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INSTRUCTION MANUAL
LUNA L- and W.series

We congratu la te  you on your  choice of  machine and eoulDment .

To use the machine in  the most  e f f ic ient  and safe way j t  is  absolute ly  necessary
to read the whole inst ruct ion manual  and par t icu lar ly  to  note the 10 safety  pro-
ced ures below.

Good Luck I

Lunarl| i ' r,, l
i

I

IMPORTANT!
Insl ruct ions

1.  Check that  the machine s tands
f  i rmly  on the l loor .

2 .  Pos i t ion the machine in  such a
way that  adequate feed and
takeoff areas are available for
the operat ion in  hand.

3.  E lect r ica l  ins ta l la t ion should be
carried out by an expert. Check
that  p lugs are kept  out  o t  ch i ld-
ren s  reacn.

4.  Only  work wi th  sound and proper-
ly  sharpened too ls .
In  combinat ion machines i t  is  for -
b idden to  use severa l  too ls  a t  the
same t ime or  to  use too l ing not
des igned to  operate at  the se lec-
ted sp ind le  speed.

5. Use the guards provided for every
operat |on.

for safe operations

6.  Fo l low the operat ional  ins t ruc-
t ions for  every machine un i t  as
per  the inst ruct ion man ual .

7 .  When adjust ing the machine:
a)a lways ensure that  the se lec-

tor  swi tch is  in  th ,  o f t  pos i .
t i o n .

b)  Check that  a l l  screws are t igh-
tened

c)  Rotate the too l  manual ly  a
few t imes before s tar t ing to
be sure that  i t  has c learance.

8. Check that the material to be
machined is free from loreign
matter (najls, gravel etc.) and
that the tool i sultable for the
material in question.

9. Keep the machine inaccessible
to unaulhorized persons.

10.  Pul lout  the p lug when you leave
the machine.

I
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TECHNICAL DATA
Circular Saw
Surface Planer
T h i c k n o s s e r . . . . . . . .
V e r t i c a l  S p i n d l e  M o u | d e r . . . . . . . . , . . . . . . . . . . . .
M o r l i s e r ( x ) a s o p t i o n a l  . . . . . . . . . . . . . . . . . . . . . .
Hollow Chisel Device (x) as oplional
Two parta, to be screwed together
swtTcHEs
Lockablg motor protection wiih novolt releas€. .
Motor protectlon wllh no volt release
EMERGENCY STOP
EXTRAoTION CoNNEcTIoN O 100 mm
ClrcularSaw
Surfac€ Planer
T h i c k n € s s e r . . . . . . . .
Spindl€ Mould€r
CAST IRON TABLE . .
FRAME - weld€d squar€ sections
wllh bolted stsel pan€Is . . . . . . . . . .
TOOLS Included ln lh€ standard gxecutlon

Spanner 'l3 mm . - . . . . , . . . . . . . . . . . . . . . . . pcE

S p a n n € r 1 7 m m . . . . . . . . . . . . . . . . . . . . . . . . . . p c €
s p a n n e r  1 9  m m  .  .  .  .  .  .  ,  .  .  .  .  .  .  .  .  .  .  .  .  . . . . . . p c e
Spanner 24 mm . . . . . . . . . . , . . . . . . . . . . . . . . pce

Heragon key 3 mm , . . . . . . . . . . . . . . . . . . . . . pce

H6xa9on key 5 mm . . . . . . . . . . . . . . . . . . . . . . pce

H € x a g o n  k 6 y  6  m m .  . .  . .  . .  . .  . . .  . . .  ' . . . . . p c e
L o c k l n g p i n o  l 0 x 3 0 0 m m  . . . . . . . . . . .  . . . . . p c e
S c r e w  d r l v € r  . . . . . . . . P c e
F E e d l n g  h 4 n d 1 6 .  . .  . .  . .  . .  . .  . .  . .  . . . . . . . . . . p c s
Saw blade TCT g 300 mm, 48 t€€th . . . . . . . . . pce

C u t l e r  b l a d e  H S S  4 1 0 x 3 0 x 3 . . . .  . . . .  . .  . . . . . . p c 8
Cutt€r blads HSS 250x25x3 . . . . . . . . . . . . . . . pc8

O r l l l c h u c k 0 - 1 3 m m . . . . . . . . . . ' . . . . . . . . . . p c s
C h u c k  k e y  . . . .  . .  . .  . .  , .  . .  . .  . . . . . .  .  . .  . . . p c o
Cutter spindlE top scr€w wlth s€curlty plats.pca

FOR cOMBll{ATtON ITIACHlNES
Onlv one machlne head can be oD€raled at a tlme.
seldctor switch which lsolates l l ie previous funcll
operaiion by means of the main switch.

To lmorove the worklna environment and machln€ performance as well ag satety a dust/chlp exl'
ractoi should be conneicted. Th€ machine should aiso be placed on machine pads or tho optional
caslorlrame. ThE machlne should always be levelled, otherwl6e the tabls adjustm€nt can be leo'
pardlzed. lf necessary use supporta.
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CIRCULAR SAW
T a b | o 8 1 2 e . . . . . . . . . . . . . . . . . . . . m m
w o r k l n g h s l g h t  . . . . . . . . . . . . . . . m m
Saw blad max dlamgt€r x aplndls
d l a m € t e r . . . . . . . . . . . . . . . . . . . . . m m
S p l n d l e 8 p o 6 d  . . . , . . . . . . . . . . . . r p m
Saw blad€ max angl€
Ploass noto ,15' licllnatlon not
poeslblo when the sawbladg ls In
mex h€lght
Max d€pth cut (300 mm blsde) .. .mm
Holght and angls adlustment
by aqrcw 8plndlg and handl€
Slldlno table - supporl wldth . ..mm
Slldlng teblo - 8urtsca alzo . . , . mm
Slldlng table - outtlng wldlh
a t S 0 m m s a w h € l o h t  - . . . . . . . . , . m m
cuard
Numborof gulde Elots In tho tabls

KNESSER

T a b | e a | z e . . . . . . . . . . . . . . . . , . . . m m
M8x planlnO wldthxrobatlng alzg.mm
Max rebatlng slzs . . . . . . . . . . . . . mm
w o r k l n o h e l o h t  . . . . . . . . . . . . . . . m m
Cutter 8p9od . . . . . . . . . . . . . . . . . rpm
Cut tq rb lockd lamet9r . . . . . . . . . .mm
Numbe.o tcu t tg rb lad€a, . . . . . . .Dca
M a x c u l p o r p a $ . . . . . . . . . . . . . . m m
FENCE - Adlustablo ovg. the
whole table wldth vrlth tlxed 90' and
,a5' 8tops, (Can also b€ rov9lt6d aa
pan6l fonc€ tor tho clrcular 8aw In
w 5 0 e n d w 8 9 ) . . . . . . .
CUTTER GUARD type Suva
EMERGENCYSTOP..

T a b 1 o 9 1 2 9 . . . . . . . . . . . . . . . . , . , . m m
Tabl€ adlustmoni by crank
and 3cr0w sDlndlo
M a x w o l k r x l d t h  . . . . , . . . , . . . . . . m m
M e x w o f t  t h l c k n d o E  . . . . , . , . . . . m m
Tablo mountlng - Sllda wlth
cyllndor gulds
Klck.back protecllon rvlth mulilpl€
flnoer stoF (at 9O')
F€od roll€rs - adlurtablr and

680x410 6€5x250

YeE
250
N

Y6s

Yra

YeE
410
235

Ye!

