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PM-428-01-651- 0002

DATED IM-1-20-70

ROCKWELL DELTA 13”7 x 6" PLANER

INTRODUCTION

Your new 13" x & Planer is ideal for use in school
shops and commercial installations where safety is of
prime importance. Rockwell's attention to safety, how-
evear, in no way alfects the machine's function for dress-
ing wood to exact parallel thickness.

Your planer will handle stock up at 13" wide, varying
in depth from 1/16"" to 6. The planer is factory set
for 1/8" depth of cut, however, it can be adjusted to
cut a maximum depth of cul of 1/4"* when & 5 h.p. motor
is used. The high speed cutterhead gives 13,500 culs
per minute, providing an exceptional smooth finish.
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ROCKWELL AUTHORIZED PARTS DISTRIBUTORS

CALIFORMIA

LOS5 AMNGELES, 90007

Rockwell Manufacturing Company
2400 South Grand Avenue

Phone: 213 749-03B6

OAKLAND, 94601

Rockwall Monufacturing Compeny
4621 Malot Street

FPast Office Box 7327

Phone: 415 5352424

COLORADO

DENVER, 80207

Rockwell Manufacturing Compaony
4900 East 39th Avenue

Phone: 303 388-5803

GEORGIA

ATLANTA, 20318

Rockwell Manufacturing Company
1495 Narthside Drive N.W.
Phone: 404 351-5434

HAWAI

HOMOLULL, 76819

Rockwall Maonufacturing Company
3209 Koopaoka Street

Phone: 808 B72-048

ILLINOIS

CHICAGO, (Melrose Park], 60160
Rockwell Manufocturing Company
4533 Morth Avenue

Phene: 312 921-2450

MASSACHUSETTS

BOSTON, {Allsten), 02134
Raockwell Manufacturing Company
414 Combridge Street

Phane: &17 782-1700

MICHIGAM

DETROIT (Southfield), 4B07S
Rockwell Monufoacturing Company
184650 West Eight Mile Road
Phone: 313 358-1000

MISS0URI

KAMSAS CITY, 64108

Rockwall ’llmnui-ni:!‘ur'lng Compuny
1649 Jarboe Street

Phene: 816 221-2070

HEW YORK

HEW YORK, 10013
Rudolf Bass, Incorporated

175 Lofayette Streat, Cor. Grond Street

Phone: 213 CA 6-4000

BUFFALO, 14204
Karle Saw Company, Incorporoted

138-150 Chicago Street, Cor. 5o. Park Avenue

Phone: 7146 B53=B053 or 853-8054

OHIO

CINCINMATI, 45203

Rockwell Monufacturing Company
906 Daolton Street

Phone: 513 2412737

CLEVELAND, 44114

Rockwell Monufacturing Company
1234 East 26th Street

Phone: 216 421-6329

OREGON

PORTLAND, 97232

Rockwell Monufacturing Company
2755 Mortheast Broadway

Phone: 503 288-6838

PEMHSYLVANIA

PHILADELPHIA, 19120
Rockwell Monufocturing Company
4433-37 Whitoker Avenue

Phone: 215 4557907

PITTSBURGH, 15208

Rockwell Monufecturing Company
400 Marth Lexington Avenue
Phone: 412 241-8400

TEXAS

DALLAS, 75247

Rockwall Monufacturing Company
2934 lron Ridge Street

Post Office Box 47767

Phone: 214 631-18%0

WASHINGTON

SEATTLE, 98101

Rockwell Manufecturing Company
1918 Minor Avenue

Phone: 206 622-4576

WISCOMSIN

MILWAUKEE, 53222

Rockwell Manufacturing Campany
10700 West Burleigh Street
Phone: 414 774-34650

CANADA

GUELPH, ONTARIO

Rockwall Manufacturing Company
of Conoda Limited

40 Wellington Street

Post Office Box B48

Phone: BO7 B22-2840

Authorized Parts Distributors steck o complete line of replacement parts. To save time
ond shipping cost send your parts orders to your nearest distributor ond in most cases they will
be filled and shipped within 48 hours. We do not fill any ports orders direct from the factory.
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SAFETY SUGGESTIONS

READ THE INSTRUCTION MAMNUAL BEFORE OPERATING YOUR MACHINE.

IF YOU ARE NOT THOROUGHLY FAMILIAR WITH THE OPERATION OF PLANERS,
OBTAIN ADVICE FROM YOUR 5SUPERVISOR, INSTRUCTOR OR OTHER QUALI-
FIED PERSON.

REMOVE TIE, RINGS, WATCH AND OTHER JEWELRY, AND ROLL UP SLEEVES.
ALWAYS WEAR SAFETY GLASSES OR A FACE SHIELD.

