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No . 2 CUTTER AND TOOL GRINDER 

MODEL DO 

This catalog was prepared for two primary reasons. First to expedite the 
ordering of repair parts for your Cincinnati No. 2 Cutter and Tool Grinder; 
se1.:ondly , to present the correct methods of st:n·icing to those responsible for 
keeping the machine running. 

Due to continuing improvements in design, it is possible that some 
information or the appearance of component parts to be found in this 
catalog may vary slightly from the machine delivered to you. This indicates 
that the mechanism has been improved to better ful fill your requirements. 

PRICE PER COPY $10.00 

NOTE: DO NOT ATTEMPT TO OPERATE THIS MACHINE UNTIL YOU 
HAVE READ THIS MANUAL THOROUGHLY. 

,Glc;-\r,J CINCINNATI 
'ii!U~ MILACRON 
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SAFETY PRECAUTIONS 

PROTECT YOUR EYES 

Always wear safdy gfasses or an approved eye 
shield when operating a grinding machine. 

ALWAYS USE A WHEELGUARD 

Be certain that the grinding whee! is shielded by 
the correct whcelguard before starting the 
machine , 

INSPECT GRINDING WHEELS CAREFULLY 

Immediately upon receipt, all grinding wheels 
shouhJ be closely inspected to be sure that they 
have not been damaged in tramit. 

Before mounting a vitrified grinding wheel, test for 
cracks as follows : suspend the wheel over a pin 
through the mounting hole. Tap the pcripht:ty of 
the wheel lightly with a non•metallic implement. 
An undamaged wheel will emit a clear metallic 
ring. Resinoid and other organic bonded wheels 
will not "ring" and must be given a careful visual 
inspection before use. 

NOTE: Handle all grinding wheels with care to 
prerent dropping or bumping. 

STORE GRlNOING WHEELS IN A CLEAN DRY AREA 

Store as x: lose to the machine as possible. Racks, 
bins or drawers should be provided for s.afe storage 
and easy access. The storage area should not be 
subjected to extremes in temperature or humidity 
as these conditions wmetimcs affect resin bonds. 

NOTE: A separate mount is rl!Commended for 
each wheel in regular use. 

MOUNTING THE GRINDING WHEEL 

Read the instructions on mounting grinding 
wheels, pages Ml2 - MIS. 

GRINDING WHEEL SPEED 

NEVER RUN A GRINDING WHEEL FASTER 
fHAN THE MAXIMUM SAFE OPERATING 
SPEED. Grinding wheels arc clearly marked with a 
maximum safe operating speed. This marking 
appears on the side of the wheel, or on the blotter 
attached to the wheel. This marking tells, in 

revolutions per minute, the maximum s.afe speed at 
which the grinding wheel may operate at its 
maximum diameter. 

Also refer to the current American National 
Standards Institute, Inc. public~tion B7.1 1964 
entitled "The Use, Care, and Protection of 
Abrasive Wheels." 

After the grinding wheel has been properly 
mounted, start the spindle and let it run for a full 
minute at opera.ting speed before attempting tu 
grind. WHEN STARTING THE SPINDLE, DO 
NOT STAND IN THE GRINDING WHEEL'S 
PLANE OF ROTATION. 

GENERAL OPERATING RULES 

l'criphaal grinding wheels should not be used for 
side grinding because of insufficient support to 
withstand the pressures exerted . Side grinding shall 
only be performed wilh wheel, designed fur this 
purpose. Grinding on the flat sides of straight 
wheels is often harnrdous and should not be 
allowed, especially when the sides of the wheel arc 
appreciably worn or when any considerable or 
sudden pressure is brought to bear against the 
sides. Type 6, 11 and 12 wheels are used for side 
grinding 

Do not "feel" a rotating grinding wheel with a 
finger to determine the smoothness of the wheel. 

Use only grinding wheels of the size and type 
described on page MJO 

Special collets and spindle drive pulleys arc 
required for 8" diameter grinding wheels (sec page 
RPS) 

All machines, except those equipped with a mist 
coolant atlachment should be titted with a dust 
exhaust system. 

WARNING 

Do nof wear rings;. long ties. wrist watches or 
loose long sleeved shirts when operating this 
machine. 

Ml 
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FUNCTIONAL DIAGRAM 
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FigureM2 
RIGHT FRONT OF STANDARD MACH INE 
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FUNCTIONAL DIAGRAM 

r FigureM3 
REAR OF STANDARO MACHINE 
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FUNCTIONAL DIAGRAM 

Figure MS 
RIGHT REAR OF MACHINE WITH POWER TABLE TRAVERSE 

MS 
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DIMENSIONAL DRAWING 
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••Dimensions for Bolting M~chine to Floor 
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SERVICE MANUAL 

INSTALLATION INSTRUCTIONS 

FOUNDATION 

A special foundation is not required. Any 
substantial floor, wood or concrete, fairly flat, and 
sufficiently heavy to withstand the weight of the 
machine. will be satisfactory. However, do not 
locate the machine close to vibrating equipmenl, as 
vibration transmitted tu the machine will result in 
a poor finish on the cutting edge of the cutter 
being sharpened. 

The effects of a vibrating foundation may be 
reduced or entirely eliminated by mounting the 
machine on a rubber base 3/8" or 1/2" thick. This 
base may be made by placing a good grade of 
oilproof rubber between two thin steel sheets. Of 
rnurse, the rubber ,eiectt:d ~hould have sufficient 
unit strength to wi thstand the weight of the 
machine, which may be as much as 3000 pounds 
with fixtures. 

LIFTING MACHINE (Fi,ire M7A) 

The machine may be lifted by a crane with a rope 
or cable sling around two l" steel bars th rough the 
bed as indicated in Pigurc M7A. Before lifting the 
machine be cerlain to move the saddle to its 
extreme inner position so it clears the lifting rope 
to prevent possible damage tu machine. The slings 

figurcM7A 
LIFTING DIAGRAM 

should be long enough so that crane lifting hook is 
approximately 5 feet above table. DO NOT 
attempt to lift this machine by a rope sling around 
the saddle , or wheelhead spindk. 

LEVELIN G MACHINE (Figure M7B) 

For leveling machine tools a sensitive, graduated 
tube spirit level reading to IO seconds per 
graduation (.0005" per foot) is required. A 
carpenter's level or the bulb in a muchinist's 
combination square is not accurate enough. Table 
must be clean and free of burrs. Place 6" square 
pieces of shim stock under bearing pads, illustrated 
in Figure M7B, until machine is level in all 
directions. Check and adjust machine level 
periodically. 

CLEANING 

FigureM711 
AREA ON UNDERSIDE OF BASE 

IN CONTACT WITH FLOOR 

The machine should never be cleaned with the 
blast from an air hose as it will drive grit and dirt 
into ways and bearings. U5C only lint.free rags for 
plain surfaces and a stiff bristle brush for corners. 
Prevent fonnation of pennanent stain by periodic 
cleaning. If machine will remain idle for a long 
time, wipe a thin coat of oil over all exposed parts 
to prevent rust. It is good preventive maintenance 
to remove the table slide to clean balls and ways 
periodically. Also remove the saddle occasionally -
clean the ways and re--oil. Regardless of guards. the 

M7 
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grinding grit in the air around a machine that is dry 
grinding will settle in the oil film and form a 
lapping compound to hasten wear. 00 NOT oil or 

grease the balls under table. Dusting them lightly 
with rnlloidal graphite will lubricate the balls in 
retainer - if lubrication seems advisable. 

LUBRICATION 

Thoroughly lubricate .ill moving p.irts as they arc 
installed. Then add lubricant at points indicated 
below before starting machine. 

Purchase lubricants from reliable dealers. Use 
lubricant of correct specifications. Do not ovcr-0il. 
The following schedule is based on a regular 
eight-hour day 

MS 

WHEN TO 
OIL 

Daily 

(8hours) 

Weekly 
(40hours) 

STATION 
NO PARTS LUBRICATED INSTRUCTIONS 

Column Sleeve and Fill spring capJl"<l oi lers 
Gears in Hase (2). 