lprlng loaded

Yo8

Yer

TECHNICAL DATA
M O T O R  B A T I N G  . . . . . , . . . . . K W H P )
M O T O R S . . . . . . . . . . . . . . . . . . . . . p c a
NETWEIGHT

w6e
2,2l3l

3
710

€€lox,ll0

Yo8
/t10
236

Ye8

Yca

Yra

w50
i,6 el

866x250

Y€r
250
235

Ysa

Ysa

Yea

w|e
2,2l3l

2S0

Lg0
2,2l3l

1
,r80

L3t
i,5 (a

1
N

Ltt
2,2 t3'

t

730x570
870

Snxgl
30m

45' wllh
$90 mm
Cultln0
depth

10�2

Yo8
r0(n

1000x200

qnx570
870

3(x}x30
3000

i*i' wlth
(}90 mm
Cuttlng
d6pth

r02

Y€a
rfio'ldxtx200

73{h570
870

30Ox30
3000

,t5'wlth
G90 mm
Cuttlng
d€pth

102

Y68
1o(tr

l0dtx200

@
Y€l
t

73(X570
870

3mx30
3000

45' wlth
O90 mm
Cutilng
d€pth

102

Y6B
1m0

1000,(200

640
Yoa

1

15flrx'125
,t10
6

867
5500
EO
2
6

l300(?0
250
6

867
56(x)
80

6

1500r'lil5
410
6

867
55(x)
80
2
6

1300x270
. N

6
867
55q)
80
2
I

1
Y6s
Ysg

Ya8



TECHNICAL DATA
wEg
Yes
80
2

5500
I

1OOr20O
235
210
130
't3

56m

w50
Y€s
80

5500
6
c

L30
Y€a
80
2

5600
6
5

L30
Y68
g)
2

55@
6

YeE
VERTICAL SPINDLE MOULDER
T a b | e s | z e . . . . . . . . . . . . . . . . . . . . m m
S p l n d l e s p E e d s  . , . . . . . , . . . . . . . r c m

Dlr€cllon of rotallon

Sp€€d adJuetment - Bett re-
poslllonlng betwgen cam len-
sioned pulley oystom
W o r k i n g h e l g h t  . . , . . . . . . . . . . . . m m
Hol€ slz€ fortabl€ Ins€n dngE . . .mm
Rlng lencEs (3) rev€rslbl€ st€o
typeO 1ilt125h(n .. .
Sp lnd lev€r t l ca l  ad jug tm€nt , . . . .mm
Splndle dlam€tsr . . , .

T a b l € s i 2 9 . . . . . . . . . . . . . . . . . . . . m m
Tablsver t l ca l  ad lus tment . . . . . . .mm
H o r l z o n l a l t r a v o r g €  . . . . . . . , . . . . m m
Fore-and-a f tmov€mont  . . . . . . . .mm
Dr f f fchuck  d fameter  - .  - . . , . , .Omm
S p € 6 d . . . . . . . . . . . . . . , . . , . . . . . r p m
Hollow chlg€l llxlng dlamet€r
t t m m . . . . . . . . . . . . . .
Clamplng devlc€ occ€ntrlc clamD
H o l l o w c h l E g l  m a x s l z e . . . . . . , . . m m

Max diam. ot tool. (Wtth cov€r rtn0) . . mm
HOBIZONTAL MORTISER AND DRILL
T a b | e s | 2 e . . . . . . . . . . . . . . . . . . . . m m
Tabl€ver l l ca l  adJus tmen l . . . . . . .mm
Horizontal lrav€rag . . . . . . . . . . , . nm
Forg-and-a f t  movemEnt  . . . , . . . .mm
D r l l l c h u c k d l a r n e t g r  . . . . . . . . . O m n

Max cu t te r tas ten lno  h€ lgh t . . . . .mm
GUARD - protec v€ hood typo
SUVA virith s€paratoty adlustsbto
fonc€s.

S p e € d . . . , . . . . . . . , . . . . . . . . . . . r c m
Numb€r of l€ver controls . . . . . . . pcE
Clamplng d€vlcg eccontrlc clamp
HOLLOW CHISEL DEVICE

Yes
1m
30

Y6s
300

40o.x20o
235
210
130
13

55{n
1

Ye8

Yss
870
150

19
Y9s
15

730x530
3.soli
6.000
8.000

count€r
clockwlse

Yos
870
150

Yeo
1m
30
115

Yes
300

,l0ox2O0
N
210
130
t3

55{10
1

Y68

730)690
3.500
€.000
8.000

count€r

73&Sl0
3.500
6.000
8.000

countot
ockwl!e

Yog
870
150

Ygg
1m
30
r15

Ys6
300

Yag
870
't50

Yea
1m
30
115

il00 x

10ox20o'
2#.
210.
130.

5500'

&'
210'
r30.
13.

6!00.
1

Y6r

,(xh200'

2.1o.
130.
13.

55{n.

&'
210.
r3().
13.

5500.
t

Y!!

4ooran'
235.
210.
130'

5600.

19 .
Y€8
15.

't9.

Y!!
15'

10.
Yol

:AS OPTI



GENERAL INFORMATION . ASSEMBLY
The machine is.delivered in a box and placed on a pallst.

NOTEI
When liftlng the machlns trom ths pallet lt is IiIPORTANT to follow the instruc.
tions b6low.
ISACHINES WITH SPINDLE i'OULDER The cutter spindle must never be In a
downward position. The motor can then be damagod by the transport truck or
the fork. When you get your machine the spindle is in bottom posltlon and IIUST
BE RAISED
PLANER and THICKNESSER. The tables must not be ussd for llftlng purposes.
The tabls settlng can be out of order.
Suitable handling of the machino whsn transportlng by tork truck.

PLEASE NOTEf! ! When you get the machlne th€ motor is In bottom posnlon.

RAISE THE SPiNDLE ASSEMBLEY BEFORE TRANSPORTING BY TRUCK.
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INSTALLATION
To prevent corrosion ths machlnes are protected by-a rustPre-\'antlvs whlch sho-
ufo'ue remo"ea by means ol photogen or white splrit' DO NOT UsE A SoLVENT
wHtcx wtr-r- DA-iIAGE THE PAINiED SURFACE. After the cleanlng lt is good
policy to apply wax polish e.g. Vaxelit. (rsf. no.5432-1005)

ASSEi'IBLY AND ELECTRICAL CONNECTIONS
The Luna Master W59 and W69 are delivered In two sections to be assemblied on
slte.
PIacethetwosect Ionstog6therandconnect thetwoconnectors, fastenbythe
lock clamo.

WSg W69
iti ie tne connectlon block into the circular Place th€ connection block in the round hole in the
sawGpinOte moutOer section to avoid crushing. circular sagsplndl€ mouldersection toavoid crus'
Place the two loose spacerc betwEen lhe two sec' nlng'
iio;;i; th; fo owing way: ptace the two toose spacers betw€en the two sec-

tlons In the followlnO way:
'1. Mouni the acrews from th6 inslde of ihs thlck'

noss€r/praner ' ili,lll'lli"'#:"i::l?,ifffinolo1n" 
"''"''"'

2. Put the machine halves together and make lhe
holes fit.

3. Apply the oth€r screwa from th€ inslde of the
lhickn€sser/olaner

NOTE!! t
ALWAYS EMPLOY A OUALIFIED ELECTRICIAN TO CONNECT THE MACHINE

2. Appiy and lasten the spacers

3. Put the seclions togsther and ente. the s€t
scr€ws flt lnlo the hol6s of lhs clrcular 8aw/
sDlndlg moulder

4. Apply thg nuts from the inside of section 1. '

,
,
,

ELECTRICAL CONNECTORS AND LOCK CLAMP

LocatlnO hole for assombllng the soctlons



INSTALLATION
ASSEMBLY OF THE MORTISER
The mortiser is packed separately on the pall6t

Assembly: 1. Enter th€ upper M12 screws wlthout tlghtenlng them.
Let the tabls hang loose

2. Mount the M6 screws in tha two adjusting slesve nuts
on the lower brackgts

3. Positlon the mortis6r table parallel to ths planer table
4. Adjust the mortis6r table parallsl to the chuck by m6ans

of the adlusting sleeve nut8. Place a cyllndrlcal stralght
pln In the chuck, (e.9, th€ locklng pln enclosed In the de.
livery).

5. Adlust th6 mortlsar tabl6 parallel to the locking pln by
means ot the adlustlng sleove nuts. Uss a gauge block.

6. Tightsn up all ecrsws

BRACKET

I
AOJUSTINGSLEEVE NUT

MCOS 6x65

M O a n d
The mortiser is optional

ADJUSTING SLEEVE NUT (Ss6 above)
for L39 and L38

:x
i,l I
' ,



SPACE NEEDED W69

SPACE NEEDED W59
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SPACE NEEDED 118

( t"/':lt 
.f /'

t I{(
iil



conlrol Panel w59n v69

START

SELECTOR

Control Pancl Wlg

START

STOP
SELECTOR

STARTING INSTRUCTIONS
Cheok that the wg,k splndlos rotats fr€€ly and that tho loolg ar€ flrmly fixed'
Solgct th€ deElrod oporatlon on the panel.