MAKE SURE WIRING CODES AND RECOMMENDED ELECTRICAL CONNECTIONS
ARE FOLLOWED AND THAT THE MACHINE IS PROPERLY GROUNDED.

MAKE ALL ADJUSTMENTS WITH THE POWER OFF.
KEEP CUTTERHEAD SHARP AND FREE OF ALL RUST AND PITCH.
CHECK MATERIAL FOR LOOSE KNOTS, NAILS AND OTHER DEFECTS.

REMOVE SHAVINGS ONLY WITH THE POWER OFF.

KEEP HANDS AWAY FROM THE TOP SURFACE OF THE BOARD NEAR THE
FEED ROLLS.

WHEN PLANNING BOWED STOCK, ALWAYS TURN THE CONCAVE SIDE OF THE
STOCK TOWARD THE TABLE AND CUT WITH THE GRAIN.

DISCONNECT MACHINE FROM POWER SOURCE WHEN MAKING REPAIRS.

BEFORE LEAVING THE MACHINE, MAKE SURE THE WORK AREA IS CLEAN.



INSTALLATION
SELECTING FLOOR SPACE

The planer should be placed in a suitable location with
adequale Tloor space both in front and back of the
machine for dressing long stock. It should be set on a
level foundation and balted permanently In place.

INSTALLING THE MOTOR

It your planer was purchased complete with a Rockwell
Motor, you may disregard these instructions because the
motor has bean mounted and the pulley adjusted to give
correct alignment of the belts.

On the other hand, if installing your own motor, the
motor mounting plate will accommodate NEMA frames
182T and 184T Totally Enclosed Fan Cooled Motors.
These frame motors must have the junction box located
to the right of the motor shaft as shown in Fi;r. 2:
Rockwell Catalog Mo 22-425 1-1/8°" bore molor pulley
must be used with these motors.

In regards to sinyle phase motors, most capacitors are
mounted on the ltop of the motor. This may cause inter-
lerance between the table raising screws and the capaci-
tor. Since motors with special capacitor localions are
difficult to obtain, we recommend that only Rockwell
Molors with the special capacitor localion be used as
shown in Fig. 2.

CAPACITOR

Proceed as follows when Installing the moltor:

1; Place the motor in position with the shaft extend-
ing toward the gearbox side of the machine as shown in
Fig. 2, and fasten it to the motor plate.

2. Place the pulley (A) on the motor shaft with the
larga step of the pulley towards the motor, as shown in
Fig. 2.

3 Assemble the belts (B) and {C) Fig. 2, lo the
pulley and adjust belt tension as described under

ADJUSTING BELT TENSION.

ELECTRICAL CONNECTIONS

Before connecling the motor to the power source, be sure
the electric current is of the same characteristics as
stamped on the motor namaplate.

Do not connect the motor to a circuit which will be over-
loaded. 11 an extension cord is used, i1 must have
adequate capacity. All line conneclions should make
good contact. Punning on low voltage will injure the
molor. ALWAYS MAKE SURE THE MACHINE IS
PROPERLY GROUNDED.



OPERATION AND CONTROLS

PUSH BUTTON SWITCH CONTROL

The push butlon switch shown in Fig. 3, is conveniently
located on Whe left side panel of the machine. The push
buttons are color coded - green for “‘start’ and red for
“siop*'. The shrouded ‘‘start®’ button prevents acciden-
tal starls while the *‘stop’ button is extra large for
quick, emergency stops. The switch cover and buttons
are made of non-conductive material for added safety

Fia. #

TABLE RAISING AND LOWERING CONTR(

One turn of the depth of cul control lever (A) Fig. 4,

raises or lowers the table exactly 1/16"". The large up-
front scale and pointer (B) help the operalor oblain
proper culling depth and eliminates any unnecessary

bending and eye strain when changing table setlings,




VARIABLE FEED RATE CONTROL

The variable feed rate control on your planer is infinite-
Iy adjustable. The speed range is 15 o 25 leat per
minute to sull the type of stock, finish and feed desired,
simply by moving the speed lever (A) Fig. 5. The feed
may be disengaged, withoul stopping the motor by mov-
ing the speed lever to the "'stop® position.

Fig. 6.

Fig. 5

QUICK - CHANGE, SNAP -ON
MACHINE PANELS

A special spring-tension locking mechanism (A) Fig. 6,
parmits instanl removal of the panels ol the planer for
inspection and maintenance of the motor, cutterhead and
yariable feed drives. .Simply lift the panels up and pull
them stralght oul as shown in Fig. G.



SERVICE ADJUSTMENTS

Although your planer was carefully adjusted at the
factory, it should be checked before being put into opera-

tion. Any inaccuracies due o rough handling in transit
can easily ba corrected by following these directions.