Workhead - Fron! and Apply a few drops of oil at 
Rear Spindle Bearings oil bunon when used 

Wod,head Pulley Apply a few drops of oil at 

Dead Center Operation oil hole - when used. 

Align buttons on slide and 
Hand Feed Shaft base; then pull out on 
Bearings. Cross Feed plunger and allow it to 

LUBRJCANT 
SPECIFICATIONS • 

CMMCo.P-47 

CMMCo.P•S4 

Nut, Table Rack iind return by itself. Keep CMMCo. P47 
Ways and. if used, reservoir filltd to top of 
PowcrFcec!Bushing screen fi lter -

Rcliacting Tailsto.:k 
Center Bearings 

Table Drive Gearing -
Power Table Traverse 
Machines only. 

approximately I quart 

Fill spring capped oil cup. 

Apply 2 or 3 shots of 
grea&eatfi rting. 

CMMCo . ·p.54 

CMMCo.P.64 

"'Consult the latest edit ion of Publication No. M-2258 for a compkte list of lubricants and 
suppliers for lhc CMMCo. specifications. 

NOTE: The wheelhead spindle bearings (49A, 30A and 31A , RP4), elevaling worm shaft 
bearings (5 and 10, RP30) and whee{head motor bearings (12 and 20, RP4) are 
sealed bearings which are grease packed for the life of the bearing. 

NOTE: The table slide rides 011 precision bull bearings. These and the ways should be 
cleaned and dried occasionally, but should never be oiled or greased. as oily 
lubricants will eventually pick up grinding grit. After cleaning, dust the balls lightly 
with colloidal graphite. 

NOTE: Coolant tank capacity: 8 gallons (30 liters). 

.., 
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ATTACHMENT 

Face Mill Grinding 
Attachment 

Work Blade Grinding 
Attachment 

F~ureM9 
LUBRICATION DIAGRAM 

ATTACHMENT LUBRICATION 

INSTRUCTIONS 

Apply several drops of oil, daily when in use, 
10 each of 2 oilers to lubricate the spindle 
bearings. 

Fill 2 oil cups, daily when in use, to lubricate 
the blade holder bushings. 

Micrometer Table Fill 2 oil cups, daily when in use, to lubrica1e 
Positioning Attachment the lead screw and nut. 

No. 2 Radius Fill 1 oil cup, daily when in use, to lubricate 
Grinding Attachment the swivel bearings. 

No. I Radius 
Grinding Attachment 

Internal Grinding 
Atlachment 

Apply several drops of oil, daily when in use, 
to one oil button to lubricale the spindle 
bearings. 

Swivel bearings are packed at assembly and 
require no further lubrication, unless 
disassembled. 

The spindle bearings are permanently sealed 
and lubricated and require no further 
lubrication for the life of the bearing. 

SERVICE MANUAL 

LUBRICANT 
SPECIFICATIONS 

CMMCo.P-47 

CMMCo. P-64 

None 

M9 
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ADJUSTMENTS 

WHEEL HEAD DRIVING BEL TS 

The motor and spindle are supplied with two step 
pulleys for varying the spindle speed to suit the 
needs of a 3½" or 6" diameter grinding wheel. The 
6" diameter wheel is driven by the large spindle 
pulley (3890 rpm) while the 3½" wheel is driven 
by the small spindle pulley at 6530 rpm. Thus, 
both wheels grind with a surface speed of 
approximi.tely 6000 sfp m. 

WARNING 

Machines that are to be operated with 8" 
grinding wheels require special driver and 
driven pulleys and wheel col\et. See page RP8 
for correct driver and driven pulley 
combinations. 

All grinding wheels have certain safe peripheral 
speeds that should not be exceeded. The following 

table gives maximum peripheral speeds approved 
by the American National Standards Institute for 
certain standard wheels. 

To figure the peripheral speed of a grinding wheel 
use the formula: 

Surfaci: speed of wheel (ft./min.) = spindle rpm x 
3.1416 x wheel diameter in inches. 

12 

WARNING 

Do not exceed the speed printed on the wheel 
by the manufacturer if it is lower than that 
shown in the table. 

Always replace belt guard after changing wheel 
speeds. 

AMERICAN NATIONAL STANDARDS INSTITUTE, INC. 
MAXIMUM PERIPHERAL SPEEDS FOR GRINDING WHEELS 

Vi1rifietlantlSilicatellnntls Organic Bonds 
Classi• 

fication 
Number 

Types of Wheels Low Medium High Low Medium High 
Strength Strength Strength Strength Strength Strength 

SFPM SFPM SFPM SFPM SFPM SFPM 

Type l - Straight Wheels 

Type 12 - Dish Wheel, s.500 6,000 6,500 6,500 8.000 9,500 
Type 13 - Saucer Wheels 

Type, Sand 7 - Recessed Wheels 5,500 6,000 6.500 6..SOO 8,000 9,500 

3 Type 11 - Flaring Cup• 4,500 5,500 6 ,000 6,000 8,000 9,500 

4 Type 6 - Deep Recessed Cup Wheels 4,500 5,000 5,500 6,000 7,500 9,000 

POWER TABLE TRAVERSE 

The power feed mechanism operates through a 
selenium rectifier that supplies power to the de 
motor drive. The delivered voltage is varied by a 
powerstat unit to produce infinitely variable feeds 
to table within a range of from 7 ipm to 90 ipm . 
The table traverse motor ~tart-stop switch is 
located at right center of control panel on front of 
machine, while the powerstat control switch is 
mounted at the center of the plate (Figure M4). 

MIO 

Disengage the power traverse by swinging the table 
traverse disengaging lever to the rear position as 
shown on Figure RP16. Make the necessary job 
setup by using manual contrnl, then disengage 
hand knobs. 

WHEELHEAD SPINDLE BEARINGS 

11US spindle is equipped with four axially 
preloaded ball bearings, two at either end of 
spindle. If spindle bearings become worn or loose it 

., 
, 
1 

r 

.., 



is to your advantage to order a rebuilt spindle from 
us. When it arrh·es, return your old spindle and you 
will be allowed nedit for any usable parts while 
you get the accuracy of a guaranteed spindle, 

TO ADJUST WORKHEAD SPINDLE BEARINGS (Figure 
M11A) 
L Loosen three screws ''A'' through adjusting 

2. Tap the iidjusting nut lightly to break it loose, 
hold the forward end of spindle and turn nut 
by hand until any feeling of spindle looseness 

Figur~ Mil A 

SECTION THROUGH WORKHEAD 

SERVICE MANUAL 

has disappeared. 

3. Tighten three screws "A" to lock setting. 

CYLINDER GRINDING ATTACHMENT BELT 
To adjust the tension on V-belt (23, RP38J, loosen 
screw ( 12) and move mo!Or (5) away from the 
spindle to increase belt tension . When properly 
adjusted, the belt can be deflected ½" by pre~ing 
at a point midway betwe1;:n the two sheaves, see 
Figure Ml IE.Tighten screw (12) when the proper 
tension is obtained. 

FigureMl!B 

V-BEL T TENSION ADJUSTMENT 

Mil 
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GRINDING WHEEL MOUNTING 

GENERAL 

Statistics 5how that over half of the wheel 
breakages that occur in grinding machinery are 
direct results of improper mounting or storage. 
Accidents that happen days or even weeks after the 
wheel has been in use can often be traced directly 
lo some error in lhe mounting procedure. 

Most grinding machines are for single purpose work 
and are heavily guarded to prevent injury to 
operators and surrounding personnel if breakage 
OCcurs. The complete guarding of cutter grinders 
however, is virtually impossible because of the very 
nature and variety of work. It is strongly 
recommended that the user build special guards to 
cover as much as possibk his own class of work. 
These guards should be designed to protect not 
only the operator but those in the vicinity who 
might be affected in the event of an accident. 
Properly designed and p laced heavy sheet metal or 
wire mesh screens are excellent protection for 
surrounding personnel. 