IF THE XACHII{E DOES NOT START:

- Chock that th€ saloty awltch 18 not pu8hsd
- Puoh th6 ltop button lo.orst th€ m€chanlsm and Olvo a nsw slartlng lmpulse
- Chcck thri the neutral wlre (N) and eafih wlt€ (+) are corr€ctly connected In the plug
- Chock thst tho floxlblc lead conn€ctors betweon tho secllons are conn€cted (W69/5€)
- Ch€ck tho lusoE tor th! maina connoctlon
- It ths machtn€ sttll dooE nol start coniaqt an glgctdclan or the suppll€r
- OTE: For dgtacts undol watranty plsas€ contact the suppllgr bolorg taklng any moasures'



SAFETY
. Luna L-W Series are controlled and approved by the National Swe-

dish Board of Industrial Safety

. Wood working tools operate at high speeds and every precaution
should be taken regarding correct operating procedure and use of
guards

. Our intention has been to make the Luna L-W Series very safe ma-
chines. The ditferent heads are equipped with suitable guards

These guards should always be used. Their application is explai'
ned in the section coverlng operating procedures. The machine
must be earthed by means of the earth circuit in the table. The ma-
chine should always be stopped when changing tools or when cle'
aned. Make it a rule to switch otf the machine or to lock by the pad'
lock

Always use suitable clothes when working with the machine. Loo-
se hanging clothes e.g. tie, unbottened cuffs etc, rings, wrist wat-
ches etc. can easily get hooked in the tools.

Particular caution is necessary if the work piece is small. Do not
hold by hand. Always use a push-stick or block (see next page)
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FEED STICK
FOR CIRCULAR SAW AND

TABLE MOULDER

ARBETARSKYDDS
STYRELSEN
STOCKHOLI\,I

Tho t€sd sllck ha3 be€n do3llned lo r€ducotho numerof hand and fhg.r Iniutlaa whon udngtheclrct]lar saws end
splnd16 mould6r. Th93€ mechlnos should alwaya b€ €qolpp.d wllh l.€d ltlck! partlcol.rlv for u!. whon machlnlng
small pl6c6€ ol timbor. Tho t6€d handl€ 13 mounlod on a sultabl€ pl€co ol wood.

For mouldlng !m.ll workpl6c6!. Can b€ Introduc€d
und4 lhe protacllva guard,

For guldlng purposo3 wh€n 3ewlng lhln wofkpl€c6!.
Th6 broad lront glv€s good conlrol. Chlpa aro r6mo
v6d by rho tlp of lh€ woodon pl.c..

For tha mrnulacluq ol koyt.

For s€ngral uso (315o(80x20 mm)



ASSEIISLY OF THE FEED HANDLE

Scl.cl a rood€n pLce lor lha le
.d 3llct.n $ape ll prop€rly. Lo
rn lha raar prrt ol lha clamp aca.
Inlt a aolld tramc. Knock tha bG
|rd !o lhtl lha r.|r aLal b da
are Introdocad 0aft). Put down
the boad and knoc* tha handlc
30 that tha troil llsl brda ar.
Introdue.d (rlghl).

Tufn the sprlng wlth th€ sl6ol b6dr !o that lt ls Intrcduc.d Into th. iole ot th. clamp. F&ten fte brad tlth€r wlth '
knock agalGt lho worlitabl€ (€tt) or wlth e boad.

REIIOVAL OF THE FEED HAI{OLE

Ptlze loor. the Drad In th. .pdno by mcmr ol a bord (l.tt) or vour llng.r3 ( Chl). Puth lhe lprlno alldc lnd prE loor'

lh€ handlo from lh.f€.d lllck.



LOCK SCBEW and
COLLAF

GUARO
tor the saw blade

1, Lor,6r the Baw bt6d6 to tts botom poa on and rofi|ove th. tsbt6Insert
2. O-p€nlh€ covd undlrrh€ ![drng tabt€ and rock thelptndte by m.an!oflh€ lock ptn In th6 hot6 h th6 sptndtc b€htnd

3. Loo!€n the 3cnw In th€ cantro ot ih6 srw btrda ctockwtlo .nd omov6 th. btada:1. To raflt - r6v6rc. ths procrduros .bov6

MAINTENANCE Gircular saw
REMOVAL AND FITTING OF THE SAW BLADE

CHANOE OF BELT

SPIN

HOLE
THE LOCK PINFOR ',2

"" r*71 '1
ADJ.

!
1, Ramov. lho bllde a! ebova
2. Femove lho lew gurrd
3. Slack th. b.lt by loo!.nlno th6 .dl. Bcrew
a. Chang€ b.lt. T.n.lon tha belt 30 thrt a pu8h of a ltnCer glv€3 abt 5 mm mov€m.nt. F€ftt th€ aaw btrde and the guerd 6!

5. F€t.ndonlng ol ih€ V.b.tl l! mrd. by rhe ed,.6cr.w that t!6.!tty tound ln.td6th6op€ntng on th€ aptndt. mould6r. On
rno Lrs you wlll thd th6 adl, lcr€w by dllmounthg the cover plate on lh€ 3lda.



MAINTENANCE Circular saw
ADJUSTMENT OF SLIDING TABLE

Rai6e th6 bar on the rear sldo of the sliding tabl9.
Draw out the table lrom the ball bearings.

A olav ln the slldino tabl6 should be correcled by adjusting the ball bearlngs.
tobs6n the exterloiball bsarlng holder and wlthdraw the hexagonal aet acrew'
itren lock the ball boarlng holdsr agqln' NOTE -T ploase see to lt that both set
scr€ws are equally adjusted.

ll the slldlno table ls chanoln0 vertlcafly comparad to the sawlng tablo - adlust
the set scre-ws undsr ths siiding tabl6. lf the Inner part of the slldlng table 13 too
hloh looson the upper set scr€ws and bdlust by the lowsr sot screws, It ths outer
palil of the slldlng tabls needs adlustmsnt - loosen lhe sot screws on the sup-
bon legs and raise or lower the legs. Lock the set gcrew agaln'

lf the slldlng tablo is not needed lt can be taken away.
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MAINTENANCE Circular saw
ADJUSTMENT OF RIVING KNIFE

TCT SAW BLADE CIRCULAR SAW BLADE OF STEEL

The rivino knife ls an important satety fsature of the clrcular saw. lt stops ths
sJ* Cui tiom ctosing betiind ths blads, thus prsventlng reioctlon ol the workpis'

Adiustment, Tne tiving knife is correctly adjustsd whon its dlstance from the te'
"i-ti ooinioi ttte saw blade amounts to hai. 3 mm at the lowor edge and max' 8
mm'ai ttre upper edge and the polnt of the riving knife is not mors than 2 mm un-
der the highest point of the saw blade'

When the rivlng knite ls set it automatlcally follows the vertical movement of the
saw blade. When changing to a blade of different dlameter th6 knife must bs r8'
sel.

NOTE THAT THE RIVING KNIFE MUST BE ABT 0.3 MM THICKER THAN
WEB OF THE SAW BLADE TO PREVENT KICK-BACK PROJECTION OF
WORK PIECE.

THE
THE



OPERATING INSTRUCTIONS Circular saw
HEIGHT ADJUSTMENT

r r  l' ' t
Adjustmontof th6 cuttlng helght lscarrlsd out by m€ans of a crank vla the screw splndle. The h9.
lght should always clsarthg work piEce by abl 10 mm. AlwaF sdapt th€ h€lohi of the saw blad€
to the thlcknoss of the work pl€ce so ihat a max number of t6eth are worklng. Thus the surface
triction and ths consequ€nt heatlng of the saw bladg wlll bs thE low€st posslbl€.

INCLINATION ADJUSTMENT

il,

HEIGHT AOJUSTMENT

INCLINATION ADJUSTMENT

ADJUSTABLE SCALE

Incllnatlon of th€ saw blade sldgwlsE up to 45" (wlthln G90 mm) by 8 crank. Incllnallon angl€ to
bs seen on th€ readlng gcale.

