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YOUR K10 CUTAWL

Your K10 Cutawl is a precision-built cutting tool. All parts subject to wear are en—
gineered for long life. Ball bearings are used extensively throughout the machine and many
of the moving parts are permanently lubricated. The K10 is powered by a 1/8th horsepower
motor especially built for this machine. W.th reasonable care and attention your K10 Cutawl
will give you many years of useful service.

SETTING UP THE K10 CUTAWL

The Cutawl as zhipped is assembled completely and is ready for lmmedliate use. The uni-
versal motor may be used on current of any cycle but it must not be used on voltages di ffer—
ing from that stamped on the name plate.

GENERAL INSTRUCTIONS

The Cutawl uses either a chisel or a saw. The chisel is for cutting thin layers of
hard materials such as sheet metal or fibre, and soft materials to a maximum of 11718 inch;
the saw for cutting harder materials to a maximum of 1-1/4 inches. ©On page 12 1s given a
list of materials which can be cut with the Cutawl, the maximum thickness that can be hand-
led, and the best chisel or saw 1o use.

When using the chisel, the following four points MUST be given attention, otherwise the
Cutawl will not operate properly.
1. Choice of the proper chisel for the particular materlal to be cut.
2, Correct setting &f the stroke.
3. Accurate adjustment of the clearance.
4. Regular and adequate lubrication.

The proper chisel can be chosen by reference to the table on page 12. Setting of the
stroke and eclearance is described in paragraphs AS and A8 respectively, while Figume 16 on
page 11 gives full detalls for lubricating the machine. Incorrect settilng of the clearties

accounts for more trouble than all other factors combined so that this point should be given

particular attenticn.

A-OPERATION OF THE CUTAWL USING A CH ISEL

Al--BENCH. A bench should be provided on which to lay the material to be cuti. For
greatest comfort of the operator, it should be about 338 inches high, with a smcoth wood top.
it is best to have the top at least i~3/4 inches thick to prevent undue vibration. Cover
the bench with a sheet of wallboard or several layers of heavy cardboard nailed in place.
Thisz serves as an underlay for the work and prevents damage to the bench top and the chisels.

Below is given detailed informatlon on the most satisfactory type of table or bench on
which to work, how to choose the correct chisel, stroke and clearance, and the best way to
guide the Cutawl. -

AZ--MATERIAL. Place the material to be cut on top of the bench and fasten it down.
This is easiest done by nalling with =mall nails or brads. For cutting very soft materials
such as cloth or paper, or when cutting metal, follow the speclial instructions given in
paragraphs AlZ and A13 respectively.

A3--CHISELS. Different chisels are used for cutting different materials. The gorrect
chisel for any material can be ascertalned by reference to the table on page 12; In general,
the following airections apply!

1. For soft materials such as wallboard, cardboard, etc., use the Ho. 24 chisel.

o. For hard materials such as stenell board and sheet fibre, use the No. 25 chisel.

3. For wood and metal, use the No. 22 chisel.

All chisels should be inserted far enough into the chisel block so that the upper end
is flush with the top of the block. Care must be used to see tHat the chisel blade is vert-
ical, and also parallel with the =sides of the chisel block, after the sel screws are tight—
ened. Otherwlse the chisel will not cut properly.

The foot is to be used at all Limes for both chisels and saws. Do not let the chisel
rise above or come out of the chizel guide foot at any time. Otherwise the guide will wear

gquickly.and may be broken. i 9

= T A




RS

CHARACTERISTICS OF INDIVIDUAL CHISELS

No. 0 CHISEL. — et ] For eutting all soft materlial such as wallboard,
cardboard, soft wood, felt and lincleum. Maximum thickness it can cut is 1/2 inck.

No. 3 CHISEL, = I 0 For cutting fine designs in soft materials.
Maximum thickness it can cut is 1/4 inch. Use high or low speeds. Place the flat side of

the chisel shank agesinst the zet screws.

No. 7 CHISEL, —— For cutting from 1 linch minimum to 1-1/2

inches maximum of very soft materials, such as felt, cloth and tissue paper. The upper lay-

ers of material are cut with the knife edge wlithout the chisel coming out of the work, while
the lower layers are cut with the end.

Te use, fasten down the work as directed in paragraph Al12, Set the stroke at a maxi-
mum of 3/4 inch and adjust the depth of the stroke (see CLEARANC: paragraph A8) until at the
bottom the chisel cuts into the underlay 1/82 inch. Proceed as directed in paragraph AB
CUTTING.

Use on low speeds only.

No. 11 CHISEL. | [ ——=—ay ' For cutting deslgns in soft materials such as

wallboard, cardboard and thick layers of paper, where a very smooth cut is required. The
maximim thickness it ecan cut is 11/18 inch. Use on low speeds only.

No. 22 CHISEL. [ [ ™™= For use in cutting sheet metal, wood, celluloid,
very dense cardboard and all similar materlals which tend to heat other chisels. The maxi-
mum thickness it can cut is 5/8 inech, 1Use on high and low speeds.

No. 24 CHISEL. C 1 For general cutting of all soft materials such
as wallboard, cardbgard, felt, cloth, ete., up t0 a maximum fhickness of 13/18 inch. With
soft materials 3/8 inch in thickness, use nigh speeds, for thicker layers use low speeds

only. Place the flat side of the chisel shank against the set screws. Do not use on stroke
less than 3/8 inch., For short strokes use Fo. 2B or No. O.

