tiahtening
phoro A. Then relieve sprin8 pressure by
slotted screw in botrom ol spring housing

4-Install new pinion shaft. photo D, and slid€ slot
(2) in end oI shaft on to flat inner end of spring. Re-
place spring housing cover and wing nut. 1I there is
sideways play in the pinion shaft r€move entire spring
housing and insert shims betwe€n spring housing and
drill press head casting. Replace housing. You will
6nd these shihs in a separate envelope packed with

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

nut (l)
turning

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



Hub towo.d Heod; ee
D,mensioDolDrowing

6*Remove
photo F.

stop rod by loosening nut (3) at bottoh.

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

r l,
Ir

IMPORTANT-This worm gear must b€ located ac-
curately as shown by the above sketches. Hold in
place by firmly tishtenins the Allen set screw (9).

Io-Ph* hou"i"s on bench as "r,"*" il pt*" x.
With blunt tool or screw driv€r, dep.€ss pin (11) and
move lever in direction as shown untit cam (12) slides
past end of pin (tl).

ir.r ,1.,il

7-Photo G, below. lnstall new stop rod wirh trip
6nger. The rrip finger must be toward rear as shown.
Be sure trip finger is parallel to thrcaded stop rod.
Align frnger in place by tightening nuts at top.

8-Inscrt univ€rsal bracket (4), photo H, in d.ill press
head and hold in place with screw (s) on far side.
shown by white dotted lines. Tighten just enough to
allow turning by hand. R€move hand leve! (6) by
Ioosenins screw (7) and removins ball end (8).

I | -Then stide housing onto the pinion shaft, photo
L. making certain that it contacts outer face of the
lvorm gear. Th€n place collar 21 as shown in photo
Q and R agairst boss on case and lock securely in
place with set screw. Replace hand lever f6). photo H.



l2-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.s

l3-Remove old motor bracket and replace by motor
bracket furnished.

l4-Remove rear half of belt guard. Mount motor lvith
switch o. outiet box at left. photo N. Replace guard
and slide motor pull€y onto motor shaft. Be sure that
bottom iace of pull€y contacts shoulder on motor shaft.
Put or motoi belt and adjust motor plate with motor
"in" or "out" Ior proper belt tension. Lock moto. plate
in place by square headed screws (14).

ls-Align pulteys by placing straight edge over pulley
as shown in photo O and move motor up and down
for proper location-

l6-With the two hcxagonal bolts placed in th€ slotted
holes in the rear gear housing, mount the housing on
the lower end oI the motor bracket, photo P.

l7-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. havira thc edges of the
couplinq approximatelv % ot an inch apart. (When
the trip lever is in rhe DOWN position there should
be clearance between the Iower edgcs 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 6rmly in place on motor

l8-Loosen set colla. ( 17), photo R, by means of Allen
set screw (18) and then while holding the coupling
halv€s together stide the collar (17) back as lar as it
will go against cov€r plate. Then tighten set collar by
drawins down Allen set scrcw (18) being sure it bears
against nat surface on shaft.
l9-To obtain Ireedom of quill movement. ploceed as
lollows: 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 af,d D on thc
unieersal b.acket as shown and the screw on the other
side of the drill press h€ad whi€h holds the univeisal
bracket (refer back to photo H).

IMPORTANT-ThCSC screws must be tightened
in the prop€r sequence. starting with A, then B. C and
D and ending with screw on the other side of head.

TiAhten €ach screw a very little at a time. If the
quill does not return freely under normal spring pres-
sure. loosen all 6ve screws and repeat.



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

22-To mount belt guard below motor, loosen set
screw (19) and remove pin (20). photo V. Slip suard
in place and replace pin (20) atrd 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 frecly.

23-To mount front gear houling guard move trip
nnger, photo G, into €xteme top position on stop rod.
Thin pass upper portion of guard over quill pinion
shaft as shown by photo W and fast€n in place with

TO
ON

2o-Next, check carefully this distance from center to
center of shafts as shown by photo T. On motors that
have a shalt cente:iine 4rl" from the base, this dis-

tance should be 9r2". On motors having a shaft ccnt€r-
line 5" Irom the base this distance ahould be 9%".
SGe sketches above.

zl-Mount pulley on gear housif,g shaft, photo U
Turn by hand to be certain that inner edge of large
step do;s nor come in contact with the shaft bearing.
Th;n install pulley on motor shaft. Line up pulleys
uith straight edg€ as shown and install belt. On those
motors that are less than LStl" trom end to end of
shafts, it is necessary to use rhe special shaft extension
furnished so that motor pulley aligns wilh gear hous_
ing pulley.

Motors o, our manufactur€ that lequire the shaft
extension are the %, 1 and 1% horsepower, 3 phasc
motors. Their catalog numbers are:

8 20, a6162, a69?O, a6960, A6921, A6922, aTVO

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

24-Fill oil cup on top oI housing wirh 40W motor oi].
Remove both pipe plugs. phoro X. in Sear housing and
6ll housing thiough top opeDing with 600W oil until
level of lo;er plus is reached. Replace plugs. Unit is
nolv ready for operation.



ffiAT Do You NEED?
A SINGLE SPINDLE
DRILI PRESS, OR

HuRr's THE ANSWER

A DRILL PRESS
A BLOGK LONG

IN A NEw DRII.L PREss DEvELoPED BY I,ELTA



A SlilGtE SPlllDLE, on

I IRltt PRESS I tLlll![ t01lG
lHAf k what trr. I{EW Delto D.veroprr.nl ,n
Drll, Pr6$ D$lEn o crs you.

I tO*, to. ,t" t*r r'-. you ..n q.r .r.ctly rhe h..hii. y.u n..d tor y6ur

i;di'idull productioi probl.m. ii you o-n +op. No lons.r i..d y.u t.l. .
"Jt.nd.rd" h..hin. wi+h o.ly . d.liiia. iunbcr ol rpi.dl.r Yot ..r now s.l
. ddll pre$ of oi. .piidl., tro. tllr.., 3ir d .i9h+ d .n, i!hb.. you d.tn.-
,@ buy th. m.chin. t. nt y.!r iob. inn..d of m.lin9 tl'. iob! ni ifi. m..$in..

With thii i.v lo, c6t sr-{p yo. ... lBre iutr ih. numh.. ol .pi.dler yo!
...d{nd y6r lt.y. th.m .ll in .i. 6w rhicl .p..di produ.tion ,ii.. tfi.
pi... b.itrs drilled or t.pp.d c.n b. rtlrf.d .+ .i. .nd oI tt. m.chiio rnd
{n to conpl.rion .l t[. otl'd .#. 'nn .[Din.t.. ti. .o.rly rr.BLtri.s oI
r!t6ri.l. {.om oie drill pre$ to .mt[.r-l'.ndli.E, i..luding tr!.tiig .id iit.r
op.r.+ion !t6r.9c, .r. .limi..t J.

li .ddition, thi! n.v drill pE$ p.did.r r h.rimoh o{ vorli.g .!rf...,
.nd iI you h.ye ai e,ceptio..lly 1..9. pie.o to b. drilled, rh. insl. ipindl. or
i[. 23yr" by !5" r.ll. pro"id.i P.rl.r op.r.tins c.iditioir,

Tlc drill prcr n blilt up on . s.ciioi.l tlblH.ch ,.b1. .e.rioi h.ing
23%" by 10" ..d ynh $e .ddition of the .nd Ectio., i. i.d..r.d 16 !5" 1..9.

On tho,6 t..lioit,.iy typ. ol D.lr. lr" or l,l" he.d c.r b6 e.iiy in-
.t.ll.d .nd .+ c.if.B yhi.h me.t vour individu.l i..dt TIi3 ne. th.t r[€
mlrimuh .mouir o{ {erbili, i. .sur.d-yo! c.n hlvo .11 17" s l,l" l'..dt .i
on. h..hine or . .ombin.lion ol lorh-you oh h.v. rh.h .p.c.d .r .ny
d .n.e yoc dosirHitfi.r .16. ro9.rl'.r , {.r .p.rl.

Bec.u.o .!ch m.clino tool n n.d. individ!.lly ,or yolr .pplic.tion., ilEr.
.r. ho .o-c.ll.d '!r.nd.rd" uhit . .lth.ug[ {. .fiov ii th. blu.pri.rh t. rlt. riqht,
.!gg..r.d r.t-upr ol . lingle !pndl., . +yo rpi.dl., . thr.. .pindl., .ir spindl.,
.nd .ight tpindl. r!c| ..+h.viig th. yorting rp.ce .v.ihble. Th... .re
tft. 6o.t popuhr cmbin.tiont .ltlEuefi. .. .Lt.d b.lor.. orh.r roDbii.tion.

Anofh.r ouitlidiis (..r{r. ol rl'i. n.v a.y.lopn.nt n th. lox .6t oI th.
.ntn. .nsmbly. H.r.rolor., rh. price .{ . m.c[in. rool .{ riir li.d ..t .lno3t
profiibiriv. but by m..ir ol D.lr! d.ii.i.id producrioi you.!i obr.ii rhn
{.i+ !t .n .rc.ption.lly lov figor..

Th. lnit ill{.tr!t.d i. !i .ighi lPiidl. BlcBi. u.i.9 lr' d,ill pr.s h€.J.
uiich h.v6 No. , MoB. r.p., !pindl.!. Ih..-qsrr.r h.epoy.a lhr..-ph.F
6otoB .re roc.6m..d.d.

Lbl..url.c. ol ihn uni+ i! 2!r{" by 125". C.ir.rio.6nier 5.tu6.n.piidl€r
i. 15". M.rihum di!t..c. chu.l b r!bl. 26". Quill h.. 5" .trol.. Drilling
..?.cit/ i. L' in ..i n.r T.bl. [.! tt/r" .il lrotsh.lrill.d . t.pp.d .r
r..r lor /r" oil dhi. pip.,

Thi. uiit. cohpl.r. .t illudr.l.d ,iri b.nc[ l.s. n tl.o63.5o .htloul rotoB,

'hich inn.,c.p+i.i.lly roy pric. c6hp.r€d r. rh. .m.uir .{ , m..trii. ro.l''

Th. l.blo i5 .c.ur.r.ly srouid. Tl. ..ft. unir n rusgad .nd l€.vy .nd

T.ll u5 yh.t your r.q!n.m.ih .r.-ho' d.y drill pr.s hoadr yor coold
u.. in your sr-up lit. rii-ylErh.r yo! n.€d lt" o. 17" h..d. .. . conbin..
ri.. of holh .id wh.t dirt.i.. y.u y.ir l,'. h..dr +...d. W. yill ql.dly
!.id you cohpl.r. rp..in..rioB ..d pri..r .nd .ny orll.r iDIo.m.ti.n yoc
d.th.- We rugs.ia tfi.t you do this iodly, {ii.g tfi. iiclo..d p..i.g. p.id
.nv.lop. lo. your |efi...

REMEMBEI - rF you NEED . iiete .pi.dr. dril pr.$ .r . dril p,.$
. bl6ct long, you ioy h.v. th. .i.y.r lor your m.dr .r .r..pti...lly l.v p.ic.r.

rHE DELTA MANUFACTURING COMPANY
400-6!a EAIT YtEi[{l /lYEllUE Lltw^Ut(EE, wllcollSlt{
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TflESE PR0DUCTt0I{ SH0pS,WrrH MUt Pt E DRtU.

PRE88 0PE[AT10il8, CUT C08T8 Al{D |]TCREASE

PRODUCTIlll{ WITH THE I{EW OEITA U1{IT.

Ale* produciioi men find rhat rhe nee Dolta Multiple-
Spindle Drill Prers, on which eirher l4-inch or l7-inch Delta
headr may bo mounred, is pu:liis ihem out cf a i.ln beciuse
fhey can now have iusr rhe number of spindles rhey need-
.ll in 6 sinqle row.

T[i: speeds produclion, eliminares "bottleiec&C', be-

caur€ fhe piece to be drilled or tapp€d can be it.rled ar
one end of iho machino and run lo complstion at the olh6r
end. Co.lly lranslening o{ materials from one drill pro33

ro another, fiandlins.;icludiis rruckiis and even sloraee

There k a place in your shop where this new machine

will help you+nd,.i iti extremoly low cost you should

invcatiqare its potsibilitie! tod.y. Just sond your requhe.

menis in tho e,closed poslas€ paid envelope-we will sond

you prices and sp6ciff.ation!.
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rrrhor/x!t l4-inch Bench lype Single Spindle Drill Presses
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l4-inch Floor Type Single Spindle Drill Presses
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w.d, tni! chucr w bL! dill. lrofr No. 60 io htr %".
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l,irhi Duiy: 62 1r0 % H.P. cap. a.c. 1r0/2r0 v 60 cy.
66 r0 z H.P..3 Ph 

^.c.22a/11ov.iot6acy.Medin Durvi 62 u0 % H.P, cap A.c. r,0/?20 v. 60 cy.
66 32o % E.P-.3 Ph. 

^ 
c- 22oh {0 v.50/60 cy.

E evy D lty : 66 3za 4 H.P., 3 Pn a.c. 22o /. 1r v. so / 60 cy -
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ET-il
Mrriodhir l4-inch Bench and Floor lype, L 2, X and 4 Spindle Drill Presses

(lne Piece Tables
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l4-inch [loor Type, 5,6 and I Spindle ttrill Preses. Sectional lables ffi

4- ll
SPIN

No. 14-527
Shown with Motors
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$PECI[I. SIT-UPS Made Up O{ Standard Interchanseable Parts
Allow Many Special Purpose Machines To Be Made At Very Low Cost

AN OUTSTANDING excluBiv€ featur. oI these Drill Press* is that they arc
.oh!@ed of standard interchangeable parts- The h.ads, coluhns, Sanges, tables

-ll 
th... parts are self-contained and obtdnable as sepat.te qnits.

Alert p.oduction mcn rypreciate thiE and have discov.rcd he.e a neans wh€r€by
they .atr lick som. of thei. touah€st production problems. By the us. of th4€
patts th.y have b..n able to coostruct their own .pecial purpd. machin€s
alEost ovsnisht-savitrs a great amount ol time, speeding th€i. production
and doing it at only on. tenth or less the cost ol the sp.cial @chine they
othdwi!. would bave to buy.