NOTE:45" Incllnatlon 13 not posslble wh€n tho saw blad6 ls at lis maxlmum prolectlon.



OPERATING INSTRUCTIONS Circular saw
AUXILIARY FENCE

AUXILIARY FENCE
SAW BLADE

Wh€n crosscuttlng and ripplnO small plgces usE thg auxlllaty lence. Adlugt ll ln such a way that
th€ crosscut (or rlpped) parts can mov€ away lrom th€ blade altgt cuttlng

SLIDING TABLE

LOCKING LENGTH STOP
Th€ elldlng tabl€ ls u39d for crosscuttlng, slzlnO and trlmmlng. Mltr6 sawlng.ls also po33lble. By
loos€nlng ths hand wheel undor lhe slldlng tabl€ ths fenco assembly can b€ a€t at an angl€ to
th€ saw blade. Adiustable gnd stops are flttEd for accurat€ sgtllng at 0' and '15'.
Whon slzlng and crosscuttlng long workplec6s we rocommend you to us€ a rollerlablE aE an €xt'
ra supporl.
Trlmmlng ls easlly carrled out by moans of tho longltudlnal stops, th€ dlstanc€ to th€ saw blade
can be read on the acale in the tJ-channel of the slldlng tabl9. Tho slldlng table 18 hlngsd down
when not In use by llltlnO lts out€r edge so thai th6 two support bars clgarthelr locatlng 3ockots.

NOTE - the plansr l9nc6 can b€ rsv€rsed by mountlng lt on the plan€routf66d tablg - thu8 3Er'
vlng as pan€l fence for lh€ clrcular saw,

' ,  . ;  , , , , , ' ,



OPERATING INSTRUCTION
Circular saw
CONNECTION OF CHIP EXTRACTOR
A chip axtractor or an sxtractlng hose can be connected to the exlstlng 6xtrac-
tlon flangs (O 100 mm) on the rear of the circular saw

MOUNTING OF SUVA
GUARD AND CEILING
FITTING
Th6 ceiling tltting is used
when the exlsting altachment
is blocking the handllng of
blg boards etc.

The mountlng plate ls screwed Into th6 celling
Mount ths shaft ol the SUVA crown guard In the celling flttlng. Adlust the poei.
tion of the guard by means of tho slot In the celllng flttlng and check that the
sawblads runs frsely

NOTE - the dlstance betwoen th6 lower part of tho calllng tlttlng and the saw
table should bo abt 180 mm. The ceillng mount ls adiustabls for helghts betwdsn
2 and 3 msters. The ceillng mount ls an sxtra outflt and ls not included In th6
standard dalivery



REI'EDY:

THE WORKPIECE STICKS BETWEEN THE RIVING KNIFE ANDTHE SAWBLADE

OR PULLS SIDEWAYS
a) Faulty setting of fenc€
b) Faulty guidlng ol work Pl€c€
c) Unsven edge of the workplEc€
a) Adiusl the fenco to.un parall€l to saw ih€ blado
bl Ch;ck thal the whole workpl€ce ls In clos€ contsct wlth ths lenc€ during tho

whol€ rlpping oPeration
c) Firsl true the slde ol thg workpiEc€ slldlng agalnst the fence

THE WORKPIECE IS 2-3 MM TOO THIN
Measur€d from lhe wrong sld€ ot th€ gaw blads
Observe the cuttlng width. The distanc€ betwg€n the tonce and th€ saw blade

should be measurod from a saw tooth 9€l agalnst tho l€nce

THE SECTION SURFACE IS NOT AT RIGHT ANGLES
The saw blade ls not at rtOht anglgs to the tabl€ gurlac€

Adjust the angle of the gaw blade

THE SECTION SURFACES ABE STEPPED OR RIDGED
Chatter of blade
Feed more slowly, Ch€ck th€ shalpneag

THE SAW BLADE STOPS DURING THE OPERATION
a) Bluntnsss
b) l"lard malerial
c) Coatlng on the saw blade, re8|n glc.

d) Fseding to tasl
a) Sharpen the 3aw blado
b) F€Ed more Elowly
c) Clean the sawblads with tunentln€ ot Slmllsr
d) Feed mor€ slowly

THE SECTION SURFACES ARE BURNT
a) Wrong cutting hElght
b) Bluntness

TROUBLE SHOOTING Gircular saw
RIPPING
'ROUBLE:

CAUSE:

REMEDY:

TROUBLE:
CAUSE:
REItIEDY:

TROUBLE:
CAUSE:
REMEDY:
TROUBLE:
CAUSE:
REMEDY:

TROUBLE:
CAUSE:

TROUBLE:
TROUBLE:

REIIIEDY: a) Adjust the cuttlng h€lght
b) SharDen thE saw blad€

TROUBLE: THE SAW BLADE GETS STUCKWHEN SAWNG

CAUSE: a) The saw cut closos b€hlnd the saw blads
b) tnsuftlcient s€t ol toeth (sieel plat6 saws only)

REMEDY: a) Molsl material. ChEck ihat correct rlvlng knllE ls u8€d
b) Set lhe saw bladE (st€€l saws only)

CROSS CUTTING - by mltre gulde and slldlng ttble
TROUBLE: THE CUT lS NOT AT RIGHT ANGLES
ClUSgr The mltr€ guld€ or th€ slldtng tablg ls not at rlght angl6s wlth the saw blades

REIIIEDY: Adjust the mitre gulde or tho slldlng tabls

24
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SAFETY REGULATIONS
AND IMPORTANT ADVICECircular saw
o ONLY use properly set and sharpened saw b.lades- 

;###ih;i wtien using steel sawblades these must be correct'
ly set

. ALWAYS set blade proiection correctly relative to the thickness of

the workpiece

The riving knife must always be used and never removeo

The saw guard should bo s€t as low as possible

The teeding speed must be adapted to the hardness' moistness

etc. of the workpiece

. Loose knots must be remov€d before sawlng

. The saw blade must atways be firmly fixed between the saw f lang'

ES

. When sawing teak and particle boards saw blades with carbide

teeth should be used

. When ripping small workpi€c€s against tence the pusher must b€

used

. Ensur€ that there is clearance for small offcuts to move away from

the blade after ripping'
i;;tLiii"ty f"n[,5 iioetivereo with th€ machine and will allow
"mait olece-s to be ripPed safely

. ALWAYS us€ fence when sawing long' heavy and broad work ple'

ces

. use a dust extractor to keep the working gnYitgllT-"li clean' This

has health and safety oenEiitl a"*eri a-s lmproving the quality of

the worK



MAINTENANCE Planer and Surface
ADJUSTMENT OF KNIVES

'1. Loos€n the screws (A) untll the planer
inives and chlp breaker wedges still
prgss sl lghtly against lhe cutter blocK

2. Hold a straight rule along the oltfe€d
table {rear table) so lhat i t  projects over
the cull€r block.
iolati ttre block bv hand untll on€ of
the knlves i3 at i ts highest polnt. Adiust
thE holght ot the knlfo by turnlng tne ao-
iuatinO-screw untl l  the knife touch€s the
straight edge

3. lf thE edge l8 to low lt musi bs ralg€d by
lurnlng th€ screw counter clock'w|96'

4. tf tho €dge 13 too hlgh th€ scr€w 16 tur-
ned cloc-k-wise and the knlfe ls set by
adlustment up to th€ corroct h€ight'
Boih sides of;ach knife are adlusted In
thl9 way.