& - |-.|,2-" =3
=
) SN .
45° ¥ 1 >
in order to check the adjustments, you will need a =d' =
leeler gage, a straight edge 12*° or longer and a home- é
made gage block made of hardwood. This gage block I —J
can be made by following the dimensions shown in Fig. 7 l ¥
] [ L] *
e 2 -é—a- 3 -
— 4" —>
Fig. 7.

WHEN CHECKING THE ADJUSTMENTS , ALWAYS MAKE
SURE THE PLANER IS DISCONNECTED FROM THE
POWER SOURCE.

LEVELING TABLE

The table should be parallel to the culterhead. To
check and adjust, proceed as follows:

1 DISCONNECT THE PLANER FROM THE FPOWER
SOURCE.

2. Place gage block (A) on the table directly und
the knives at one end as shown in Fig. 8.

a. FAaise the table until the knife just touches ti
gage block.

4. Move the gage block to the opposile side of tl
table, The knives should touch the gage block the sa
amount. If an adjustment is necessary, loosen scre
(B) Fig. 8, under the end ol the table that is to |
adjusted and turn adjusting nut (C) the required amou
until the knives touch the gage block. Then tight
screw  (B).

5. Aecheck this adjustment by mr:wing the gage
block to the opposite side of the table and adjust further
it necassary.

6. DO NOT RAISE OR LOWER THE TABLE AFTER
THIS ADJUSTMENT.



Cufting Circle

ADJUSTING PRESSURE BAR Pressure

The pressure bar is located directly behind the cutter- Bar :
head and rides on the planed surface of the stock press-
Ing it down on the table. The pressure bar must be £

parallel to the knives and tangent to the cutting circie
as shown in Flg. 9. ~ Tangent

If the slock does not feed, the pressure bar is set to low
as shown in Fig. 10.

Fig. 10.

I{ the stock has chatter marks, the pressure bar is sel
too high as shown in Fig. 11.

Fig. 11.

To check and adjust the pressure bar, proceed as follows:

1. DISCONNECT THE PLANER FROM THE POWER
SOURCE.

2. Remove the chipbreaker and cutterhead guard
gafety =crew (A) Fig. 12.

3. The chipbreaker and cutterhead guard (A)can now
be swung up towards the rear of the planer as shown in
Flg. 13,

4. Place the gage block (B) Fig. 13, directly under
the pressure bar at each end . REMEMBER WE CAU-
TINED YOU NOT TO RAISE OR LOWER THE TABLE
AFTER LEVELING THE TABLE.

Fs 12,

5 If the pressure bar must be raised or lowered at

gither end, loosen the sockel head screw using the

5/16" hex wrench (C) Flg. 13, and turn the special

adjustingDscrew the required amount, using the special

E";m&fh {Dy, until the pressure bar jusl touches the gage
ock.

- A
G. The sockel head ?ﬁ:rew is shown at (A) Fig. 14,
and the special adjusting screw is shown at (B).

Ts After pressure bar is adjusted, tghten socket head
screw with wrench 1:(3)l making sure the adjusting screw is
not disturbed by holding it securely with wrench (D)
Fig. 13. DO NOT RAISE OR LOWER THE TABLE AS
T MUST REMAIN AT THIS SETTING FOR FURTHER

ADJUSTMENT.

Fig. TH
8. When the knives are jointed, ground or replaced,
the pressure bar musl be readjusted,

9



ADJUSTING FEED ROLLS

Tha feed rolls are those parts of your plaper that feed the
stock while it is being planed. They are under spring
tension and will automatically raised or lower while the
stock is peing fed. The feed rolls are sat 1/32" below
the cutting circle as shown in Fig. 15.

Cutting Circle

Corrugated inteed roll

il

Smooth outfeed roll

N’
Feed rolls set 1/32" below cutting circle

Fig. 15.

To check the Teed rolls:

1. DISCONNECT THE PLANER FROM THE POWER
SOURCE.

2 Tum the table raising and lowering handlie counter-
clockwise one hall turn to lower the table exactly 1/32"

a. Place tha gage block (A) Fig. 16, on the table
under infesd roll (B) as shown. Check with the ga
block on both the right and left side of the infeed roll.

i, I the roll must be raised or lowered, loosen the
jam nut (G) Fig. 16, on the end of the infeed roll that is
to be adjusted and with the 5/ 16" hex. wrench (D) rotate
screw to raise or lower to desired setting and lock in po-
sition by tightening jam nut (C). NOTE: It might be

necessary to remove the side panels of the planer for
this adjustment.