No. 25 CHISEL. I - T ] Preferred for geheral cutting of hard materials
such as fibre, stenecil board, ete., up to.a mavimum af 3/8 inch where a finer chisel than
e No. 22 is required. High or low gspeeds may'b& used. Place the flat side of the chisel
shank against the set screws.

No, 28 CHISEL, B2l For general cutting of all soft materials such
as wallboard, cardbecard, felt, cloth, etc. The maximum thickness which it can cut is 1/4".
Place the flat side of the chisel shank against the set screws.

CHISEL BREAKAGE

Chisel breakage s caused by:

l. Using the wrong chiszel for a particular material,
2. Trying to cul toc much material at one time.

3. Using toc long a stroke.

4. Allowing too much or top little clearance.

5. Using high speed 'when cutting teo thick a material.

e . Cutting abraslve materials. Some cheap wallboards . 12 Chisel
contain gritty materials which dull and ultimately 5
Lo causé chisels to break. Do not try to cut these i e !
T T walilboards. SR SR RN o~
pal el Pigure 2.
CHISEL OVERHEATING
Overneating of a chisel which will ultimately cause it to break is caused by:
1. Cutting too much material at one time. Do not exceed the maximume given in the
table on page 12.
2. Using the wrong chisel. If other chisels burn, shift to the No. 22 or Mo. 25.
These zeldom overheat.
3. Employing too long a stroke. Always use the shortest stroke which will still cut

through the materisal.
4. FRunning on high speed. Reztrict the use of high speedz to metal cutting and
moere than 3/8 inch of wallboard, cardboard, or similar soft materiazis.

not

Ss Moving the Cutawl zo0 slowly that the chisel cuts in ezsentially the same place for
some time. Move the Cutawl as fast as practicable if the chisel tends to heat.
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Ad4--CHISEL GUIDE. (Bee Figures 5, B and 7) The chisel guide foot, [A) sup-
ports the chisel just abosve the work and direects it so that each cut follows the
path begun by its predecessors.

The gulde foot Ils held by a spring-mounted gulde tube [B). The springs are
indicated by the letter C. The guide tube, chisel block, and chisel are free to
gwing in a short arc. The backward swing is checked by a guard while the forward
gwing is arrested in a vertical positlon by the swivel body.

Figues 3 The degree of spring action can bé controlled by the knurled knob, 0. For
The spricg mounted guide cutting material over 3/8 inch thick, use maximum spring action by turning the

fawl ase : [ x i
Eﬁ;ﬂg“vﬁﬁﬁ“ﬂhﬁﬁ, knob to the left [counter—clockwise)., For material 3/8 inch thick or less, place

ghgﬂfﬁmﬁﬁﬂgﬁwgﬁ guide tube in rigid position by turning knob to the right {clockwisel.

Additional ease of operatlon ls assured by the spring-actuated gulde foet [(Figure 7). This ae-
tion permits the guide foot to absorb part of the tension placed on the chizel by the forward pull on
the CUTAWL. The spring action on the guide foot requires no adjustment.

The chisel sction of the K10 1s illustrated in Pigures 3 and 4. Whenever the chlzel ia out of
the work it is held vertically as shown in Flgure 3. A3 scon as the chisel enters the work, the drag
against the chisel caused by the forward movement of the machine flexes the spring mounting and swings
the chlisel block and guide tube backward as a unit so that they take the inclined positisn shown in
Figure 4. The extent of the inecline depends on the rate of forward movement of the Cutawl. While
pxcessive ineline is limited by the guard, sufficient deflection is provided to permit operating the
machine at Lbc most sablsfactory forward rate without placing undue strain on the chisel. The spring
strength, machine speed and limit of deflection have been coordinated to insure
smooth forward action, rapid ecutting, greatly increased bearing life and reduced
chisel breakage.

An open guide foot is used on the K10 Cutawl. With proper care, this gulde
foot should give long =service.

CAUTION: . -
a. Do not allow the chisel to rise above and come out of the guide foot at
Figura 4 any time. To do so may injure the guide foot and chisel,
::1:-;:;\:u1iszwlillzh’;hn.lﬂ::n; b. Do not try to use chisels with short blades, such as Hoe. 3, 25, or 2B,
mpunting of the K1 guide on more than 3/8 inch stroke.

teke pormits the guide bibe
cnd chisel 10 incline -

ﬂﬁﬁﬁmﬂmnﬂgmm_““““‘ TO REPLACE A WORN CHISEL GUIDE FOOT

[See Flgures 5, 8, and 7. In following these instruetionsz pleaée note that the Set Screws F & G are
on the operator's left when the swivel is in the position shown in Figare i3, and on the right when
the swivel is in the position shown in Figure 15. In replacing the gulde foot, the swivel is locked

in the position shown in Figure 15.)

Remove the guide foot as follows;

1. Lear Cutawl on back of housing [with base plate perpendlcular to the tablel.

2, Lock the swivel in the positlon shown in Figure 15.

5. FRemove the guide tube group by loosening the four set scraws {E,F,3 & H) in the swivel block
{I) with a 5/84™ aAllen wrench. (The screws F & 8, on the cperator's right, loosen by turning the
Allen wrench toward you; the screws E & H, on the cperator's left, by turning the wrench away from
you.) Draw the guide tube (B} free.