5.wh€nlh€kn|v6ar€correct|yad|usiedlighteen.th6screw.s(A).b€gInningatth€ouiered.- 
ilJinJitt"n In the mlddle. Repeat thls procodure step by step'

6 .Put th€ |n f€edtab |e in to |owestpos i t ionandturn thecut te rbyhandtocheck tha t the
knivos operate frealY

CHANGING OF KNIVES
1, Loossn th€ scrsws (A) and remove ths knlv€s Cl€an th€.slot In.ihe cuttgir-a9.w6ll as
" 

i-t,. inii iiiiieis rcittutose ttrtnner Is I suit;bte 8otv6nt) b€foro thE n€w reground knl'
i"ilrdtnsltt"o. itt"n adlust the knlvos as p€r above

2. The knlves can be ground to not l€ss than 19 mm W59) and 22 mm W69) ..
NoTE: Both knlv€s must nave tne samJ iilghtio aiolo irnuatanc€ In lhe cutter block

SliJ*ti;,Y,!"&!!1lnllf 'o n"* *""" -.=,-@4



MAINTENANCE Planer and Surfacer
ADJUSTT'ENT OF IN. AND OUTFEED TABLE
som€trmes.th€re might be troubre wrth the paralelsm of thg Inteed tabrg In rerauon toths cufler block and the outt€€d tabt€, owtng to shocks. too hoavy foia oi ioi som" otnerreaaon
It ls th6n posstbte to adiust thg tabls
NOTE: Only adju6t lf tt ls absolutety necossary

POSSIBLE FAULTS IN TIIE TABLE ADJUSTMENT

THE WORKING PIECE TURNS OUT CONCAVE

Thg tables m€et each olher In a celllng-form

THE WORKING PIECE TURNS OUT CONVEX

Th€ tabl€s me€t gach other In a V-torm

As a rule all adjustmgnts should b6 made on the Infeed tabl€

Drawing showlng table adiustmsnt

INFEED TABLE

+-TOP SETSCREW

SET SCREW
-'-- BOTTOMptneott../

Lowgr the planer table to g6t free worklng space

Th€ Inf€ed tsbl6 ls mountod on four get scrsws, Indep€ndan y adjustable.
Tfe B€.t screws ar€ locked to the trame by two nuts, on€ above and on€ und€r th€,ram6plate, lf th€ tabt€ must be toworgd at the outer €dge tooEEn the uppei Ec-rt-, a'ii le anotak€ up th€ adjuotment on th€ tower screws. Cfre6* ttre aOiueim-J,itl
lf tle o!u99d tsbls ls adjusted ih€ faucet fortable locklng n9€ds adJustm€nt to get cor.rect locklno

CHANGE OF V.BELT OF THE CUTTEB (A 52)

Sop-arat9 tho two m€chtn€ s€cflons and domount the upper cover plats. The V,bgtt canD€ chsngod wlthout loosentng th€ moto..



OPERATING I NSTRUCTIONS
Planer and Surfacer
AOJUSTMENT OF CUTTING DEPTI{

The Inleed tabte is raised and lowered by m€ans of a level (A) to 9et th€ cutiing d€pth (max 6 mm)

i""fr ii"" oi ttt" """f" corrosponds to abt 1 mm lhe 3cal6 ls adlustabl€' When adJu8tlng th€ sca-

19 ths cover Plate ls ralsgd

MOUNTING OF CANOPY FOR DUST EXTRACTION

When planlng thg dusl canopy ls mounted on ths thlcknes8lng bEd und€r the Inteed table' and

thgn lhe bed ls rals€d.
Chgck thst thE dust canopy ls not touchlng th€ outleed rollers

lf dust €xtractlon is not used lower ths planer table to give room for th6 accumulallon of chipa'



OPERATING INSTRUCTION
Planer and Surfacer

To avold damag6 ot the knives check that tho work piece ls frse from toreign
matter (nails, stones, etc.)
Adjust ths cuttlng depth and put tha work plece wlth th6 concave slde in the Infe.
ed tabls In suci a way that any graln bias runs down In the infoed tabl€. Cfhls av_
olds tearlng of the fibres)
When planlng tho broad fac6 of a workpiace, lt is passed urderthe cutter guard
using st€ady and even feed prossure. The work always be held flrmly ustng both
hands. As tho work passes und6r the guard flrst one hand then the other shoutd
be transfarrod oyel the cuttar guard to cointinue the feoding process from the
outfeed table. The work should always lle flat on both tabte;.
Where teasible, work ehould be passed undet lhe cutter guard as describsd inthe Drevious sectlon.
Il"l-gjT.lHSJ,b:1"]  

 

ns.rhe narrowor odge ot a board rhe work shoutd be pas.
s_eo oerwea, tne tsnc€ and the g.uard..The workplece must always be sufflcien yrarge to De grtpped ftrmty wlth both hands with ampte cteararice for the fingerwhlch should nevsr havs to pass dlrec y over an uriguardeOiutier
Ayold planlng any workplece too small to bo hotd ftrmly wlth both hrnds
Whsrs thls ls unavoldablo always use a flat push block over the workpiece.
Appllcatlon of a wax pollsh to the tables raduces surface frlction and alds smo_
oth faedlng.



OPERATI NG I NSTRUCTIONS
Planer and Surfacer
REBATING
Rebatlng up to 250/410 mm width and 6 mm depth ls possible' When rebatlng th€ knlve3 must bo

"".i"iri "iiu"t"o "ioeways to mak€ lhem cut exactly against ths sldE surface of lhe reballng

slot In the outfesd table.
Procedur€:
l. nOlu",ift" f"n"" ,o the rEqulred rebatlng wldth, measured lrom the Innor edg€ of the rebatin0

edge to the fsnc€ (ln this case 25 mm)

2. Adiust the Int6ed tabt€ to th€ deslred rEbat€ dopth (ln thls c83e 3 mm)

3. Plan€ the work plgce 9o thal it regrs against the fence The cuttsr now l€mov€s 3 mm depth

;y m€ans of the toncs the work plecs can be planod at anv doslr€t 
iTl".::Yli::11^T;

s€t no ot the d€slred angle ls ca.rlEo out by slacksnlng tho handle Aft€r ih6 seltlng thE handle

iJriiiio',iiiir"-. Fiiiiriolustaore srops rbiilo;-;nd 45'-arsbullt In. ll.a sroai manv work plEcoE
ar€ to b9 machlnsa 9uccessr""ly, rn r"nci ;hluld be moved progresslveiy across lhe planor ta5.

les to glv6 morc ev€n w6ar on the knlvos'

and 25 mm in wldth

ADJUST El{T OF FENCE



OPERATING INSTRUCTIONS
Planer and Surfacer
ADJUSTABLE OUTFEED TABLE W69 139
Ingert planing ot a work pigce e.g. cupboard doors or table legs,
Lowerth6 outteed tablg as much as you want lo have hollowed out In the work pl6ce (max 6 mm)
Lower lhe infeed table lugt as much
Hold the work piece above lhe cuttsr at th€ gtartlng polnt ol the planlno
Plane and stop by llftlng slralght up
You can also us€ th€ settlno lo adjusi thg knlves up or down

It is also possible to hone or grind lh€ knlvEs In the cutter wlthout loos€ning them
The labl€ can be adjusted afterwardE
The adjustment possibility can also b9 ug€d to gEt a glue lln€ whlch m€ans lhat the work pl€c6 18
olan€d somewhal concave
The outfe€d table is th€n low€rEd a blt under th€ rangg of the knlveg
When half thE work plece ls planed - changs lrom Int€6d tabl€ to outfsgd table and you wlll g6t
a concav€ gurfaca

GLUE LINE

INSERT PLANING

SOME EXAMPLES OF INSEFT PLANING

CRANK FOR ADJUSTMENT
OF THE OUTFEED TABLE

SAFEIY REGULATIONS

1. ALWAYS us€ th€ cutter guard

2. Do not work wlth too laro€ cutllng depth

3. Only use p€rfect and sharp cultsr blad€3

4. Adjust ths te€dlno speed to the type of work pl€c6

5. Alw9y9 lock the cutier blades tlrmly

6. When planing t€ak and partlclg boards, hard and knotty woods €tc., carbldo cutter blad€a
ghould be us€d

7. Whan planing extremely short work pleces ALWAYS us€ push blocks r,rrhlch covers the work
and applies lorwards and downwards pr€ssuro

8. Rgmove any loos€ knots



TROUBLE SHOOTING
Planer and Surfacer
TROUBLE: CUTTER BLOCKS SLOWS EXCESSIVELY WHEN PLA-

NING
CAUSE: a) The drive belt is not suff iciently tension€d

b) The knives are not sharp or are ineffective due to resin
bui ld-up

REMEDY: a) Tighten the drive belt by lowering the motor
b) Sharpen and/or clean the knives

TROUBLE: VIBRATION lN THE MACHINE
CAUSE: The knives have different weight which causes unbalan-

ce
REMEDY: See to it that the knives have the same woight
TROUBLE: A STEP IN THE END OF THE PLANED SURFACE
CAUSE: The planer knives are set too hlgh in relation to the outfe.

