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THOMAS WHITE & SONS LTD.,
Laighpark, Paisley, Scotland
Telephone 041 -889 3137 Telex778137
Telegrams "White Paisley"

General dimensions

Technical data

Table working space
Diameter of cutter spindle (standard)
Maximum depth of cutter (spindle length

can be extended on request to
accommodate larger cutters)

Spindle speeds
Spindle motor
Feed motor
Feed speeds
Floor space
Net weight
Gross weight
Shipping volume

Model MP-S (shaping and sanding)
Maximum width of belt
Length of belt
Net weight
Gross weight
Shipping volume

automat¡G s[¡ndle sha[e]
TYPE MP

r
48in x 27 in
1

4
åin
in

2600, 5600 and 7200 revlmin
5hp
åhp
11-25 ft/min
48inx60in
1848 lb
2296|b
143 fr3

4L in

tb
tb

1219 mm x 686 mm
32 mm

102 mm

3.729 kW
.373 kW

3'3-7'16mlmin
1219 mm x 1524 mm

838 kg
1041 kg

4m3
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10fr3¡n
1 876

114 mm
3124 mm

851 kg
1092 ks

4m3
2408
143 Ít3

The company reserves the úght to amend spec¡fications to accomodate design improvements and mateial availability,
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Classif ication No. 15.121.31

11 Multi-station jig

12 Typical Components

12

s
MACHINED IN MULTIPLE
WITH OVERHEAD CLAMPING

TABLE TOPS

JÔINERY COMPONËNTS
CASEMENT WINOOW

TABLE TOPS FACED ON ONE
OR BOTH SIDES WITH LAMINATE
MACHINEO ON VACUUM IYPE JIG

BEFORE MACHINI

NOTE SHARP CORNERS

GROOVE FOR PROTECTIVE OR
OECORAIIVE EDGE STRIP

CHAIR SEAT FRAMÊ

-lFURNITURE COMPOÑENTS
PARTS FOR CHAIRS

MACHINEO IN MULIIPLES
ON MULTI.SlAIION JIGS

COATHANGEN COMPONENTS
TYPICAL OF PARTS SUIIABLE
FOR MACHINING WITH MULTI-

11

I

Figure 1

SIATION JIG.
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Front pressure

The jig is held in close contact with the guide roller by a
pneumatically operated pusher or ram which engages in
a recess in the underside of the jig. The engaging and
retracting of the jig is controlled by a foot operated valve.
The pneumatic equipment is complete with a built-in
pressure regulating valve, pressure gauge, air filter and all
necessary air hoses. The machine should be connected to
a compressor or air system capable of providing O'42 lt3
(0.012 m3) of free air per minute at 50 lblin2 (3'5 kg/cm2)
line pressure.

Top pressure

A spring loaded top pressure is carried from the vertical
column to hold the workpiece firmly to the jig close to the
cutting point. Where vacuum jigs or multi-station jigs
with individual clamps are employed this pressure is not
necessary.

5 Feed unit and control.

6 Vacuum pump, controls and underside of typical jig.

7 Rounding Cask Heads.

Standard jigs

The standard jig is made from well seasoned hardwood,
jointed and screwed to form a rigid assembly, with a guide
template made from a special laminated hardwood or
steel. A ] in pitch chain (12'5 mm) is screwed to the ji!
periphery conforming to the shape of the template. The
inner track on the underside of the jig is shaped to allow
maximum contact from the pneumatic pressure rollers,

Vacuum jigs

A vacuum jig is generally used for plastic faced compo-
nents or components where it is important not to mark the
locating face in any way.
A vacuum is created in a cavity formed by the underside
of the component and the top of the jig. The vacuum
pressure is sufficient to pull components flat which may
be bowed when in the free state and also to prevent any
possibility of lateral displacement of the components by
the force of the cut. This ability to hold the component flat
is particularly important when it is necessary to cut a
groove for an edging strip at the same time as the edge
itself is being shaped (figure 12).

When the machine is ordered for use with vacuum jigs
an independently driven vacuum pump is mounted on the
main frame (figure 6) and the necessary vacuum controls
are carried on a steel plate bolted to the underside of the
.¡achine table.
fhe vacuum controls are interlocked with the pneumatic
control of the ram on the machine table which moves the
jig to and from the cutting position. This is a safety device
which prevents the workpiece from being brought into
engagement with the cutters until the full vacuum
pressure has been obtained.
The workpiece to be machined is placed on top of the
vacuum jig and the hand operated control valve is moved
to the "On" position. When full vacuum has been
obtained the pneumatic ram automatically moves forward
and the cutting operation commences. Should the
vacuum pressure drop while the cutting operation is in
progress the ram will automatically retract and withdraw
the workpiece from the cutting position. A switch is
provided for quickly isolating the vacuum circuit when the
machine is to be used with standard jigs.