4. Knoock out the foot pin (J) from the guide tube and remove the spring (K] and guide foot [A).

Note: In working with the guide tube, handle carefully to avold dentling or bending out of line
whlch will adversely affect the operation of the machine.

To reassemble,

1. Insert the spring and new guide fool ln the guide tube, Line up the hole in the tube, spring,
and foet by means of a dpift pin. These must be lined up perfectly, otherwise driving in the
stakkug pin may crack the guide feot. Fasten with a foot staking pln., Then rivet the foot
pin with a small hand punch, taking care that the foot pin is flush with or under the guide
tube surface after riveting takes place.

. Assemble the chisel block (M] to the guide tube group.

Insert the gulde tube assembly into the swivel. (Be sure that the guide tube i3 pushed up

into the swivel asz far as it will go so that the shoulder on the tube rests firmly ageinat

the swivel.) 3

4. Turn in the bottom set screws (G & H) in the swivel block until the guide tube group is held

icosely in place. DO HOT FULLY TIGHTEN SET SCREWS G & H AT THIS TIME,

5. Adjust the guide foot so that it Lls EXACTLY IN LINE with the chisel block. This is done B=

o

o

follows!:
{1) Install a new straight chisel in the chisel block. [Use a Ho. O, 3, or 11. Na. 24 is too
long. ! MHake sure that the bottom of the chiszel clears the top of the guide foot until the

latter is properly lined in position.




Letter Part No. Part Description
A A0K2 Foot — Chigel guide
B S2K28-4 Shaft Assembly - Gulde tube [less foot & spring)
[ 48K 4 Spring — Guide tube block
8] 105KS Gerew - Spring tension adjustment
B
: 104FRF2 Serew - Holding gulde tube shaft
|
I ZHBA Case Assembly - Housing swlwel complete
| AOKA Pin - Chlsel gulde foot
K 48K23 Spring - Chisel guide font
L ESKR Shaft - Holding gaide tube blogk
H AK2GH Block Assembly — Holding chisel |with 2 acrews)
il BaKs Screw .. Chisel block
0 448 EBlook Assembly-— Guide tube
P 1A3K 1 Wick, Cross — Guide tube shaft
@ 188K4 Wlek, Horlzontal - Gulde tube shaft
R FP35&4 Serew - Cuide tube plate
5] 24HAT0R  Plate - Group - Guide tube
el 2L Guide tube & fool assembly (includes all parts
shown in Flg. 7

Figure 7

NOTE: If you prefer, send the guide tube to pour

authorized Cutawl dealer or the faﬂ:urf. j
A new chisel guide fopt will be installed
Promptly at a reasonable charge. I
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in the guide foot "V" notch.

(3) How make the exact adjustment by turning the top set serews [E & F). Top set screw
E an the left of the swivel block (wviewing the Cutawl from the front with the chisel
facing the operator} turns the guide foot from right to left (which is a clockwise
direction when the Cutawl is in its normal position and you are loocking down the
guide tube toward the bench.) Top set screw F on the rlght turns the guide foot
counter-clockwise.

{4) When exact alidnment is attained, tighten the bottom set screws VERY FIEMLY.

ot Y A5--STROKE. oOn the hub of the driving
pulley (see Figure B} is the stroke adjustment
mechanism. The shortest stroke should be used
which will cut through the material and provide
the required clearance. Do not use a stroke
longer than iz necessary as this causes heating
and unnecessary wear on chisels. The fractions

i/8, 1/4, 3/8, 1/2, 5/8 and 3/4 stamped on the

adjustment disc lndlcate the length of the

chisel stroke in. inches when the pin ig set in
the corresponding notch.

L ~mt RS o B e Rk e i BT Sl i, B Sl " ol T oy, i Sl T

To adjust the stroke, loosen the thumb nut
A as shown in Figure B8 until the notech in the
adjustment disc B can be dicengaged from the
pin. Then, holding the pulley, tarn the disec
so as to place the pin 'in the noteh apposite
the stroke wanted. For mazximum acecuracy, turn
disc to the left (counter—-clockwisel and then
back to stroke desired. Tighten the thumhb
screw firmly.

i ' A A6-~CLEARANCE., The clearance, or the
Pigupe 8 ampunt the chisel comes out of the work at the T
l top of the ztroke, must bhe correctly adjusted or the Cutawl will not operate properly -

and may even he serlously damaged. The clearance must be reset whenever the ‘stroke is
altered or a chisel changed

Ta adjust the clearance, turn the large driving wheel until the chisel is in its
uppermost pesition. Loosen the two knurled knobs (C) Figure § and, using lever D ,
turn the zhaft until proper eclearance 1s obtained. -Then tighten knobs C securely.

BILH & .

CLEARANCE REQUIRED BY VARIOUS CHISELS,

Wi
and 22, adjust the clearance so that the cut-—
ting edge of the chlsel at the top of the
atrocke is JUST BELOW THE BOTTOk OF THE CHISEL
GUIDE, a= shown 1n Figure 1.

h all chi=sels except the Nos. 7, 11,

o

With the No. 7 chisel, see directions on
page 3 under the headirng "No. ¥ Chisel.®
With the Nos. 11, 22, and 25 chisels ad-
just the eclearance =c that at the top of the
stroke the tip of the chisel remalns 1/18 ineh
in the material being cui, as zhown in Figure
I'o have the tip of the Nos. 11, 22, and 26
- chisels come out of the work reduces their
efficlency.
AT--HIGH AND LOW SPEEDS. The Cutawl may
be driven at any of four speeds!:

Cutting Strokes FPer Motor WEulley
Speed Minute Speed Diameter
1. Low 2050 Low Emal i
L Low 230 Low Large
e High 205 High Small
4. High 3400 High Large

i




Pulley speeds are changed by reversing the pulley on the motor shaft to u=ze the large
(high speed) or small (low speed) diameter. The change of motor speeds 1s accomplished by
pushing theée motor switch E [(Figure 9) down for "high" speed, and up for "low" speed.