ed table
REMEDY: Adiust the knives as described
TROUBLE: THE PLANED SURFACE IS ASKEW
CAUSE: a) The tables are not parallell to the cutter block

b) The tables are not parallel to each other
c) The knives are set higher or lower at one side

REMEDY: a) Adjust the tables as described
b) Adjust the tables as descrlb€d
c) Re-set the knives as described

TROUBLE: THE PLANER SURFACE lS CONCAVE
CAUSE: a) The planer knives are set too high in relation to the out-

teed table
b) The tables are not parallel to each other (one or both
ends too low)

REMEDY: a) Adjust the knives as described
b) Adiust the tables as described and re.set knives

TROUBLE: THE PLANED SURFACE lS CONVEX
CAUSE: The tables are not parallel to each other (one or both ou.

ter ends too high)
REMEDY: Adjust the tables as described and re-set knives



MAINTENANCE Thicknesser
ADJUSTI'ENT OF THICKNESSER TABI-E

UPPER SET NUT

LOWER SET NUT

2. R€move the guard covsr mountgd undsrth€ lorv€rodg€ of the tablE. Undorlh€ tabte thore ar€fou. pln botts on whtch the tabte ,e3te. They are InatvHua[y aOlusrJl" 
- -

3. E.g if you.hav6 to rarso the rioht part of the tabro, roosen cargtu[y the rower ser screws on thefront and back pin botts and adJust correspondtngty by th€ upp€;sot nut. tn thts way th€ tabt€can be adjusted in ev€ry direction

4. Check by planing a piec€ of  mb€rat each extfemlty of thicknegsing bed (one ptece at a time)and meagure tho lhlckn€ss

A possible fault in the posltion of th€ thlcknoEsgr tabt€, In rela on to th€ cutt€r can be adjustodas follows:

'1. Faise the tabt€ to lts upp€r Doslflon

ADJUSTiIIENT OF SLIDE

SET SCREWS

It thor€ should b9 a ptay In the cyllndrtcal s de this can b€ adjustsd by loosenlno the two setscrows whrch k€ep th6 gldo apart and lghten the other set scrgw. NoiE - Do not ngnten tneslldE too flrmly as thls makes lhe crank slow. To fgach th€ s9t screws lt ls necessary ro removelh€ guard covers mounted undor the table



SET
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MAINTENANCE Thicknesser

ADJUSTMENT OF FEEDING ROLLS

LOCK NUT

PIECE OF WOOD

THICKNESSER TABLE

Take two straight work piece of exaclly ths same thlcknsss and place
them on the thicknssser bed. Raise the bed so that when turnlng the cut-
ter by hand ths knlves touch the work piec6s, Then adlust tho set screws
regulating the fall helght of the roller so that the front grooved rollers (ln-
feed roller) can fall 1-% mm and ths rear roller (outfeed rollor) abt 0,5 mm,
when the work plece ls taken away. Secure ths adlusllng nuts.

clrANGE OF V.BELT TO THE GEAR BOX (23{t)

Rsmove th€ V-belt from th6 cutter block pulley as described on page 27.
Lower the table to its lowest position. Loosan the two screws (1 pce co-
untersunk and 1 pce hexagon bolt) supporting the gear box so that lt can
be hlnged out and ths V-belt rsmoved.
Apply the new V-belt and tightsn the srews.

1
50-100 mm

-L

I



IIOUNTING OF DUST CANOPY

OPERATI NG I NSTRUCTION Thicknesser

CANOPY

FOLDING CANOPY

When thicknessing raise and lock the outfeed table of th6 surtace planer.
Ralse ths folding protection canopy. lf dust extractlon ls used, apply the
enclosed dust canopy ovsr the protoctlon canopy to get otilclent extrac'
tion

PLANING
Always surface plane the workplecs on one slde befots thlckne8slng.
Moasure the thicknoss ot the work piece, and reduce this mgasuromsnt
by ths cut d6pth (max 5 mm)
Set tho scale accordingly
Placs the olansd surlace face down on the bed and feed

NOTE - Begin fesding with th€ thickest part ol the workpiece. Thls pre-
vents too big a depth ot cut and possible damags to the machlne'

- Tho thlcknssslng scale Indlcator needle can bs adjusted to correspond
wlth the actual thlckn€ss ot work producsd

- To get the bost results - bogin working with rough cuts and conllnue
with f lnsr cuts

- When planlng long workpleces use a rol16r siand



SAFETY REGULATIONS Thicknesser

1. Only use sharp and perfect cutter knives

2. When planing teak and particle boards, hard and knotty woods etc'
carbide cutter blades should be used

3. Always lock the cutter blades f irmly

4. Remove loose knots before planing

TROUBLE:
CAUSE:

REMEDY:

TROUBLE SHOOTING Thicknesser
TROUBLE: DIFFERENT THICKNESS ON THE WORKPIEGE
CAUSET a) The knives are incorrectly mountod Inlhe cuttor block

b) The bed is not parallel to the cuttgr block-
REMEDY: ai Adiust the knives as described on pago- 26

ui Aoiust the bed as descrlbed on Page Sl

TROUBLE: IRREGULAR FEEDING
CnUSe a) Resin and other impurlties on bed, workplece or rollers

b) The driving belt sl ips
c) The knives are blunt

REMEDY: "'; Clean bed and rollers whlth splrlt or thinners' Rub the
bed with wax lubricant or Pollsh
b) Tension the belt
c) Sharpen the knlves

OBLIQUE FEEDING
a) The feed roller are not correctly adlustecl
bi Resin and other lmpuritles on workpiece or rollers
a) Adiust the rollers as descrlb€d on page 34.
oi ctdan bed and roll€rs with whlte spirit or thinners' Rub
the bed with wax lubricant or pollsh



MAINTENANCE
Vertical Spindle Moulder
ADJUSTMENT OF SPINDLE CYLINDER

After some time the wear of the spindle cy-
linder can cause a play in the outer bearing
housing of the cylinder. Adjustment is made
by t ightening the nut A.

!j'

(A)



OPERATION
INSTRUCTIONS
Vertical
Spindle Moulder

EDGE MOULDING
LowerthgcircuIarsawbIadsbe|owthetabIe|ove| .ThesI idIngtab|ecanbshIng'
;;;;;';r-;.;;s-;; ;xrra support lor large workpieces'.Remove tho disc cover
and necessary number or Insen flngs. Rais; the cutter spindle.Tie mouldlng to-
;i';dff; ilft;tJi as near tne s-pindle bearlns rlns.as pos.slblo-in order to av'
"ii'ilEliJirv ri*"iure. rnis is esiSciattv importint itren uslng hsavv.tools' Be-
i;;;;;;ti;; ih;-toor'- roct ttreipinot6 ovine toct pin' Applt sultable numbsr
of Insert rings and mount the tool.
Too screw with securlty plate for ths spindle and insert rings are to b6 tound in

the tool bag
The mouldlno tools runs In counter clockwlse.dlrectlon' Before startlng the

moutding fenie should be mounted over ths tool

Thefences| idesbackandforwardstorea€yset t ingof thstoo|project ion.The
comolete moulding toot - except the iutting edge 

-- 
mlat always be snclosed

il'iK;;;;;;;;;;ir6rv' rr," suiis ience' ar6 Ind-ependantlv adlusiablo 8o that
iiiiJ tiil6tpi"iJ fice of wiort ptece ls removsd the ootteed rence can be mo-
;Jffrii; ;il'i'pi6it.ioiltion ti," s,itles abt' 55 mm rrom the psrlphsry ot the
moulding tool .
The mouiding tools runs at high-sDeed (max 8000 rpm) and lt is very dangerous lo

uss a defective cu er or a xn,re'tr,ii is nof properli.flxed. oNLY USE FAULT-

LESS TOoLS. Always use pusn stici ioi smait wbrk ilecss'.Avold mouldino any

;;il"i";; i;; ;h;ti to ui't'era iiiniii 6f uotn hands on either side ol the tool

apenure
li a dust extractor is used the canopy should bs mounted on ths back ot lhe gu'

ard assambly
Spindle spsed ls altered by belt changing

NOTE
ii?ioot must not rotale lastor ihan max speod lndlcaled on li

ALWAYS CHECK BEFORE STARTING:
. that lock Din ls not l€ft in the spindle
' that th€ moulding tool ls carolully fastensd
.lhat the moulding tool rotates froely
' thai iooso grofile'cutter are caretully fastened



OPERATI NG I NSTRUCTIONS
Vertical Spindle Moulder
COPY MOULDING WITH TEMPLATE AND INSERT RINGS

Copy mouldlng ls carrled out by meang ot a tomplato runnlng agalnst ths
flange of the insert rings (reversed In th6 table) or a bearlng rlng ot sultab.
le diametsr titted over the spindle. Choo86 such an Inserl/copylng rlng
where the flange comas as close to the tool a8 posslble. Tho templatB is
made in advance and the workpiece is clamped to tho tgmplato. Tho ns.
cessary safsty dsvlce ls mounted on the tabls to guard th6 cutterhgad
oncg lhe standard guard/fence assembly ls rsmoved.