CHECK WHEEL SPEED 
Before mounting the wheel, check the maximum 
speed marked on the wheel. This marking appears 
on the side of the wheel, or on the blouer attached 
to the wheel. This marking indicates the maximum 
safe spei:d, in rpm, that the grinding whi:el may 
operate. 

WARNING 

Never nm a grinding wheel faster than the 
maximum safe operating speed marked on the 
wheel. 

BEFORE MOUNTING THE GRINDING WHEEL 
The following requirements must be met before 
mounting the grinding wheel on the collet. 

I. Test or inspect for Cracks - All vitrified 
grinding wheels must be "ring tested" before 
they are mounted. The wheels must be dry 
and free of packing material when performing 
the test. Suspend the wheel from the 
mounting hole and tap the wheel gently with 
a non-metallic implement. An undamaged 

M12 

wheel will give a clear ring when tapped. A 
cracked wheel will sound dead. This test is 
not valid for resin bond wheels as they do not 
emit a clear tone in either case. Resin wheels 
should be visually inspected for damage each 
time they are mounted. 

2. Inspect Mounting Parts for Flatness - Check 
oollet clamping nut, keyed washer, spacers. 
and wheel bearing surface of the collet 
(Figure Ml2) for flatness. Coat bearing 
surfaces of spacers, keyed washer, and collet 
nut with red lead or prussian blue. Rub 
bearing surfaces on a surface plate to 
determine the location of any high spots. 
High spots should be evenly distributed over 
the surface being checked. Nicks or bum; 
should be carefully removed so as not to 
remove metal below the original machined 
surface. Spacers and washers should also be 
checked on a surface plate with a dial 
indicator, to be certain that both sides are 
parallel. Coat the wheel bearing area of the 
collet with a thin film of red lead or prussian 
blue. Use a flat, precision ground ring with a 
I¼" hole to check flatness of the bearing 
surface. Wheel bearing area mu'st be flat and 
free of nicks and burrs. 

Figure Ml2 
GRINDING WHEEL COLLET ASSEMBLY 



3. Inspect Collet - Spindle Mating Surfaces -
The tapered hole in he collet and tapered end 
of the spindle must fit properly when checked 
with red lead or prussian blue. Spindle keys 
must fit snugly, but not tight enough to swell 
the sides of the key way. 

COLLE TS 

WARNING 

Be sure that the collet parts, clamping the 
grinding wheel, have the same outside 
diameter and bearing area. Clamping surfaces 
of different diameler.i will set up dangerous 
stresses within the wheel which ca11 cause 
wheel failure. 

Whe11 mounting the wheel, be sure that the proper 
sized collet is used. The following table shows the 
minimum collct diameter to be used with 6, 7 or 8 
inch diameter wheels. 

WHEEL DIAMETER 

6" 
7" 
8" 

BLOTTERS 

MINIMUM COLLET 
DIAMETER 

2" 
2½" 
3" 

Blotters should always be used with all wheels and 
should be no thicker than 0.025". Never use more 
than one blotter per side . Where blotters are 
supplied loose with wheels they should not be 
re-used. Where the blo1ten; arc supplied glued to 
the wheels they must be carefully inspected for 
abrasions and scuffing that might result in unequal 
clamping pressures on the wheel. Any high spots 
should be carefully removed (see paragraph on 
Keyed Washers). 

WHEEL MOUNTING HOLES 

The tensile stress from rotation reaches a 
maximum value at the hole of the wheel, and from 
a safety standpoint nothing should be done to 
increase this stress beyond its normal value, such as 
forcing or cocking the wheel on the collet. If the 
fit is tight do not use the wheel or attempt to 
"open up" the hole. 

SERVICE MANUAL 

KEYED WASHERS 

When mounting grinding wheds on collcts of (," 
maximum capacity (2" flange 0.D.). the keyed 
washer, supplied with the collct, should always be 
used adjacent to the nut and, whenever possible, 
should be pkiccd next to the blotter of the wheei 
(see Figure M13). The washer between nu! and 
wheel prevents scuffing of the blotter when the nut 
is tightened, and a lso helps to insure that the 
clamping nut will not "back off" regardless of the 
wheel rotation 

FigureMl3 
KEYED WASHER LOCATION 

NOTE: The keyed washer supplied wirh older 
machines was thinna than the present 
wa.l"hcr and had a tang or key bent 9(/' 
from the face of the washer. This ta11g 
prevents the key fmm rotating through 
the thread and should always be mounted 
away from the wheel. If this procedure i~ 
not followed, an accident may rem// from 
the tang being forced up the radius of the 
keyway into the bore of the wheel (sec 
Fig11re M 14A) 

When mounting grinding wheels on collcts of 8" 
maximum capacity (3" flange 0.D.), use a keyed 
washer !hat is re lieved on both sides resulting in a 
bearing area equal to the bearing area of the collet 
If the keyed washer is not relieved on both sides, a 
relieved spacer - having the bearing area equal to 
the bearing area of the colld - must be used 
against the blotter of the wheel: then, the keyed 

M13 
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v.dshcr against the sp<1ccr with the blotkr on the 
other side of the wheel against the flange of the 
collct (sec Figures Ml4B and Ml4C). It is always 
preferable to have one of the blotters against the 
flange of the collet. 

Always be sure that the distance between the 
flange and keyed washer is sufficient to prevent the 
tang from bottoming in keyw11y slot. Sometimes 
spacers are required to accomplish this. If so, read 
the instruel iuns under SPACERS. 

BENT KEY STRAIGHT 
WASHER KEY WASHER 

FigureM14A 
KEY WASHERS 

SPACERS 

Spacers are often used to position the grinding 
wheel on the <.:olkt. In using spacers remember that 
either (a) one of the bkitteN of the wheel must be 
in contact with the fl ange side of the co!kt, as 
shown in F igure Ml SA,or(b) om: of the blotters of 
the wheel must be in contact with a keyed washer, 
as shown in Figure M ISB. PMn spacers (without a 
tang or key drive) must never be used on each side 
of the grindi11g wheel simultanC(JUsly as there 
would be no positive drive and the wheel may slip 
under hea1'y cuts. A spacer between The solid 
flange of the col!et and grinding wheel is not 
recommended; although in rare cases it may be 
necessary. In these rare cases, the friction between 
collet flange and spacer is low and the wheel may 
slip if the keyed washer is no t against one of the 
blotters to drive the grinding wheel. Also, the 
keyed washer must b~ in contact with the col!et 

NOTE: Care must be taken to see that the key of 
the washer doe~· 1w1 bot/um in keyway 

RELIEVED 
SPACER 

FigureMJ4B 
WHEEL ASSEMBLIES 

FigurcM14C 

COLLET 
FLANGE 

Spacers should have a bearing area against the RELIEVED SPACER WITH UNRELIEVED 
wheel equal to the bearing area of the eollet. KEYED WASHER ON 3"" DIAMETER FLANGE COLLETS 

Ml4 
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KEYED 
WASHER----

FigureM!SA 

2"D1A. 
COLLET 
FLANGE 

WHEEL ASSEMBLY AND SPACER LOCATION 

SERVICE MANUAL 

TIGHTENING THE COLLET NUT 

Two hoks arc providell in the collet into which a 
collet pin wrench or pin spanner wrench must be 
placed to ho ld the cullc( while the collet nut is 
being tightenell or removed. Pin diam eter must 
never be smaller lhan 1/64" less than the hole 
Smaller pins can cause llamage to the wheel bearing 
surface of the collet (see Figure Ml SC). 