Control gear

The electrical control gear embodying overload and no-
volt protection is built into the stand and fitted with a

triple pole isolator interlocked with the cover to conform to
safety requirements. Push-button controls are fitted
underneath the front of the table and the master stop has
a mushroom head for quick operation.

Standard equipment

Overhead steady arm, detachable cutter spindle, spacing
washers, set of spanners, grease guns and tin of ball
bearing grease.

Optional extras

Jigs, cutter blocks and cutters to suit components,
vacuum equipment, extension tables, air compressor.
Alternative powers of driving motor, automatic change
speed device, pneumatic holding down device (figure 7),
edge sanding equipment (figure 10).

I Multi-station jig for chair arms.

9 Shaping Window Casements.

10 Automatic edge belt sander, type MP/S

Automatic change speed device

The machine can be equipped with a two speed change
pole motor on the feed drive, arranged to reduce the feed
speed when cutting corners. A limit switch actuated by
the jig automatically changes from high to low speed on
approaching corners.
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Types of jigs

The accuracy of the finished component naturally depends
on the accuracy of the jig. Each jig has a double purpose-
to prevent the component moving out of position during
the cutting operation and to reproduce the exact shape
required. There are four basic types of jigs and the
selection of any particular type depends on the nature of
the component.

1 The simple type of jig is used where a single compon-
ent can be easily located. lt is prevented from lateral
displacement by pins or sprigs. With this type of jig the
workpiece is held flat by a spring loaded plunger carried
from a bracket on the machine table.

2 Jigs similar to type 1. but with a pneumatic hold-down,
are used for such operations as machining cask heads
(figure 7).

3 A vacuum type jig is generally used for plastic faced
components, or components where it is important not
to mark the locating face in any way (figure 6).

4 Multi-station jigs (figures 8 and 11) rotate continu-
ously while the operator unloads and reloads each
station in turn. ln this case the components are held in
position by eccentric clamps.

The instruction manual supplied with each machine gives
full information on jig assembly. We normally supply the
first jig and thereafter customers use this as a sample to
assist them to make their own. Jigs can be supplied either
with wood or metal templates according to the quantity of
parts to be machined. Metal templates retain their shape
longer but are more expensive.

Stand

Of robust construction with precision finished slides in
which the cutter head unit is carried, the stand has an
amply proportioned base arranged to give maximum foot
room to the operatof.
The table is of deep section and adequately cross-ribbed
to ensure a perfectly flat surface free from deflection.
This is bolted to the stand to form a very rigid unit.

Cutter head unit

The cutter head can be vertically adjusted by a handwheel
conveniently placed to the operator. The main spindle is
mounted in heavy ball bearings fitted in precision ground
housings with special provision for easy lubrication. The
bore of the main spindle is tapered to accommodate the
loose-end on which various types of cutter blocks can be
mounted. A top bearing, which is carried from the rigid
vertical column, eliminates any tendency to distortion
caused by the length of the loose spindle.
Drive to the main spindle is through an endless flat belt
from a 5 hp fan cooled motor. This is mounted on a bracket
fixed to the stand and three-step cone pulleys provide
spindle speeds of 2600, 5600 and 72OO rev/min. The foot
brake stops the spindle in a few seconds.

Feed motor and drive

The feed drive is carried from an extension to the rear of
the machine table. lt consists of a worm gear reduction
unit, driven bV a L hp motor, through a variable speed vee
belt drive. This gives a stepless range of speeds from

11 to 25 ftlmin. Adjustment rs by a handwheel operating
a screw (figure 5) and the actual speed is indicated on a

scale.

The sprocket and guide collar for driving and controlling
the jig are concentrically mounted on a sleeve fitted into
a machined recess in the table through which the cutter
head spindle passes (figure 3). The drive is by roller chain
from the variable speed unit.
The sprocket engages with a special roller chain fixed to
the jig and conforming to the contour of the jig template.
This template is pressed against the rotating guide collar,
thus governing the finished shape of the workpiece.
A reversing switch is provided to enable the jig and work-
piece to be moved either with. or against. the direction of
cut, depending on the particular conditions.

Principal features

'i' Sturdy frame and well designed base to ensure
stabil¡ty and freedom from vibration.

'r Large work table, well ribbed and carefully levelled.
Extension tables can be supplied to support very large
jiss.