LOW SPEEDS are to be used whenever the material being cut exceeds 9/B8 inch or when
the chisel heats excessively. It is always to be used in cutting three layers of wallboard.

HIGH SPEEDS are for cutting hard and brittle materials such as sheet metal, stencll
board, and fibre, or for thin layers of soft materials cueh as 1 layer of wallboard, 1/4 inch
of cardboard, or 3/18 dinch of wood. OCutting two layers of wallboard on high speeds will
cause excessive heating of the chisels unless the Cutawl is kept moving rapidly.

TOo CHANGE SPEEDS

The motor drive wheel is a cone pulley with both a large diameter [ for high speed) aﬁd
8 small diameter [for low speed). To chanpge speeds it is only necessary to remave the pulley
from the motor shaft, and reverse the positions of the pulley. The driving belt is always en—
gaged by the cone nearest the motor.

To change pulley, first remove the motor shaft lock screw by turning it counter-clochk-
wise. Pull the pulley off the shaft, and remove the belt. Now, reverse the position of the
cones, place the belt on the pulley, slip the pulley over the shaft, and push it on as
far as 1t will go. Make sure the pulley engages the key on the motor shaft in the notch
provided in the end of the pulley for this purpose. BReplace the washer and lock the pulley
in place by turning the lock secrew clockwise until tight. FPut the idler pulley in place.

AB--CUTTING. Flace the machine on the wark and ccnnect the
motor cord to any source of direct or altermating current of the
proper valtage. Grasp the ball handles as shewn in Figure 10,
Tilt the machine back so that the chisel clears the work. Turn
on the switch with a finger of the right hand as shown in Pigure
ey Take hold of the swivel by the knurled disec using the thumb
of the left hand. Turn the swivel until the now swiftly moving
chizel points in the diresction in smhieh it is deslred tg cut.
Then, =till holding the knurled disec with the left thumb, insert
the moving echisel at the desired place.

A3 soon as the ehisel is. . in the work, release the knurled

Figure 10 disgc and guide the Wachine by holding the ball handles GHE¥.

When changing directions or turning cormers, DO HOT turn the whole machine. Merely
push, without turning, in the direction in whieh it is desired to eut. The chisel will turn
of itself and cut in the direction wanted.

The action of the machine is shown in Flgures 11, 12, and 18. In Figure 11 the chisel
iz cutting directly towards the cperator; in Figure 12 it is cutting towards the operator's
left; in Flgure 13 1t 1s cutting away from the operator, completing the end of the cut. The
chlsel and cutting mechani=m have turned through a half circle but neither the work nor the
Cutawl Ltself has been rotated. The chisel and cutting mechanism do all the turning.

At the end of any ecut, turn off the motor switeh and tilt the machine back until it
rests in a vertiecal position on the frame. Do not let it rest on the chisel. To do so will
dull and bend it.

Figure 11---Cutawl cuttirng Figure 12---Cutawl cutting Figwre 13--- Cutawl cut ting

taward the operatear. neither toward the operator’a lefe. away From the operstor
work nor Cutawl is turned. The eutting mechanianm nlone :
do&s the tufrning.
AS--SWIVEL BRAKE. For most satisfactory cutting the swivel mechanism should not turn

too ea=ily but should always exert a slight uniform drag on the chisel. The necessary resis—
tance to turning is provided by the swivel brake (Figure 14). The breake is set at the fac—
tory and should not be adjusted or touched.
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106 K I1=NUT- STROKE ADJ.
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PP -262-LOCK WASHER
IOLKS -NUT- IDLER 5TUD
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Kb — SPACER-THUMB SCREW T8PP3 —SCREW - 0ILER CAP
165PP 4 —(ASKE T
S54KS-A-BEARING ASSY.-UPPER
BBKIT —SPRING-WICK RETAINING
=1 165K5 —WICK-UPPER BEARING
=0 : PP-197 —LOCK WASHER

PP-35k —SEREW- NAME PLATE

PP-55| —SET SCREW
62 KI-A=SLEEVE ASSY.~ECCENTRIC

54K15 -BEARING - BALL

i 2BK5-A-YOKE ASSY.~-CROSSHEAD
PP-551 -SET SCREW
f_/_f,{’[_f’zf__/'?_ A N % ZBK4-A—YOKE ASS'Y.- CROS55 SLIDE
=T 26 Ki-A~ YOKE ASSY-ECCENTRIC SLIDE

I A, W,

e B S R

7
itk :HI-[
/
%
S
I/

|

r..-".—".:" 7
"\_\

Ll L TSN 144 K20 - ESCUTCHEON- NAME PLATE (115 V.)
' ] 144 K21 - ESCUTCHEON-NAME PLATE (230 \
24 KL -GR- PLATE GROUP- C'WE|GHT
\% : 24K 124 —PLATE - YOKE GUIDE

