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SECTION 1 – MACHINE OVERVIEW 
 
 
Safety Notes 
 
·  Never operate machine without all guards in place. 
 
·  Do not stand directly in line with the grinding wheel.  Grinding wheels can explode, causing 

serious injury. 
 
·  Follow proper procedures when changing grinding wheels.  Discard any grinding wheel that is 

in question (see Section 2 – Set Up Instructions, “ Mounting the Grinding Wheel” ). 
 
·  Always disconnect power and lock out machine before performing any maintenance. 
 
·  Use extreme care when handling knives, their edges are extremely sharp and can cause severe 

cuts. 
 
·  Keep electrical enclosures closed at all times except for troubleshooting or maintenance. 
 
·  Do not wash down electrical enclosures.  Disconnect power when cleaning and clean with a dry 

cloth. 
 
·  Stop grinding wheel and carriage traverse when loading/unloading knives, adjusting knife bar, 

securing trunion lock, or any other machine adjustment. 
 
·  Keep hands clear of all moving parts during machine operation. 
 
·  Wear appropriate clothing and protective devices while operating machine.  Clothing should be 

snug fitting with no loose areas.  Protective safety glasses should be worn at all times, along 
with steel-toed boots. 

 
·  Use only Simond’s or an approved grinding wheel.  The wheels supplied by Simonds Industries 

are specially reinforced with a fiber tape to help prevent breakage.  By no means should this 
reinforcing tape be removed. 
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Machine Specifications 
 
·  5 HP, 1745 RPM grinding motor 

·  Grinding length capacity 

- Model 40 40”  
- Model 48 48”  
- Model 60 60”  
- Model 64 64”  

·  Adjustable knife bar from 25o to 90o 

·  Knife height range between 3/4”  to 5-1/2”  

·  Knife thickness up to 1/2" 

·  5 GPM coolant pump 

·  10”  x 4”  x 8”  grinding wheel 

·  Bare machine weight (without stand) 

- Model 40 1,000 lbs. 
- Model 48 1,070 lbs. 
- Model 60 1,175 lbs. 
- Model 64 1,210 lbs. 

·  Machine depth x length x height (without stand) 

- Model 40 30”D x 75”L x 37”H 
- Model 48 30”D x 83”L x 37”H 
- Model 60 30”D x 95”L x 37”H 
- Model 64 30”D x 99”L x 37”H 
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Ser ial Number and Model Number Code 
 
Every machine is identified with a serial number and a model number.  Have both your serial 
number and model number available whenever inquiring on parts or service.  These numbers are 
stamped on the machine tag located on the right front of the machine.  The serial number is also 
stamped on the upper left corner of the right endplate (Fig. 1-1).  Below is a breakdown of the 
coding used to identify machine specifications. 
 

60V B054V 3X  -  -  
 
 

Machine Size  Style  Motor H.P.  Incoming Voltage Phase  
- 40”     VB    5    2V = 240 Volt       1   
- 48”             3V = 380 Volt       3   
- 60”             4V = 480 Volt       
- 64”             5V = 575 Volt       

6V = 208 Volt  
7V = 600 Volt       
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Functional Diagram 
 
 
 

 
 

Figure 1-1 
Vertical Spindle Bench Model Knife Grinder 
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SIMONDS INDUSTRIES INC. 
 

STATEMENT OF WARRANTY 
 

 
 
Simonds Industries Inc. warrants to the original purchaser each new machine manufactured by us 
to be free from defects in material and workmanship when given normal and proper use for a 
period of one year from date of shipment.  Our obligation under this warranty shall be limited to the 
repair or replacement at our factory in Big Rapids, Michigan of parts which our examination shall 
show to have been defective.  We assume no obligation for transportation, packing, or labor costs 
involved.  Notice of any claimed defect must by given in writing to us with 30 days after discovery of 
the claimed defect. 
 
The warranty does not apply to any machine which has been subject to misuse or accident or 
improper installation, maintenance, or application, not to any parts which are subject to normal 
wear such as fuses, grinding wheels, chain, way wipers, coolant, brushes, and paint.  The electrical 
motors included as a component of this machine are subject to the manufacturer’s warranty and are 
not warranted by us in any way. 
 
