316" x %"
4" 20x k" GROOV PIN
THUMB SCR. I

PARTS FOR

DRILL GRINDING ATTACHMENT
CATALOG No. 2915

% x 1%
WwW30-43 Wiioas n/ GROOV PIN W30-6
SET-UP GAUGE = =
(with screw ond pin) PIN \ /LOCK SCREW
(order W30-4)

RIGID JAW
(with pin)

1024 x %"
RD. HD. MACH. SCR. RD. HD. MACH. SCR.
%' 20x K —
HEX. CAP SCR.
4x°/," PARKER 3/16 WASHER\
KALON DR. SCR. w3o0-1

R

TRUNNION S
(with pin and £
5/16" WASHER sleeve)
! wa30-16

oo
OILER \

W30-17 — N\
ADAPTER S / PN N
5/16" WASHER %16 4 (°"’e'” W30-TI§ <
(2 Regd)) HEX. NUT %"-20x %" 5Q.

HD. MACH. BOLT

ORDERING INFORMATION

Order oll repair parts by PART NUMBER and NAME.
Standard parts, such as screws, nuts and washers, shown
without part numbers, should be purchased locally.

ATLAS PRESS COMPANY
KALAMAZOO, MICHIGAN, U.S. A.

W30-21

BOD
(with nut, shaft and handle)

W30-14
HANDLE
(order W30-2)
W30-31
STOP SCREW

W30-13
STOP

9-134
Nt

3. 20x %"
THUMB SCR.

W30-20

Wan-7 BALL

SHAFT
(order W30-2)
feceeees]
\ )/BH x %H
GROOV PIN

W30-10
SLEEVE
(order W30-1)

W30-11
SPRING

W30-15
FEED KNOB

Operating
Instructions

(ltlas. No. 2915

DRILL GRINDING ATTACHMENT

ATLAS PRESS CO.

KALAMAZOO, MICH.
U.S. A

ATLAS5 PRESS COMPANY

KALAMAZOO, MICHIGAN U.S.A.
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DRILL CHUCK

/ LOCK

WHEELS FOR The grit of the wheel for drill grinding should
be about No. 60, and the grade medium hard.
DRILL GRINDING

g Straight wheels may be used, but their sides

CHUCK JAWS

: P 4 < must be flat, not tapered or bowed. Recessed
GAUGE [fl| 7 CRADUAILD

: ; heels give the best results — they are designed espe-
TRUNNION vhees 9 . e ’
\ B0 cially for sharpening, have less surface to dress than the

straight wheel, and so have a longer service life.

DRILL SHANK

SToP Fig. 2 The best wheel for drill

grinding is the recessed wheel.

MOUNTING INSTRUCTIONS

BODY

KNURLED

FEED KNOB ROCKING
LEVER

ADJUSTING
LEVER

Fig. 3 Drill grinding at- Fig. 4 Drill grinding at- Fig. 5 Attachment mounted

tachment mounted on the tachment mounted to on grinder frame. To

hand rest bracket. wheel guard. mount, drill hole in frame
and fasten adapter with
bolt or stud.

Fig. 1 Parts of the Drill Grinding Attachment.

This attachment can be adapted to your grinder by
one or more of the methods shown in the illustra-
tions above and right. On most grinders the tool
rest bracket provides a mounting spot. Remove the
rest, and mount the attachment on the bracket (Fig.
3) or on the side of wheel guard (Fig. 4). If these
methods are not usable, follow recommendations
shown in Figure 5 or 6.

S A ——

Fig. § If the attachment
cannot be mounted as shown in Figure 3, 4, or 5,
mount it on an angle bracket that is bolted to the bench.

1. LIPS IDENTICAL

The two cutting lips must be
equal in length and angle.
Otherwise one lip does all
the cutting, cuts unevenly
and dulls quickly. Center of
point must be at true center
— if it isn't you'll drill an
oversized hole. For most pur-
poses an angle of 59° s
best. Make this angle greater
for soft metals, shallower
or hard steels (see page 7).

2. PROPER ANGLE
BETWEEN POINT
AND LIP

A view directly into the drill
point showing the proper
angle between point and
lip. This angle must be
between' 120° and 135° in
order to provide.corred lip
clearance at the center of
the drill.

3. PROPER LIP CLEARANCE

Another view of the point, showing
the proper lip clearance at the cir-
cumference of the drill. For effec-
tive drilling this angle must be be-
tween 12° and 15°. Too much clear-
ance weakens the point, causes
chipping and rapid wear. Too little
clearance makes the drill cut slowly,

and requires greater power.

— z‘;’-” le— I

Fig. 7 The adapter shaft must be positioned according to dimensions shown above.
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To mount the attachment, proceed as follows —

DRESSING THE WHEEL

The attachment will grind drills accurately only if it is properly mounted.

® The adapter shaft must be parallel, both horizontally and vertically, with To obtain best results keep grinding wheel

the grinder spindle. true. Frequent dressing with a diamond

point will be well repaid In an accurately
@ The adapter shaft must be placed so that a drill mounted in the attachment

will be approximately on the horizontal center line of the wheel. Figure 7
shows the approximate position of this shaft.

and properly ground drill.