Always use the special pin wrench provided for 
tightening and removing the collet nu!. The colkt 
nut should be seated with a firm pull. Fifteen foot 
pounds of torque is sufficient. This is 
approximately the average m;iximum pull by hand 
on a four·ind1 lung wrench. NEVER STRIKE THE 
COLLET WRENCH OR COLLET NUT. If the 
\Vrcnch should ,lip ;ind strike the wheel, the wheel 
must be removed and tested for cracks {see page 
Ml2). 

ecomss ~·•· ••. """ ¼"O,s.--1 f-KEYED 
WASHER 

KEYED 
WASHER 

WHEN NECESSARY TO MOUNT •·. 2" DIA 

~~ccttd!tJr~~~'l~iw~~rL. ~~;~~1 I 
BE SURE KEYED WASHER IS AGAINST 
BLOTTER ON OPPOSITE SIDE. ~i~¼ECTHPIN 

'"' 

Fii;ureMISB 
WHEEL ASSEMBLY AND SPACER LOCATION 

Figure MISC 
TIGHTENING TH E COLLET NUT 

As final check, hold the wllet with the pin wrench 
and be certain the wheel does not turn on the 
collet 

MOUNTING THE GRINDING WHEEL ANO COLLET 
ASSEMBLY 

Align the keyway in the tapered mounting hole in 
the collct with the driving key on tile spindle 

There is a captive socket head screw in the center 

MIS 



CINCINNATI No. 2 CUTTER AND TOOL GRINDER 

of the collet. Start this s-:rew into the threaded 
hole in the spindle with the T-wrcnch provided. 
Place a pin in one of the holes on the collct flange 
and hold the collo:t in position while tightening the 
socketheadscrewsecurdy. 

F ign!"<'Ml6A 
MOUNTI NG THE GRINDING WHEEL 

AND COLLET ASSEMBLY 

WARNING 

Never start tl1e spindle until you are sure the 
spindle key is sealed in the collet key way. 

STARTING THE GRINDING WHEEL SPINDLE 

Do not stand in the wheel's plane of rotation. 
When starting the spindle, stand well to the side 
and warn personnel in the surrounding area. A 
good practice is to cover the wheel with a heavy 
sheet metal drum or can before it is started and 
allow the wheel !O run for a full minute before 
rerroving the drum. In any case, allow the wheel to 
nm for a fu !l minute before starting to grind. 

Ml 6 

REMOVING THE COLLET 
To remove the collet, back the socket head screw 
out with the T-wrench, while holding the colic! in 
position with a pin or pin spanner wrench (see 
Figure M16B). As the screw backs out, it will 
u nseat the collct from the spindle taper. NEVER 
STRIKE THE COLLET OR SPINDLE TO FREE 
THE T AP ER. Striking the colic! can also deform 
lhe wheel bearing are<1 to a point where it is no 
longer na1. A grinding wheel c;rnnot be mounted 
against such a deformed surface without 
developing dangerous stresses. 

:,~':'"" 1""" "' ::~:: 

SOCK[ SPINDLE 

Wfl f "' 