Sho-n on th6. pas$ a.. just a lew of th. thousands of high production
machin.! e mde. I! .lmost evsy 3ireabl€ shop there is Eohe adoption or
modification of the rcgular drill pr€ss to do she sFci.l operation or Bpecial job.

Oppolit. you eill 6nd a cohpl.te t6t of these individuel parts. In addition
con!I.t. A.S.T.E. ilata she.ts are available by writins to the lactory qhich Bive
yo! details of th. drill prds h.ad3.
Below is a desc.iption ol the .xclu6iv€ sectional d.iU pr.ss tablHn innovation
h driu press desiso which allows a drill pr€ss to be frade atry lenelh d€sired.

Chcck ifto all thele possibilitieFfind out how you car adopt th€sc atandard
Frts to yoE 3p.ci6c job--you can do it in a buty and at low co.t.

MANUFACTURING

AIEII, SIGTI(ITIAI, TAIIES MN DIIII PRESSES

I Sirgle Spirdle-0r a Drill Press a Block Long
. . . . ftat Is Uhal This iletr Drill Pres 0flers lou t

NOW, fo! the fitst tim€ yo! can aet exactly the h.chitr. you
need for your individu.l oroduction probleru h your om
.hop. No lonscr nced you tat a 'ttandud" machin. with
oili a deEnite nmb$ o{ Epindlq. You c.n now get a dritl
pre$ o{ one Bpindle, tro, three, sii or eiahr or tuy numbrr
you d.sirtsyou buy ihe machin. to 6t your iob. inst.ad ol
@kins thc ,ob. 6t th. @chine.

c'idn.r 'iblHrch hbr. akrion b!in3 23v"

ma!h,n. ot . .ombn ion of bor

uB. in your !d-up riL. rhiHh
nri,or dr borh rid wh., dis, c. vou wrnr rt. !.rd! Bo,

CATALOG LISTING OF SECTIONS AND IEGS

No. I to+-E!d sectio!.72 lb3.. ....................-. Cod. DRIAD
No.l5ot-C.nte! section. 36s lbs...... Cod. DRIAP
No. l5O6-On. only c..t iron l€g. 110 lbs. Code DRIAQ
No. l3t9-Cast iron tegs. I pait, U5lbs. ..Code PRODK

THE DELTA
t4

COMPANY. Ml L\,t/AUKEE, WlS.



DRILLING MACHINES
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THE DELTA MANUFACTURING COMPANY
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14" DRILL PRESS
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MA CH IN ES DRILLIN G
ffi

alrEPr aN so( ErY E}:br rootEtr(lfFPs:

14" DRILL PRESS

SVnci"l 9et-gat
Ihe le.ds .olu B n.ne4 .tc.
oI DELIA-Mil{dutee dril presej
m.y b. o6r.iied .r rep.r.le uiik
ro rl.r rpe.i.l :€r.uP: ..i bc
m.d€. The headr cdn be u5ed in
aiy poiilion ve i..l, iort.nlsl
or.iqul.r - bec.use rhen 3ell
re.roJ 6.ll b.arine con+rucrioi
eim;.}es nece*ity lor lubricdtioi.

lrl spe..r Fa.iio€

Bl Fou D, *nl

t4l Emp qhq . D.h 0r r h8i r.d

l5l ^ 
\. nd,bi rr.@ br dr nq d

l6t ri rir 6( rlad

l7l L4'i or [r$r i€ad5 m4 !d h

THE DELTA MANUFACTURING COMPANY
MILWAU(EE WISCONSIN
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REPLACES: NONE
INDEX: 120-2.C

SERIES

L4
1.I" DRILL PRESSESTHE DELTA MFG. CO., MILWAUKEE I. WIS.

trGL'A
rrr\rdrEE

DRILL PRESS
Part No. 1006 Production

ACCESSORIES
Table for 14'l Drill Press

To instau raising m€chanism in table slip com-
pound gear DP-640 F through column hole and into
position wlth the large gear toward the table as shown.
Push shalt DP-444 through large hole on rear of
bracket, through bore ot gear into bearing hole on
front Iace. Slip bushing DP-387 over shaft DP-444 and
into large hole on the rea. face, turning flat on shalt
DP-444 and hole in bushing DP-387 in line with Allen
set screw SP-207 in housing. Fast€n with set s$ew
Slip worm-shaft assembly through hole in teft side of
housins to mesh with spiral gear on DP-640-F, then
through bearina hol€ on right side of housing and
Iasten with spanner nut DP-242. tighteninS moder
ately with small punch. lt is eood pracrice to oil all
wearing parts when assembling.

The table is assembled to the drill press as follows:
Loosen head and r€move by sliding ov€r top of column.
R€move resular table in the same manner. Slip collar
No. l0l0 ovei column and fasten with hexagon nut so
top of collar is approximately 20" from the noor. Slid€
ball thrust bearing DP-383-S over coluon against top
of collar No. 1010, being sLrre 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 ctamp€d
in a position measuring about 20" from bottom of

table housing to top of thrust bearing. Place iack
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 iable ro slide down slowly. suiding end ol rack
DP-641 into slot in table housing. Continue ]owering
table until rack engages th€ 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 fotlows: The table clamp has one
hexagon head cap screw SP-632 in th€ center which
sbould be set just tightly enough to clamp column
very lightly, but allowing table to be raised and low-
ered with the raising mechanism when th€ upper and
lower clamp nuts DP-828 are loose. After bringing
the table to the proper height, tighten upper and lo$er
clamp nuts DP-828 using DP-869 socket wrench.
Leave center cap sc.ew as originally set.

The raising mechanism has an ll" range oI adjust-
ment which is su$ci€nt for Bost conditions; however,
more can b€ obtained by raising or lowering the clamp
collar No. 1010. Car€ should be taken that the table
clamp is tight before loosening clamp collar No. 1010
(o prevenr ihe whole table from dropping.

REPLACEMENT PARTS

DP-242
DP-383-S
DP-387
DP-828
DP-636-P
DP-640-F
DP,6,t1-S
DP-444
DP-869
DDL-160-C
DDL.T75

408 2a
sP-r03
sp,1t5

sP-207
sP,632
sP-2423
sP-2439

#1010

L(arins.nrstrr
ItarL rliturt 1)r!
U.arin! collar ... . .:. ... . .. . . .

Sr'c.ial nrt i -1.1 ll,r(ad .. . . .. . .. .

Norn shnil lcon,l,lcrt) Nilh \rotrD
(-onrDound a.al
I{a.k $ith nook
S|an (Ior corrpoun,l srar) .. ....
Doubl. lind \\'rcn.n ;( . .i:i" . . ...
Ilall crank assennnr'
\\'ashcr tl' O.D. \ i1" l.D. \

,'." rhick . .. .

Stu(I . . .. .. . ..... -. . . -... .... . .

Nic. Ia1l lrcnrins
r. l8 x ,(' h.a(l[$
il l8 \ I l,l" ctrlJ Donn llradl.ss

ii - 1il \ ," Allen
,i,-1,1 \ 2it" hex. hd. car sd.s ...
#? x X" tapcr Inr
'(" IiDc plus
'I ablc Raisirjr }l.cnanisnr o lr .. .

ll odrction rablc only ............
SuDnort collar ..nrplele . . .. .. . . ..

I
1

I
2

3.10
1.50
.20
_11

1.65

2.35

NS5-205 8.lo
.95
.10

.10

.10

.10

.r0

.10
.15
.15
.65

.10

2
2
I
l
I
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I4" DRII,I, PRESSESTHE DELIA MFC. CO.. MILWAUXEE I, WIS.

Nos. 1028 and 1029 MULTI-SPEED ATTACHMENTS
For 14" Drill Press

THIS SRACXET FOR FOOT
FEEO, MAY BE 6UT OFF
IF NOT USED.

caT. Na273
SP-305 

-SLOW 
SPEED

/ oaT r{..272

t72a.RFN
MOTOR
PULLEY

SPINOLE

PULLEY

0EoovE

SPII'OLE R PM

SPEEO
HIGH

SPEET

HIIGH SPEED

| - 243-5
O.SPEED

DP-265-5
H1GII SPEEO

+l

PEED UNIT.IO2(
IEEO UNIT-I@8

iED THUS JI
IENDED,

la5

sP-r026 / ,--\ -sP-647 / 
^tP-264/ )-\ I -I -==L=!+J=J ^

DI
SL

L'-=-ffi*--f
, sLOw S

\ - 
H|GH SI

{ 
LSP-|?O5 

SPEEDS MAR|LSP- tO28 NOT RECO|

2 !05;;-";'-\K-\l-,1
3B:i93', ,---:\\w*'*"'"BE=-R

nF-* t]l
Dp-zao- - -'' l(d-f;.'iITNT\:

3 500 950

B 340 490

B 565 900

B 4 r3BO 3tao

0 650 935

c r750 3300

c 4 2640 500(

D ? 2420 306C

D 3 4220 6q5C

D 4 4825 Ip!0

INSTALLING THE MULTI.SPEED
ATTACHMENT

Raise or lowq drill press head to point approx-
imat€ly 13 32" below end oI column. Mount bracket
DP-439 with arm extending towards right of head.
when viewed from front of machine.

Drop plug and pull€y assembly into place and

mount belts: spindle pulleys first. Align pulleys by
adjusting pulley DP-265 and motor upward or down-

Next adjust motor to properly tension motor
pulley belt, and lock plug with set screws SP-305.
When cbanging spe€ds. loosen set s$ews slightly,
select proper grooves and draw belts together between
centers, to allo{ p)ug to find its center.

WHERE MULTI.SPEED UNIT CAN BE USED
The multi-speed attachment can be us€d 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 requir€d.

Those desiring a guard can use the slow speed

belt guard. No. 1022, which will cov€r the entire unit.

FEATURES OF THE MULTI,SPEED UNIT
The multi-speed unit is quickly removed and easily

adjusted. A grease-sealed ball bearing pull€y is used
in the assembly and insures smooth, even. vibratio.-

This is an ideal and economical way to acquire
low€r and higher speeds than could otherwise be
obtained. With this attachment you can use a stand-
ard 1?2s R.P.M. motor, where a special high speed
or slow speed motor would ordinarily be required.

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

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 lowe. speeds rather than ex-
tremely high speeds.

NOTE: Pay special attention to the type oI
spindle pulley on the machine when ordering the
mutti-speed attachment in order to receive the proper
belts. Also rote the speed range lor given type of
spindle pulley.



REPLACEMENT PARTS
IMPORTANT: To avoid poGihl. .rrors, b..ur. to includ. th. s.rial
numbc. of th. bachinc wh.a ord.rins parts for r.pair or r.pl.c.m.nt.

r,.sriurior

DP-260 Four Stcrr llotor I'ullcl_, sank a.
rntalos No. 985 . .. . .. .. . .... .. . .. I

DP-265 Inlcrnredialr PuU€r onlr' .........- I 1.85

DP-265-T lnl.rnrediar. Pull.v Asse.rlnv \rirl'
Itcarins Spin{lle Sl€eve, rt.......... I 5.a5

DP-277 S0e.ial Btari.s N.D.8Ul0l, ......- t 2-55

DP-27A nearnrsRetainer,......,..,...,.... I .15
DP-283-S Sl,, Sper{l Pul[y A\\en,l,lr $itlr

Ilearins Spindk Sleere, etc......-.. I 675
DP-41? Internrediale Pulle) Spin(ll. .. .. .. .. I .30
DP-439 SnDl,orr C.llar .............,.... I

DP-140 C.ltrn,! Ca ,. M.S. arrachn,ent...... l
SP-277 X-21 x ,l Flat Point AUen Screw.. .. I
SP-305 Z-20 r l" Square Heail set Scre\'... J
SP-647 ,ri-lb \ J!:i Hc\. H.a(l CaD S.r.$..
SP-r026 li 16 Hcxason N,r . . . . . . . . . . . . . . .

SP.l028 ,lJ Hf\.Ls.,r' \nr ... ... .. ...
SP-1705 - l. rh \\.r-l.r-
SP.380l 3.1.i \ 'r S, n L.,\ S,r.{ .....
No.27l Il.,r,,r \'- tsc'r
No.272 \' Belt for No. 1028 Hisn Sp€cd Lr,rit
No.2?3 \' llelt ,()r No. 1029 Slo\r Sp€.rl Lhit

31.35
.10
.t0
.10
.10
.10
.10

PRICES IN THIS LIST APPLY ONLY TO PARTS ORDERED FOR REPATR AND RE,
PLACEITENT, THEY CANNOT BE USED FOR COMPUTING ALLOWANCE YALUES
WHEN A MACHINE IS ORDERED 'LESS" CER?AIN PARTS.
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THE DELTA MFG. CO., MILWAUKEE I, WIS.

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 oI the drill press by sliding th€m otr
the top of the column. Slide treadl€ 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 tr€adle Iever on right hand side parallel
with the center line of base casting. Replace table
ass€mbly by sliding standard table assembly over
column and clamping, or if new No. 1006 production
table is used by following instructions on reverse side.
Ns.t slip lower slide-rod bracket DP'389-B (without
counterbore) over column, with ribs down, and clarp
temporarily in position with hole in bracket on right
hand side and approximately %" back of column
center line 6Il" down from bottom of head as shown.

Replace drill press head and clarp it, teaving 32"

of column exposed above head casting. Slip upper
slide rod bracket over column with counterbo.e up,

and clamp tempoiarily in line with lower bra€ket.

Shilter bracket DP-388 has a forked steel plate
DP-393 on top and a singl€ 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.od collar DP-270, The shim plate DP-373
is used only when th€ 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 bra€ket. 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 1%" from bottom of
lower bracket. Tighten shilter bracket DP-388 securely
on slid€ 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 perlectly free, in line with
column and the Shifter Bracket DP-388 engaging the
quill properly. Tighten th€ Slide Rod Brackets firmly
in this position. Slip return spring DP-392 over slide
rod extension above head and put colla! 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.

Fast€n one yoke DP-693 to bottom of slide rod
using clevis pin DP-694. Fasten other tie-rod yoke to
one oI iour small holes in treadle lev€r. The tie rod
is adjustable for Iength by loosening set scr€ws SP-310
and sliding the end rods DP-398 in and out of the
center tube DP-696.