% PP-55| —SET SCREW

|

e ' 168K & — WICK- LOWER BEARING
48 K17 — SPRING-WICK RETMNING
A PP-273— STEEL BALLS
\ g . 54 K8-A- BEARING ASSY.- LOWER
\ 84 K2- A— HEX.SCR. ASY'Y.~BRAKE
S 2Kb-A — CASE ASSY.-HOUSING SWIVEL
(sEe PAGE 5 FOR DETAIL PARTS LIST)
[65PPE - GASKET
S4KT-A-BALL BEARING RACE ASSY.- LOWER

|0BKL —NUT- LOWER CONE

; el T2K3 —\WASHER - CONE LOCK
£ I06KT — NUT- SWIVEL
f _:__T/) !‘ ‘\:\ N 24 _kba—PLME- MOTOR SWITCH
e st | 24K 69 - PLATE- LIGHT SWITCH
Wi 133K 1 —SWITELH - MOTOR
133K2 —SWITCH - LIGHT
P63~ LOCK WASHER 52K2% -SHAFT- PLUNGER
LPPI -5CREW-FRONT PLATE | LOKI-A- BALL ASSEMBLY - GUIDE
PP3-SCREW-WICK RETAINER 58K9 - STUD-BALL
AK172-A- PLATE ASSY.- FRONT B2K2 -SCREW-CHISEL BLOCK

== figure 14



Al10--SWIVEL LOCK. The Cutawl ils provlided with a swivel
lock to facilitate the cuttling of straight lines. To lock,
turn the swivel until the proper notch in the knurled disc i=s
directly under the swivel latch marked F in Figuare 15. Then
push the swivel latch down until the end of the lateh fits into
the noteh, locking the swivel. If the swivel lateh lies against
the Cutawl frame turn it outward =zo the fingers can grasp
it for easy operation up or down.

To unlock the swivel, push the latch up until the swiwvel
15 free and the lateh i= caught and held by the automatie catch.

All--INSTRUCTIONS FOR CUTTING STRAIGHT ‘LINES. To cut a
stralght line free hand with the Cutawl, rule the line on the
work, lock the swivel (See paragraph 410) in the most conven-
ient position and follaw the line turning the ENTIRE MACHINE to
correct any tendency to deviate.

Very accurate straight lines can be cut by laying a stralght

- edge on the work and using it as & guide for the edge of the
| Figure 15 base plate.
| Al2--INSTRUCTIONS FOR CUTTING VERY SOFT MATERIALS. If the materlial to be cut is soft
| such as tissue paper, soft cloth, or felt, an overlay of stiff paper or cardboard should be
{] placed upon it, and fastened through the material to the bench with small nailas. This over-
i lay holds down the edges of the material when cut and makes it easier to move the machine,

A413--INSTRUCTIONS FOR CUTTING SHEET METAL., The Cutawl will cut thin sheet metal very
well using the chisel. The procedure given below has been found best. If carefully follow-
ed, exgellent resultis are always obiained.

1, UNDERLAY. Use an underlay of wood or wallboard.

9, FASTENING. The metal and underlay should be tacked down or otherwise fastensd very
1] ¥ firmly to the table to reduce the tendency to vibrate.

f 3. CHISELS. For very thin metal when cutting fine designs use the Ho. 25 chisel;

| ' otherwlse the Ho. 2Z2.

! ; 4, STROKE. Set on 1/4 inch.
1 5. CLEARANCE., With the No. 25 chisel, adjust the elearance so that the cutting edge
i : of the chiszel at the top of the stroke is just belew the bottom of the chisel -

1 Lty guide. When using the Ho. 22, adjust the clearance so that the lowest tooth is

just level with the bottom of the chisel guide as shown in Figure 2.

4. ESPEED. Use High Speed.

7. CUTTING. In starting the cut the swiveling mechanism should be held filrmly between
‘the thumb and forefinger of the left hand so that it will not danee about as the
chisel is being inserted. Otherwise, cutting is as described in paragraph A8,
The maximum thickness of varigus metals which can be cut with che chisel is as followa:
Aluminum sheet ... 118 inch {14 gauseg Lead sheet .... l/4 lnch

Brass Sheel .ese-ss 1/32 1nch [20 gauge Zine sheet .... 1732 lnch (13 gauge) &
Iron, CAlV. =sessss. «047 inch {18 gange) Thicker layers must De sawed with the Mo, 13 Saw.
A14--INSTRUCTIONS FOR CUTTING PLASTICS. Use a soft underlay such as wallboard or card-
board. Use a stroke at least 1/8 to 1/4 inch deeper than material being cut. This will

drive chips into underlay and prevent pattern from fusing with scrap stock. In general use
Ho. 22 for thicker plastics, and No. 25 or Ho. 8 for thinmer stock., For plastics with low
melting point use wax or oil on top of material being cut to prevent material from fusing
i together. In cutting very thin sheets [1/64" and less) insert a sheet of wax paper between
| each layer to prevent fusing. MNewspaper or other paper may be used for the same purpose
with varying results.
After cutting a design in plexiglass, the edges may become cloudy or dull. This can
be ecleared up by application of heat with acetylene, gas or other flame brushed over gulek-
ly until material becomes clear.