0 / :;~"' 

~~~~~T •e-o,o, 

FigureM16B 
REMOVING CO LLET 

CAUTION 

NEVER PRY AGAINST THE BACK OF THE 
COLLET US I NG T HE WHEELHEAD 
HOUSING AS A FULCRUM. This area of the 
wheelhead is necessarily thin and may be 
defomrd to a point where it touches the 
spindle. The heat generated from fric tio n 
between these surfaces can ruin the spindle 
bearings. 
DO NOT STRIKE THE GRINDING WHEEL 
SPINDLE OR ANYT HING ATTACHED TO 
IT: EVEN A " LIGHT TAP" MAY DAMAGE 
THE SPIN DLE BEARINGS. 
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SERVICE MANUAL 

HOW TO ORDER REPAIR PARTS 

You will receive quicker and better s.crvice when 
ordering repair parts if you will adhere to the 
following instructions when ordering such 
replaco:ments. 

These four requirements are essential· 

1. State amount wanted. 

2. Give catalog key number, part number and 
name of part. If ordering parts by part 
number, please advist: where the number was 
obtained. 

Number stamped on part. 

Prior Invoice. 

Parts List Catalog. (Give identification 
and publiealiun numbt:r on front CO\·er.) 

3. Give comp kte serial number of machim:. (The 

number can be found stamped at top n:ar of 
base. See Figure M 17). 

4. Specify how and where to ship. 

Do not say, "Ship quickest way." Be definite 
and state agency dcsirt:d, that is-Air Mail, 
Parcel Post (Special Delivery), Parcel Post 
(Regular), Express, Motor Freight, Rai! 
Freight, etc. 

Specify each individual piece that is required 
in the order. If only certain parts of a unit are 
requirt:d, never use the word "complete"; it 
always raises a question as tu how much of a 
unit to supply. 

However, in some cases, due to the nature of 
the part, it will be ni;ccssary and lt:ss co~tly to 
you for us to supply additional rdated pieces, 
espt:cia!ly if part wanted is obsolete. 

FigureMl7 
MACHINE SERIAL NUMBER 

Ml7 
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UN IT NAME 

WHEELI-IEAD 
(UN IT IDAW) 

SA DDLE TABLE 
(UN IT I l)t-1) 

PARTS LIST CATALOG 

KEY NUMBER INDEX 

DRAWING NAME 

Wheels,Co!lets. and 
Guards 

Slide and Swivel Tables 
(16" Table Trnvel) 

Slide and Swivel Tables 
(24" Tablc Travel - with 
or without l'ower Feed) 

Saddle 
(16"TableTravel) 

Saddle. Power Feed 
(24" TableTravcl) 

Ball Track . Table Hand 
Feed, Splash Guard 
(24"TableTravel) 

Cross Feed, Slow Table 
Handfeed (16" and 24" 
Table Travel) 

Saddle Table 
Lubrication 

Tailstock - Diamond 
Bracket 

BladeS L1pport 

KEY 
NO. 

PAGE KEY NUMB ERS 
NO OF OTHER UNITS 

91-137 RP-9 

12-51. 
615,662 

103-144 
663. 700. 

701 

269-274, 
280.285, 
286,295, 
307. 308, 
312-337 

664 

409,41 2. 
419-425 , 
428.431 
435-451, 
455-464 
666-688 

465-470 
479. 484. 
485. 504 
508-519 
544-555 

665 

556, 

Rl'-1 l 

RP-13 

RP-15 

Rl'-17 

RP-19 

560-595 RP-23 
600-609 
689-694 

620-631, 
637,638 
641-647 RP-23 
653-655 

696 

192-232. RP-25 
614 

233-268 RP-27 

l l)P-61 -66 

IDP-96-101 

I D1'-67-73 

IDl'-74-80 

RPI 



c1Nc1NNAT1 No. 2 CUTTER AND TOOL GRINDER 

KEY NUMBER INDEX (Continued) 

UNIT NAM r DRAWING .\lA,\IE KEY 
NO. 

/'AGE KEY NUMBERS 
NO. OF OTHER UNITS 

WORKH EAD 
(UNIT IGC) 

BASE 
(UNIT l DAB) 

IWockhead 

Base and Elevating Shaft 

Column Housing am] 
Skevte 

COOLANT PUMP & I Coolant Pump and 
PI PI NG (U\JI T l DI' ) 

WORK BLADE GRIND­
ING ATTACIIMEN-1 
(UNIT lDBW) 

MICROM ETE R fA l:ILP 
l'OSITIONI NG ATTACH. 
( UNIT IDJf) 

CYLI NDRICAL GRIND­
ING ArrACH.\I EN I 
( UNIT IDJrf"I 

HEAVY D UTY TAIL-

Work Blade Grinding 
Auachrncnt 

Miaometcr Tabk 
Positioning AtlJchment 

Cylindrical Grinding 
Atta ch ment 

STOCK AlTACIIMFNT Heavy Duty Tailstock 
(UNIT IDff) 

EXHA UST DUS"! 
A TI'ACI-IMENT Dusi Exhau~l 
(UNIT l DJF) 

Cutter Sharpening Arbor 

Saw Sharpening and Side 
Mill 

695 

1-33, 
38-40, 

47 

RP-29 

Rl'-3 1 

60-102 RP-33 

1-19, 
23-35, 
40-44 RP-35 
55-58 
60-62 

1-5 
7-12 

1-25 

1-4, 
6-32 

35 -38 

RP-37 

RP-37 

Rl'-39 

RP-39 

39-79 RP-41 

193 RP-4 1 

149-152 RP-43 

153-1 58 RP-43 

\ IISCELLANEOUS 
ATTACHMENTS 
(UNIT lDJF) 

Draw-In Colkt ,-\ttachmrnt 15 9-165 
RP-43 
RP-45 

Slut lmlexing A!tadunent 166- 180 RP-47 

::?'· Raising Block !85-190 Rf>-47 

Red udng Collct \ 9 1 RP-47 

Face Mill Ada ter 192 RP-47 

RP2 

IDN-42.45,52-54, 
I DNN-34-36. 49-5 1, 
56-58 
l DM-41,43, 44 

lUM-5 
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PARTS UST CATALOG 

KEY NUMBER INDEX (Concluded) 

UNIT NAME 

GEAR CUTrE.K SHARP­
ENING ATTACH. 

(UNIT IDBV) 

INTERNAL GRINDING 
ATJ"ACHMEN·1 
(UNIT lDBI') 

RADIUS GRINUING 
ATTACHMENT NO. I 
(UNI T 10GB) 

RADIUS GRlt\'D!NG 
ATTACHME:'\JT NO. 2 
(UNIT lDEJ) 

FACE MILL GRIND­
ING ATTACHMENT 
(UN IT llXA) 

SURFACE GRINDING 
ATTACHMENT 
(UNIT IDBU ) 

LONG REAMER GRIND­
ING ATTACH ,\ll:.NT 
(UNIT IDBZ) 

DRAWING NAME 

Gear Cutter Sharpening 
Attachment 

Internal Grinding 
Attachment 

No. I Radius Grind ing 
Attachment 

No. I Radius Grinding 
Atlilchmcnt 

No. l Radius Grinding 
Att~dnnent 

Face Mill Grinding 
Attachment 

Surface Grinding 
Attachrncnt 

Long Reamer Grinding 
Attachment 

lnstrudion Plates 

Kf'.Y 
NO 

1-39 

148 

1-77 

78- 141 
145-148 

1-85 

746 
51-55 

1-30 

1-56 

1-8 

PAGE KEY NUMBERS 
NO. OF OTIIER UNITS 

RP-49 

Rl'-51 

Rl'-53 

RP-55 

Rl'-57 

RP-5 9 

RP-61 

RP-63 

RP-65 

IDAW-138-144 
lDJF-197_ 198 

RP3 
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HOUSING, SPINDLE AND DRIVE 

., 

, 
, 

., 
, 

RP4 



PARTS LIST CATALOG 

WHEELHEAD - UNIT 1 DAW 

f----+-- +-.,-~;-•• -l!;i-. •.•-•----, -,w.-,~-,-Til-,,-, +-

1n"-W-21i 

11>"-W - l0 

1D"-W-38 

1D"-W• W 

1D"-W- 42 

!ll"-W- 41 

InAW - !!A ,095&0 

lnAW -5l 

IDAW - 54 

IDAW- 58A 

!DAW-WA 

IDAW -058 

lDAW -12 

!DA W-16 

1D"-W-18 

IDAW- 81 

IDAW- 03 

l D .. W-86 
lUAW -87 

! DAW -89 
)l)AW -W 

U,AW- H e 

IDAW -148 

IIJAW - !M 
HJ" W-1 ! 1 
llJAW- 152 

'Wlm, .,,.1.,1n1 • ,. pl,c,,m..,t l'"rt, • pec;ty ,..,, numlo,r (H ha]labl<). p,.r l ,uo,no 
allp;.r l,•h>.,a etorloUcdota avotla bl<anilth< «-rialnuoni,,,, olyoorrn,chm<. 

•n•i•· - •olt .. .... . .. . 
1«•.- - Cop("fi<t•••,-• •,-lo ) !~[~;~•:~ lp!Nl•) . . 

K•r-•1-1•.., 
••• -M],<tl• • . .. ... .. . .. , _ ... ., •.. , ..... , ..... .. ... . 
lcr••• lot(Wit. 4" 1".Mto ... UIJl, .. o ) 

~=.:t•!it~~'~.~~.:'.':.~:~:::-::) ...... .. . 
P11 • T•1'4• 

is~t:i;:~· 
;:~~~ ;~::·.·~; .. ~' . 
~t~~r 
., ... - ....... 10 •• , 

l'HPoll .. ·IC""•"••l<l•••' .. 
r., r,-11CN,..,HtOou• • 

..... , .... ;11111, •. ••• .... ,,.,l ... ftHl Oou• 
1· · 1x, .... .. , , , ••.... . 

t·••••••tJC ... -.,,10,, ... 
,., ...... ··:u·.'"""·•,1 ... 
lCoy - •i -Pro 
it.1<n1l•• •• t1,.J 

JC•••-'• . ..... , •. •··. ... , . • 1.,,.. 
:;:: -:-:,.. 
~Ei ~.\!.~~',: ::1

:~:: . . 

~~~: :i-:.t,: ~~=.:·. ~ 

RPS 



CINCINNATI No. TOOL GRINDER 2 CUTTER AND 

SPINDLE AND DRIVE HOUSING, 

, j 3 4 5 6 - e,/ 7 / 8 REF.PULLEY-DR<VER 
1 ... -tffilct,. Gr/ \ 

't({i~1~~;· 1;" VT,;'J~f-7 
!' .,. • a ~ :.,. •• r ~ri) 

ril:::'.m~~©q,®jit,,~~ 
- - - -- \ --~. ' ~ . 401/,.( 42 4' 

'.b~~: '1"1 ~-,-: 49' 50 s,},, l, 54/ 47 48 REF. P 

~~- - - ~ : - Ex"\"'PJ.,;~niiL1F6:NS 

- I FOR STANDARD 
57A SPINDLE) 

58A 
(A,,.._:..._ ~ 59 

'i'JJ)- soA 118KKK 

~ 61 ::z~~~ 

RP6 

TILTING BRACKET 

114Kl<I( 
116KKK 



TO REMOVE GRINDING WHEEL SPINDLE (53, RP4) 

I. Remove spindle drive cover (42) and belt (24. 
RP4). Remove spi ndle lock screw (115 or 
120, RP8) and col!et (112 or 117) with 
grinding wheel, from one or both ends of 
spindle. 

2 Remove retaining ring (41. RP4) and slip 
driven pulleys off spindle. On machine 
without 4 .. cxknded spindle, remove four 
screws (50 ) and cap (SI) from front end of 
spindle. Renxwe eight ~crews (36 and 37 ) and 
slip heari ng retainer sleeve (27) with spindle 
assembly out of wheel head housing. 

Ship this assembly back to our fac1ory for credit 
and install a new factory guaranteed spindle. Make 
certa in tha! driver and driven pulleys are in line 
when assembling 

PARTS LIST CATA LOG 

TD REMOVE TILTING BRACKET 171, RP4) FROM 
WHEELHEAO 

1. Proceed per instructions in paragraphs 1, 2, 
;ind 3, page RPJJ. 

2. Place wheelhead on bench with knob (70, 
RP4) up. Remove screw (76), spring (75), and 
plug (74) from each side of whee]head. Lift 
til ting bracket (77) with trunnion (65) and 
locking device (69-72) from wheclhead. 

TD REMOVE WHEELHEAD MOTOR SHAFT {29, RP4) 

I. Remove belt guard (42 , RP4) bell and driver 
pulley assembly. 

2. Remove screws (16, 17, RP4) on front end 
and remove Front End Bell (10). Push spindle 
(29) with armature out pulley end of housing. 
(Motor shaft, with all rotating purls should be 
dynamically balanced before installation.) 