The treadle Iever 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 th€ four clevis pin holes,
gives a variety of lever ratios to cover all types ol
work. The lower t€adle lever bracket DP-395 can b€
raised or lowered to give a variety of movements for
standing or sittine to suit individual operator.



REPLACEMENT PARTS

DP.3?3
DP-3?/t
DP-366
DP-439-A
DP-43E
DP-390
DP-391
DP-392
DP-393
DP-394
DP-395
DP-396
DP-397
DP-398
DP-399
DP-689
DP-693

I ,20
25

1.60

1.45
130
t.l0
.+0
.15
.50
.+0

2.00
1.10

.,10

,30
,10
.35
-,40

DP-691
DP-696S
sP-3
sP-209
sP-310
sP-+l0
sP616
sP-63r
SP{,17
sP-653
sP-r(x)4
sP-l026
sPn02a
sPn0:0
sP-1031
sP-1a7
sP,zl0a

Shi6 Plate . . . . . . . . . . . . . . . . . . . . . . .

Sp.ins (for oortising attach.) .....
Shifier Bracket
Suppo.t Collar (Upper) ........ -..
Slpporr Collar (Lwtr) ......-....
Rod . . .. . . . . . - - . . . . . - . . . . . . . . . . . . .

Scr Collar Complere
Sprins - . . . . . . . . . . . . . . . . - . . , , . . . , - .

Sliit Bracket Pl.te (Up!er) .... ...
Shift Bracket Plate (Lorer) .......
Loser Bracket
Treadle L.ver
Trcadl€ L.ver Stalt

Clevis PiD . . . . . . . . . . . . . . . . . . . . . . . .

Connect. Tube & Collar Assem. .. ..
,{" All€r Wrtnch
x-16 x %" Allen sct scr.w .... . ..
.x-t6 x t-d,, sq. Hd. set s..ew ... ..
*-18 x 12" Fla! Hd. Mach. S$ew.
%-tj x t%" He\. Hd. Cap S6ew ..
,'i-14 x 4" HeI. Hd. Cap Screw ....
X-16 * it7" Hex. Hd. Cap Soer..
tA-24 x " Hex. Hd. Cap Screw ...
,?d-1{ Hex. Nut
,d 16 Hex. Nnt
,Zr3 He\. Nul
iFl8 Hex. Nut
l-16 Hex- Nut
,,i 20 Hex_ Ntrt
% x 1" Cotte. Pin -...........-...

2
I
1

2

2 0.lo
I 1.a0
I .10
3 .10
2 .to
2 .lo
I .10
1 .r5
2 .to
I .10
1 .10
2 .10
I .10
2 .to
I .10
2 .10
2 .to



Listings and Descriptions ol llrill Press Parts lor Special Set-Ups

THE DELTA MANUFACTURING COMPANY ' MILWAUKEE, WIS.

17 INCH DRILL PRESS PARTS

No. rr0 B.n ard p, ry r2s tbr. cod. rjRrti

,,2r lb3. DRrirr
D.i' P 63 H.ad ri,n .r" Jrob

Punry. rr5 rbr. cod. ttRrLJ
No, rJ7e"n-tl, ,,, ,acoh chucr

3]2 Molor Pull.y, l?5lk' DRIHJ

chansDc sro.sD.!d Dr.lr Pixs .
",,,,,' COd' DRI'Y

xo-tor -v-B.li Pr.$. ,-t lb. cod. Moxuv
D'iu Pcs. tt rb. cod. BELTC

No.lill-5.sr.e Slo-Sred, %, Bor.. 3 lbr. PULOW
ro' Hkh sr.!d. %" Bor., 3 lbs. PULox

D. l P.s, d0. roh4 rad J,,.
N.. 1163-(0..Tn r," D..r P.As r3rr" lone rnd 3,/"

cod! DR[c

E$d (Tni Ebr. ..!rct b! hountd on d.
No, !399 Cad Iron r4s-) rso rh.

. cod. PRoDk

nc.963 %" 3"1i!d J.co& C

h* a No, 2 rioEe arp.r spindL. 2, lb!... codo cHcEA

17 INCH POWER FEED DRILL PRESS PARTS

cod. DRIaU

cod. DRIav
B.ad wi6 ,"

lacobs chucr spindh,
' Code DRIQW

j"!o6! ch"!L .pitr r
' '..'.,',,codr DRIax

No,l7-3t7-!o*.r lad Unir, 3{ rb5. ..

cn. tn. z6h ont, 23'/t,, Fq
L rol, " o('d kn3,h.

I t6 .. Cod. BELTT
cir. In, 2611, our. 23". For ur.

wirn Dilr, Moto*. , 16

14 INCH DRILL PRESS PARTS
H.d wnh lr" Jsobs c!u!i

sroEpEd D,r' P'o! H.ld wirh ,)' Jkoor ch(k
spindl., No. {r0 B.li ud No. 9!s Mo'or Pull.y

No,970-C-,r,, Hi.h Hdd wirh No. t MoB. laps

conrinE! o, r t S'r, Puu.y
.DP.233 S) and !h!,chq H,ch Sped D,,lr

Cod. SLo?U
Xo.r37 -v.Edr lor la" lish sD.d Dill Pr.$. I Ib. cod! !ORD?
Xc,alo -v-B.h D ll Pr*. , lh. Cod. ronsL
No,eat r,srP %" h6.. 2% t*.

Bert {d rrolt Pun.v culrd for. : cdde ?RoDH
No.l4-3Ot-R.1r B.h (]Mrd. rl l!( ..... Code PRoDL
xo.lolo-S.hty Coll2r lor ColrDD
Xo,l0lt-lloutrti!. ror 1{,, Drirl Pi.$ Coluh!.

---_-- _ - - cod' PRODE
r1, Ddn Pq' 36%" lo4.

RrdDs MdhaDLn, collrr rrd B.erus.
cod. NIWPT

No.ltl6-Sirsr. Worting slrlac. ol 15%,,
(ahn Ebk cunot b. Eounrd on

the No. r3ee ca* rron 1!s!.) r00 rb3, ...cod. DRrav
Nc,lrlT , spsdr. oI r3rr" r 24"

N.,rtre+ sDindr. worHns surrft. or 2rZ" x 5r"

L.sr (On. P.i,,
So.nok Dr P,*E

chrjn, ColuDtr Top
Rou., rnd s!re3. e% rbt. cod. TwosR

Xo,loo7-Fod F..d ror iloor fDc r{"

MULTI-SPEED ATTACHMENT FOR
14 INCH DRILL PRESS

ror ll, Driu Pr.$.!
bdri ih. Slo rnd Hlsh-Sp..d ndd.lt, 1r

no, ro4-Mulrisp..d bch. ror r{" Hilh
sp€.d Dliu P!*.! ircrudinr col

b.r6. spe.d! or
Cod. UULT,

shrh ri. d.,!n.d

i sp4d. z rb. . .. .....cod.3ELra
No.272 -Hi.h sp..d B.lr Ior Mul!isp..d. , lb. Cod. BELTR

uni.sp..d, % rb.

FOR PRTCES SEE ATTACHED PRICE LIST)
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N.EL?Z
rrio/h!r l{ew Coolant [quipment lor l4-inch and l?-inch Drill Presses

EMSODIES BEST FEATURES TO INSURE
CONVENIENCE AND INCREASED PRODUCTION
This new coolant €quipment lor r4" ed 17" Drill Press.s
overcomes all of th. shortcohinAs osually found in a! attach-
m€rt of thi. kind. Its uBc and application has been carefully
studied under all kinds of shop conditions and thc unit h.r.
ofiered was tound to be tbe b6t fo! aU ptp@es.
The .omplct. coolant 6ystm i. made q) oa tFo Datts. Th.
tust part consistB of the coolant pipins. Th. seond co!3ist6
of thc puhp with moto. and t.nk. Each Pill b. separately

The Coolonr PiPing
The cool.nt piping conEists of a mz,le, valve, coluhn mount-
ing clamp and fcribte hos€ aBsembly lot each spindle; a
compl.tc d.ain pipe ass€hb::/ and a .omplet. h.ade pipe
aslembly with bi.ckets for attaclina. Nozlc bracketr attach
to coluhns without r€hoval of d.iu pt $ heads, snd pipe
head.r brack€t6 clamp to oil trough rim witho r.c.dsity fo.
driuing or talping. Piping, tubiog, etc., i. teady lot i talla"
tion, but shipped kn@k.d dowtr' as it i6 not practical to ship
it ,.r.hhLa 6n th. machine.

caTAloG, !!ttt!tc, AxD tPEclflcArlot{a or colc
PT,IIE OOOl.A.f,I PIPIXG

The coolant is applied just wh€re it is wanted and at just the
p.op.r flow. Thtnozzle is fully adjustabl.. The clahp holding
the nozzl. hay be hoved !9 or down or the drill pre$ to
brinA th. now of the coolant to the point of the dri1l. By
looseni.g a convenient sprina the clam! and lozzlc may be
enti€ly rehoved witbout a moment's d.lay. It can b. re-
turded just as eaBily. The nozzle hay be revolved so the flow
of coolant hitB the work at the proper angl.. The jet cock
p€rrnts just the propcr floe and it desned may be closed
eitirely without afecting botor or p{h!.

The Pump ond Tonk
Th. puhp is a centrilusal subh€rged type pump and is
Eounted int€Aral *ith th. tank so that no pipins is required
Irom th€ pump to the tank. The motor is mouted directly
ro .he pump .halt as ilustrated. Three hodels ai€ availabl.,
ea.h mad. up oI tlte puhp with moto. and tanl. MotoG oi
ditrerert .lecEical characteristics a.. avail.ble as list.d.

MODEL No. I deLvers 10 gal. per minute at 5'head. Ahe tank
ha3 a ,l aal. capaciry. This unit Bhould b. used lor all sirgle
spindle d.ill pr$ses, 1/10 H.P. moto..

lov.50cy,sin.l.phlIsoto.'-}UIIPB
No. rHr2 .ohel.r. unn with 2

MODI! No. 2 deliver! 15 gal. per minute at 5 h.ad Thc tank
has an ll gal, capacity.'Ihis unit shouid be used for aU 2,

3 .nd 4 sDindl. drill pr€s$, t/a H.P, hotor.

m/{10 v. 60 .r. 3 Dh*. m d. FUMPI
,o/r.o v. 50 cy. ! phk 6obr, PUMPJ

MODEI No. 3 dcliveB 25 gsl. per minut€ at 5' head. Tbe tan!
has a 32 gal. capa.ity, This u t should be used for all 5,

6 and 8 spindle d.ill p.es!.s. ,l E.P.6otot.
2ol.ro v. 60 cy. 3 ph.r nor.r.. PU ?I(

No. 17'.5r coopr.r. uDit with 2rolaao v. so .y. 3 phse Boto. PUr.Pt

NOTE: Order proper coolant piping from table to left and
p!6p and tank {rom above listi4, using CATALOG NUM-
BER and not the model Dsber.

FOR PRTCES SEE

ii;

THE T'ELTA
l6

COMPANY ' M!LV/AIJKEE. W!S.MANUFACTUR!NG



Accurate, Sensitive, Iligh-Speed Tapping Done by These Units

THESE Tapping Att.chnonts lor both the 14' and 17"
D.iu Pressra ara constructed wil\ rh. utmosr pr.cision.
ruEs€dness.trd convetrierce lor Emooth. smsitive op.ration.
The seBitiyc doubl.-coie corkja.€d friction clutch 4-
caces the conical su.fac.s of th€ driv. and reverse 3hels
with a shooth "crshioned action." The tap driving pow.r
is r€gulat€d by th6 eount of pressure applied to the
Iriction clutch. The clutch is lept dry-no oil r.ach6 th.
lriction Burla.es ro imp.ir s€nsitive reacrion to tapDina

for hish sDeed Dreci.ion taDDina.
The spccial corL faciDg *as dev.loped to ltand up qtrder
ha.d sdvicc .nd is practi.ally indest.uctible.

Bottom tappins is accomphshed as ..adily a. th.oush tap-
pins. since the clutch instantl, slips lhodd the tap stict

The beat treat.d s€ar rcveBing mechanitm is ol the plan-
€tary tle which distriblt$ the puu among threc geeq
thus strah and p€ar are hinimized- Rev.rs. speed i! tei.e

BaU bealinss are incorporated lor risidity, accuracy and
rons \iie, Ehile the .hucL sp1ndle is EDDDortrd at both end!
assuins true operatio, of the spi.dle and elihiEtina any
possible wobble or float iD the tap.

Steel parts are d.sign.d to aEord a wide margin of Gtrength
with hinihuh weisht. All b€arings ar€ adcquatcl, lubri-
cated froh one oil well.
Althoush we iuusirate and list the coUet type tapper we
are forced sometimes to .upply a chuck typ€ tapper in
ord€. to speed deliedy. Both rypes are hiah grait€ produc-
tion lnits, w€ll made and oI the same capacity.
Each collet is stamped Ior the siz€ ol tap a.comhod.t.d
and each set oI collets is lurrish.d ir a coBpact container.

EEILT
r. rr\0Jl(!t

FOR I7" DRILL PRESSES

rry. d roiia bp on'ry be urd oo
w'h No. rMor{ r'D.i3Drndns a sra;k h,o. 'h.

Ircq sddli wnh
-n s,eli No 3 b !4" $ crar r,oi:
wren.h and s!v.n coucs to frt No, a. e, r0, %", *",,,4", ' ."dtt" 'tzes. 1 tbt. Cod. DRITA

r,.- s.i"iL_ w"h Holds. c.Dniv lr''o 1r"
lron: :.'!; L"; skd. w1h col.t o ht rt'

rio; conii ako "v lrbh b '' 'r" L",
n , i". ,'T16 atu r" znd %" (Lr4. shanl) 

"iD9 
ra!'