Al5--CAUSES OF ROUGH AND. UNEVEN CUTTING.
A cut with a rough edge may be caused by-—-

i, Hot allowing sufflclent clearance. Z. A dull chisel.
2. Allowlng too much clearance. 4, Using the wrong chlsel.
Jumping of the chlsel, partlcularly on curves ls caused by=-
A, Rupning the Cutawl oo Tast. D, Having the chisel gulde not in llne with the
B. Allowing coo much clearanceé. (Thlas 1s particu= shlsel and chisel block. (See paragraph Ad.)
larly true when using the Ho. 3 chlsel.) E. A Dadly worn ¢hisel gualde, plunger shalt or
C. A bent chilszel. . chlsel block.

If worn parts are responsible, the Cutawl should be returned to the factory for repalrs,

=10=




B - LUBRICATION

B1-~GENERAL. FEecause of the high speed at whieh the Cutawl operates, all moving parts
always must be kept well lubricated. The points that reguire olling or greasing are dis-
cussed below. All other moving parts are permanently lubricated and des net require any

attention. o ;

B2--0ILING. Reservoirs are provided e s B
from which 0il is fed by wicks at a slow
uniform rate to the bearings. ©Only Cutawl =T
o1l should be used. This is a special oil o
which will feed indefinitely through wicks By L
without clogging —— USE NO OTHER. Figure b N
16 shows the five {5) points that reguire kﬁw—a
lubrication with Cutawl oil. 8 LoisE——y

Fill Once A Day: = i : 3

L. Ouide cube bearing (A).
2. Lower plunger bearing (EB). ] - -
2. Upper plunger bearing (Remove Screw C). \ _%f

4. Hotor forward oll cup (D). Ll
9s HMotor rear oll cup (E).

Figure 18

B3--GREASING. The head (F)of the machine has been packed with Cutawl lubricant at the
factory. Under normal usage, Lhis grease will last several years. Check the head once or
twice a year by removing the name plate. If additional grease is needed fill with K18
CUTAWL LUBRICANT ONLY. This is & special high temperature lubricant. Other lubricants will
break down, damage moving parts, and drip on o the work. After ﬂLLLlﬂE with K10 LUEBRICANT,
make sure to replace the stabilizer plate as well as the nameplates, In arder to make a
tight fit and aveid dripping of grease, seal the atabilizer plate to the casting with PERMA-
TEX or ordinary shellac.

C - CUTAWL USED AS A SAW

The Cuotawl can be used as.a saw by replacing the chisel with a saw blade. When used in 1
this way it takes the place of a band or secroll saw. It po=sesses the distinet advantage
over all other sawing tools of having the cutting mechanism swivel mounted so that in ecuf- -
ting curves or turning corners nelther work nor machine need be rotated. !

Pigure 17 shows how material being cut should be ralsed on parallel bars to allow clear- i

ance below the saw, ; . I
— Cl--MATERIAL. Place the material to be sawed on 4
Parallel strips of wood or other material of suffiac—
Lent thickness so that the saw blade, at itz lowest
position will not strike the bench tep,

In =sawing thin metal or. other hard materials
where its strength is not sufficient to stand.the
strain without bending or catching between the teeth
and moving up and down with the saw, the material
should be placed on or between layers of thin wood
such as 3/16 inch thieck three-ply veneer. It is
ually necessary to fasten metal and wood layers to-
gether, as any movement between the several layers
will cause saw breakage,

C2--5AW BLADE. The No. 13 Saw i= to be uczed.

WM The shank should be in- _

gserted far enough intc the chisel block so that the }
Figure 17 upper end is flush with the top of the block. The
teeth should face toward the plunger as shown in Figure 17.

=

LE =

C3--5TROKE. Set the stroke at 3/4 inch, as described in paragraph AS.

C4--CLEARANCE. Loosen the knurled knohbs C (Figure 8) and turn the lever D as far as it

will go counter-clockwise viewing the machine from the front. This puts the plunger as close

| to the work as possible and permits cutting the maximum thickness of material. Lock the
F shaft hcusfhg in place by tightening the knobs .
]

C5--SPEED. Use high speed wherever the saw does not heat and cuts smoothly. Otherwise
l use lower speed.

=11=-
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r' Co~--SAWING. Place the Cutawl
work and saw as when cutting with

on the material with the szaw teeth toward the edge of the
the chisel. When starting to saw from the middle of the