B Check the outfead rol | in the same manner as | isted
abova,

ADJUSTING SPRING TENSION OF FEEL
ROLLS

The feed rolls are under spring tension and this tens
must be sufficient lo feed the stock uniformly through

planer without slipping and must be equal at both ends
each roll. To adjust the spring tension of the feed rol

1. DISCONNECT PLANER FROM PGWER SOURC

2. Remove both side panels of the planer.

3. Loosen jam nul (A) Fig. 17, and rotate spr
retainer (B} to increase or decrease spring tensi

4. Adjust the spring lension on the opposite end
the sams manner.

10




ADJUSTING TABLE ROLLS

The table rolls are set parallel lo and .003/.005 inches
above the surface of the table. Thay aid in feeding the
stock by reducing friction and turn as the stock Is fed
through the planer, When planing rough stock, it is good
practice to set the bed rolls HIGH (.010' to .035%).
When planing smooth stock and for average planing set
the bad rolls LOW, approximately .005'" above the bed.

To check and adjust:
1. DISCONNECT PLAMER FROM POWER SOURCE

2. Lay a straight edge across both rolls and with a
fecler gage, as shown in Fig. 18, check both the right
and left sides of infeed and outfeed table to make sure
bath rolls are at an equal height and parallel to the bed.

o If an adjustment is necessary, loosen nut (A)
Fig. 18, underneath end of table roll that is to be adjusted
and tumn adjusting screw (B) until correct height of the
table roll is obtained. Then tighten nut (A).

Fig. 18.

ADJUSTING TABLE GIBS

As the table raises and lowers, the table gib (A} Fig. 13,
bears against the machined surfaces. Ower a long period
of time, these surfaces will wear. To compensate for
this wear, the gibs must be adjusted.

1. If the table raises too freely, or if it lits loosely
against the column, the gibs must be taken up.

2. Loosen locknuis (B) Fig. 19, and slightly tighten
each screw (C) until the table can be moved without
undue effert and there is no perceptable play between the
table and column. Then tighten lock nuts (B).

3. If extra effort is required to move table, the gibs
may be too tight. Loosen lock nuts (B) and loosen ad-
justing screws (C) until comect movement of the table is
ootained and tighten lock nuts (B) Fig. 19,

Fig. 19.

2

CHIPBREAKER .

The chipbreaker is the large casting on top of the planer.
[t raiges as stock Is fed through and *‘breaks or curls™ 3
the chips the same as the plane iron cap ona hand plane,
as shown in Fig. 20. The chipbreaker requires no adjust-
ment.

Fig. 20.

ADJUSTING DEPTH OF CUT

Your machine is factory set to cul 1/8" depth of cut.
When a 5 H.P, motor is used, the planer can be adjusted
to obtain 1/4*" depth of cul.

1. DISCONNECT PLANER FROM FOWER SOURCE.

2. Remove side panels of the planer.

3. Loosen scraws (A} Fig. 21, on sach end of the bar
(B)-

4, Rotate the bar 180 degrees and tighten screws

(A} Fig. 21.




ADJUSTING BELT TENSION

The correcl tension is obtained when the FPolyflex belt on
the planer can be flexed approximately 13732 inch oul of
line, using 3 1/2 to 4 1/2 pounds of pressure at the top
of the planer base, as shown in Fig. 22.

Fig. 23.

ADJUSTING CUTTERHEAD KNIVES

It tor any reason, the knives have to be adjusted in the
cutterhead, proceed as follows:

1. RISCONMECT THE PLAMNER FROM THE POWER
SOURCE, REMOVE THE CHIPBREAKER AMD CUT-
TERHEAD GUARD SAFETY SCHEW AND SWING THE
CUTTERHEAD GUARD BACK OUT OF THE WAY,.

2. Slightly loosen all of the knife screw (A) Flg. 24,
bﬁ turning the screws clockwise using the special wrench
(B},

3. Place the knile gage (C) over the knife as shown
in Fig. 24 and turn the lifter screw with wranch () until
the knife touches the gage.

4. Check all three knives al each end in the same
manner and when you are certain the knives are adjusted
properly, lock them in place by tumning the knife screws
{A} Fig. 24, counterclockwise lo tighten the knives.

_~CUTTERHEAD PULLEY

INCH |
3 To -rlg LBS. PRESSURE

‘ l.

bt F B
1 pajes

A-MOTOR PULLEY

To adjust belt tension:

1. DISCONNECT PLANER FROM THE POWEI
SOURCE.

2. Move the motor mounting plate up or down, by ac
justing hex nuts (A) 23, until correct tension is ob
tained.

12




MAINTENANCE AND REPAIRS

REMOVING AND REPLACING THE CUTTERHEAD

The cutterhead can be readily removed should repairs or
replacement be necessary. An extra cutterhead Rockwell
Catalog Mo. 22-420, complete with knives, bearings and
bearing housings can be installed so thal preduction

will not ba interrupted.

1. DISCONNECT THE MACHINE FROM THE POWER
SOURCE.

2. Aemove nuts (A) Fig. 25, and block up motor plate
to release tension on the culterhead beit (B).

Fig. 26.

8. Use heavy gloves for further protection and slide
the cutterhead out of the right side of the planer as shown

in Fig. 27.

a, Replace the cutterhead by rewversing the above
instruction.