10 lhr . Cod" DRITB

FOR 14" DRILL PRESSES

Thes. Tappins Attachments .lamp to the drill press quill
as show! d have a special buillin spiidlc which is part of
the Tappiq AttachmeDt and *hich .eplaces tbe spindl. in

wnh "Tr&GriP"
2 r '.i" ,n B!.$ and crn rrcn o 2 b

,t" in {€d. cohpbr
9.l0and,4,,Taps,6lbs,

No.3 ro Z" in tEs; No 3 rd 1l" in Car

No 3, c, 
'0. 

t,,, i"- yr", t..znd rz- rF r0 rbs. code NEwaB

HU$KY VrSES U8E0 F0n Pn0DUCTl0il W0nK

rED ryN
nw! oi hard$ld

rhin.. Cri.dq ,nd

bodv d rldin. ia* I. dl ic

Pover F€ed Attochment

e*ny ,nd r.rdily chused
chin* by rh. ddilioD

xo,It-3'?-Pow.!
(FOR PRICES SEE ATTACITED PRICE SHEEA)

THE DELTA
t7

COMPANY . MILWAUKEE, WIS.MANUFACTURING



The Delta,Milwaukee Tapping Attachments

Replacement Parts for Nos. 1162 and l-16l

9A.lG
,9.fo
t0l
!02
103
t04.F
TO5.D
10,
t08
tot.L

O

I I I .T6
1I2
113
lI4
t!5
tI6
lt,

8

rll
r20
121

122

I.lo
_15

3.OO

.2a
4,50

tr.5o
6.05

.:,0

1.40
t.60
4.t5

.50

Tru-G.ip wr.nch.s (pair) .. . .. . . . .. .

Tru-Grip nut

Cover ball bcarina
Cov.r .. .....,

1.55
r.10
4.t5

.40
6.00

r5.40
14.30

.45

r.65
l.t5
t.Io

Separator ring
Clutch . . ..
Stud .. . .. . ..
Pinion g.ar . ..
Tru-Grip chuck spindle .. . .. .

Body bushins
Body ball b.aring
Oil retaining Jelr .. . . . . .. ..
Stud plare .

Internal rins g.ar.. ... ... ... ..
Reverse shell ass.mbly .. .

Drive snell
Clutch pin .. . . . .. .

Cover bea.ing retain.r
Stud nut . .. ..
il "-18 x 2" sock€t head cap sc.€w.

| 2,40
1 .10
r ,40
r 4.t5
I 7.50
I 7.r5
I .i5
1 .40

3 .lo
I .r0

3.00
.50
.80

6.60
I t.5o
! t.00

.25

.76

.t0

.lo

oErr.s
98.TG
,9.ic
rol
l02
tol
r04'x
t05.0
lo7
103
tot.L
lto
I -TG
It,
ll3
tI4
lt5
!t6
It7
lt8
Il9
r20
I2t
122

r.{5 1.45
.65 l.lo
,60 ,75

2,50 2,75
.t5 .25

3.10 4.50

Spindie co-plete .itrt c"upling flang€ ....
Tru-Grip wreflches (pair)

specily Port Nuhb.r..d l.ppirq H..d NlDber

Replacement Parts for No. 990 and No. 996

1.94 6.05
.15 .30

3.50 4.40

.30 .40

.10 .10

.to .lo

Shank bushins

Cov.r..... .....
Body
Separator Ring

Clutih !in
Cover bea.ins retain.r .. .

Stud nut
i"-I3 x lt; socket hd. cap- scr€ws.

Stud
Pinion scar .,
Tru Grip chuck spindlc .

Body bushing
Body ball bearing
Oil reraining f.lt .. .. ..................
Studplatc... ......
Int.rnal rins sear ............. ... ......
Reversc sh€ll assembly . .. . . . . .. .. ..
Driv. shell ..

1.30 I.40
1.20 r.60
1.30 4.t5
.40 .50

2-00 2.40
.20 .!0
.30 .40

7.75 4.I5
6.00 ,.50
6.00 7.14
.t0 .15

Sp..ily td.t Nuhb.r dtrd T.PPing H.6d Nuhle.



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 sutricient. Ii the unit
becooes 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 su.faces
to their orisinal condition.

Disassembly for Cleaning & Part Replacemenr
To disassemble the tapping head. proceed as fol-

lows: Reoove the cover screws and pull the upper
section from the body. Then. remove the screws or
pi.rs 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. ll9. should

then drop out. wipe the inside of both drive shell No.
ll8 and rev€rs€ sheu No. 117, p€rfectly dry. Do not dip
the head in cleaning Ruid, as this washes dirt into
the ball b€arinss and causes wea..

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 wash€rs under the screwhead, putled
down tight, to prevent their coming loose and destroy-
ing both clutch and drive shells.

Left Hand Tapping
Left hand tapping h€ads will tap both ght and

left hand, but they must be ordered special. Left
hand tapping cannot be accomplished with the stand-

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

Collet Prices and Tap Dimensions

THE DELTA MANUFACTURING

CHART NO, I

Chart No. I speciGes standard hand tap dimensions.
ard squares. Shank diameters 6ay be minus .004,

plus.000 from standald shank dimensions given.

For through tapping in steel o. any metal which
produces a ribbon chip, spiral pointed or gun taps are
recommended. For blind hol€s, use three or four
flute, plug tapst th a liberal amount of hook on
the cutting €dge oI the ffute.

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

Tapping Recommendations

co.

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
sulphe. base coolant should be usedt for copper, lard
oil or milk is best. The coolant should flow directly
onto the tap. The brush method should be eliminated

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

600.634 E. Viennq Ave., Milwoukee, Wis.



Drill Pres Is An Ellicient Woodworking Unit With These Accessories

Hollow
Chiieli

For 17" Drill Presses Fo' I l" ond 14" Drill Pre$e.

I'oE ;d! or hooLed

-, r o,r$-. ;'(

.,;'.;;d.i"-,63;;i*i;E.-dDnnP'r$e'coapll.
Doli c ;d Atuai;:i l;r;a .;;i u,hi ;tih;;a B,i ;i Horda.

Allachnent Converis DrillPress
lnto An Dflicient llorliser

Using this simple, easily installed at-
tachment, the drill presses may b€
conv€rted into accurate mortising ma-
chin€s and anyone, even without pre-
vious €xperience, can make straight,
true square-end mortises in all kinds
of wood and of practically any width in
a fraction of the time necessary by

Woodworkers oI aU kinds - cabinet
makers, contractors, lePair men, in-
structors in school shops- everyone
who has to make mortise and tenon
joints has fou'd this economical tool
to be a time and labor saver.

The mortiser consists of a heavy Ience
botted to the driU press table. Two
hook bolts hotd the work against the
fence and an adjustable hold-down
keeps the work lrom being rais€d when
the chiset is withdrawn. The chisel
holder replaces the regular stop-rod
clamp.

prcF b*h8 ro, ;ch
OuEd. oI bushrc- ,l]". shrnL or chnd,
,r"r r'r" tt_lieh' ps !d, r'. lb!.

a;i-- -:i ih.f; 

-
su r. rt,, i r:,'

I sos I r."rri, rl,,. so6 I r,,r,^ ,L'
-r*!!L 

l \'" llrl lEgL
Bits tor Morti.ins

-aaccaoo{

r*r,i,s, =;:{ iiii'dll}','jgiff"

s.s .i dow.
rcut E lobs-

,I. n-n & ..rrlt d@ rill rh
,r.c drnr r! !.

Mochine Spur Bits-|0 or. Eoch

-!ll!qr:
M.de oI s.lect€d steel, prope.ly hard-
ened and tempered lor keen cuttins
qualitics and lona life, Th.y have a dia-
hond point and two cuttina lips which
sever th€ 6bers of th€ eood, produce
clean hol6. All are app.oiimately 6%"
lons overall, and have Iz" shanls to 6r
standtd %" hole machi.e chucks, also
mortis.r spindle and No. 9?4 drill-pr.ss

Routei Bitr-4 or. Eoch

di.ntr i %"-

Plug CutteB-6 or. Each

ur..lorEtrint-ftdDl43
-d do*.b ud t. D6rdr

(}OR PRICES SEE ATTACHED PRICE LIAT)

THE DELTA MANUFACTURING COMPANY ' MILWAUKEE, WIS.



Shaping on the Drill Press
Shaper cutt.rs S.ri.s D-l to D-80, with *" hole, may b€

ulcd on either Drill Press No. 620 o. 970, Largcr cuiters,
aith %" hole, ar. not r.comm.ndcd lo! usc otr the No- 620
drill press. In aU cases the cutters should either b. held on
ou. No, 977 spindle, or .lse on thc adaptcr spindles used in

3. By usins deprh or slidc collars as above, but usins an outline
patt.rn or template that carri.s thc work and ru,s against
the suide collars, Mostly us.d lor r.petition ,ork.
Method I is us.d lor lat sbaight-sided work, lik. mak-

ing sraisht mouldinss. This m.thod is thc sihptest and
the No.624 and 974 spindies.
Th. adalters should not be
held in the r.sular driU-press
chuck, as this makes the over-
hana too sr.at, and increascs
thc risk oI chatter in the cut.
Thc cutter should at atl times be
operatcd as close to the lower
quill bearings as possibl..

Speed
For most work the bish.st

speed on thc No, 9?0 driU lress,
5,000 r.p.h. and thc hish.st
on th. No- 620 hod.l, 3150
ip.m. will bc found amply high.
At 5,000 r.p,m. very smooth,
.lean work it produced on thc
No- 970 drill press. Il a higher
spccd is required, 8,000 r.p.m.
may bc obtained on the No, 970
driU press by usins an 8" pulley
on thc motor snart, and a No.
453 V-belt trom this to th.
smallest step on rhc spi.il1.
pulley. No speed high.r than
this will ever !. lound n.c.ssary.

TENCE ^ SCUTTTR

safest, ard should always b.
used wherev.r possiblc. Thc
use oi th€ suide fenc. is showr
in Fiss. 1, 2 and 8. The No. 987
lence is particularly saf. be-
cause the wood laciras can bc
adjusted inward or outward so
that only th. v.ry shail por-
tion of th. cutter actually in
use projects beyond the lront
lin. of the fenc€, and thc opcn-
ing betw.en th. two halvcs of
thc l.nce can b. made v€ry

Circular suide lerces can bc
us€d to sood advantage on cer-
tain types ol cuNed work, as
shown in Figs. 3 and 4 cuid.
Icnces ol this typc can b. saw€d
from a picc. oI board or thick
ptywood, the c.ntcr of thc form
or auidc tcing cut away to 6t
ovcr th. cutt.r. It will h.
notic.d that two f€nc.s ar.
ncc.ssary lo. work that is to
be sha!.tl on both insidc and

Rotation and Feed

It is ess.ntial that th. cutt.rs b. prop.rly llaccd on th.
spindl., II thcy are to bc us.d on the driu press with th. hcad
in thc natural position as in drilling, they should b. slippcd on
thc spindle or adapi€r so that thc cutiing lips lacc to thc lclt
as shown in Fig- 1, which is a plar vier, If th. drill pr.ss is
uscd with the head r.versed, then thc cutters should bc plac.d
otr th. spinill. with the cuttins lips facins right, atrd th. work
should b€ I€d from .ight to left. Th. work is always l.d
against th. direction of rotation of the cutt..s; if fed in th.
opposite dir.ction it is apt to bc scizcd by the cuttcr and
plucked out oI thc hand, It may sodetimes bc loutrd con,
w.ni.nt, il th. driu press is 6tt.d with a hotor rhat can be
revcrsed easily, such as thc No. 900 repulsion,induction. to
r.verse the motor wh.n thc drill press is us.d in th. narural
position, sct the cutte. to lace th. risht, and t.ed the wo.k
l.om right to l€lt as in Fis. 2. This is a matter ol choice,

Methods of Shaping
Most shaping is don. by one ot thrc. hcthods:
1. Advancing thc work into thc cuttcr while holding it

against a guid. f.nc. to limit th. dcpth of cut and Brxde

2. By lsins dcpth collars on thc spindlc, which permit th.
cutt..s to cut into thc work to a certar dcpth only, th.
work being f.d against th. collars "fr..hand"; that is,
without thc usc ol a Suidc lcnc.,

M€thod 2 is us.d for shapins rhc edges of curvcd and irr.g-
ular-shapcd piec.s. A collar oI the propcr diahct.r is ptaced
on th. spindlc, cith€r above or bclow rh€ .utrcr, dependins
on the character oi thc wo.k, This coltar prcvents the curt..
from takins morc than a c.rtain difinit. cut, as shown in Fig. 6.
It must b. obscrved that only a portion oI th. cds. oI th.
work can b. cut away wh.n this method is uscdi as th. sid.
view in Fis, 6 6hows, a portion ol th€ orisinal edge ot thc work
must be l.It to bear aAainst th. collar, In other words, it is
ihpossibl. to shap. the @/rol€ edge of a piecc by this m€thod,
lor if this is attempred thc work will b. drawn into th.

In shaping by this method th. oriSinal edg. oI rh. piec. to
b. shaped snould be madc smooth and accurat. in profrlc,
bccause any irresularity will b. r.prothccd in thc 6nish.d

Use of Guide Pin
II. wh.n l.cding irrcsular work into thc cuttcr, usi,g th.

collar method, the att.mlt is made to advancc thc work directly
asainst the ..volvina teeth, sr.at care must b. .x.rciscd in
ordcr to p.cvent th. work froh b€ins seiz.il and throwo out ot
the hand, To pr.vert this, a startins pin or suidc pin should
always b. us.il, As shown in Fis. 7, tnis consists sihply of.
st..l pin +" in diamctcr, sct into thc table a little to one sid.
ol thc cutt.rs. Whcn starting thc cut, th. wolk is sct against
th. pin, and th.n, k..ping it presscd aAainst th. pin, it is
swung slowly in th. dir.ction of tir. arrow so as to bring it
getrtly into th. cutter, usins th€ pin as a pivot. Oncc th. cutt.r
has sunk to th. full dcpth and thc work is 6frly against th.
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d.pth couar, it is th.n swuf,g away irom thc lin and fcd
lorwa.d in thc rcgular way. Th. "pin tr..d not assum. th.
lolm shown, but may m.r.ly bc a block clamp.d to thc tabl.
to one side ol thc cuttcr; anytbing that will givc a lirot lor
th. work whil. it is beins swunR into th. cutt.r lor thc initial
cut will scrve th. purposc, but somc torm oi starting pin should
always be used for safety's sakc. N.vcr try to k..p the work
aaainst both th€ pin anil thc colla. alt.r thc cut has b..n
startcdiswing it away so that it bears against th. collar only.