 
THE FOREGOING WARRANTY IS MADE IN LIEU OF ALL OTHER WARRANTIES, 
EXPRESS OR IMPLIED.  WE EXPRESSLY DISCLAIM ANY IMPLIED WARRANTY OR 
MERCHANTABILITY OR FITNESS FOR A PARTICULAR PURPOSE.  WE EXPRESSLY 
DENY THE RIGHT OF ANYONE TO MAKE AN EXPRESS WARRANTY OTHER THAN 
THOSE SPECIFIED HERIN. 
 
UNDER NO CIRCUMSTANCES SHALL SIMONDS INDUSTRIES INC. BE RESPONSIBLE 
FOR ANY INCIDENTAL OR CONSEQUENTIAL DAMAGES RESULTING FROM A DEFECT 
IN THE MACHINE. 
 
 
 
 
 
 
SERIAL # ____________________________    DATE SHIPPED ____________________



 9 

SECTION 2 – SETUP INSTRUCTIONS 
 
 
Receiving Your Machine 
 
Upon receiving your machine, check packing list to be sure machine is equipped as per ordering 
instructions.  Any discrepancies or omissions must be reported immediately to our factory. 
 
When your machine has been shipped via common carrier, check for damages that may have 
occurred during shipment.  It is your responsibility to note any damage on the bill of lading prior to 
acceptance.  Any carrier damage must be immediately reported to the delivering carrier to insure 
proper claims. 
 
It is also advised that damages be reported immediately to our factory to ensure repairs are properly 
made. 
 
 
Unskidding and L ifting 
 
Your machine has been banded to a heavy timber skid for shipment.  Remove the banding and 
carefully lift the machine from the skid.  The machine is shipped with the head parked on the far 
right end, causing the right end to be heavier than the left.  Compensate for this unbalanced 
condition by picking the machine slightly off center.  Using a hi-lo, lift the machine directly from 
the front, slightly off center towards the right end (Fig. 2-1).  When lifting, follow proper lifting and 
safety procedures.  Make sure lift truck has adequate capacity for the weight being lifted. 
 

Figure 2-1 
Lifting Instructions 
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Leveling 
 
The Vertical Spindle Bench line of machines is designed to set on any bench of adequate size and 
weight bearing capacity.  An optional stand designed for these machines is also available. These 
stands include leveling pads and isolation mounts, making for a very stable installation.  When 
locating the machine, allow adequate clearance on all sides for proper cleaning and maintenance. 
 
Whether placed on a bench or the optional stand, proper leveling is important to maintain grinding 
accuracy.  It is recommended your machine be checked annually to ensure it remains level.  
 

·  The frame of a properly leveled machine will remain straight and untwisted.   
·  Knife bar bevel angles are set using a magnetic inclinometer.  An out of level machine 

will throw off the desired angle.  For accurate angles, your machine must be level. 
 
Level the machine using a carpenter’s level.  Start leveling from end-to-end by placing the level 
lengthwise on the knife bar (Fig. 2-2).  Next, level from front to back by placing the level crosswise 
on the linear rails (Fig. 2-3).  Repeat this process until the machine is level in both directions. 

 
   Figure 2-2                Figure 2-3 

 Leveling End to End            Leveling Front to Back 
 

If placed on a bench, leveling is best accomplished by shimming under the corners of the base as 
needed.  If placed on the optional stand, level by adjusting the leveling bolts (Fig. 2-4).  To adjust, 
turn each bolt evenly until a level condition is achieved in both directions.  Once level, perform a 
final check on the tightness of each of the leveling bolts to ensure even weight distribution.  Turn 
each bolt an additional 1/4 turn, if any bolt turns harder than the others indicates uneven weight 
distribution. Once level, and all the bolts evenly tightened, lock the bolts with the locking nuts. 

 
Figure 2-4 

Adjusting Leveling Bolts 
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Wir ing Instructions 
 
It is suggested that a licensed electrician wire the machine per the guidelines of your state and local 
codes.  Incoming voltage requirements are specified at time of order.  This voltage is labeled on the 
outside of the electrical enclosure. Voltage can also be determined from the model number, (see 
Section – 1, “ Serial Number and Model Number Code” ).  A hole on the bottom of the electrical 
enclosure is provided for incoming power (Fig. 2-5).  All motors and controls are pre-wired and 
ready to operate at the voltage specified.  Included at the back of this manual is a wiring schematic 
for the machine (see Section – 7, “ Electrical Schematics” ). 
 