3 Remove the cutterhead guard safety screw and
swing the culterhead guard (A) Fig. 26, out of the way.

4. Remove side panel from the planer.

5. Remowve cutterhead belt (B) Fig. 26, from the culler-
head pulley.

6. Remove the two socketl head screws (C) Fig. 26,
which hold the bearing housings.

[ Cover each knife with masking tape for protection.




REPLACING AND RESETTING THE CUTTERHEAD KNIVES

The knife blades in the culterhead are sel at the factory

lo a true culting circle ol 2-9/16"".

If the knife blades are

removed of need adjusted in any way, care must be exer-

cised in resetting them.

To replace and resel the knife

blades in the cutterhead, proceed as follows:

1. DISCONNECT THE MACHINE FROM THE POWER
SOURCE.

24 Remove the chipbreaker and cutterhead guard safety
screww and swing the cutterhead guard oul of the way.

3: Loosen the nine knife screws (A) Fig. 28, by
sorawing them into the knife bar using the special wrench
supplied.

4. Thoroughly clean the knife slols, knife bars and
socrews. Check the screws. |l the threads appear worn
or strippad or il the heads are becoming rounded, re-
place  them.

5. Inspect the culling edge ol the knives for nicks
or wira adge. Hone the knives slightly using a fine
stone,

6. Insert the knife and knife bar in slotl and back oul

the knife screws just enough to hold the knife. Refer to

Fig. 28, for the distance the throat bar must be main-
tained from edge ol knifle blade to insure correct cutling
action.

REPLACING DRIVE CHAINS

If It becomes necessary to replace the chain due to wear,
we recommend that both the chalns and sprockets be
replaced. When assembling a new chain, place it around
the steel sprockets of the in-leed and out-feed ralls and
connect its two ends together by installing the connec-
ting link {A) Fig. 30, over the projecting ends (B) of the
chain. Secure the connecling link (A) in place wilh the
gpring clip (C). The other chain is assemblad in Lhe
SAME  manner.

A —THROAT BAR
" TRUE

I 32 CUTTING
™

CIRGLE

KNIFE

DISTANCE THROAT BAR MUST
BE MAINTAINED FROM EDGE
OF KNIFE BLADE TO INSURE
CORRECT CUTTING ACTION

Fig. 28.

T- Place the knife gage (A) Fig. 28, over the knife
and raise or lower knife by tuming lifter screw with
wrench (B) until the cutting edge of the knife touches

the gage. Check both ends.
8. Reset the other two knives in the same manner.
o. After all three knives are set and rechecked care

fully with the gage, adjust all knile screws to make
sure they are tight,

10. The pressure bar will have to be rechecked anc
adjusted if necessary unless you are going to joint the
knives.




REPLACING BELTS

1. Remove two nuts (A) Fig. 31.

face a block of wood under the

2. Raise up and i
B) Fig. 31, to release tension on

motor mounting plate
the belts.

a. Remove belts (C) and () Fig. 31, from the motor
pulley.

4. Remove belt (A) Fig. 32, from the variable specd
pul ley

5. Remove cap screw, spring and washer (C) Fig. 32.
6. Remove set screw in sprocket (D) Fig. 32, and

slide sprockel off shaft (E).

[ 45 Remove culterhead belt (F) from the cullerhead
pulley (G) Fig. 32.
B. The culterhead belt (F) Flg. 32, can now be re-

moved from the machine by maneuvering the bell be-
tween the sliding gear box casting (H) and the frame
(9.

9. Assemble the new bells by reversing the above
instructions. Mote thal the wvariable speed belt (C)
Fig. 31, is positioned on the pulley in such a way thal
the nylon rollers provide tension on the O.C. of the belt
as shown in Fig. 31.

10. After the bells are assembled, replace sprockel
{3, cap screw, spring and washer (C) Fig. 32, and ad-
just belt tension by following instructions under
ADJUSTING BELT TENSION

LUBRICATION

Your planer is equipped with oil

impregnated bronze

bushings on all roller bearing blocks and should not re-

guire further lubrication.

The driva chaing should be lubricated every six months

wilh & good chain lubricant.

Under severe applications

lubricate the chains as required.

The table raising screws and gibs should be lubri-
cated with grease as required.

The gear box should be filled 1o the ail level plug (K)
Fig. 32, with SAE 140 or SAE 600-W Oil.

CLEANING THE MACHINE

The cutterhead, rollers and machined surfaces of the
castings should be cleaned with Gum and Pitch Remover.
Mever use a sharp Instrumant to remove pitch accumula-

tion.

The edge of the pressure bar which bears on the stock
should also be kept free of pitch accumulation and chips
s0 as nol 1o score the finished surface of the stock.