RP7 
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RP8 

WHEELS,COLLETS,AND GUARDS 

·-... C~ir., 
-~l!.IJl!!~-IJ 
/ / I, 

113 114 ' / 
115 116 

, 
.., 

, 
.., 



i 

IDAW-~l 

lDAW- IM 

IDAW- 98 

!DAW- 100 

WHEELHEAD-UNIT 1 DAW (Concluded) 

0 ';;.'!: :-:-.:~.:!~•• .. c.., 

"~ ~-:::::-:-.:~.=~····co, 
fl•••--•l,D!H 

85378 ~~'!: =~:!' 
8 7764 0•11,u•l/&" . ,, .. ,, .. 

.. ._l-Orlo,IL .. , ) - l/1"• 1-1/I'"• 

coi,;~1."';J.~''."' c._,_ ..... .. . 
tl177 -ol-Orlo,lt .. ,t"o l-1 /l'"x 

8718< Col~~/ _•·;::~••' Clop 

••;::i.~iil":'i:::· ..... ~ 11-1··. 
wi, .. 1-oroo,1, .. ,, .. . , ;.., , 

1- 1/ • ··•ro.11•• 
C.llo.r•)/1 ' .......... . 

80i79 -ol-Orlo,ll .. . •··•l/1" • 
1-l /t"••il•t . , .. , , .. 

W11001 -11n, .. u ... 1·· •1/n--, 

Col~~/~•~::~~~ •• 
""'- 1·0•-i .. ,l"'•I_/I··• 

1- 1/ •"•ro.1110:•-

lDAW-11 2 

lDAW-lli 6778~ 

IDAW-11 8 188711 

lDAW-119 

lDAW• U l 18~711 

\OAW•l2J 11.~"JD 

1G5l0f 

1DAW•ll9 

l 5H03 
l DAW-1) 2 1577:;7 

ll>AW-UM 300<<2 
lUAW-Uf 6228! 

!DAW-138 8~15 

PARTS LIST CATALOG 

RP9 



CINCINNATI No. TOOL GRINDER 2 CUTTER AND 

126 1(1(1( 
1271(1(1( 

RPIO 

WIVEL TABLES 
SLIDEl6~ T:BLE TRAVEL 

·~', 
~\ ~---.. 
47 . ~ • ·r,,'f 
4S - 49 I 

,o 
" 



PARTS LI ST CATALOG 

SADDLE TABLE- UNIT 1 DH 

IDll-l! 

!DH•l~ 

!DH-17A 
!DH- 13 

1DH- 20A. 
!DH-2! 
!DH-22A 

!DH-i.!A 

!DH•l~ 

Figur<:RPII 
TABLE SLIDE AND BALL TRACK 

TO REMOVE TABLE (16A, RP101 
(Instructions are referenced to 16" table. Procedure 
isthesame forallsizes.) 

I. Strip attachments from top of table. Unscrew 
two 1/2" swivel clamping nuts (15, RPIO) 
from front of table. 

2. Tum swivel adjustment disengaging eccentric 
(1 7A, RPlO) so pin (12A) points straighl up; 
swivel table and lift it straight up off clamping 
T-bolts. Table weighs over 60 lbs. 

TO REMOVE TABLE SLIDE (35A, RP10) 

I. Strip attachments and dogs (43, RPI 0) from 
table. Disengage table traverse knobs and slow 
movement crank. (Pull out hand shaft knobs 
327, RPl4 and 600, RP20.) 

2. Push table slide to right and then to left far 
enough to remove safety studs (280, RP14) 
from both ends of saddle. (Hold up outer end 
of table as it is moved.) Attach table to a 
crane using four eye bolts in place of four 
screw, (615). Sling rope or cable through two 
eye bolts and lift table slide straight up. 

If no crane is available, it is possible to slide table 
slide off one side after first removing filler blocks 
(40, RPI0) from the opposite end. When replacing, 
exercise extreme caut ion not to knock any balls 
out of their cage. The table slide is quite heavy -
180 lbs., by itself and 240 lbs., in combination 
with table. 

RPI\ 



CINCINNATI No. 2 CUTTER AND TOOL GRINDER 

SLIDE S SWIVEL TABLES 
24" TABLE TRAVEL 

WITH OR WITHOUT POWER FEED 

96 
/ 97 

===~ . }'_ 99 

~ I 
\ ~ 

I,:~=~····~-~(''° 
136 137 ·• \ 

~~ '" 140 v '" ,,. '" 
~~· 

,~:~~ 
14 1 144 

127Kl(K 
131KKK 

RP !2 

"I 

, 
, 
.., 

.., 



IDP- 1111 
IOP- ln 
IDP- 118 
JDP- 1111 
IDP-100 
!DP- !01 
IDH-!OM 
IOH- !Oi 
IDH-!OU 
10H- 10e 
IOH-U)!B 
IDH-101! 
IDH-10U 
IDH-110 
IDH-111 
IDH-1!2 

IDH-113 
IDH-114 
IDH-11 1 
lDH•l!e 
IDH-1!7 
lDH-11 8 
IDH-1!9 
IDH-120 
IDH-121 
lD"•IU 
IDH-123 
IDH-114 

PARTS LI ST CATA LOG 

SADDLE TABLE- UNIT 1 DH (Continued) 

PART ,o 

Pl•E~:=A~.'~ .. 

~i:~r··~ 
Dof-Table 

Rl,ghllland(Wllh<>ut..,,,.,.,l"oe<I} 

~~,":'1 ... ~\~i>o,_"":~!.,~ l-:~~f;;;:~•- Fffd) .. 

~"ll~T 

-········· 
PW o -LlmUS,.!tehTr!p 

:..-::-·~ -· f'ee<I) 

·-" 

RP l3 



c 1NC1NNAT 1 No. 2 CUTTER AND TOO L GRINDER 

128KKK 

13 1KK K 

RP14 

SADDLE 
16" TABLE TRAVEL 

~D:- - . . 269{ 0-------270 
~-.~~ _\ 
~ 273 

~ - 272 ('. 
271 _ . ...__ ·--. __ ___ _/ 

··~-- / ·- --. ·-...._···"·· .. ..... . . "· 67 , I 68 · 

1 .: 69 

~ ~ r.1.~1 
/

72 

I ,, ~ :1/ 286 ------ -, 

-~I / 295B // 

' // ~ 

~ : ; --=-~--B-- 321 326 

~c 31()./1 \~~~~ / 25 C: "' j' ®31~ 317 / ,1 320 , r 
313 ~c 315 31~ 319 3~ ~ 

332A &:)~ 
331A _i4 T\ 337 

( .. '7 .f,, 336 

3306 _o!i).__ -- 334 

"' ✓69"\664 
32~/ 0 
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SADDLE TABLE-UNIT 1 DH (Continued) 

TO REMOVE HANO FEED SHAFT (329, RP14) 

I. Drive out taper pin (328, RP]4) and remove 
front hand shaft knob(327). 

2. Push table slide to opposite side far enough 10 
drive taper pin from pinion (334). (Block up 
underextendedendoftable.) 

3. Loosen clamp (323, RPI 4), remove set screw 
(319), spring (318) and ball (320). Pull hand 
feed shaft out the back of saddle. 

PARTS LI ST CATALOG 

RP\5 



c1 NCI NNAT1 No. 2 CUTTER AND TOOL GRINDER 

SADDLE, POWER FEED 
24" TABLE TRAVEL 

412 ~ 

669 ~ 
667 668 43

~ \_ ~ i 
'"6\ ~~ /"~ 409 

41~9 42\ ~ \. 438~ ' . J 678 ,c; 4'6 "--@ 

\ ,~,"' ~6;) 677 
672 V \ 442 

671 b .. , 
~ 676 

440A 
439 

~ 675A 

,,,- T I 
'( 673A 674 4288 

423~ 
~ 

443---f _..,,.-... 