Safety Pointers
In shapin8 fr..hand asainst thc collars, which rcquircs Eor.

car. ahd skjll than any orh.r m.thod ol shapins, always observe
thc lollowins rulesr

l. Do no altempt to shape piec.s that
lrail to be ]rabdled sal.ly.

2, Do not attempt to cui away too
huch of the cdser leav€ .noush un-
cut to siv. ad.quate bearing aaainst
th. collar or collars.

s. Cut the ourlin. oI the piece to n.t
size and see that it is smooth and
r.sula. belore shapins.

Always use a startina pin or som.
lorm ol steady rest wben advanc
ing the work into the cut.
Il thin or narrow mouldj.ss must
be sharJed. shape them on the edses
ol a wide or substartial board, and
rip or cut them ofi thc board afte.

M.thod 3 is sihilar to 2, in that th. shapina is don. fr..
hand against th. collar; th. ody dificren.. is that inst.ad of
th. work its.ll riding asairst thc collars, th. work is carri.d
by a hardwood t.mplat. and the tchplate is run asainst thc
collars. This mcthod is used wh..e a numbcr oi duplicatc
picc.s arc to bc had., becaus. th.n only thc t.mplat. n.€d b.
maile smooth and accurat. in outlin.. It is also us.d wh.rc
all ol th. .dg. of a moulding is to bc shap.d, bccausc, sinc.
it is th. t.mplatc that rides against thc collar, practically all
ol the eds. oI ih. work may b. shaped away without houblc.

Shaping End Grain
In cascs whcr. e.d grai. must be shaped, as in thc case ol

table tops, .tc., it is always best to run the first cut across the
e.d grain as indicated in Fig.8, and procced {rom this around
the top. takins each side a.d end in tu.n, When this is done,

5.

any slisht tearins at the end oi the first
.ui is cut away when the se.ond cut is
made, a.d the last cut is made in th.
direction of the grain, which will elimnlate
danser oI splinterins or tearing at the

Takc lisht cuts on end g.ain to pre-
vent makins a rough job or sphrterins
thc .dse at the end oI tle .ut.

Wherever possible, th. spindle and
table should be so adjusted that the shao-
ins is done on the lower edse ot th4
work, as in this way the cutteE are cov
€red up and the whol. operation is saler'
Mosr or ih. illdstrations show the wo.k
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beins snaped on th. upp.r .dge, lor th. sak. ol cl.arncss. but
it is saler to shaD. th. under .dse whercver possible.

Jointing
Ih. construcrion ol No. 987 Universal Guide Aence shown

i,i Fig. 5 perdits wor! to bc cds. jointed with as much lacility

iacins should b. .xactly in line with th. knivcs. Th. liahthand
sid. oi thc fcnc. is th.n s€t lor th. d€pth of cut, just like th.
lront table of the jointcr,

For jointing work, usc straiaht cutt.r D-69.

It will be obvious that, with an adjustabl. lenc. ol this
kind, all of th. eds€ of straisl,t work can b. shaled, the rear

as on a jointer. Ior ordinary shaping wor&,
wh.r. all ol th. .da. is not cul away, th. two
laces oI the guide lence aE set clactly in
line. In jointins, however. all ol the e&e is
crt away, and it is necessary that one lace
ot the ience be fu.ther lorward than the
other, to suprort the cut .ds. of tbe work
after it leaves tbe knives. Winsnut BM 20
holdins one half ol the lence is loosen.d,
star wh..l NCS 32 loos.n.d atso. and th.n.
by turnins adjusting nut SF-6, onc half o{
the {.nce may b€ set forward or back, The
half that mov.s d.p.nds upon which wing-
nut is loos.n.d. It is p.rhaps simplcr to set

half of th. icnce b.ins set, as in jointing, to
support the cut face oI th. work aiter leavinS
the cutter. ahis cannor b. done with a

non'adjustable fcnc..

Hold-Downs
Sprina bold-downs, shown in Fia, 5, arc

.mployed to hold the work down againe
th. table and against tt,e l.nce. Th€ sprines
and brackets should be so set that the wort
will b. p.essed 6rmly aaainst both table and
I.nc€, but not so tishdy rhat it will bc
difficult to move past the cutte. with a
qm.6r!' :.d €ven moti6i.

th. l.It hand side of thc l.ncc in thc samc hantu. as thc rcrr
tabl. ol th. jointer; that is, the workins su.face of the wood

b. d.d lor ioi iir th. .ds.r

oily b. dri. riri . 1.r.. ih.r k .diun.br. lo,

.( ra rd orry to
t..p th. ryort p-s.d .e.irn
io r..p it F.n.d .E.r.d th. euid. t.ic.. Ih.r .r.

.diu,r.hr. ,q rhkrn.! .id tidrh o, w*t,
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Replacement Parts

Itl.nr Osrnrs (leri .nlc). .. .. . I

it{iI cNtitrg ( shr sido) . I

olnnrr Slrd (J.!1.1). .-... ... r

LorkI'lrte.. ...,. . . .... !

.{djtrslins-s.r$r Link ....

Ailjusling s.r.\r (X"-1(;).. .. t

[rood l.hcn's (Bnai)...,.. .. ,.

Sf'..l Stxd .... ...... .. ..2

slrrtnl NtBlrer

Sl.ci{l ll'lsDor -........ .,.. ,

Star whel (+ atr)......... 1

gp€c. Sprirg.....,......-..-..,

Llj" Spelrl S.sh€. ,..... -..... , ,1o

,,s'-lt r l\, M, Hd. Mrl,. aolr I .l'l

to-:!2 r 11 ltd. Hd. tl&rr, scr.$.. | .ro

*'rr4Hot.rNtrr_ut..,.,...... 1 .lo

ii,'-la\l'nrg\trt ..-....,...... 1 .1o

'' 
" Stecl rvas\e.... ,..,..... 6 I f,tr lO

ghsper fenco (.otnDr€to) . . . . . . . r t.5o

*(Whilc w.1ist this tablc Io. th. conv.nicncc of thosc eho d.sir. to pu.ch.se it,
the avcras. craltsmatr can makc his own tablc ol 3/a" 5 lly paneilins cheap.r
than it can b. Iurnish€d, To thc cost of thc lancl alonc wc must add the .ost
ol cutting, shapins, sanding, borina, Enishing, packine and shippins, all ol which
make th. p.ic. seeh out ol proportion to th. cost ol th. panel alonc.)

Hold-Down Parts

Honl-do$ Slu{l (*"rr)..,. .. .

Holil-doNn l'ir (16"r5').,.. ,.

Hokl-do$rr Sl)dng

Hokl-(loNr Sinrl h!.ck.t,. ,. ....
Hold-dorin Sp rg Bm.kct. . . . .

,i"-rtx 2r,1 l{ex, (hp Sdo$....

l!'r13 rlcr. \ut

,irla Thumb screw .... . ...

)!" Sker $asher

Fotd-doNn A(ta.hnrents. Conrp.. ,

Table Parts

st{rttrg Prn (tl"x1}!)...-.... r 'lo
tihr''pcr Tobre o r(9l"xln"t,!.r"), 2.oo

-r$rz lr.t. Hd. S'r s. L11,
t,'-18\hrg\trt.............. 4 .ll)

ii 'stcel lv.-r!i4 . . . . . . . , . . . , . . :1 2 for .10

st,qn'l lvallr.r . . . . . . . . . . , . , . . t .ro

Trbl6 Conrplot€ !'ltL Borts* ud
Shfli,'g Pin z.ii

\t'ren(h .,.,.,,,.,,........,. .l'i

Getting The Most Out of Your Drill Press
This instruction Iolder is intended to give briefly,

enoush information for you to do shaping on your drill
press. Very complete and explicit directions lor shap-
inu 6n th. dritl Dr.ss ar. qvcn in our authorirrtive
hindbook Gettiris The M;st Out Of Your Drill
Press , price $ .25. This work written from the
Dractical;ather than the theoretical viewpoint. may be
irnderstood by the beginner in woodworkinS. yet will

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

Besides shaping, other operations described and
fully illustrated are: laying out the work, shary€ning
twist d.ills, how to drill, routing, mortising, dowel
and plug cutting, and various other uses of the dlill

The Delta Manufacturing ComPany
600.634 E. Vienna Ave. Milwaukee, Wisconsin



No. Triple-Duty 11" Drill Press645

only a corstant-sp..d motor, as eotors of th. univers.l typ.
are not satislactory.

For ordinary work in th. smaU shop our one-thi.d H. P,
motors Nos. 6300 and 6400 eill b. loudil vcry satislactory. No.
6100 is a splil.phas. tvpe and No, 6400 a rcpulsion induction
lyp.. Borh have hall bearinss, doublc shafrs and built.in swirrh

Thc hotor should turn in a clockwise direction (sce FiR.4),
vi.w.d from the rop oI th. motor whcn iNtallcd. Our aotors
should bc bolted to the bracket so that th. switch is at thc top.
on thc left-hand side as yo! face the drill press, S.. Fia. r.
ll you usc anoth.r motor atrd it runs th. {rons way, eithcr turn
it around or r.vcrs. its rotation.

Thc ,ouFsrep moro. pull.y is insrau.d with thc lar8.sr sr.p
al th. lop. Alisn ii wirh rhe pull.y on lhc drill-p..ss spindl.
by means ol a sr.aishr.ds. plac.d a.ross both pullcy .dg.s,
hefor. liRhleninE rh. s.lscr.ws. Th. slots in th. motor bractd
.mbl. thc motor to bc raiscd or low.rcd to aliAi thc pullcys
perfcctly, which is importaf,t ior smooth, vibrationl.ss op..atio.

Opercting Drill Presses in Gongs
Wh.tr a numb.r of driU press.s ar. to bc uscd in a g.ng, as

tor p.oduction work. they should b. p.ovidcd with % H. P.

thr.e-phasc motors, lor the fouowing rcasons: Thr.e-phas.
motors will save from 30 to 40 per cent of the powc. co.sumed
by ordinary split-phase motors. b.sid.r delv.rina much mor.
pow.r. Srnc. they havc no brushcs. (ommuraiors, delicat.
sta.tinA switches or starting windings, th.y a!. practically
l.oubl."free. and this reduces upkeep cost. They ar. installcd
on a powe. line, and will nor flick.r th. lights. They ar.
pa.ticula.ly adapt.d lor high-spccd work.

A largc gang oI drill pr.sses should n.ver be operat.d with
split-phase motors, takina tb.ir curr.nt lrom th. lishtins cir-
cuit. In many localiti.s thc liAhting coopaiics prohi6it this. as
tbe use of a lars. trumb€. ol motors of this typc u.balances th.
phas. afld ov.rheats thc translorft.r.

Three.Phose Molors
Th...-ph.i. m.t.B .dnrot l. .p.r.t.d iron li. llghting

clrcolt, Th.y ar. usually built lot 220 aolts. and this is th.
voltag. of th. ordinary pow6r tine, which h st.pp.d down to
110 tor liahtiig purposcs. Thrc.-phas. motors should b. wir.d
by a rc8ular el.ctrici.n and provid.d with a ..gular switch. as
th.y havc no built-in switch.s.

Our Thr.€-Phas. t4 H. P- Motot No. 6600 is pa.ticularly
wcll suited to thc No. 645 DriU P..ss, as it i! intcrchang.abl.
with th. regular No. 6300 motoi. It is a ball-b.aring, doublc shalt
motor. Not. that the sp..d of this moto. is 1725 r.p.m. Do not
confus. it with hiah spc.d Motor No. 6530.
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Occosionol High-Speed Work
Th. amar.ur and thc amall-shop man

who has only occasional us. tor hieh
sD.cds wiU 6nd that th. standard hish
6;.Gd ot 5,ooo r.D.m. is quit. salisfactory
lor th. largcst majority ol rortira, shap-
i.s ard similar eork. On th. I.w occa-
sions wh.r. it is ..c.s.ary to us. a
hish.r sp..d w. rccomm.nd th. mcthod
o{ obtaining this shown in Fig. ,1,

ID this, th. rcs!lar con. pull.y is
r.hov.d lr6h th. mor.r .l:{t and a
standard 3-in.h V Dutl.v us.d inst ad.
A No. 387 V-brlt iE is.d irom rh,6 pull.y
to th. sm.ll.st st.p o! thc drill-prcss
con. pullcy, Th. motor is moY.d up to
alisn thc pull.ys ,nd back to tight.n the
h.lr hur nor. rh:r t[. b.lt ru]t trol l.
to. tiglrt; th.rc musr b. a c.rtain amount
.I rl,.[ in it .. rh,r n will b6w out
o! th. slact ;idc as indicat.d in Fis. 4.
A bclt that is too tisht will .ausc cxc.s-
siv. h.atins a.d vibration.

This arranscm.nt siv.s a sp..d ot
8.000 r,D,m,. which is fast .nouqh for all
oo.ratians in th. small shop. It should
bc remcmbcrcd that thc hiahcr th. spc.d
th. more Dow.r is r.quircd lo oD.ratc
th. machi!.- Praciically nothins is
Aained by att.hpting to use sp..ds abov.
8,000 r.p.m., and although thc No. 645
drill pr.ss is d.6isned for high.. sp..ds
than this, it is dotu as a factor of 6al.ty.
and not b.caus. th.6. high.r spc..ds arc
r.comm.rd.d ior ordinary wort.

Cculion
No standard chuck is dcsisn.d lor a sp..d ol

ov.r 5,000 r.D.m. If us.d at sr.at.r sp..ds than
this a standard chuck will causc undu. vibration
and wear in lh. sDindlc. It the drill pr.ss is to b.
us.d lor mrral d;illine ar hish sp.€d it is n.ccs.
sary to usc a spcciaUy balanc.d drill chuc&.

Our sBecial spindl. No. 974 !.rmits th. !s. ol
standard machine bits with % inch Ghanks at hiAlt
spc.ds without undu. vibration and wear, du. to
its inh.r.nt balance aDd its short ov.rhans. Don\
us. maclin. bits in an ordinary chuck.

Slondord Speeds
Th. srandard sDc.ds obrain.d on thE machrn.

wh.n usinc a 1,730 r.D.m. moto, ar. 590. 1,2?5,
2.450 and 5,000 r.p.m. Th. hish.st speed is ob-
taincd when thc bctr is on the larsest cone on th.
motor tull.y ahd on lh. small.sr ,on. on lhe
spihdlc pullcy. and vic. v.rsa.