Blow out any chips which gather in the comers with an

air  hose.

Check molor frequeniiy.
from dirt and moisture.

Motor trouble usually develops
Make sure ventilating holes are

clean so molor does not overheal.

15



TROUBLE SHOOTING GUIDE

There are times when the cutlerhead will make irregular
or uneven culs. This Is usually a result of certain ad-
justments being out of line.

The most common of these and what to do to correct them
are as flollows:

When a ridge appears on the work as shown, il indicates I

that the infeed table roll is too high. These rollers are

so1 at the factory al .003/.005 inches above the level of ﬁ
the table. Refer to ADJUSTING TABLE ROLLS on page //f
11 to correct this condition, e
When a slight groove is cut in the planed surface as Gﬂ%

shown, il is known as a pressure bounce and indicates - = e —

too great a pressure on the infeed roll. To correct this,
relieve the pressure on the infesd roll by referring to
ADJUSTING FEED ROLLS on page 10.

When a piece ol work is planed and the end cut is as SNIPED END
shown, it is known as a aniped end. This indicates that
the table is too loose and is corrected by tightening the ==
table gibs. Refer to ADJUSTING TABLE GIBS on page

=
e e
. e o e e

i
—

When the work shows Teed roller marks as shown, the E MARKS

infeed roll pressure is too greal and the pressure should
be reduced by following instructions under ADJUSTING
FEED ROLLS on page 10.

When the stock is put through the machine wrong, i.e., CHIPPED EDGE

against the grain, a chipped edge will resull, as shown. ‘C_/_‘
Tum the wood around, end for end, so that the culter %
will cut with the grain and you will obtain a nice, smooth,

avan cul. ‘h\“—--.\____ —

When the slock has a taper cut, that is from side to side,
it indicates the table is not parallel to the cutterhead.
In this case, adjust the lable so that it is paraliel to the
cutterhead by referring to LEVELING TABLE on page 8.
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ROCKWELL DELTA
13"x 6" PLANER ACCESSORIES

Mo, 22-420 Ball Bearing, 3-Knife Cutterhead. Includes 22-128 sol
of three H.5.5. knives, knife adjusting screws, bearings and bear-
ing housings. 30 lbs.

Mo. 22-128 High-Speed Steel Knives, extra set of three, 3 lbs.

Mo. 22-426 Knife Grinding and Jointing Attachment. Complete
with 22-813 grinding wheel; % HP, 116/230 V, 60 cycle, single
phase motor and 115 V B-foot cord with 3-prong grounding type
plug. Allows you to grind new baval edges on the planer knives
without removing the cutterhead from the planer. 40 lbs,

Mo. 22-421 Knife Jointing Attachment. Complete with base and
hondles, guide bar, adjusting block and screw, and 22-423 fine
jointing stone. 7 lbs.

Mo, 22.813 Grinding Wheel. Replacemen! [or 22-426 Knile Grind-
ing and Jointing Attachment. 2 Ibs.

No. 22423 Jointing Stone. Replacement for 22-426 and 22-421
Grinding and Jointing Attachments, 1 Ib.

Mo. 22-422 Shaving Hood. For use only with dust vacuum syslem
connecting to 8% diameter pipe. ¥ Ibs.

MNo. 22-424 Cutterhead Drive Belt, 7M Polyflex, 66.8™ 0.C. In-
cluded with basic machine. 2 Ihs.

Mo. 49-169 Variable Feed Drive V-belt, 50" 0.C. Included with
basic machine. 2 1bs.

Mo. 22-425 Motor Pulley, special typa, 1% " bore. Included with
basic machine. 8 lhs.
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Replacement Parts

Ref., Part No, Description Ref,  Part No, Description

No, Mo,

1 428-01-031-0021  Gover - L. H, a4 931-01-052-0472  Handis

2 SP-2250 #4 x 3/16"" Dr.ve Screw 35 SP-1636 17/82 x 1 1/16 x . 095 Washex
3 428 -01-072-0007  Feed Rate Plae a6 428-01-001-0003  Spring

4 428 01 -D48-0001  Frame - L H, a7 5P-824 1/2 - 13 x 2 3/4" Hex. Hd, Ser.
5 428-01-017-0003  Bushing a8 428-01-313-0001  Gear Box, including:

] NCS-88 Spring ag 428-01-017-0005 Bushing

1 428-01-112-0006  Special Scr. 40 927-01-010-2634  Woodruff Key

:] SP-3103 1/2 - 18 x 3 1/4" Hex, Hd, Scr, 41 498-01-106-0007  Shaft

9 SP-1705 1/2" Split Lockwasher. 43 428-01-051-0014  Pinion Gear

10 428-01-004-0007  Bar 43 SP-7008 Retaining Ring

11 5P-620 1/2 -13 x1 1/4" Hex. Hd. Scr, 44 5P-5335 Bearing

12 SP-1705 1/2" Lock Washer 45 498-01-051-0013  Gear

13 TAM-184 Wave Washer 46 428-01-116-0003  Gashet

14 HDP-122 Fiber Washer 41 498-01-331-0008  Gear Box Cover, including:

15 428-01-080-0007 Outfeed Roller 48 428-01-017-0005 PBushing

16 SP-2695 8/16 sq. x 1" Key 49 920-04-022-4027  Bearing

17 sP-T17 8/8 - 16 x 3" Soc. Hd, Scr. 50 5P-2712 1/4 x 1 1/4" Roll Pin

18 928-01-601-8900  Spring 51 SP-614 1/4 - 20 x 1 1/4 Hex. Hd. Secr.
19 428-01-079-0012  Bushing 52 5P-2436 1/4 5q. Hd. Pipe Plug

20 SP-1005 3/8" - 16 Hex, Jam Nut SP-623 1/4 - 20 x 1" Hex, Hd, Ser,
21 428-01-317-0001  Block w/Bushing 54 SP-2720 1/4 x 1" Roll Pin

22 428-01-023-0001  Chain - 62 Pirches Lg, 85 428-01-023-0002  Chain - 64 Pirches Lg.

23 428-01-351-0005  Sprocket, including; 56 5P-205 5/16 - 18 x 1/4* Soc, Set Ser.
24 SP-205 6/16 - 18 x 1/4" Soc, Set Ser. 57 428-01-051-0018 Sprocket

25  428-01-080-0001  Infeed Roller 58  926-05-992-5634  Variable Speed Pulley

%6  HDP-122 Fiber Washer 60  428-01-400-0002  Curter Head Pulley, including:
29 TAM-184 Wave Washer 61 SP-205 5/16 - 18 x 1/4* Soc, Set Scr.
28 SP-2695 8/16 5q. x 1" Key 62 428-01-301-0002  Wrench Assembly

30 5P-1025 Retaining Ring 63 Cat. #1522 Double End Wrench

a SP-9152 1/4" - 20 Jam N B84 PLR-150 Gage

32 901-04-091-3640  1/4 - 20 x 1" H'dles Set Ser. 65 Cat. #1538 5/16" Hex. Wrench

aa 428-01-111-00068  Stud

19
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Replacement Parts

Ref. Part No, Deseription Ref.  Part No. Description
Mo, No.
66 5P-7528 1/4 - 20 x 1/2" Trues Hd, Scr, 94 428-01-072-0008  Thick/Thin Plate
(] 498-01-031-0016  Cover 85 SP-2250 #4 x 3/16" Drive Ser,
a8 960-02-012-1422  Mameplate 96 424-02-371-0002  Pin
B9 SP-2250 #4 x 3/16" Drive Screw o7 991-01-051-6381  Handie
70 428-01-104-0004  Spacer o8 SP-208 1/4 - 20 x 1/4" Soc. Set Ser.
T SP-912 1/4 - 20 x4 1/2" Rd. Hd. Sar. ag 424-02-379-0002  Special Retainer
T2 SP-T15 3/8 - 16 x 1" Soc. Hd. Scr, 100  424-02-033-0004  Crank
3 428-01-026-0006  Deflector 101 Sp-2742 5/32 x 1" Roll Pin
T4 428-01-060-0003 Pressure Bar 102  428-01-106-0008  Shaft
Cat. #22-420 Cutter Head Assembly, consisting of: 103 428-01-051-0017 Gear
786 428-01-057-0002 Cutter Head 104  SP-2706 3/16 x 1" Roll Pin
76 SP-2695 3/16 sq. x 1" Key 107 sp-7528 1/4 - 20 x 1/2" Truss Hd, Scr,
T 428-01-060-0002 Bearing Holder 108  951-01-021-7019  Pointer
78 SP-5360 Bearing 109  428-01-055-0007  Guide
79 SP-8013 1/4 - 20 x 8/4" Flat Soe. Hd. Scr. ilo  sP-408 5/16 - 18 x 3/4" Flat Hd. Scr.
80 PLR-59-5 Lock Bar, Including 111  498-01-317-0002  Tabie Block w/Bushing
81 7-23 Special Sct. 112  428-01-080-0008  Table Roller
:: 4;‘:51%;302 ?‘“ of 3 ';*I"H;'“ 113 498-01-091-0002  Table
rame =
84 498-01-112-0008  Screw for Pressure Bar E: :Elflzg :ﬁﬁ e Ia.fu t.im
- 6 =24 x11/2" H'dless Set
85  SP-TH4 8/8 - 16 x 3" Sec. Hd, Ber, 116  498-01-052-0003  Gib
86 SP-T17 3!3_ - 16 x 3" Soc. Hd, Scr. 147 spoigat § e sl
:: ::ﬂi:ﬂﬂglﬂ:g::: :ﬁ“ﬁ 118 498-01-112-0009  Special Ser.
89  SP-1005 3/8" - 16 Hex, Jam Nut ;19 U e
90 428-01-317-0001  Block w/Bushing 1:: ﬁ_gﬂa fﬁﬂz 'nl":“x Rij;‘lir:ﬂ. Lo
a1 428-01-072-0006 Depth Scale 124 498-01-031-0022 Bt e
9% 5p-561 #10-32 x 3/8° Rd. Hd, Ser, 195  sP-11 1/4 - 20 x 1/2 Hex. Hd. Scr
g 498-01-081-0020  Cover - R.H. i
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Replacement Parts