STEP 1

Remove right hand rest and wheel guard cover
from grinder. Check wheel, see WHEELS FOR
DRILL GRINDING, page 3.

STEP 2

Remove drill grinding attachment from adapter.
Mount adapter on grinder or on a mounting fix-
ture. See Figure 7 for location of adapter.

STEP 3

To align adapter shaft with grinder spindle —

a) Slide gauge onto adapter shaft with finished
faces of V-prongs towards wheel.

b) Adjust gauge so that its faces fit flal against
side of wheel, and pin against the outside of
the wheel. GAUGE SHOULD NOT TOUCH
ADAPTER BRACKET.

C

Shaft is parallel if V-prongs fit flat against
wheel. If gauge doesn't fit, file, grind or shim
the surface that the adapter is fastened to.

STEP 4

Slide the attachment onto the bracket. The attach-
ment is now properly mounted for sharpening
drill-

To Insure Accuracy,
Dress the Wheel Before
Sharpening Drills

How to dress the wheel —

1. Swing graduated trunnion to end of slot,
beyond the 80 degree mark, and clamp in place
with lock screw — see Figure 8.

2. Turn knurled feed knob to left until chuck

body rests against cylinder on trunnion.

3. Faslen diamond tool in drill chuck.

4. Raise rocking lever and position attachment
so thal diamond point. clears wheel about %".

Clamp in this position.
5. Chalk the side of the grinding wheel.

6. Start the grinder, and with rocking lever held
in its highest position, feed diamond dresser up
to wheel with feed knob.

7. Slowly swing adjusting lever back and forth,
taking light cuts across the wheel until chalk is
removed. Wheel is now properly dressed.

Fig. 8 (Above)
Dressing a wheel
using a diamond
tool mounted in
the drill grinding
attachment.

(Right) When
dressing wheel, be
sure trunnion is positioned at end of
slot.

GRINDING DRILLS

shurpening' drills in the attachment.

Broken drills should be ground to approximate shape by hand before

Before sharpening drills be sure wheel is true — dress if necessary.

Drill capacity, between 3/33” and %" in diameter.

twist drills and

1. Set trunnion for correct drill angle — this is 59° for

is marked on the scale. The standard

countersink angle for flat head wood and machine screws
is 82° included — this is marked at 41° on the scale.




2. Put drill in chuck so that lip of drill is
under the stop pin at end of rigid jaw. Turn
drill until edge of cutting lip to be ground is
al an angle of about 10° with horizontal

chuck surface. Clamp in this position.

CUTTING LIP

3. Slide drill shank stop along rocking lever
until it touches the end of the drill shank.
Make final adjustment with knurled adjusting
screw, and lock the stop in place. In case of
short or broken drills use a spacer pin behind
drill.

5, Start grinder; raise adjusting lever until
drill is opposite faced surface of wheel. °
IMPORTANT — Position small drills near
outside edge of wheel to prevent wheel

from striking chuck jaw.

4. Turn feed knob to left until cylinder on

chuck touches cylinder on trunnion. Slide the
attacthment along mounting shaft until drill is
about ¥3” from face of grinding wheel. Then

clamp the attachment securely.

6. Rock the drill slowly with rocking lever,
at the same time turning feed knob to right

until sparks appear. Conlinue to rock and
feed until 10° angle of cutting lip (Step 2) is

1A
e
[

BRASS AND SOFT BRONZE

CRANKSHAFT AND DEEP HOLE DRILLING

75
/)

WOOD, HARD RUBBER, FIBER AND ALUMINUM STEEL RAILS (7% TO 13% MANGANESE) AND BAKELITE, PLASTIC &
HARD MATERIALS MOULDED MATERIALS

HEAT TREATED STEELS, DROP FORGINGS &
DIE - CASTINGS CONNECTING RODS .

CAST IRON, HARD RUBBER, FIBER, ALUMINUM ALLOYS &

DRILL POIMTS RECOMMENDED FOR SPECIAL WORK.

reduced to zero, or until the drill lip is sharp. Q. Unlock chuck and turn drill one-half turn.

Caution: Accurate sharpening depends on

For greater lip clearance, stop grinding exactly reversing drill position as set in

wheo adge s culling Hp I A o1 o steps 2 and 3 — be sure other lip rests

slight angle with chuck surface. on stop pin and end of shank remains
against shank stop. Reclamp the drill

7. Note the number on the feed sleeve and while holding if securely in position.

turn back exactly one turn.
10. Rock the drill as in Step 6, and slowly

8. Push adjusting lever o raise the drill turn the feed knob to the same graduation

away from: e whesl. reached in grinding the first lip.

IF DRILL IS NOT SHARPENED PROPERLY —

1. Use the set-up gauge to recheck the alignment of the adapter
shaft.

2. Dress grinding wheel.

3. Check alignment of the chuck jaws — loosen screw that holds
stationary jaw in place, and bring sliding jaw snugly up against

the stationary jaw. Then tighten lock screw securely.
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