* 5 hp built-in motor and flat belt drive from three-ste¡
pulley to cutter spindle.

x Standard spindle speeds for shaping and sanding
2600, 5600 and 72OO revlmin.

'r'Feed speeds infinitely variable between 11 and
25 f|lmin (3.35 ro 7.62 m/min).

* Reversing switch provided for changing direction of
feed.

* Vertical adjustment of cutter spindle by conveniently
placed handwheel.

'K Brake to bring spindle quickly to rest.
* Eccentric adjustment for correcting cutter setting due

to wear.
* Built-in electric controls including isolating switch.
x All pneumatic controls built-in ready for connection to

air supply.

Automatic edge belt sanding unit

An edge belt sanding attachment (figure 1O) can be fitte, ,t

to the model MP for finishing components. The same jigs
used for shaping components can be re-employed for the
sanding operation.
The unit comprises four pulleys around which the abrasive
belt passes. The belt is driven by a felt covered wooden
bobbin which replaces the cutter block on the main
spindle. Two idler pulleys, mounted on ball bearing
spindles. are carried on a base plate situated at the rear of
the table and fixed to it by rigid steel brackets. A jockey
pulley ensures that the belt is kept taut during the sanding
operation. Both driven pulleys can be screw adjusted to
tension the abrasive belt and one incorporates a precision
tracking device which is also screw operated. The sanding
bobbin, which is shaped to the profile of the workpiece.
consists of an ample hardwood core covered with thick
felt and conforming in outside diameter to the cutter
periphery suitable for the jig being used. The eccentric
adjustment on the guide collar allows a control over the
amount of material removed.
Conversion from shaping to sanding can be accomplishe
in a matter of minutes and the sanding unit can remain
permanently mounted on the machine since it lies outside
the working area.

Automatic spindle shaping

The word "automatic" is used in this context to indicate
that the workpiece is fed past the rotating cutter auto-
matically. The significance of this is that unskilled labour
can be used to operate the machine. There are two
principal types of automatic shaping machine-one where
the axis of rotation of the workpiece remains fixed and
the position of the cutter head varies according to the
shape of the work. and the other type where the axis of
rotat¡on of the cutter head remains fixed and the position
of the workpiece changes.
This second type of machine is comparatively simple and
the model MP belongs to this group. lt is ¡n fact a con-
ventional spindle shaper with a built-in power feed unit.
The floor space occupied is minimal. Since the initial cost
of the machine is low, it brings the advantages of auto-
matic shaping to operations which could not justify the
capital outlay required for the rotat¡ng table, moving arm
type of machine.

Operating principles of the MP shaper

The machine is designed for the quick and accurate
finishing to shape and size of the outside edges of a wide
variety of components (figure 12).lt can reproduce any
convex radius or sharp corner. The radius of the guide
collar (2'074 in, 52'68 mm) imposes a minimum limit on
the concave radius which can be reproduced.
The standard machine will take components up to ap-
proximately 4 ft square (121 9 mm), but for larger com-
ponents it is advisable to fit an extension table.
The workpiece to be machined is placed on a jig, which is
f¡tted w¡th a template of the exact shape required, with a

roller chain around the outside (figure 2). Concentric
w¡th the cutter spindle, but independently driven, is a

chain sprocket and guide collar. Actuation of a pneumatic
valve causes a ram on the machine table to move forward,
taking with it the jig and workpiece, until the chain
engages with the sprocket, the template engages with
the guide collar and the cutter engages with the work-
piece (figure 3). As the sprocket rotates the jig is moved
round until the outside edge of the workpiece is com-
pletely machined. Movement of the pneumatic valve to
ihe "Off" position then causes the ram and jig to retract,
disengaging the workpiece from the cutter head.

Cutter equipment

The MP takes standard spindle moulder cutter equipment.
the jigs however must be designed to su¡t the diameter of
the cutter block used. Provision is made for adjusting the
centre of the cutting circle relative to the jig to allow
normal wear of the cutter teeth during operation (figure 4).
Feeding speed of the component can be varied over the
range 1 1 1o 25 ftlmin (3.35 to 7 .62 m/min). Normally the
component is fed in the opposite direction to that of cut,
but w¡th certain timbers which have a tendency to spelch
it may be found advantageous to cut and feed in the same
direction. A reversing switch enables the direction of feed
to be changed as desired.

The standard spindle speeds are available to allow the
:utter equipment to be used at its optimum speed. These

are perfectly adequate for all normal purposes, but if
necessary a slightly higher speed than the 7200 revlmin
maximum can be arranged.

3 Layout of cutterhead unit and jig
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2 Layout of standard jig.
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4 Adjustment of cutting circle relative to j¡g
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