Ref.  Part No. Description Ref. Part No, Description

Mo, Mo,

126  SP-1036 3/4" - 16 Stop Nut 150  sP-1757 1/4" External Tooth Washer

127  428-01-051-0018  Gear 151  sP-7528 1/4=20 x 1/2" Truss 11d, Scr.

128  428-01-017-0004  Bushing 154  5P-1028 1/2" - 13 Hex. Nut

120  428-01-412-0001  Screw Assembly, incloding: 155  5P-1618 9/16 x 1 8/8 x 12 ga. Washer

130 498-01-104-0008 Spacer 156  901-07-120-B416 1/2-13 x 3 1/2" Stud

181 5P-2730 8/16 x 1 1/2* Roll Pin 157  428-01-872-0002  Motor Plate

132  428-01-079-0011  Retainer 158  5P-1028 1/2" - 13 Hex, Nut

1838 SP-61T 3/8-16 x11/2° Hex. Hd, Scr. 3159  5P-640 a/8 - 16 x 3/4" Hex. Hd, Scr,

134  428-01-027-0001  Clamp 160  SP-1615 13/32 x 13/16 = 1/16" washer

135 = 927-01-010-2634  Woodrull Key 161  SP-1704 3/8" Split Lock Washer

136  438-01-011-0020  Plastic Bushing 162  SP-5900 3/8" - 16 Hex, Nut

137  428-01-031-0019  Front Cover 163  SP-5435 5/16" - 18 Hex. Jam Nut

138  438-01-021-0130  Box Cover 164 5P-1703 5/16" Split Lock Washer

139  sP-541 #10 - 24 x 7/8" Rd. Hd. Ser. 165  498-01-017-0001  Bushing

140 498-01-079-0013  Speed Nut 166  904-01-081-0017  21/64 x 1 1/16 x 3/32" washer

141  428-01-318-0001  Cabinet 167  sP-649 5/16 - 18 x 1* Hex. Hd. Ser,

142  488-01-017-0008  Bushing 168  Cat #22-424 Cutter Head Drive Belt

143 NC5-33 Spring Car. #22-425 Motor Pulley Assy., consisting of:

144  428-01-112-0006  Special Screw 169 Sp-8013 1/4 - 20 x 3/4" Flat Soc. Hd, Ser.
428-01-314-0001 Tdier Bracker, consisting of : 170 428-01-100-0002 Plﬂlﬂ’]'

145 428-01-111-0002  Stud 1M SP-302 5/16 - 18 x 1/2* 5q. Hd. Set Scr.

146 428-01-080-0009 Roller 172 428-01-100-0001 Pulley, 1 1/8 Bare

147 SP-1026 3/8" - 16 Hex, Nut 173 cat #49-169 Variable Feed Drive Belt

148 428-01-014-0014 Bracket

149  5P-1084 1/4" - 20 Hex. Mut
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Uiray Prinling Co.

YOUR ROCKWELL WARRANTY

Rockwell is proud of the quality of the power tools which it sells. The
component parts of our tools are inspecled at various stages of pro-
duction, and each finished tool is subjected to a final inspection before
it is placed in its specially designed carton to await shipment. Because
of our confidence in our engineered quality, Rockwell agrees to repair
or replace any part or parts of Rockwell Power Tools or Rockwell
Power Tool Accessories which examination proves to be defeclive in
workmanship or material. In order to take advantage of this guar-
antee, the complete portable power tool or accessory, or in the case
of machinery, the part must be returned prepaid to the appropriate
factory, Rockwell service center, or authorized service station for
examination. This guarantee, of course, does not include repair or
replacement required because of misuse, abuse, or normal wear and
tear. Repairs made by other than our factory, service center, or
authorized service station, relieves Rockwell of further liability under
this guarantee. THIS GUARANTEE 1S MADE EXPRESSLY IN PLACE
OF ALL OTHER GUARANTEES OR WARRANTIES, EXPRESS OR
IMPLIED, WITH RESPECT TO QUALITY, MERCHANTABILITY, OR
FITNESS FOR A PARTICULAR PURPOSE.

Lithe In LLGA