Before energizing the main electrical box, make certain the grinding wheel bolts are tight, all tools 
have been removed, and all guards are in place.  Upon initial start up, check the rotation of the 
grinding wheel motor.  Proper wheel rotation is critical.  The grinding motor should turn in a 
clockwise rotation when standing in the operators position (Fig. 2-6). 
 

 
Figure 2-5                   Figure 2-6 

 Electrical Enclosure                 Wheel Rotation 
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SECTION 3 – OPERATING INSTRUCTIONS 
 
 
Coolant Filling and Maintenance 
 
Your machine comes with an integral coolant tank that is part of the machine base.  Coolant needs 
to be maintained at the proper level for adequate performance.  Coolant should be kept between  
2-1/2”  to 3-1/2”  in depth.  Below are the volumes required to fill a new machine to the upper limit 
of 3-1/2” .  One gallon of Simond’s coolant concentrate is supplied with each machine. 

  
- Model 40 14 gallons 
- Model 48 16 gallons 
- Model 60 19 gallons 
- Model 64 20 gallons 

Coolant should be mixed at the recommended ratios per the instructions supplied with the coolant.  
As a general rule, if coolant foams concentration is too strong, if rusting occurs concentration is to 
weak.  Dilute or increase concentration as needed until foaming or rusting stops. 
  
Normal carry-off and evaporation will cause coolant levels to drop.  When replenishing, add diluted 
coolant at the specified ratio. Adding plain water may cause rusting to occur.  Your coolant tank 
will need to be cleaned periodically.  Accumulated grinding swarf needs to be removed to prevent 
plugging or damage to the coolant pump.  Swarf levels should be checked daily, and removed on an 
as needed basis.  Draining and cleaning the entire system may be required if coolant becomes rancid 
or excessively dirty.  Check with local authorities for proper disposal procedures.   
 
If grinder is operated in freezing conditions, RV anti-freeze should be added.  (1) gallon RV anti-
freeze per 5 gallons coolant mix can be added to prevent coolant from freezing.   
 
A properly maintained coolant system is crucial in the performance of your grinder.  Consistent 
flushing keeps grinding wheels cutting freely, minimizes heat to the cutting edge, and provides a 
rust inhibitor for your knives.  

 
Figure 3-1 

Coolant Pump 
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Mounting the Gr inding Wheel 
 
Your grinder has been shipped with the grinding wheel packed in a separate box.  Before any wheel 
is mounted to the machine, it should be “ rung”  to insure it is not cracked.  By “ ringing”  a wheel, 
cracks can be detected that otherwise may not be visible.  To ring a wheel, suspend the wheel on a 
hardwood dowel and gently tap with another dowel (or wooden hammer handle) (Fig. 3-2).  A good 
wheel will produce a high pitched ring when tapped, a cracked wheel will give a dull sound.   
“Ringing”  should become a regular practice with any bonded abrasives you may use. 
 
The grinding wheels supplied by Simonds Industries have a fiber tape around the perimeter of the 
wheel.  This tape reinforces the wheel and helps prevent wheel breakage.  By no means should this 
tape be removed.  The tape will break down, and does not affect the grind in any way. 
 
The following steps should be followed when mounting a grinding wheel to your machine: 
 

1. Disconnect and lock out the grinder at the main power to prevent any accidental starting. 
 
2. Raise the grinding head away from the knife bar by turning the hand feed wheel 

clockwise until it stops.  This raises the head assembly to the point farthest from the 
knife bar. 

 
3. Remove the wheel guard by loosening the bolts securing the guard to the saddle plate, 

then disconnect the coolant line (Fig. 3-3).  Lift the guard free from the machine and set 
aside.  You will now have access to the grinding wheel mounting bolts. 

 
4. Remove the (8) hex head bolts and lock washers that secure the wheel to the hub.  

Inspect bolts for damage or wear.  Replace any bolts that are worn.  Wheels are useable 
to around a thickness of 1” .  Discard any wheels that are 1”  or thinner. 

 
5. “Ring”  the new wheel.  Fasten the wheel to the mounting hub, securing with the (8) hex 

head bolts and lock washers.  Finger tighten the bolts at this time. 
 