444~ _..............,,., 

445,,,,p 447->-0 y~J 
~ / 1d ·' .. 9. 

r '@/ifjr~"o I 684 / . 451A 

~ 685 455A ~J~•2 
683 

~ 456A @( 
687 ,_.,,• 7 ' --cl) 

688 686 

RPl 6 

, 
., 

, 
, 
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!DH-05 

!DH-431 

1VH-H2 

lVH- 0 5 

lVH-447 

lVH-41-0 

lilH-455,. 

SADDLE TABLE - UNIT 1 DH (Continued) 

lVH-461 Ml 

lVH- j6J !\::gJl 

1VH-6M !IJOO O 

lVH-~ 8 113070 

!VH-871 11•8>4 

rnu-613,. 3:19!l 
WH -874 1360 
HJJ< -61M J:1119 

JVH-878 :1220 

IOH-G80 10!7 

IVH--1182 !ll81f 

!VH-Mi 2371 
lVH-885 1~161~ 

l VH -668 2J8J 

PARTS UST CATALOG 

RPl 7 



CINCINNATI TOOL GRINDER No. 2 CUTTER AND 

ABLE HAND FEED, ---- BALL TRAS~~A~H GUARD 
MOOU' -mU' 24" TABLE TRAVEL 

REF IDH-428~ 

,.~'ii,_ ~~'@::1 )· , ,~ J::;:; ,.,-t11A 
50B ___,-tJ 5'0 / 5'2" 1/ f'\ """5'9 ~555 
509 511 ,,, 5,.1 ,,. d , 553 

~8KKK 

131KKK 

RP18 

5'5 '?· / ~ 552 

··\,~ ,,,. 06{.., 
J547 

., 



!" 

IDl'-71 

IDP-77 

IDP-n 

IDH•<~I 

IDH-467 
IDH-468 
!DH- t ~i 
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PARTS LIST CATALOG 

SADDLE TABLE-UNIT 1 DH (Continued) 

AMT. 
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TO REMOVE CROSS FEED SCREW (579A, RP20) AND 
NUT (556A, RP20) AND SAOOLE {428B, RP16) 

J. Run saddle fully forward. Loosen sec screw 
(565A, RP20), knurled thumb screw (564) 
and remove rear handwheel (566A). dial 
(569) and key (580). Loosen set screw in nut, 
tap screw to loosen lock shoe under it. and 
remove shoe type lock nut (568B). Using 
front handwheel (572A) turn left-hand cross 
feed screw clockwise out of saddle. Front 
bearing and seal will emerge with screw 
Screw will be forced out of rear bearing cone. 

2. Place rope slings around ends of saddle and 
pick it up off the base with a crane 

3. ReITl()\"e two set screws (3 1. 32, RP30) from 
side of bed and tap cross feed nut(556A)up 
out of bed. 

I-,-,.--~-+-,,.-+-,.,--- ----+~ 
10H•5.a2B •184 11••1.oWk _ _ , .... rt .. 

1211704 ... 1.,.r-Onuo 
!OH-5,8», 181111• - • 

,. •• -r. .. , ' .. 
10H•S87', I IIIWII C•or •H••--

::::::8 Ill;:~ E::T~~~:::~ ii:-~~-
::::~:~ 1:::: ~!.~~:·:~=~--
:~:== !Oll32 =~"': ~ To-lo P"•­
IOH-eOu, 1~~:~: ::~":"o,, Ta-l~·.,:.·.;. ... 

;;;:;;: ;;;, ~: ... 
\ON-e~ 131$08 -•-- -•••I• 

When assembling, allow cross feed nut to remain 
free until saddle and cross feed screw have been 
replaced and tested for freedom of movement 
before locking nut with the set screws. It is best to 
install a new screw and nut in case either shows 

The !aper bearings on ends of cross feed screw 
should be so adjusted that handwheels have no 
more than .005" ro tary play. The inner edge of 
dials must clear sides of saddle and cross screw 
should protrude an eq ual amount p.ist handwheel 
hubs. 

TO REMOVE TABLE FEED PINION SHAFT ASSEMBLY 
(606A, RP20) 

ReITl()v~ set screw (313, RPl4 or 509, RP l8) and 
pull shaft assembly out front of bed. 
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TO REMOVE WORK HEAO SPINDLE (155A, RP28) 

l. Remove lock nut (171A) from spindle and 
loosen set s<.:rew ( 168)in lop of cutter setting 
dial. Slip cutter set ting dial (169A) and 
bushing ( 167 A) from rc:ir of workhcad 

Remove key ( 156). This should be a nice fit 
in both spindle and hushing. 

2. Loosen knurled lhumb screw (157), place 
draw in bolt (!49) assembly back into 
workhead spindle ( 155A) and tap spindle 
forward out of workhead. 

Examine the dust ring (162A) on workhead, 
dust cap ( 153A) and cutter setting d ial 
(169A), and the drive cap (695) on spindle, 
for any cvidenu.: or rubbing. The clearance 
between t hese parts is very small and any 
mishandling or bumping while off will cause 
contact and aside from making it hard to 
rotate workhead, it may cause run out. 
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PARTS LIST CATA LOG 

BASE - UNIT 1 DAB 
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TO REMOVE ELEVATING WORM SHAFT (17, RP30) 

I. Take off louver (47, RPJO) and tighten screw 
(81. RP32) to keep column from dropping 
when elevating shaft is removed. 

After assembly, re tighten clamping screw (81) 
only sufficiently so weight of sleeve and 
wheelhead will always cause rack (68) \o resl 
on elevating pinion (79). thus, any possible 
backlash is always eliminated. 

2. Loosen screws (26 and 27, RPJO), remove 
handwheel and dia l and lift out key(l8) from 
right end of elevating shaft. Loosen set screw 
(73, RP3 2J holding sleeve (8, RP30). 

Using kft side handwheel rotate elevating 
shaft counterclockwise out of base. Items I 
through 20 will emerge together 
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PARTS LIST CATALOG 

BASE - UNIT 1 DAB (Concluded) 

lllAH- G3 
lnAD-1-1 

1DA JJ-G9 

l DAll -73 

]l)A!l-71 

IDA!l ·80 
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TO REMOVE WHEELHEAD, (18A, RP4) CO LUMN 
SLEEVE (67, RPJZ) AND HOUSING (93, RPJZ) 

I. Remove belt guard. grinding wlm:l guard and 
grinding wheel from wheel head. 

2. Remove screw (156, RP4) and plug ( 157) 
from column sleeve (67, RP32). Place a rope 
sling around the wheelhead and lift it , with 
mounting plate (159, RP4) and tilting bracket 
(77) (if used), straight upward out of the 
column , leeve. 

3. Remove screw (48, RP4) and plug (47) from 
wheelhcad housing (18A) and separa te 
trunnion (155) from the whee!head housing. 

4. Through bottom openings of base remove set 
screw (72, RP37) from left side of housing 
(93). (This set screw, riding in a groove of 
column skeve, limits vertical movement of 
sleeve.) Raise sleeve to topmost position with 

elevating handwh~c! and remove four screws 
(65) tha t fasten dust gLrnrd to housing. 
Remove damp ring (60) and lift off dust 

! 911111> 

18 462~ 

1&1 619 

: ::: :~~·::::::f. ' ' .... 
E~:;_ :_ :_: _:~::~ _t_~:::;;:_::::::_ : ... . 
•i• -• • toai .. lS'n kA•i -!lo<tloot, ) g~fit~!~~~~£:l:i:••,,klI ... 
.... ,., . u., ... .. 
c .. u. 11-1 ... ...... . .. ,. ... ...... , .... c., 
lorow · Cop . 

P1 01 - Lockl ... .. . 
PIIt• - ••••1- • 
Ploto )t- t\• 1 
c1 •• ,, 

guard (64). Loosen clamp screw (81). Affix 
an eyebolt to the center of a steel plate¼" x 
1 '. x 6½' ' , lower plate into sleeve so it catches 
on inner lip, near top. and raise sleeve out of 
column. 