Toble Adiustments
To adju* ih. tablc op or down, lo6.n thc

ball-€nd l.ver on thc tabl. brack.t. Hold thc tabl.

To tilt th. tabl. to th. risht or l.{t looscn th.
pivot nut (SPJ206) und.r th. tablc, r.mov. thr
pin DP-8 and rih rh. rablc lo rh. r.quircd anslc.
To s€t rhc rabl. accurar.ly verrical. ins..t thc pin
lhrough rn. hol. in rb. tablc flana. ihto th. holc
in rh. trbl. brack.!. th.n rishrcn th. pivor nut.
To r.rurn th. rablc to thc horironral Dosition,
loos.n th. nut, withdlaw th. pin, set thc tabl.
approximal.ly Icv.l, rh.n r.-inse( rh. p,n
lhrouah il3 hol.s and rishrcn rh. nur, wh.n th.
ta!1. will be Iocatcd accuratcly lcv.l.

5pindle Adiustments
Thc sDindlc is raised and lowcr.d by hand

l.ver DP-233, which o!.rat.s pinio, shart
DP-234-S, and this, in turn, m.sh.s with the rack
on th. quill DP-240. Thc quill can b. tocked at
any dcsircd point in its trav.l by tisht.nina th.
ball-end lev.r DP-1I. This is an .sp.cially d.sir-
abl. f.atur. lor rout.r and shap.r work. Thc
.djostins scr.w and rut SP-703 and SD-18 ar.

s.r ar th. lactory to giv. thc quill th.
prop.r cl.aranc. a this adjustmc.i
should nor b. disturb.d.

Drilling Holes to Depth
Tbc dcpthpoint.r on th. h.ad is a vc.y

conv.ni.nt fcaturc wh.n drillins lo .ract
deDths is donc. To us. this, run th. dril)
do;n until it just touch.B th. suriac. o{
rh. work. Th.n s.t thc pointcr to an
.vcn Eraduation on th. quill and fc.d th.
d.ill into th. work, Th. poinrcr will
ihdicat. wh.n thc DroD.r d.pth has bc.n

Whcr. a numb.r oi hot.s ar. !o b.
drillcd to exacily thc samc dcpth tl,c stop
.uts DP-274 o, thc thr.ad.d stop .od
DP-2?3 are uscd inst.ad of thc point.r.
AItc. the 6rst }ol. h.s be.n drill.d to
d.pth by m.ans of th. scal. atrd point.r,
th. lower stop nut is set against th. Iog
on th. h.ad throush which the stop .od
pass.s, It is th.n lock.d with th. upp.r
nut. and all subs.du.nr hol.s will b.
drill.d t" c*actly th; su-. depth without
relclenc. ro th. rcal.

Adiusting Spindle-Relurn
5prin9

For th. purpos. oi automari.ally r.-' I rurnin8 thc spi,dl. upv.rd a,tcr a hol.
-.- | has b.en d.ill.d, . corl sDr,ns. DP-211, is
';" | .nclos.d in th..asc DP-232 This sprins
1l ,s prop.rly adiustcd at thr [a.torv. and

this adjustm.nt should not b. disturbcd
unl.ss .bsolur.ly ncc.ssary. If at a"y timr it i3
..c.ssary to r.adjust it, proc..d as lollows:

Looscn th. locknuts SP-122? only about r/a

in.h: grip th. cap tighlly so as to prcvcnr ir from
flyina a.ound. pull ir out roward you 60 that tn.
notchcs in thc cas. cl.ar tn. boss.s on th. hcad.
StiU boldins th. ca, tightly, turn it clockwisc to
loos.n th. sprins. or count.r-clockwisc to tishtc.
rl Push it on th. cap whil. rurnins 30 that ft.
norch.s will slip ovcr th. boss.s as soon as lh.y
ar. opposit.. Tieht.n th. locknutFnot too tisit
-and t.st th. srr.ngrh ol th. spring by pullhB
dosn th. lccd l.v€r. B. sur. ll"c ouiu-lo.k ball-
cnd l.v.r is loos. whil. t.stins. Wh.n th. quill
is up, oh. halt lurr ol the case srv.s rh( pr;p.r

II rh. (ap should ac(iderlally b. DUllcd oul
roo Iar so thar th. sprins end sl,ps ouiot i-s sl'l
in 

'h. 
rim or the cap, s.. thal th. hook.d.rd ot

th. sprins is propc,ly s.r in rhis slir asain b.torc
attemptif,g to adjust th. spring,

How lo Chonge Spindles
On. oI rhG uhiqu. l.aturcs of th. No. 64s Drill

P,.ss,s rh..as. with shich spccial spi,dl.s may

! h@ o,ind,io oi th. driri
.,65. r';q i .un ri.! on r.

NC
a
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I
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b.us.d,Trl.op.raxono{ch,nsinsffishouldb.aronth.naronth.
ah. $i;drc is a:inpr. on. i{ ins[uc l #5' lll llf ]nllUlll bEhing.
nons ar. rorroved cros.ry. I quiJ rJt ---l \\llul rrrn the spn,dr. by hand to scc

that th. bit runs cl.ar and wilhout

::.*#'.;**:[!\.[:iiu I .".". A(^o ]U-lffil *tii*i'u$*:illll,.;"fr'sil1"*"irts:!, '#"iir"'J-"Fiiil | 5P L2?#--++9#4 
| B I :ii:i :T.,:':fi"1"-1,T.,tr

sc-tscrcw and pull th. spi,dt risnt I U llL ll l-t---.\ | I o"-ir," i,d,.i r,,,a. ao noi r"t tr," uit
::,r,J::l"1"i,."eijii;,i,Il'ffiLil :;':..-l[GJl] L l*" lit:;l_t;*r*.:;lL*,.*

To irs.ri th. n.w spindl.. ins.rt
rt at rh. botom.of th. q'u r ard^psl I sPa0-f-l_ | I I Adiusting Guide Fence
it up th.olgh thc collar DP-250 a.d

+r:,:;imli:*i'.ll*"',"":lx: I Dpe5o\ R[tr-J::::.1 *[T',:il,i]",..t1."'i'U'::ii!
k'.ys in rh. dlvc"pulcy v,I .nrer I .",.*\ lBll lll^ IDM'/)l eureos.. $,rh rh. wirB nuts on rop
i'iliii*ii,' i'i iti.'"pi,i6tc. iigt',." l.,p.a2a "''i ,]1lHj&l I I i,, the t.nce. see that th. hord'down
ari*- s.i-.* Naa-ri ; h;rj ttc l- "'- er'a,o l/ lbll---) I I a,-,arutrr.h.dasshowninFis 6

,$tl'.t{",,::.uiinii++ilili | .","fod(d]lil/il" 
^ l::.:1 ,.,:i;i,r.t:H:,r:::;ri.sli..::

i!.:i,i:ii! !i lil','""ii rli- I "" ... -X\F4/A-S I l; tl" I ["J]: d:: i:'.r :,*;:,8'.:r:,

tisht.. th. quill lock. loos.n this chir.l or .ls€ thev will rub. and ruin
hoth trir and chisrl in a shorl tim..

thr Al.n sctscrc, asain and tur, I DP'5-r5 

-n2-Al\ 
>17- Teg.LtDP-rio I i.-,',,jri.-d ii'ii. ri. "r,iri roaasrh. spindr., pushins up on it at th. I )=-// IN*4VZ"!A= I -ii t. !.i"*"a t. $,c undeFsidc oisam. timc. unt you arc surc tlat | [=r]l E:Y, it/Alt== r I ;;6j;ii;; ;;;di;.;;i*" 

"a 
th"

rhc pin Dp,248 in rh. spindr. corar | :\:ziNyr\\:1r=p I d,ii ."L"ii". i.;e to support th.
has.ntered th.not.b.s i' th.lowcr | //>reV N:\\\a I I ..ds oj th. work.
bcaring. Fia, 3, ttir it r.ry ihp.rto ,

As soon as th. pin has .nt.red th.
Li "i"ll ,",irr'ii' 

I,i'i,ilii. ii[li"J'i: | 6-:- ,/,./ //-) | operotins Hollow'Chisel
ro hold th. chuck .nd ol rh. spindlt I I ------- u ,,/ ,/' I Mor+isertishrly asainst th. tablc, then locktti qiitiio trota $,e spi,ldi; ;,1 thi" | =------ 

- 
//l | . ?lac. th. srockin p*it191,91l!:

p*iil".. i'it a"*', J"ii;iDi-il;o I - . -----.--- ,,' I I tablc so th. cut wirr siart at thc..nd
le,i.sr its uiiii,8. J"ii"i*.. rt"i I l,c 6 ---.---.." I | .t.tte..-..risr. sr.,r rhe, mrhin.
ih-; i;;i;' ri;;.;;J-;ii;;';;ii;; | - | and purr down on,h. reed.rcv.,. o'
cnttr tirc norclcs in rhr inn.r ra.. rhe 6rsl cur "ll lour s,d.s ol th'
oI th. b.a.ing, th.n tight.n tb. chiscl ar. cutting antl this.cut eill
Allen s.tscr.w-;sain. Do"not tisht.n rh. sctscr.w too Duch. or Mrurally t.kc a tr!8. mor. pressurc ihan th. lollowins culs.
yor eiU mar th". spindt. and;ak. withdrawal difii.uh. On hara voods lilt th. ch,sel fr.quently so_rs ro ciear th.

chips and permit thc lool to cool. Negl.cl ot this p.€caution

Coulion
W( hav. Bonc iaro rhrs mal!.r o{ chanBing.Pindl.s v.rv ihoF

ou3hly bccaus. i! 's imporlanl 
'hat 

it b. dorc propcrlr. ln.
iob is much simbl.. than it s..ms fion fic d.sc.iDrion, hut th.rr
arc rso thiras io b.a- in mind. Firsr. rh. pin in rh. cou.r jusr
abov€ thc spindl. chuck rurt .ra.r tt. notch.t in lh. low.r
h..ring. Si;ilarly, the lugs on tbc low.r.nd o{ couar DP'250
must ant.r th. notches of th. upler bca.ing. S.. Fig. 3 Ii this
is Drop.rly attend.d ro thcr. will b. absolutc,y.o shak. in th.
spindl.. Il rh.r. is rhe shEht.s! end play in rh. spindl.,tt.r
';sr:lhri.n rhrr rh.:bov€ d',€cbons ha!. not b..n lollo..d.

Rouling Work
Whil. rout.r bits and standard ftachinc bits may, ii absolut.ly

n.c€ssa.y, b. us.d in fi. K.yl.ss and Ja.obs chucks, w. stronaly
r.comm.f,d th. us. oi sDindl. No. 974 for all work wh.re eood
wo.kinr bits with % in:h shaf,ks ar. !s.d. This hay b. used
ior bits with % if,ch shanks only.

Whcn usins rotrt.r bits, with a suid. I.nc. iast.n.d on rh.
r.a. oI th. tabl. as shown in Fis. 5, always I..l th. work {rom lh.

Morlising Allqchmenl
To attach mortisins attachm.nt No. 976. irs.rt sp.cial spindl.

N. s74 in nlr.. 6{ il,i r.sular sDindl.. Thit sDindt. ,s lhe onlv
on. rhat ca; b. us.d w,th'this at'rachm.nt. R.;ov. tI. srop rod
collar DP"27o from th. .nd oI th. quilt by loos.ning th. nur on
,rs clamD srud. and r.movinr rh. low.r nur rhar {asrens rh. srop

'"a r" rL..otiar Now atta.i5 the hollow chis.l holder DP 300-S
in Dlac. ol the stop collar, stippins the tod cnd through th. hole
in ih. lug, .€placi;s the lowcr nut and tightcn rtr. chis€l nold.r
with th. clamp nrt DP-221. Do not clamp too tiahtly.

To inslall th. ,his.l and bit. ins.rl ihe bit rhrough th. hol. in
rh€ ch,s€l Irom lh. culrins .nd. placc th. proD.r bushinc over rhe
.nd or rh€ bir; rhen ins.rt-rht *dolc assemLly ,h,ouBh t[c hollos
chis.l hold.r- Push up until the shouldcr oI ihe chis.1 butts
aRainst th. hold.r, thcn tisht.n th. s€tscrews to hold the chis.l.
Push thc bushins into placa in th. spindl. chuck. and adjust tbe bit
ro lt.t th. .tcrt.r. obou+ I t6 i6.h dwoY troh tho Iov.r .nd .l
th. €iit.l, rii. lr v.ry inport.tl. Tlshtcn lhc s.rs.r.ws in ih.
ro,ndl. chuck io hold th. bushin. and bir Th. (huck "ers(r.ws

DP 300.5-

DP-55i

0M 17S
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REPLACEMENT PARTS

will taL. the t.mb.r 6ut ol bit ard chisel. Movc the stock sidc-
wisc . distance cdual to ahout thr..-quartc.s of thc chiscl eidrb,
prcss ir down aaain and r.peat rhis olcratron until th. morrise
is compl.r.d. Sp..d r.comm.nded ror morrisrna i! 2250 r.p.m.

Shoping
A full lin. or shaoc, !utt.rs, tcnccs and orh.r shapina attach.

ncars is available lor rhG drill press, Cutr.rs ar. o, th. iotfted
typ., Gttins ovcr the .nd oi shap.r spindlc No. 97?. Th.
thread.d end ol this spindle will take cuttcrs with a i, inch hole-
Users who hav. cutters with this siz. holc on hand can use
thcm on thc No. 645 D.ill Press.

For comelct. dir.ciion' ror shapins, ask lor ins.uction
sh..r, -Shaorns on th. Drrll Presr.' whiLh ac(ohpanics erch
s.t of shaper cutters.

Cqution
Do not att.mpt to use the No,249 Moulding Cuttcr or afly

simila. tool, !o. shapitrs on th. d.ill pr.ss. Th. moulding cuttcr
is a vc.y safc tool when us.d ifl th. way ior which it is d.sign.d,
on thc circular saw, but a v.ry dans.rous on. wh.n us.d on

Lubricotion
Thc ball b.arinss in th. quiU and spindlc pullcy a.c packcd

at thc factory wiih .noush lubricant to last lor th. cntirc lil.
oI the bearinss. The piniofl shalt and quill rack should be givcn
a d.op oI oil occasionaUy. No {urth.r attcntion i6 r.qlired-

Do not ldke rh€ pulley or quill asscmbly apart, as rherc rs
drna.r rhat you cannot put ir roeerhcr again properlr, due ro
lack ol special tools. Also, you may gct dirt in th. b.arings,
which will ruin them in a short timc.
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sNo. 10 050 High Speed PresDrill11 -tn.