6. Check wheel for excess runout.  With the bolts finger tight, spin the wheel by hand using 

a ruler as a reference point (Fig. 3-4).  If the wheel runs out, tap the high spot with the 
palm of your hand until the wheel runs true.  Tighten the (8) wheel mounting bolts.  
After tightening, recheck to make sure the wheel continues to run true. 

Figure 3-2                 Figure 3-3 
Ringing the Grinding Wheel             Removing the Wheel Guard 
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7. Replace the wheel guard.  Never operate the grinder with the wheel guards removed. 
 

8. Restore main power to the machine and start the grinding motor.  Listen for any unusual 
noises or vibrations.  If any unusual noises or vibrations are noted, shut down 
immediately.  See trouble-shooting guide for possible corrections. 

 
Figure 3-4 

Checking Wheel Runout 
 
 
Loading and Clamping the Knives 
 
The knife bar is provided with locating grooves to accurately position the knives.  Place keystock in 
appropriate groove to locate the knife edge slightly above top of the knife bar (Fig. 3-5).  Parallels 
are provided for locating chipper knives within the suggested working ranges.  Maintaining a 
minimum 3/16”  distance above knife bar is important for proper cooling.  This allows coolant to 
flow behind the cutting edge, reducing heat at point of grind.  Knives hanging out more than the 
recommended amount can cause excess vibration.  This will result in a poor grind and increased 
wheel breakdown.  Narrow or thin knives should be kept to the low end of the recommended 
guidelines. 
 

·  Planer Knives - Distance of knife edge above knife bar 3/16”  to 9/16”  
·  Chipper Knives - Distance of knife edge above knife bar 3/16”  to 3/4”  

Figure 3-5 
Locating the Knives 

Locating
Key

Planer Knives Chipper Knives

3/16 to 9/16 Parallel3/16 to 3/4
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The grinding head is on a slight angle.  This causes the wheel to contact the knives on only one side 
of the wheel.  As viewed from the operator’s position, the wheel will only grind on the left half of 
the wheel.  When positioning knives, the wheel must travel completely off the knives at the end of 
each stroke.  A punch mark is located on each end of the knife bar to identify the grinding limits 
(Fig. 3-6).  When loading, make sure knives are located within these limits. 
 
For accurate grinding there are several tips that should be followed for locating and loading your 
knives. 

·  Keep the knife bar, parallels, and locating key clean.  It is critical for accurate grinding 
that all grinding grit and debris be removed.  It is recommended the knife bar and 
parallels be blown off with compressed air before loading.   

·  Stone knife bar, parallels, and locating key with the honing stone to remove any knicks 
and burrs. 

·  After clamps are tightened, lightly tap knives with a soft faced mallet.  This will help 
seat the knives against the locating key, thereby providing a higher degree of accuracy.  
Leather, rubber, or plastic mallets work well. 

 

 
Figure 3-6 

Grinding Limits 
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Adjusting the Bevel Angle 
 
A removable magnetic inclinometer is supplied for setting the knife bar angle.  When setting the 
angle, turn the grinding motor off and raise the grinding head full up.  The knife bar must clear the 
grinding wheel.  To set the angle, place the inclinometer on top of the knife bar, then loosen the 
trunion locking ring (Fig. 3-7).  Using the wrench provided, rotate the knife bar to the desired angle 
(Fig. 3-8).  Once the desired angle is reached, retighten the trunion locking ring.  This lock holds 
very securely, do not over tighten.  
 
It is recommended the magnetic inclinometer be removed during the grind.  It is also recommended 
that the final grind be doubled checked with a machinist’s protractor (Fig. 3-9).  This check should 
be performed off the actual knife bevel being ground. 
 
 

 
 Figure 3-7                Figure 3-8 

Setting Knife Bar Angle             Rotating Knife Bar 
 
 

 
Figure 3-9 

Double Checking Bevel Angle 
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Coolant Direction and Flow 
 
To prevent burning the knife edge, coolant should be applied at the point of grind.  Your grinder has 
an adjustable coolant hose that can be positioned directly where needed.  The nozzle should be 
positioned at the contact point between the grinding wheel and the knife (Fig. 3-10).  Position the 
coolant on the grinding side of the grinding wheel.  There is a ball valve used to control coolant 
flow.  Adjust this valve so the point of grind is completely submersed. 
 