work, a hole must first be drilled in which to insert the saw.
The following precautions should be cobserved:
1. The harder the material the more firmly the Cutawl must be held
down against the saw table,
2. Do not foree the saw against the material any faster than it
will eut easily.
| d. Do not move the Cutawl suddenly at right angles to the line of
cut, but allow the saw to cut 1tself free in making all turhs.
MATERIALS CUT WITH Kio CUTAWL USING EITHER CHISEL OR SAW
! CHISEL MAXIMUM THICENESS
if MATERIAL ~ PREFERRED SPEED WHICH CAN BE CUT
i ol el WITH CHISEL|WITH NO.13 SAW
i Aluminum Sheetisearsess 22 Hi afaz"
: Asbestos — Hardessrssss ajgn
! Asbestos — Softeeeivess 24 Lo 1/em
| Bakelite — Paper Base.. ==} Lo 1 =
i Bakelite = Black.: vesasss a0 Lo as1a"
i Bakelite — Fabric Base. 9 Lo if4q" e
i Beaver Board.essssvosss 24~ 3 - 11| BL or Lo s/8"
i Brass Sheetecassssvssas 22 Hi 1f16"
i Cardboard — Soft....... P B o e S Hi or Lo alla s 120
i Cardboard — Hard....... 22 — 24 Hi or Lo S5/ 18" afqn
' T T o e e e e e 22 Lo 1/8"
CeloteXsarvanannnannnas 24 = 3 = 11 Hi or Lo 11716" 1 3/8"
CLobtas s wssie 24 - 11 Hi or Lo i1/1an
Clothecasssasnarassanss 7 Lo gl alddahl
Copper Sheet...... araas on Hi : araq"
I (AT, s 5m it = i i e R TP ) Lo 1l 1 174"
i Cornell BoATdesssssssas 24 = .8 = 11 Hi or Lo s5fan
| AT e o i e e e o 11 Hi or Lo 11/ 18"
Felt.: iiassasssasansnnns 7 Lo e T 0
Fibre Shect.escensssess 2o Hi ira" argn
Foam REubber............ 25 -8 = 0 HL Loyl =
S g e L i T 25 - B - 22 Hi or Lo 378"
e T N ‘s T e ) " "Hi %or Lo 11/18" LS S
1k = b R 24 — 11 Hi or Lo 1i/28"™
Iron, Galvanized....... a8 Hi a/aqan
{ Lead Sheet.isocsnarsnnnns 22 = 25 Lo a3/ a"
1 Leatheriassaressnsrnsss 24 = 11 Hi or Le 1/0n
i DANGYL BN o an s o o s = winl el 25— s Hi or Lo 1/4"
| Lucite (Plexiglasl.us.. 28 — 25 Lo 318"
| Magonlte — Softaeeesas s 24 = 3 Hi or o li/16" ajgn
Magonite — Hardeiassss=s 22 Lo 378" a/4"
Metallic FolilS..seasswes oo HL 1/4" ; -
Mica. sesas sesasmsrEunEs 25 Hi 1/8*
Paper — Crepf.cctisasass T e Lo ErET
Faper — Kraft...srasx-- 25 Lo s/ .
f Paper — Tissue,........ 11 = 24 = 3 Lo 5/8"
Plexiglas (Lucite)..... S - 25 Hi or Lo 1/z"
| Pressed Boardsssssess . 2z Lo 3/s"
| RUBD B, s s'wa s b s 24 — 25 Lo 5/8"
1 Rubber — Hard...sceeess oo S a/ 18" 1/4"
Steeliciissssssannnnmnns 2R Hi 3/eqn"
Stenclil Boarde. ... R o o5 q Lo 1/4"
Tanlte. «scea TR B 22 Lo 174"
Upaon: Board: . et ... s - o4 — 3 - 11 Hi or Lo 5/B"
Veneer, 3 Ply - Soft... o Lo arg" 1 1/4"
Veneer, 3 Ply - Hard... a5 Lo 1/4" 3/4"
D 7 T T s ki 8w 22 = 25 - 8 Lo 1f 40
W o T o e o i e o R ey S A Ce Hi .or Lo 11/ 18" 1 1/4n
Wood = BeTfluesessinionms 22 Lo /2" 1l B
Wood — Hard. cesreeensns oo Lo 1/4" Bigan
Zinc Sheeteacsssusannsns 22 Hi I 1/8"
* The high & low speeds indicated on thiz chart apply to motor speeds without regard to
glze of the motor pulley.
j -12-




D-CIRCLE CUTTING ATTACHMENT

D1--DESCRIPTION.

The Cirgle Cutter is an attachment which fit
the frant of the Cutawl and guides it so that
chizel ocuts a true circle.

g9 on
the

The attachment may be guiekly fastened to the ftwo
ball handle studs. IL has a removable slide carrylng

a pilvot pin which may be adjusted so that circles from

A/ A-inch to 48 inches in diameter may be cut.

D2--TO ATIACH,

1. Lock swivel s& that the chisel suts to the opar-
ator's right.

of the ecircle cut-—

2, Hook the £lot in the right =ide
11 handle stud A, as

ting attachment over the ba
shown in Figure 15.

3. With the stud A& acting as a pivou, swing the at-
tachment to the left, as indicated by the arrow,
until the noteh D is engaged with the ball handle
stud E. z

4. Hemove the ball handle from the stud E and drop
the lock sleeve F over this stud so that the large
end of the sleeve engages the cireular depression
af the ‘notech D.

5. Loek the attachment in place by scrpewing the ball
handle down firmly.

D3--TO SET FOR DIAMETER OF CIRCLE.

J;vi.
T
e
5
-

.1.: o

Fig. 18- Cutawl

i %-’ =
bl ik P &

L

with Circle Cutting Attachment

NOTE: :Thi
an -the K10,
awls. Cir
maodels have

[part no. K-2170=A) can be psed only

g model Clircle Cutter

K9aAB, K9A, and K9 Cut=
ele Cutters for octher
now been discontinued.

The Cirele Cutter can be set to cut chireles of any desired diameter from 374 Lneh to 48 inches,.

There are two scales, a black one for eireles up to 24 inches,

and a red one for circles from 24 in-

ches %0 48 inches in diameter. Each scale is marked in 1/4 inch divisions, (See Figure 20).

FOR CIRCLES OF 3/4 INCH TO 24 INCH DIAMETER:

; 1. Loosen the tws thumbk screws G and place the adjustable slide H so
- 1955 the black arrow M is on the same side as the black numbered
scale I and the pivot pin K is in the end nearest the chisel.