NOTE - Check that the moulding tool ls fr6s to rotatg wlthln the guard.
This is a slmpls way ol producing curved workplaces wlth dlfferent proll-
les-

CENTER MOULDING
- to machins porfectly round workpiecas
The tomplat€ ls provided with centrlng dowel. Make the correspondlng
hole in the centre of the workpiece, pross th6 workplec€ on to the templa.
te and turn it around the centrlng dowsl wh€n mouldlng

SPINDLE SPEEDS
The mouldlng spindle can be sst to run at any ot the three spo€ds by shlt-
ting the balt (3500, 6000 and 8000 rpm)
It ls dangerous lo run the splndle at a faster sposd than that spsclflod tor
the tool bslng used

On the inside of the cov€r there ls a plats Indica ng whlch bstt posl on ls
to bo used for the differont spoeds



OPERATI NG I NSTRUCTIONS
Vertical Spindle Moulder
CUTTING SPEED
The distance in meters. which the tool (the blade) covers in one second, is cal l€d tho cut '
t ing speed.
Thg= cutllno sp66d is €xprsssed In meter/socond and l3 depondant on thE tool dlameler
and the roiitlbn sp€ed ot the mschlne. Carbide tools normally nged I hlgh€rclttlng gpe-
ed than tools made of HSS.
NOTE! The quall ty of moulding operatlons ls t inal ly detsrmlngd by the rolatlonshlp bet'
w6en cuttlng speed and f€€ding speed. Keep the cutling spegd sufflclonlly hlgh by rsdu'
clng the fe€ding sp€ed, this algo increases salety. Ths te€dlng sp€od Should b€ abt.
1/1000 of lhe rotation speed of the spindl€ (€.9, at 6000 ..p.m. tho loedlng speod lE abt. 6
m/min)

RECOIIIMENDED CUTTING SPEEDS:
w o o d  . . . . . . . . . . . . . .  . . . . . . , 4 9 - 5 0 m / 3
B l o c k b o a r d  .  . .  . . . . . . . . . . . . . 3 5 - , | { } m / 3
Part{cleboard " " " ' '35-'o m/s
wcod flbre and plywood . . . . . , . . . . . . . . . . . . . . . . . . . - ' .25 m/s

Berow you wlll flnd a dlagram showing the ditf€rent cuttlng 6p€eds, toole dlamete.s and
rotation so€€d.

\ \

160 -,O m/s

59 m/s

40 m/s

25m/s

60 m/s

120

100

60

6000 Sooo r/min,

EXAMPLE:
You would like to hav€ a cutting sn€€d of 50 m/sek. ,a/ith a tool 120 mm. Follow the holi'
zontal axes for a 120 mm tool t6 the r ight unti l  i t  crosses the curve lor the cult ing speed
50 m/sek. Read th€ spindle speed, in this case 8000 r.p.m.

CALCULATION FORMULA FOR CORFECT CUTTING SPEED:
V  =  D x n x f

tmotTd
= Cutting spesd, m/sek
= tool diameter. mm
= numbsr of revolutions/min



TROUSLE:
CAUSE:
REMEDY:

TROUBLE:
GAUSE:

TROUBLE SHOOTING
Vertical Spindle Moulder
TROUBLE: THE MOULDING TOOL VIBRATES
CAUSE: a) Dirt b€tween the spacing rings causes incorrect clam.

ping of the tool
b) Cutterhead with two knives not equally balanced due to
excessive projection of one knife
c) The knives do not have the same weight
d) Too high speed

REMEDY: a) Clean and reclamp the tool
b) Check and balance the knives correc y
c) Change to knlves with th6 same weight
d) Reduce the speed
THE MACHINE VIBRATES
The floor ls uneven
The machine must be placed on an even surface prefe-
rably concrete, or on suitable machine pads
THE MOULDED SURFACE IS NOT SMOOTH
a) The cutting speed too low
b) Too high teeding speed
c) The tool is dull
d) The relief angles of the tool are incorrecfly ground

REMEDY: a-b) Adjust th€ cutting and feeding speed to the workpie-
ce
c) Grind the tool
d) Adjust the relief angle by grinding. The angte shoutd be
2G30.

SAFETY REGULATIONS
Vertical Spindle Moulder

Always uso sharp and porfact lools
Flx the tool tlrmly, check that is rotates freely
AdluEl the vortlcal and horizontal pressure guards to hold the workplece flrm.
ly agalnst the tabla and fences
go not use too large a cuttlng depth or too rapid a feeding speed
Wh6n mouldlng small workplecos use a feod stlck
Do nol atlempi to machlno any workpleca too small to be held flrmly against
both fencos. (Machlne In longer lengths) and cross cut to sizo
Loose knots must llrst be removed
Always ts€d agahst the dlrection ot rotation (i.e. from rlght to lefD



MAINTENANCE
Horizontal mortiser and drill
OPTIONAL FOR 139 AND 138

LOOSEN THE OPERATING BAR LOOSEN ONE END OF THE STOP SHAFT

ADJUSTI{E'{T OF THE GUIDES ON
THE ONflSIiIO TABLE

SET SCREVI' AND
CHECK NUT

LOCK BOLT

Loosen thc operating bar on the mortising table
Loosen one end ot the stoD shatt
Haise the stop shaft so that the stop can be passed and sllde tho mortl-
sing table ott
Loosen the lwo fronts bolts holding th€ ball bsaring mountlng bracket nut
Tighten the bolts on the ball bearing bracket
lf the table movement ls too tlghl rsduce lhe dlstance bolwaen the bea-
ring brackets
lf there is play increase the distance
Adjustment ot the transverse movoment ls made by loosenlng ths rlght
ball bearlng bracket.



OPERATING INSTRUCTIONS
Horizontal Mortiser and Drill
DRILLING
The mortising table can be operated by one hand and is equiDDed with
movable stops for adjustment of depth and length

OPERATING BAH HEIGHT ADJUSTMENT

ECCENTRIC CLAMPS

REMOVABLE STOPS

The workpiece should be clamped to the tabte by the eccentric clamp.
The plunge and traverse actions are controlled by a single lever. The table
heighl is adjusted by the handle which raises and towers the thicknesser
bed.
The mortise is made by drilling hole by hote and fina y smoothing by
longitudinal movement of the tabre
Please NOTE - different types of mortising bils are availabte which de.
mand a different operational procedure and it is necessary to carefully
follow the instructions supplied with each bit.
Ths mortise drills rotate clockwise and should be mountsd in the drilt
chuck. Do not forget to remove the chuck key.
The drill chuck is mounted on the planer cutter block and so th6 SUVA-
guard ov€r the cutter block must be positioned to cover it.
lf you want a trough mortise it is advisable to drill from both sides in order
to avold spllntsrs. Alternatively use a scrap packing piece at the break out
oart of ths bit.