 
Figure 3-10 

Positioning Coolant 
 
 
 

 

Position Coolant
at Contact Point
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Machine Controls 
 
All controls on your grinder are readily accessible from the front of the machine.  Below is a 
breakdown of each control and how it works (Fig 3-11 and Fig 3-12). 
 
EMERGENCY STOP Shuts off all power to the machine.   
 
GRINDING WHEEL START/STOP   Turns power on/off to the grinding wheel motor. 
 
HEAD TRAVERSE START/STOP Turns power on/off to the head traverse motor.  Works 

in conjunction with the “TRAVERSE VARIABLE 
SPEED” dial. 

 
COOLANT ON/OFF Turns power on/off to the coolant pump.  Works in 

conjunction with the coolant control valve. 
 
TRAVERSE VARIABLE SPEED Regulates the grinding head traverse speed.  Fully 

adjustable from full speed (100%) to creep (5%).  
Useful when grinding thick or step bevel angle knives 
requiring a slower rate of grind. 

 
VARIABLE STROKE ON/OFF Enables/disables the variable stroke switch.  Useful 

when alternating between full loads and partial loads.  
Can grind full loads without having to remove the 
variable stroke return magnet. 

 
HAND FEED WHEEL Manually moves grinding head up and down.  

Clockwise raises grinding head up, counter-clockwise 
moves grinding head down. 

 
AUTOMATIC FEED ON/OFF Engages/disengages automatic feed.  Pull out to 

disengage feed, push in to engage feed. 
 

 
Figure 3-11           Figure 3-12 

   Control Panel              Hand Feed and Automatic Feed 
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Var iable Stroke - Var iable Speed Control  
 
Your machine is equipped with a Variable Stroke/Variable Speed control.  This allows adjustment 
of the grinding head stroke and traverse rate. 
 
The Variable Stroke feature allows short or partial loads to be ground without completing a full 
stroke.  This allows you to tailor the machine stroke to the job at hand.  A switch is mounted on the 
front of the grinding saddle that is tripped by a removable magnet (Fig. 3-13).  To shorten the 
stroke, place the magnet on the front of the machine at the point you wish the grinding head to 
reverse.  A switch is provided that disables this feature (see Section 3 – Operating Instructions, 
“ VARIABLE STROKE ON/OFF”  under Machine Controls).  This is useful when alternating 
between full loads and partial loads.  Full loads can be ground without removing the variable stroke 
magnet by turning off the “ VARIABLE STROKE ON/OFF”  switch on the control panel.   
 
The Variable Speed feature allows the grinding head traverse rate to be slowed.  A speed dial varies 
the traverse speed from full speed (100%) all the way down to creep (5%).  Thick knives, knives 
with steep bevel angles, or different kinds of steel may benefit from a slower grinding speed. 

 
Figure 3-13 

Variable Stroke Switch 
 
 
Grinding Cycle 
 
Having read all the instructions up to this point, you should now be ready to start grinding knives.  
Below is a sequence of operations that should be followed for all knife grinding operations. 
 
1. Verify that all guards are in place, machine is free and clear of any tools, coolant tank is full, 

suitable grinding wheel is mounted, main power is on, and the “AUTOMATIC FEED ON/OFF” 
knob is set to off (pulled out). 

 
2. Raise the grinding head away from the knife bar.  The grinding wheel must clear the knives 

when knife bar is set to the proper angle. 
 
3. Load knives and clamp securely. 
 
4. Rotate knife bar to the proper angle, and lock in place. 
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5. Site down knife bar to make sure the wheel clears the parts.  Start the “HEAD TRAVERSE” 
motor, letting the machine travel one complete stroke before starting the grinding wheel motor. 

 
6. Start the “GRINDING WHEEL” motor.  Using the “HAND FEED WHEEL”, feed the grinding 

wheel down until the wheel just contacts the knives.  Down feed the wheel while the grinding 
head is traversing back and forth. 