; i I i th
2. How rg edféj_ustnhle E'hdh'l:'i'&tu tlhe black arrow M is opposite e

des eter on the scale.
3. Tighten both thumb screws securely.
FOR CIRCLES OF 24 INCH TO 48 INCH DIAMETER:

1. Remove the two thumb screws and reverse the sllde,

end for end

20 that the red arrow H is on the same side as the red scale i
2, Insert the thumb screws Lln the end of the slide opposite the pivot

pim.

4. Move the slide until the red arrow N 1s opposite the desired dia-

meter on the red scale.
4. Tlghten both thumb screws securely.

D4--TO CUT OUT THE CIRCLE.

ance zmdjustiment, and sSpeeced,

desired diameter as described

Inzert-the pivot pln K in the

the other on

f*irst, check to make sure that the swivel has
been locked so that the chi
operators right. Set the ehisel stroke,

=gl cuts to the

cutting. Then adjust the clrele cutter for the
above.

center of the de-
siped circle. Gtart the motor and gulde
movement of the machine by placing one hand on
the Cirele Cutter handle & and
ball handle at k. Move the machine in a clock-

Fig, 19 - Attaching Circle i ce direction until the desired cirecle

Cutter to Cutawl
. compl et ed.

=-13-

cledr-
for cordinary

vthe

Lhie

L 10 T

[/

is

Fig. 20- Setting Circle Cut-
ter for Deaired Diameter
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. E1--MOTORS. The motors used on the Cutawl are specially bullt for this service. The
only attention they reguire is regular lubrication and occasional replacement of the brush-
es. In ordering brushes, ke sure to give the name of the motor, the motor model number,
and the Cutawl model and serial number. For all other replacements or repalrs, the motor
should be returned to the factory. GSatisfactory repair work on Cutawl motors ordinarily
cannot be done by the average electrical repa;r shop. HKeeping the motor free from dust and
6ll will increase ite life appreclably. '

To replace motor brushes, it is necessary to remove the housing., First, place the
stroke clearance lever all the way to the leftu (until the lardge drive pulley 5TK2A is as
close as possible to the motor pulley S7YK1). EBemove the V-belt from the drive mechahism.
Then loosen the four cutside screws in the base plate. The housing and cutting mechanism
can now be tilted back about 785%, leaving the motor attached to the base plate. The motor
brushes can now be readily reached by removing the black brush caps near the front of the
mo bar.

E2--LAMPS. The electric lamps provided with the Cutawl are especially mounted to
withstand severe vibration. Lamps are of the bayonet-base type, and should be kept in—
serted tightly as otherwise arcing will occcur which will burn out the lamp socket.

To replace lamps, first lock swivel in position shown in Figure 13, Remove metal
front guard (this can be facilitated by first removing the ball handles). Then lamps can
be taken out by pushing in slightly and a gquarter—tura to the left. Insert new lamp, mak-
ing sure to engage the two pins on the lamp base with the corresponding slots in the re-—
ceptacle. Push all the way in and turn a gquarter to the pight.

E3--SPECIAL CUTTING PROBLEMS. Should you have any special problems or unusual type of

material to cut, contact your local dealer. It will be helpful if you send him complete

data and samples of the material to be cut.
E4--SERVICE. For repairs, adjustment or overhauling contact your leocal dealer. He
can handle minor repairs and will return the machine to the factory for major everhaul.
When returning your Cutawl to your dealer or to the factory for repair, attash a tag ta the
machine deseribing the nature of the treouble encountersd. :
When carrespnnding with youp dealer cor the factory concerning your mauh¢ne, orpwhen
ordering parts, be sune to give both MODEL snd-SERIAL NUMBER.

i

ES--ALWAYS USE GENUINE CUTAWL CHISELS, LUBRICANTS, AND PARTS. You are thus assured of
best results and longer life for your machine. We do mot guarantee the operation of the
Cutawl with chisels not of our mamufacture. Chisels; lubricants, and parts are available
only from your local anthorized Cotawl dealer. Flace your orders directly with him for
EFEEPt and friendly service.

E6--STANDARD EQUIPMENT. Each new K10 Cutawl is furnished with the following items of
standard equipment (subject to change without noticel:

8 No. 0O Chisels & No. 25 Chisels 1 Allen Wrench (for guide tube set screws)
8 No. 11 Chisels 8 Ho. 18 Saws 1 Can CUTAWL 0il

& No. 22 Chisels= 2 Screws [for echisel block]) 2 Bayonet-base CUTAWL lamps

& No. 24 Chisels 1 mcrew Driver 1 Instruction Manual

E7=-=-ACCESSORY EQUIPMENT. The following items for your K10 Cutawl are available from
your local dealer. When ordering, please specify, for Model K10.

Cirecle Cutter ——= will cut cireclegs of any desired diameter from 3/4 inech to 48 inches,

Carrying Case — made of 3-ply firwood, covered with proxlin coated cloth. Reinforeed
construction and metal ecorners. Serviceable handle and lock. Convenient clip for oil can
and pocket for chisels.

o GUARANTEE

We guarantee the INTERNATIONAL CUTAWL against defects of material and workmanship for

SIX MONTHS from date of shipment, and will replace or repair defective parts free of cost

provided they are returned transportaticn charges paid to the factory at Chicago,

i INTERNATIONAL REGISTER COMPANY i
2622 West Washington Blvd. Chicago 12, lllinois
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INSTRUCTIONS FOR OPERATING
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