NLY a sealed ball-bearing motor should be us€d
on this drill press, because the shaft stands vert;
cally. If a plain-bearing rotor is used it will be

impossible to keep it lubricated, aDd the b.arings will
wear out in a short time. Use only a constant-speed mo-
tor, as motors of the universal typ€ are not satisfactory.

For ordinary work in the small shop our one-third
H.P. motors Nos. 60310 and 621r0 wiU be found very
satisfactory. No. 60310 is a split-phase type and No.
62 110 a capacitor type. Both have bau bearings, double
shafts and built-in switch.

Th€ motor should turn in a clockwise direction
viewed from the top of the motor when installed. Our
Dotors 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 ruDs the Mong
way, either turtr 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-p.ess spindle by means of a straightedge placed
across both pulley edges, before tightening the set-
screws. The slots in the motor bracket cnable the motor
to be raised or lowered to align the pulleys perfectly,
which is important for smooth, vibrationless operation

Three.Phose Molors
Three-phose motori corro+ be oper.ted lrolrt +he

ligh+ing cirEllit. They are usually built for 220 volts,
and tbis 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 reAular electrician
and p.ovided with a regular switch, as they have no

Our Three-Phase Z H. P. Motor No. 66320 is par
ticularly well suited to the No. 10050 Drill Press, as it
is interchang€able with th€ reAular No. 60 310 motor. It
is a ball-bearing, double shaft motor. Note that the
speed of this motor is 1725 r.p.m.

Slondord 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 sp.ed is obtained when the belt is
on the largest cone on the motor pulley and on the
smallest cone on the spindle puu€y. and vice versa.

The asateur and the small-shop man who has only
occasional us€ 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 simila. work.
It should be remembe.€d, moreover, that this is a bronze
beariEg machine, and was not designed for speeds abov€
tbe standard bigh speed of 4600 r.p.m. Any excessive
speed tends to put an undue strain on the bearings and
may easily burn them out.

Coulion
The standard chuck is designed for a speed of not

over 4,600 r.p.m. Jf used at great€r spe€ds than this a
standard chuck will causc undue vibration and wear in
the spindte. If the drill press is to be used for metal
drilling at high speed it is necessary to use a specially
balanced drill chuck.

* tl794te., ,3 a u4lr Mf



Our special spindl€ No. 1080r permits the use of
standard machine bits with % inch shanks at high
speeds without undue vibration and wear, due to its
inhercnt balance and its short overhang. Don't use ma-
chine bits in an ordinary chuck.

Toble Adiuslmenls
To adjust the table up o! down, Ioosen the DP-11

ball-end lever on the table bracket. Hold the table
while doing so.

Spindle Adiuslmenls
The spindle is raised and lowered by hand lev.!

DP-233, which operates pinion shaft DP-234-S, and this,
ir 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 desirabl€ Ieature for router and shaper work.

Lubricqlion
The spindle of this Drill Press is mounted on three

porous bronze bearitrgs, each of which is provid€d with
a r€seFoir 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 inse th€ oil
can spout through the hole in the pulley as shown, and
drop oil into Groove "A" to 611 leservoir "B". About 50
drops of oil will filI this reservoir.

Reservoirs for upper and lower quill bearings ar€
filled through holes in the quill. If tbe machine has
stood idle for a long time, 6ll all reservoirs before using,
to insure lubrication. Be sure that pullcy grooves are
in line and that belt tension is not excessive, €sp€cially
when operating at high speed.

NOTE: Should the spindle pulley b€come loos€ or
noisy, tighten the two bearing nuts HDP-108 belo{,
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 agair
properly, due to lack of special tools. Also, you may
get dirt in the bearings, which will ruin th€m in a short

Drilling Holes to Deplh
Where a nmber oI holes are to be drill€d to exactly

the same depth the stop nuts DP"274 on the threaded
stop rod HDP-113 are used. After the first hol. has been
drilled to the proper depth, the lower stop nut is s€t
against the lug on the head through which the stop rod
passes. It is then locked with the upper nut, and all sub-
sequ€nt holes will be driued to exactly the same depth.

Adiusting Spindle.Return Spring
For the purpose of automatically returning th€

spirdle upward alter a trole has beefl driued, a coil
spring, DP-231, is enclosed iD the case DP-232. This
spling 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 readiust it,
proceed as follows:

Loosen the locknuts SP -1227 only abont 1A incl' , gtip
the cap tightly so as to plevent it from ffying around,
pul] 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 Ioosen the spling, or counter-
clockwise to tighten it. Push it on th€ cap while turning
so that the notches will slip over the bosses as soon as
th€y are opposite. Tighten tbe locknuts-not too tight

-and test the str€ngth of th€ spring by pulling down the
feed lever. Be sure the quill-lock ball-end leve, 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 sbould accid€ntal]y be pulled out too far so
that the spring end slips out of its slit in the m of the
cap, see that ttie hooked end o{ the spdng is properly
set.in this slit again before attempting to adjust tbe
sprrng.

PULLEY
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How lo Chonge Spindles
One oI the unique features

oI the No. 10050 Dtill Press is
the case with which special
spindles may be used. The op'
eratioD of chansins the spindle
is a simple one i{ instructions
are followed closely.

To remove th. sPindle that
is in the machine, simply move
the quill downward to cxpose
thP Allen S.rew SP.20r in col-
lar HDP-107, tighten the quill
lock DP-l1. loosen this setscrew
and pull th€ spindle right out
from the bottom, swinging the
tabl€ out of the way before
doing so.

To insert the n€w spindle.
insert it at the bottom of the
quill and push it up through the
collar HDP-107 and through the
drive pull€y. Turn th€ spindl€
while doing this so that the keys
in the drive pulley will enter
the k€yways in th€ spindle.
Then tighten the Allen Screw
SP-201 to hold the spindle. Do
not tighten the setscrew too
much, or you will mar spindle
and make withdrawal ditricult.

Rouling Work
While routu bits and standard macbine bits may.

if absolutely necessary, be used in the Keyless and
Jacobs chucks,we strongly recomm€nd th€ use of spindle
No. 10 801 for all work wheie woodworking bits with %
incb shanks are used. This may be used for bits with
iZ inch shanks only.

When using router bits, with a guide f€nc€ fast€ned
on the rear of the table as shown, always feed the work
from th€ lelt to right.

Morlising A+lqchmenl
To attach mortisirg attachment No. 976, ins€rt sp€-

cial spindle No. t0801 in place of the regular spindl€.
This spindle is the only one that can be used with this
attachm€nt. Remove th€ stop-rod collar DP-270 from
the €nd of the quill by loosening the nut oD its clamp
stud, and r€moving the lowe! nut SP-1005 which fastens
the stop rod to the collar. Now attach th€ hollow chisel
holder DP-300-S i. ptace 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

unq € Nq. r000 !pidr:

orooer bushine over the end of
it.' t;t, ttren "insert the whole
assembly through the hollow-
chisel holder. Push uP until the
shoulder of the chisel butts
aeainst the hold€r, then tighten
the setscrews to hold the chisel.
Push the busbing into place in
the spindl€ chuck, and adiust
the bit so thot lhe sPurs cre
obout I/16 inch owoy {ron
the lower end ol the chlsel.
This is very importont. Tight'
en the setscrews in the spindle
chuck to hold the bushing and
bit. The chuck setscrews should
bear on the fat 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 th€n clog in
the chisel and break the bit.

Adiusting Guide Fence

Fasten the Euide fence to thc table with the bolts
provided for thJ purpo"". with the winS nuts on top o[
ihe tence. See thai the hold-down arms are attached
as shown in Fig. 6.

lf verv lonc Dieces are to be bored or mortised, a
lone quide fenie may be made from a piece of hard.
rep;lai wood, and th€ hold-downs transferred to it Two
sh-orr boards mav be screwed to the under side of wood
of the same diri:nsions as this extension fence to sup-
port the ends of the work.

Operoling Hollow-Chisel Morliser
Place th€ stock in position on the table so the cut

will start at the end oathe moltise. Start the machine
and Dull down on the feed lever. On the first cut all
Iour'sides of the chisel are cuttins and this cut will
naturallv take a trifle more pressure than th€ lollowing
curs. On hard woods lift the chisel frequently so as to
clear the chips and permit the tool to cool Neglect oJ
this precaution will take the temper out of bit and chis€I.
Mov€ 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.

Shoping
A full line of shaper cutters, fences and other shaPing

attachments is available fo, this drill press. Cutters
are of the formed typ€, fitting over the end of shape!
spindle No. IoE02. The threaded end of this spindl€
will take cu(ers with a ,1. inch hole. Users who have
cutters with this size hole on hand can use them oD the
No. 10 050 Drill Press.

For complete directions for shapins, ask tor instruc-
tion sheet. 'rshapinr on the Drill Press, which accom'
panies each set oI shaper cutters.

5P- ls05
8M 47

5P-50t



Do trot attempt to use the Circular Saw Moulding
Cutter Head or any simila' tool, for shaping on the drill
press. The moulding cutter is a very safe tool when

.to

.40

.25
r.75
.lo
,to
,to

HOt-I0o
Dtn t
Da-223
D?.77!'
5r.60,
sFn028
5t-lro4
3P-tt03

HEAD ?ARIt

t!.55
.24
,to
.to
.t0
.t0
.to
,to

2.30
,4

HDtn0l Tablc .. .Dl-ll Ball Crank

IASE PARTS

DP-4OI Basc .. . ..

lt.20a S t6-18 x 5/16 Allcn Scrtw

PINION PART5

DDL.l2l Index Pin Sp,ins
DP-232-S Clock Sp,,ns and Casc .... .. ..
Dt-z!! Pinion HJndlr
DP-234.S Pi"ion Shaft wnh Ball dnd Sprins ..
o?-202
3t-23

%-24x5lsThuhbsc..w. .. ...
/4 Dia. Steel Ball

Sl-1227 -,-20 Hex Nut

I 3.60
| ,.40
2 .to

curLr, PAtTs

HDP.IO2
HDtn05
HD'.TO'
HDPNI4
D55-7'
6000
sP-201

HDt-t04
HOP.t t5
HDPNI'.I
cn
c-3
c-4
c.5
DP-25t
sB3-t,
st-2or
#!0 800
#10 30r

#ro 602

#t0 805

HDt-lo3
HDt.toS
HDt-lot

Quill I
1
I

Brs. Retainer Spring
Bea.ing Collar ..

.to

.45

.lo

.to
_65
-to

Nice Bearins
5/16-18 x 5/16 Allcn Set Screw

SIIT,IOLE AND CHUCK IAI'5
Spindle Collar
Spindle .. .

Completc Xeyl.ss Chuck Assembly
Chuck Sleev. .. ....

.30
2.75

.85

.t5

.45

.lo

.10

.to

.t0

l.Io
.I0
.t0

1

2

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

REPLACEMENT PARTS

Hot-r ro
HDI.IT2
HDP.I I6
HDI-122
5P.20t

c .-43r
D?-256,
5t-ao8
st.tro!
3D-2252

HDl.l t3
Dt-271
o?-270
n?-2r1
D?.:'I3
at-627
sl"ro05

DP.2t0.5

DP-291
SBSJ'
5P.808
sP.I03o
st"t604
!t-lr5t

tM-20

tM.a7-s
o?"221
D?-300
Dt-:l00-s

0t-330
0?-33t
0t-33:t
Dt.3!O
it-2or
5r.3or
t?-422
lP-824
t?-r505
s?-1604

Hi Speed Pulley
Oilless Bushing
Fib.r Wash.r
5/16J8 x 5/16 Aller Set Scr.w .. . . . ..
Motor Pulley l" Bo.. - - -... .. ....

,30
.I0
.45
.IO
.t0

1
1
I
2
1

I
I
I
2

2

4
2

2
2

I

t
I
2
2
2

t,55
r.9o
.zt
.t0
.I0

GU TD 
'ART!

s/\6-ta x 7/s H.x. Hd- Cap Scr€w .. . .. 3
s,/16 Lock Washer .. . ... .. .. . . ... ... . . 3
#2 x 3/16 D.ive Scr.w .. . .. .. . .. .. .. . 2

lrot noo ?atTs

Stop Rod .......
Stop Collar .. . ..
Stop Nut ..

%-20 v 2 H.x. Hd- Cap Scr.w... ....

MOrOt 
'tacxET 

tatls
Motor Bracket Assehbly with DP-291,

sP 1751. SBS-19
SliditrA Stud
5,1-18 Sp6c. Nut
5/1613 x r Carriasc Bolt . . . . . . . . . . . . .

5/16-r3 Hea Nut
5/16 Wash.r
5{ Shallcproof Washer . . . . . . . . ....

.I0

.I0

!tr'6,f.4
r.20
.15

.to
!,20
.to
.lo
.t0

.lo

.to

.lo

.I0

.to

.t5
,lo
.lo
.I5
.lo

2.00

.50

.ra
,t0
.to
.t0
.10
.IO
.r0

MISCELLANEOUS

Box Wrench
V-Bett Cir.: In. 345/a', Ott. 36*" .. . .. .

MORTISING ATTAC}iMENT PAITS

Curved Hold Down.. ..... .......
Sp.cial Wing Nut ..
Washe............
,-ocl. Bolt ,. ,. . ..
SDe.ial ,r-20 H.x. Nut , , ,, ,. . ,, . . . ,.
C\is.l Hold.r Castins only
Ctis.l rlold.r Castins (omDlete with

Clamp S.rew Nut and Set Scrcws.. .

Hold Down Castine only . -. . . .. . . . .. .

Hold Down Support Rod .... ... ...
Mortisins Fenc. onlv ..
Hold Down A.m only ..,..,.. ......
5/16-re v 3/16 All.. S.t S.r.w .. . .

/.-20 x % Sa. Hd. Set Sc
1120 x 2 ll.N. Hd. Cap Scrcw .. .. . .

s/r6 x 4% Catttae. Bolt .. . . . . .. .