 
7. Turn on the coolant pump and adjust the coolant flow. 
 
8. Push in the “AUTOMATIC FEED ON/OFF” knob to engage the automatic feed.  The machine 

is set from the factory to feed in (1) tooth on the feed gear every stroke.  Allow the machine to 
grind until all knives are fully cleaned and a slight burr develops on the backside of the knife.  
Check the burr by rubbing your thumb up the back face of the knife (Fig. 3-14).  Use care when 
checking for burr, knives are extremely sharp.  Never check for burr with the grinding head 
traversing.  Always stop the grinding head in the park position for any check.  If at any time 
during the cycle, the machine grinds excessively hard, check the feed rate (see Section 5 – 
Machine Adjustments, “ Automatic Feed Rate” ).  If the feed is set properly, try slowing the 
grinding head traverse rate.  Another solution for excessively hard grinding is to periodically 
disengage the automatic feed.  This allows the machine to grind without feeding down, relieving 
built up pressure on the grinding wheel.  It is normal for slight variations in sound to be noted as 
the machine grinds.  This is a result of the grinding wheel “dulling” , then breaking down. 

 
9. Once all knives are fully cleaned and a slight burr is developed, allow the machine to “spark 

out” .  When “sparking out”  the knives, disengage the automatic feed and allow the machine to 
continue grinding several strokes without feeding down.  This will remove any irregularities 
produced from the pressures of the grinding wheel.  The knife edge should now be sharp and 
smooth with no burn marks or discoloration. 

 
10. Park the grinding carriage on the right end of the machine, then turn off the grinding wheel and 

coolant. Double check the bevel angle with a machinist’s protractor before removing all knives.  
If angle is correct, remove knives and hone (see “ Honing Procedure”  next section).  Use 
extreme caution when handling knives, they are extremely sharp. 

 
11. Raise grinding head away from knife bar so it clears the next load.  Clean any grinding swarf 

from the knife bar and parallels using the washdown hose or compressed air. 

 
Figure 3-14 

Checking Grinding Burr 



 21 

Honing Procedure 
 
Proper honing procedures will increase cutting edge life.  A finished ground knife when magnified 
resembles a “saw-toothed”  edge.  Removing this “saw-tooth”  effect will produce a sharper, more 
efficient knife.  In a circular motion, use a honing stone to remove the slight burr produced by the 
grind.  Stone the flat face of the knife first until the burr is completely removed (Fig. 3-15).  Next 
lightly stone the bevel side using the same circular motion, then lightly stone the flat face one more 
time.  Finish by running a hardwood stick down the cutting edge to remove any burr produced by 
the stoning. 
 
Storing your honing stone in a can of mineral spirits will keep the stone clean and free cutting.  An 
alternative to hand honing is a power-automated honer.  Simonds Industries provides the “Super 
Edge Knife Honer” , contact your Simonds Representatives for details. 
 

 
Figure 3-15 

Honing Procedure 

3°

3°

Honing Stone
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SECTION 4 – MACHINE MAINTENANCE 
 
 
Lubr ication and Maintenance Requirements 
 
The following guidelines are based on an average 20 hours per week service factor.  Adjust 
schedule accordingly based upon individual usage.  Turn the main power off and lock out the 
machine when doing all maintenance. 
 

I tem Interval – Maintenance Lubr icant 
Coolant Tank Daily – Clean swarf and replenish coolant as 

needed (see Section 3 – Operating 
Instructions, “ Coolant Filling and 
Maintenance” )  

 

Traverse linear bearings 
(Fig. 4-1) 

Daily – Wipe rails clean 
Monthly – Lubricate 

Synthetic Teflon grease 

Down feed guide 
(Fig. 4-2) 

Monthly – Lubricate Multi Purpose grease 

Feed screw 
(Fig. 4-3) 

6 Months – Wipe clean and lubricate Acme screw lubricant 
(Nook E-100) 

Trunion supports 
(Fig. 4-4, Fig. 4-5) 

6 Months – Lubricate Multi purpose grease 

Drive gear reducer 
(Fig. 4-6) 

6 Months – Check fluid level, add as needed.  
Fill to bottom of fill/vent plug. 

 ISO 460 Synthetic 
gear oil 
(Mobil SHC634) 

Drive chain 
(Fig. 5-2) 

6 Months – Check tension and lubricate (see 
Section 5 – Machine Adjustments, “ Drive 
Chain Tension” )  

SAE 30W Motor oil 
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 Figure 4-1                 Figure 4-2 
   Traverse Linear Bearings               Down Feed Guide 
 
 

  

      Figure 4-3                Figure 4-4 
        Feed Screw                  Left Trunion Support 
 
 

 

Figure 4-5                 Figure 4-6 
     Right Trunion Support               Gear Reducer 
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Cleaning 
 
Proper cleaning will keep your grinder looking new for many years.  The finish is an industrial 
grade enamel that resists dirt and oils.  Clean with mild detergent and water. 
 