5. Proceed as per instructicrns on page RP31 and 
remove elevating worm shaft 

Remove four screws (74, RP32) from top of 
housing. Do not alter positions of bushings 
(76). Affix an eycbolt to the center of a steel 
plate(¼,. x 1 •• x 9¾") . Lower !he plate into 
the housing al a 45° angle: then straighten 
plate until it catches on the lip inside the 
housing and raise the housing out of the base 

After assembly it will be necessary to tram spindle 
to table in various positions. If necessary . use 
adjusting bushings (76. RP32) to align spindle to 
table. Retram after hold-down snews (74) have 
been tightened. 

When reassembling, eliminate backlash between 
rack (68, RP32) and elevating pinion (91) by 
tightening screw (81 ) so that the weight of 1he 
column sleeve and wheelhcad maintains contact 
between the rack and pinion. 
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WORK BLADE GRINDING ATTACHMENT-UNIT lDBW 
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!DBl'- 10 

1Dll1'- !~ 

PARTS UST CATALOG 

INTERNAL GRINDING ATTACHMENT - UNIT 1 DBP 
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,...,. • • 0,1,·or 
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lDHP-) 0 

IOHP-)l 

IDBP· !~ 
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lDBP·•~ 

lDBP- •6 
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l!J(;B-20 

lllOB - l! 

lllGB-2< 

\nGB-1.0 

PAR TS LIST CATA LOG 

RADIUS GRINDING ATTACHMENT-N0. 1-UNIT 1 DGB 

10011-42 21 ~3 
22~1 

11~108 
H>OH--lfi 103103 

103101 
IDGH -48 103!02 

lDG!I-~ ~ '203 
10UJO 

lDGB-M J479 
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CI NCINNATI No. 2 CUTTER AND TOOL G RINDER 

RP54 



PARTS UST CATALOG 

RADIUS GRINDING ATTACHMENT-No.l -UNIT 1 DGB (Conduded) 

1TlGR-&ll 

!TlGR - k2 

! TlGII -M 

lDGB -88 

! TlGll -92 

IOGB-94 

!TlGR -!I(! 
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ll)(]R -100 
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"" 
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e5a,s 

189&18 
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kNW (0.1. !, .. , It-,-,( Att•-••) 
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CIN CINNATI No. 

RP56 

TOOL GRINDER 2 CUTTER AND 

N0.2 RADIUS ATTACHMENT GRINDING 

., 

., 



PARTS LI ST CATA LOG 

RADIUS GRINDING ATTACHMENT-NO. 2-UNIT 1 DEJ 

lm:J-4:JA 

1Dl:J-4M 
!DEJ-ir.A 
1D~J -47A 

1DU-49A 
!DEJ-&OA 
JDF.J- S!A 
!DEJ-5:IA 

lD!:J - 54.\ 
lll~J-5M 
!U~J- 5&.I 
1D~J - 57A 
l m;J - 5,sA 
11)F.J- 5!1A 
1DEJ-60A 
m~J-f,\A 

1m:.-MA 

1mc1-MA 
!Dr..I-66,\. 

1D~J-~[IA 

11lO;J- 7(>'i 
!DEJ- 71,_ 
!D~.J-721\. 
1Df.J-7JA 

1DEJ-7r.A 

1D~J-77A 
1DEJ-7SA 
lD~J-71" 
lDl:.J - Bo,\. 
lDEJ-BJ;\. 
lDl:.J - ~Y, 
1DEJ-B3A 
lD~J - fW.~ 
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TOOL GRINDER No. 2 CUTTER AND CINCINNAT I T 

MILL GRINDING FACE ATTACHMEN 

RP58 

., 



i 

IDCA- 7 
IDCA-9 ~'le!~ 
lDCA-10 

IDCA- 30 

ll>CA- 32 

PARTS LI ST CATA LOG 

FACE MILL GRINDING ATTACHMENT-UNIT 1 DCA 
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CINC INNATI No. 2 CUTTER AND TOOL GRINDER 

SURFACE GRINDING ATTACHMENT 

PLAIN 

, 

WITH INTERMEDIATE SUPPORT , 
"'I 

"'I 

, 
., 
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PARTS LI ST CATALOG 

SURFACE GRINDING ATTACHMENT-UNIT 1 DBU 

... i-:1 -·- ITTI --- I~ rnrn.:-1 !0HB0 tc,..,.o,,,;<;r,w . ...... ,, , . . , l IDBL"-1~ 3-100 Sere"' , , . . , . . . . I -~r ~--~-.-... " .. ' .. -.. '.' .. '· .. ·.,; ....... ,.,; .. , .. --.. ·.· .. ·.. -~- '"" '.".·~.;.-. ·.' .. ...... •·' .. -.. • -1DBL"-f ''°" Sen..- ... , , . , , .. . , . . , , , . , , 1 lDIJU-18 l>lileO Pl.>.te - Wo,·l.he• d . 1 
IDDU-! 62Hf (.;lamp-Vi"' ... ... , . .. , , .. , 2 IDBU-111 M711 llu< . ,, .. , , ... I 
lDBC-6 !H6 Ser,,.- , . ,,, . ,, .. . ,,.,,,. . . • lDBC-20 au, W..•her .. . . ... 2 
IDI11;-7 02fll3 Scr...--V;•• .. .... ,, .. , . . . , 1 IDBU-23 \OIO Wasb<r . ,,, .. , 1 
lDJlU -6 OIHl Slid<, , .. ,, . .... . , . .. . , . . . l lUBU-2' !f28 Scr•w .. . . . .. , I 

:g~t!o ~i!~ :~.: °" lloo•<rc . . . . .. . .. . . .. ! :g:~:i~ ;!~~ ~";.!;". . .. . . . . i 
rn:t:: "~m ;~2~ .. ·:··:: .. : .. ·:· · : rni~:H m~ E::2:~ ··:· · ~ 
lDDL"-B 62700 ""PJ>Orl-V!•• Body . . . . . . , . . . . I lDBt: - 30 t2700 Suwort-Vi.. ... 2 

RP61 



CINCINNATI No. 2 CUTTER AND TOOL GRINDER 

LONG REAMER GRINDING ATTACHMENT 

I 

I~~/ · ...... -.. ·· ... :-.------.. l .. ;4· / 6A ~ / ~ = .!'IJ 
10 II _:1i ___ (/ 
~ r - . 

'------------- 7""""- ...___; 
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., 

RP62 



l08Z·Z 
lOBZ-! 
mez-tA 

!D8Z•7 

1DBZ-~ 

!DBZ.-11 

lDBZ.-IM 

,oez-u 

IDBZ·2IA 

lDBZ-23 

lDBZ.-2e 

'"' 
191&el 

'"' 
1500a1 

1148 

U37H 
1<17f0 

'"' ,~. 
•m 
"' 1035 

)035 

PA RTS UST CATALOG 

LONG REAMER GRINDING ATTACHMENT -UNIT 1 DBZ 

10az-z7 

lDBZ•29 

lDBZ-31 

IDBZ-33 

IDBZ41 
IDBZ.-311 
IDBZ.-19 
IDBZ.-40 

IDBZ..45 

IDBZ.-11 

IDBZ•l5 
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c 1Nc1N NAT1 No. 2 CUTTER AND TOOL GRINDER 

INSTRUCTION PLATES 

• • 

RP64 

,_ o~~:•:.,::;,~,'.:~ 
"""'"'""- ----

"""' "'"""''""!OT"'"'"""""'"" o ,um,n-••u "'- .. ,. .... o 

MATCH BUTTONS 
~------l•TOOILCIOU• 

FEH SCREW __ 
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TULEFEEDetllllll. --­
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RADIUS GRIND ". • • 

• COOLANT • 
ON OFF 
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, 
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, 
., 



PARTS LI ST CATALOG 

INSTRUCTION PLATES 
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