%-20x%ThumbS.!ew
5/r6 Wash.r

2,40
1.00

.L

rHE DELTA MANUFACTURING CO., 600-634 E. Yienno Ave., Milwqukee, Wis.
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THE DELTA MANUFACTURING Co.

INDEX: l2O Dritl, Pr:ess-2
!nrE, .rury ts, t9+:.P^cF I

REPrAcrs No, 120 Drill Presses-1

SUSJECT: COOTI}IT PIPING AND FUTTS
- !quipment ! Friees, Description,

l{ow To orde.

',!re have been oxperiencing an increasing
derland for coolort 6quipi6nt for multi-
spindle dril.I pr6s6e6, and have sup-
plisd a nuntrer on special ord6r. Ele

llave noR standa!.dized thj.s equipment
e.rd can supply it for any drilf FrBssin the 1ine, 1io enable you to offer qn
.r.ddjtional service to your cus+"oner$.

lrote the folfoving j.nformation careful-
1,-,

Iquiprnent ccnsists of ffe:ill_e ,,ubin,,
rozzles and b.ackeis for dri lf-Dress
colurrr 6, &1.1 fiIjn.- arLd ii..tings j ro'..
noezles to coolart pr!,1p iltd tat i, \ritjt
braclieijs for header piire llozzle Drac-
ketB attEcll to colu s wi,rhcut rerlovcl
oll dri11-press lcaLl, an(i pipo-lleader
Lrackets c 1ii"1p to cil troucl rii,r r,,rith-
oL\1 rlecessity lor frilfin: or i.lpping.
!i;ring, tuting, etc., leadj/ Ior instal-'r ," -on, bu'. s;.i.)j:.d k locLei rior,/x, 1s i{
ii rlot practical to 6hjp i+. assqrbloC
cn {he nac:1ine. Fur,p and tank can be
6rir,plii:d, ',iut vi1f bo shijrped 1.ron
manulactLtrer' s siock.

Fij ce6 of piping, nozzl_e!:, brackets retc., knocked do,,rn, but ready for in-
stsLlation, are as loflo]i]a t

ggll. Price Net Prlcc
per spindle Loa-qelqLl

PrlxD and TaYlk

The prxnp iur(i6)1cd uhen rcquired is a
ccntrifufal type IguEherr' puinp, fire
nod.e1 rrilh capacity 15 gal. per iiinute
at j-ft. Ircad or a nodcl. ,iti','). 2t; f.1i.
pef ininuL.r, at 5-ft. l16ad, rritli x 1725
11.P.1i. ]notor. Priccs oi aujrrrrs 

.,riL1 be
quotsd cr, roquest.

Thc prfirp is i1o\rat tsd integi.al nitli aa
lf jc-1. La..::, ... r:la..i no ;:i,..Lni: ir r.-
quired fro pu,r, to tank. ?5c pujlrp c&n
bc suppliod in ths iollowins voltages
and frequcncios onlyt

V o11, s Pirase

224 l
22A/44A l
22dh\o J

.llo l400 3440 3
550 3

22a/44a 2
440 2

55o 2

Avsi 1ab1-.

110 1 60
220 ) 60
380 1 --
400 I --
44A r 60

5o
5a
50
5o
5a

5a
5c
5a
5{)jo
5L)

5a
2t
25

:L

6a

I
60
6o

60 ,0
60G, ta6a 5cFor ail nod.ls,

14r' or 17fl drilf

or mul+"i-spirdlc $ 15. cro

115 D. C.
230 D. J.

@-x ord-rin , or :.(.cu( stj.r.: ,uoL.1Liol'r

Specify c&ta.Log numil.rr of dril1 :rrcss
fo, rhjch titin : 6cuip."rri . ILr.ir, a'i/.
tank &re roqxircd. 0i1 a i]ulti-spiuCle
scciiona] ta'ule ,lac5il1c, :;ivo nunlrlr oi
3!in]lcs. Slecify currctii;, l:,:}a.sc, vo]-
tago and frgquoncy oi pLu,rl :totcr.

+ 13.5c

Above prices are for nozzles, riping,
briicko'ts, ctc., on1y, altd do not ii-
cl\r,j -' prmp at.C !:lnk.

Bluelrints wiLl be furnishsd l.rii,I eEch
sot ol piping SivirS dotails oi iflstal-
lati on.



THE DELTA MANusAcruBrNG Co.

suBJBcr: Coolallt Ptping and Puaps for D.P.'s INDsx120 DrlU Prc66o6-2P^cB 2

Tho attechod illu6tratlon ehoeB e iJDi- by your suatoarcr viith tho &inirau$ of
ca1 lDstallaiion oYl a fotrr-spindlc cf,fort r and aldch siu also Bavo you

' drlU pro66, It 'iiu bc ttotcd. that this ti6o at1d troublo rhoro you aro ro-
aquLpnont providcs a leatr workoanllk€r quirod to furnish tho hachLre conploto
cfficlo[t Job, vhich call bo instollod titll coolant oquiptront.
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INDDX:120 Dri11 Pre s s--l
D^rE: July 26, 1941
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SUBJECT: S}:A]PE;{f NG lNsTr.Um]oNs
- For L:a.ihine Spur Bitrs, iio]loli Cliisels,

and llollow Chis..] Bits

The design ol' Delta-I,{il-waukee lfechiEe
Spur Bits is such thst they $iU give
long and satisfactory service, if kept
in Froper condition. The marEin or
raised section of the edge of the txdst
is of tho Bane q,idth as the stock in
th6 outlining spurs, and this neans
that trhe bit can be fl1ed baek more
than half its largth, as thero iB
a1!0eys Eufficient 6tock for the fo na-
tion of n., splrrs. This is noL possi-
bIe on gpur bits vr'hich have a narrovr
margin, a6 after tho original spur6 are
n,orn a!i/ay, nost of the fifo of tho tool

Two files, a 4-inc'h hali_:r;urii avrd a 6-
inc\ knive pattern, :',. - c rt, are re-
quired to properly s ar]c:T sizes I/4
inch to 3/4 inch. Th,r llalf-rorlnai file
Ehould be used for filing through th€
throat of the bit, elld the knife lile
should be used for the top of the eut-
ting 6dges and the inside8 of the out-
fining spurs, A new tool sllould be
used as a :iuide. The fil€r s]}ould b.l
careful noL to clla 5e the pitch oi th€
top of the cuttiDg edges...to fife only
on the insides of the Bpurs. . . and to
keep tho poiit in exect ceylter, Eor
general boring requirements, the spurs
6hou1d be l/32 ta r/* inch .in heisht,
and the point apLroxiflaL€ly 1/L inch in
length.

bharDen1!Li'.oLIo\ru uhrsels

SharDeninq Machine SDur Sits

For sharpeyling hollo chisels lre re-
connnend the filing nethod.

To do the }/ork properly, 4-inch half
round and 6quar6 fi1eE, ltro. 0 or 1'lo. 1

cut, arc nccessary. The Lest lvay to go
abo t thi6 i6 to u6o a ylev toof as a
guide, bcin3 certain to naintain tho
curved cutting ccldcs and to preserve
thc inncr double angle of the odgos.
the half-round filc can bc used for
shaping the curvcd edge, and thc square
filc for foirdng tlle doublo irmer angle
and for groovins the four corners.

This i9 a much more suitable nethod for
sharpening too16 of this kind thar i6
the use of a cone grinding stone.
!_Uhi1€ tho cone grinding stono operation
is much faster it leavos a thin 6inglo-
angle edgc uldch does not have suffi-
cient body of metal to give proper ser-
vj.ce for any lcnl:th of tilire.

Thc ho1Iolv cldsel bit docs !^ost of the
''rorli in mortisilllj and for bcst rosultg
this tool shouLd alvays be in first
class cordition. Cutting edges must be
6har, and of prop.r shap, , To Ecflrice
toolFr of this kind only the hand flling
ncihod should be r.r6ed. l:o11ox, chiGel
bit8 can bcst be sharpen.d r,rith half-
rouyrd or taper vardihg fi1e6, four or
fivo inches long, either lio. 0 or No. I
cut.

The cutting edges should 'be shalpened
rvitll the flat side of ei.ther the half
round or the taper varding fi1e, strok-

Shai'pciri!&Houow Chi se1 lits

ffi;x$@ffi@@@€

ine through tho throat. The spurs
should bc filcd on the inside only lvitll
tho tapcr varding pattern, their h€ight
EllouLd be equal and ihey should be
evenly lined up with the cutting edg6s.
A norv toof should alrxayE be used as a
guidc.

A hollov chisel bit, when tlclr0, vril1



THE DBLTA M,rNUrAcrusNG Co

Sua;rcr: tharperring ftrstnrctioas tND!x120 Drill Proa6o6-3 p^cE 2

ovorcui tlxo bol1ole chlsol to e certel-n b€ dl6cald€d. An urdo!61zod btt vtl1
entott. trhe! th€ bit h6ad ha6 torlr siorten tho ].lfo of tho holLow chis€I
dosm ln 61ze so that tt ls not dol"rg whLch iB by far th€ Dore expongiro of
it6 fulL Ehar€ of ths leork, it should the tvo iooLe.



$pecilications ol General Purpose Moton

ti

These Poverful Motors
Guorontee Dependoble Service
Thesc pow.rful motors are desisned and
bqilt in accordance with tl,e b.st p.actice in
motor construction. Casin$ are oI heavv
welded steel. accuately balance<l rotor in-
sures smooth oDer.tior. Sel.d-lorJif. ball
bedinss requir; no libricarion, unG@Uy
aene.ou6 fiabe derisn eive6 ad.qu.te
mehanical .d electrical cl.arance with over-
size air passages, field windilg are of hiEhest
grade enam€l wire inrul.t€d and test€d,
powerful fan, oversize conduir box. These
&e but a i€w of the outstddirs f.atures
which mate these motors del'ver d€p€nd.bl€,

EQUIPMENT FURNISHED
Split Phdse Motors

Equipp€d with heavy duty rubbor covered
cord &d soft rubb6 plus ios€ther with
double Dole swirch. % H.P. motorE hav€
Seal€djor-lile New Departure Batl Bearinss
which reed no hbrication. Doubl. shafts.

Copocitor ond Repulsion
lnduction Motors

EquipDed rith heavy duty rubber covered
cord atrd solt rubb€r ph8 toAether with
doubl€ pole .*itch. Made for us€ on .ither
110 or 220 Volt lin.s, thcy are normally sup-
plied connected for 1r0 voltr, Have double
shaftE+ealedjorlile New Dep tur. Ball
BearinA8 which need no lubric.tior,

8X tlrcll
1.,"" ff;,"

%

lt

Direct Current Motors
Equippcd with heavy duty rubb.r -*...q *r,,,cord and soft rubber pbg togeth€r with .sa.s,'
double pol. switch. Have double shafts-
Sealed-for-lil€ New DeDarture Ball Bcarincs ,s /ro
which need no lubrication,

Three Phose Motors
Do not have .{itch, .ord or phg .s hotor
hust b. .onnected in conduit bv atr el€c-
trrian. Have Sealed-forlife Bali Bearinss
whicb require no lubrication. Double Ehafts.
% H. P. 3 phase motors in 6 inch fram€
cannot be used oD U inch d.ill pr6s.

Fot hoto. recohmetrdations see listins of
individuar hachines. Oniy /t ot al lj-P.
motors in 6 in.h lrame should be speci6.d
for Be on 14 irch driU presses.

O.,,.,""',,.i.*
,.",..,"1,.,",",.".*
,,,."t,,,,"".",." 'i*

5 IIICH IRAME M(yIOIS

PB'IIi!E MOrloBS

l,rn.s mo'o'r q( .hr -aJ.var(n' o

223 IIEMA If,AME MOIOEI

THE DELTA MANUFACTURING
18

COMPANY. MILWAUKEE, WIS.



Specifications ol Special Purpose Motors

AXAPAT MOIORA

NumEi phc6 T)F

8% " fr.h€ Moton lor lh.Dct

sWII'H IOR 
'INGLE

rh. u-Law, roin,.! q.s,
pla'. w!.,h n -rciv rovrd r.om rhr

wt. rZ lbs. cod.: sPEsB
TOGGLT S\{IICH FOR 5INGLE PHASI IIOTORS

U'ffislorl<.on3insleoh,*
No. ]lr5 Toqqre Sw Sh. Wt, I tb. Codei SWTMO

!$- Tr.e t.v*rin. rE (h4
l.rr) whec 6r rDtDith Dus! ldaE - ridh d--n"".
lel No 116
I I I krd tor aDt nd. rDr,r oha$ Dobr sr w'
t :J N..,rr5 R*-.". d,"

r;r r Dhr* or D.c. noioE sh

3.PHASE rlANU L 5TARTIRS

b'.rr. w\n. iirnror *i$
No, rr20 3 phr! nriuat nr .
No.lr23 3 Dh.!e manu

A{AGNCIIC STANTER

N.- 1,29 Th!.. Marn*ic Sbn.! uirh ov" oad

3-Pha8e Tilting Arbor Saw Motor

SUICHES AIID ACGESS()NIES PR()VII}E PERTECI U(IIM C(IilTB(IL-SIMPI.E T() II{STAI.I,

ff.iibrc lubbtr ,nd 1u v eDDrov.d.

xo.lllT cord and Dlur ror , and 'l H.F. sinsL

Flug lor ,,z. d ,nd t H.P.

ship wr r% rb!. cod.. scoRF

aou .f. No. r7d a.nui y.ikr o- "r d.ir p,4s (,r(p'
No. 1322 Mt8. Pa{s. Sh, Wr, ?

Ltrl e 
'h. No ryo ships

conDkk; h s(r.ws. c
Pl,te. cod.r swrTB

Swit.h Rods Provide Firg€r-Tip Conrrol

fr-<#9
N..l

F*. s

aod.. No. 13, ssnch ao. No. ,340shatsr

III.TING ABIOT SAW M(}IORS

;43;
aon rnd otrswitchlurplid witL Motor

THESE

W,.g

&
s

rON

W

6

No, 85-080 Shaper Motor

r3]o 13,3. so. rrarrlr a rr aod r." Ddn PEs.!
RODM

THE
l9

COMPANY. MILWAUKiE, WISDELTA MANUFACTURING