The linear bearing rails on your grinder are the heart of the machine.  These provide the accuracy 
required for a quality grind.  For maximum life, these rails should be wiped daily with a clean soft 
cloth. 
 
Care must be used when cleaning with compressed air.  Never direct air blast towards bearings or 
other critical components.  Compressed air can force grit into these items, causing premature 
failure. 
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SECTION 5 – MACHINE ADJUSTMENTS 
 
 
Your machine may require periodic adjustments to keep it grinding correctly.  Following are all the 
adjustment points that may need attention.  Turn the main power off and lock out the machine when 
doing adjustments, unless power is required for the adjustment. 
 
 
Automatic Feed Rate 
 
During automatic feed, your grinder comes preset to a feed rate of (1) tooth on the feed gear per 
every stroke of the machine.  This feed rate should be acceptable for all grinding applications. 
 
If your machine is grinding excessively hard, or not feeding at all, it is likely the feed rate needs to 
be readjusted.  To verify the feed rate, count the number of teeth fed per stroke.  First mark the tooth 
on the feed gear that the feed finger is engaged, then start the machine and let it run several strokes 
while counting the number of strokes.  Stop the machine and count the number of teeth the machine 
has fed.  To determine the feed per stroke, divide the number of teeth fed by the number of strokes 
made.  After determining the number of teeth fed per stroke, adjust the feed accordingly 
 
The machine has a course and a fine feed adjustment.  To reset the feed rate to the original (1) tooth 
per stroke, adjust as follows. Set the course adjustment first.  Loosen the screw on the trip arm and 
position the arm so it moves approximately 1/2" when contacting the feed actuator rod.  Once the 
rough adjustment is correct, make the final adjustment with the fine adjustment screw on the feed 
finger.  If the machine is overfeeding (ie. feeding 2 or more teeth per stroke), screw the adjustment 
screw in.  If the machine is underfeeding, back the adjustment screw out.  Continue adjusting until 
there is only (1) tooth fed per stroke. DO NOT  try to make any of these adjustments with the 
machine running.  Always stop the head traverse first, then make your adjustment. 
 
The machine comes from the factory with (1) tooth removed from the feed gear.  This tooth has 
been removed as a safety precaution.  It is designed to prevent accidental over feeding if the 
machine runs unattended.  Under automatic feed, the machine will feed no more than (1) revolution 
of the feed gear before stopping.  During normal operation, use the hand feed wheel to feed past this 
missing tooth.  Once past the missing tooth, the machine will continue to downfeed automatically. 

 
         Figure 5-1                 Figure 5-2 
   Automatic Feed - Course Adjustment        Automatic Feed - Fine Adjustment 
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Drive Chain Tension 
 
The drive chain will stretch with time and require periodic adjustment.  It is located underneath the 
rear chain guard on the back of the machine.  To check chain tension, turn all power off then grab 
the chain in the middle and move up and down.  If more than 2”  deflection exists in either direction, 
tighten the chain.  To tighten the chain, loosen the (2) mounting bolts securing the chain tensioner 
block, then tighten the tensioning screw (Fig. 5-3).  Continue tightening until the chain deflection is 
1” , then retighten the mounting bolts.  Remove all tools from the machine before restarting. 

 
Figure 5-3 

Tensioning Drive Chain 
 
 
Down Feed Gib 
 
The down feed guide has a gib that is adjustable.  If excess vibration is noted during the grind, 
check gib for adjustment.  The gib should be loose enough to allow the head to travel freely, yet 
tight enough to prevent any vibration. 
 
To adjust the gib, loosen the (4) hex nuts on the side of the feed housing, then tighten each of the set 
screws (Fig. 5-4).  Tighten the screws until the motor plate is fully seated against the opposing 
guide.  After the screws are tight, loosen each 1/16 of a turn then retighten the hex nuts.  Test 
adjustment by moving the head up and down its entire travel.  If any tight spots are felt, loosen each 
set screw an additional 1/16 of a turn, repeat until the head moves freely the entire travel. 
 

 
Figure 5-4 

Down Feed Gib Adjustment 