OPERATI NG I NSTRUCTIONS
Horizontal Mortiser And Drill

When drllllng big work pleces the operating barcan be romoved tothe inside ol
the table



SAFETY REGULATIONS
Horizontal Mortizer and Drill
. Only use perfect and sharp dri l ls and mil l ing bits. Do not use longer drill bits than necessarv
. Remove the chuck key as soon as the drill'bit has been ctamped inthe chuck
. Only adjust the stops when the machine is not in operation. Clamp the workpiece f irmly

TROUBLE SHOOTING
TROUBLE: THE DRTLL DOES NOT CENTRE
CAUSE: Dirt on the chuck jaws or the drill shaft
REMEDY: Ctean
TROUBLE: THE SURFACE OF THE SLOT tS NOT SMOOTH
CAUSE: a) The miiling bit is not sharp

b) Too rapid feeding
c) Too tong driil bit

REMEDY: a) Grind or change the dri l l  bi t
b) Feed more slowly
c) Use a shorter drill bit

TROUBLE: THE SLOT DOES NoT RUN PARALLEL To THE EDGE oF
THE WORKPIECE

GAUSE: The drill table does not run parallel to the drill
REMEDY: Adjust the drill table as described earlier



OPERATI NG INSTRUCTIONS
Hollow Ghisel Device
oPTToNAL FOR W59, 139 AND 138

ocrscaY
WITHDRAWAL
NUI ontl cruc4

CHISEL HOLDER
CHISEL HOLDER CAP

HOLLOW CHISEL

MORTISING TAB

WORKPIECE

WORK SUPPORT
BAR

1. Take off the upper cover plare of the planer
i. i;i;;if itre oiitt cnuct bv removing ihe allen screw inslde.lh,e.chuck- 

"nJ trghtJning the withdrawal nut onto the chuck to brsak the laper

s. i;;;ii thi hojlow chisel holder to ths boaring houslng of ths chuck

using the allen screw
4. Replace the drill chuck
s. fril-,irni tt'"-"ttitel holder cap onto the chisel holder with the allen

screws
6. Be9lace upper cover plate of ths planer

7. lnsert the hollow chisel into the chisel hof
der caD ensuring that it is parallell to the
mortisino table. The opening in the chisel
should b! placed to allow the chips to get
away and ksep the auger vlsible. Tighten
the lock screw

a lnsert the auoer so there is a small amount" 
ofpiav betwEen the end of the auger and

the ctrisel and tighten the drill chuck
9. Mount the work support back onto the mor-

t is ing table

END
a

End stop for serlal
with hollow chlsel

worKs
devlce.
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MAINTENANCE Luna L- and W-series
In ordsr to incrsase tha durability of your machine and to lmprove the
worklng results we rscommend you to use a dust sxtractor and to clean
the machlne when you have used lt. lt goes without saytng that the main-
tonancg Instructions below must be carefully followsd.

All ball bearlngs are dust proot and sslflubrlcating and need no mainte.
nance.

Clean the tables regularly wlth for instance white spirit, photogon or simi.
lar. Polish the tables wlth wax e.g. Waxellt to prevent friction betwesn tab.
l€ and workDloce.

Clean th6 screw splndles wlth whlto splrlt, photogen etc. and lubricat€ af.
ter abt 25 hours of runnlng wllh oll or grease - vertlcal fsoding/planer, In.
cllnatlon sawblade/clrcular saw, ralslng and lowerlng/circular saw blade,
ralsing and loworing/splndle moulder.

The cradle for Incllnatlon of the clrcular saw must be cleaned and lubrica.
ted 2-3 tlmes a year. Also adlust when needed the sliding movomont in the
cradlo, th€ nut undsr the cradle should bs set In a way that a soft but tight
movement is achieved.

The spindle cyllndar on tho splndle moulder 6hould be cleaned and lubri.
cated 2-4 tlmes a year. Uss a thln oll.

Keep always the feedlng rollsrs clsan - free from resin and similar. Cle.
an with turpentins or slmllar. The driving chain on the feeding rollers sho-
uld b€ cloaned and lubrlcated 2-4 tlmes a year. Do not forget the chain for
vortlcal foedlng on the W69 - posltloned between the screw spindles.

Clean the rollor beds on tha slldlng tabls and ths mortlslng table rsgularly
and pollsh wlth oll.

It the machlna should not be ussd durlng a long time, or if the machino is
Standing In a damp room ws rocommsnd you to protect all parls In steel
or cast lron by rust prsventlve or thln oll. Also check the drlve belt which
can be dsstroyed lf ths damp ls too hlgh.

Your wood worklng machlne producos a great deal of dust and chlps. To
lmprov€ worklng onvlronmont we recommend you to use our Dust Extrac-
tor Luna W 178.



Replacement of Ball Bearill$s 1'"""0"'"0"n"""0

CIRCULAR SAW
Dismounl saw blade, dust hood and drlving belt '

Loosen the screw MOS I x 16 and rgplace lt by one ol abt 60 mm l6ngih' Knock csl€fully out th€

saw spind16 (WL 3039).

Dismounl the ball bsarlngs and rgplace thEm'

MountonebatIbearino(sKF62042Rs1)onthesawspind|6clo8€toth6pu||ey.useaddtt||tt|no
the inner ring of the ball bearing.

Use a Dlastlc club wh€n knocklng th€ splndls Into tha clrculal Eew arm'

Apply the spaclng sloeve (WL 122'9)

Aootv the other bali bearing. Mount tho sctew and ths plate. Pros! th6 ball bssrlng Intothg clrcu-

lar's;,,1 arm. Tlohten to g€t corroct positlon'

PLANING CUTTER
Dlsmount lhe cutter unit.

Loosen lhe spac€r shatts on on€ slde.

Knock caretully wlth a plastic club on ths b€arlng blackst unil l tho- cutlet un lt !€psrat98 Into two

oJrti. ttr" oatiueatrng usually remslns on lh€ a'plndle' U!€ s pulld lor dlmounthg'

Apply the new ball bearino (sKF 6304 2RSt) on the bearlng brrcktl' Usa a pullot lltilng to th€ ln'

ner ring.

Mount thE othe slde in lh€ game way and apply th€ cutt€r unlt on the mechln6'

SPINDLE MOULDER
;i#;;tlo;F;;"'i;ri ih€ scr€w (Mos 8 x 25) Rsmovo the pull€v (wL 1e5)'

Place a woodsn sprag under th€ motor and crank down ih€ lplndlo unlll the motor re8ts on tha

sprag.

Loosen the holder WL 197 and draw thg splndl€ cyllndor upv{ad8'

Drlve the spindle out from th€ spindlo cyllndor oo tl|o pull€y rlde (us€-a-plastlc club)' The lower

Sliii,Jiii"i iSii-o2oo ,esr) reharns iri iiriivr-rliJ6i inJ iire upp'er one iollows the eplnd16.

Drlv€ oul the lower ball bgarlng lrom th€ cyllnd€r'

Dtsmount the ball bearino by loosenlng the siop aqaw and tomovlnglh€ rlng (wL '0162) Take El'

;;";;; ii;'';s; R;miu6 ttre uatt 5€arlng bv knooklns on th€ eplndre'

Apply the new ball b€arlnO on tho splndl€ by morns ol adrlft flttlng the lnn6r rlno' Apply th6 wed-

g€ and the rlng.

Apply tho splndle In ths cyllnd€r.

ADoly the lower ball bearlng by means ol a drlft.llttlng tho Innsr tlng' Pt98s llmly aoalnst tho

il;;? ;iili;;o*;ittre siin6te to ettp out or th€ cvllnde''

FEEDING GEAR BOX
bi"]oitrii i'"a;-o;i to the dlstrlbutor lor replac€m€nt or roparr'



GUARANTEE

1. This guarantee is valid for one LUNA Woodworking machlne for wood
working during one year from a date veritled by the customer.

2. For the validity of the guarantee the countertoil below must be returned
to us within 14 days atter the recelpt of ths machine'

3. This quarantee is valid for defects in material and manufacturs of ths
delivdred machine. After examination such parts are replacod or repai'
red. The detect part should bs returned to:

5.

togethar with a wrlttsn comPlalnt

4. All freight and transport charges in connection with the exchange or re'
Dair ot parts will be covered bY.

Detects originating from faulty handling, normal wear etc. or replace'
ment ol consumable items such as blades, belts, cuttets etc. are
not covered under the terms of this guarantee'

The counterfoll below sent to:

r - - - -
Machine Type:

Machine No: . .

Purchase dato

Cus tomer  . . . .

T s l  . . . . .

Bought from

v
oto

I
L - - - - - - -
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