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TOOL POST GRINDER

OPERATING INSTRUCTIONS
AND PARTS LIST

MODEL NUMBER 8171

Model Number is first 4 digits of Serial Mumbker on name plate

INSTRUCTIONS FOR ORDERING PARTS

Al paris Bsted Rerein may be ordered from your deales, from sny autheriond Dumars Ssevice Slabes, or direct from the factary, Whes arder.

ing ropair pards, always give the fallewing infarmation:

1] Tha park ~umber in this 5,

2] The part name in this lisi.

i) Tha :ﬂh!aq and ietial fumber
Filing thia list for fubure refurence will assare you oblaining proper parts far service,

OPERATING INSTRUCTIONS

specifications

MOTOR - - - 14 H.P. {full lpad} Serles Universal
Spindle Speed - - - - - = - - G400 1o 38,500 RPM
Grinding wheel Capacity - - - - - 1/B" to 3" THa.,

Interpal Geinding Capacity - 344* Dia. o 3" Deap
1/8" Dia. ta 1" Deep

Mownting = - - - - - - - - - - = == = < Tee Bolt
Center line of spindle to baga - - - - = 250
Center line of spindle to centey line of --  1-3/16"

mounting post
hutamatic Baell Adjustmeant

Electrical

POWER SUPPLY =~ The Series 44 Tool Post Grinder is
equinped witha high E-]'.IEBd universal typa motor walsh
operples aither an AC of DC current, 0 e 60 oyeles,

GROUNDING -- This tool post grinder has passed a
1250 wolt ground test. Jn line with the latest require=
menta sat forth by the Underwriters' Laboratorles and
the Mational Electrical Code en Salaty, this Series 44
Tool Post Grinder is ecguipped with a three promg
greunding plug, We strongly recommend that suitakle
grounded cutlets be provided to recetwe this plug. The
!E:'QET prong in thiz plug iz connected thraugh the
power cord to the grinder motor housing.  When the
FI]'IJ‘-]' ig ingerted in a properly grounded recaptacle, it
will protect the user from shock should the insulation
fail for any reasen.

e S

Mounting

The Series 44 Taol Post Grinder 1s designad Lor uge an
lathes with an 2= to 13" swing. All tool-post grinding
le done with the grinding spindle center adjustad to
the exact height of the work center,  Therelore, the
distanze from the top of the compound to the center
line af the lathe, "X" [Fig. 2} must alwavs be agqual
to or greater than the distance from the base of &
grinder frome to canter line of epindle {eommonly re-
ferrad to as the minimum mounting distance.) If this
condition does not exist, grinder will not fit lathe be=
cause the grinding epindle cannotbe set at work cen-
ter. If the grinder i5 being used on one lathe specifli-
eally, a good time-sawing idea iz to make a metal
spacer plate to fit betwesn the mounting post base and
the base of the grinder frama 82 the tool automatically
lines ug with the work center.
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SETTING UP ON A LATHE —- Before aetting the grinoer up on a
lathe, mount the workpiece aither in & check, collet or beatween
centers.  The Dumore Series 44 is deslgned ko fit in the T-slot
ol a lathe compound. To set up, remove the mounting poat (rom
the grindet by loasening the leck nut on the right side of the
frame and pulling the post free. Insert the T=balt of the mounting
poet into the T-zlot of the lathe compound ansd tighten nut at the
top az illustrated in Fig. 3.

Alter the mounting posat s tightened, set the lathe compound at
any angle listed an the chart, Fig. 7. The stamrkd 60° angle set-
ting geams o be ideal as the feed ie set at (001" and the actual
cut Into the work is .005% while the reduction in the diameter of
the workpiece iz .0010%. The graduations on a lathe compound
dial are in thouzands and your work will eften call fer acouracies
of tenthe of thousands. This chart will ba helpful in determining
howr much stock is being cemoved, the actual cut, and approsi-
mately what reduction is being made in the diameter of the werk.

Next, slip the grinder cnto the mounting post and position the
tocl 8o that the spindle 1z parallel to the workplece. Set the
center line of the spindle at the opproximate center line of the
workpleoe and tighten the lock nut, Fig, 4.

galact the proper pulleys for the wheel slze o be used and in-
stall pulleye on moter and quill az shown in Fig. 5. Check the
motor nameplate fer proper pulley recommendations for each
whesel size. WARNING: DO MOT EXCEED WHEEL SFEED RECOM-
MENDATIONS, The wheel guard iz assembled to the grinder by
slipning 1t ever the quill and tightening the sorew as illustrated
in Fig. 4.

Internal grinding utilizes the collat chouck which sorews onbe the
threaded wheel end of the spindle alfter the whesl and collars
have been removed. Meounted wheels with 178" shanks can be
used by Inserting shank in chuck and tighlening slagve gacurely.,
Wheel size should be from 473 to 344 the size of hole being
graund, Fig. 1li.

The Serigs 44 Grinder has automatic balt adjustment by means of
a tension spring, Since the motar pivets on a tension shaft, the
beltcan be assembled by pushing the motor forward and slipping
the belt over the pulleya. By releasing the motor, the belt auta-
matically becomes taut,

Mext, dress the wheel to make the grinding face parallel with the
workpleog, This is done by elamping the diamond dresser to the
workpieoe as illustrated in Fig, 8. Thia is [or external grinding.
Dressing for intemal grinding and facing is described later, Turn
the grinder awitch on and meke a4 very light pass over the dia-
mondnib using the hand wheel to traverse, Make several passes
back and lorth ever the nik without rasetting depth dial,  Since
wheele are costly and have to be replaced as they wear down,
alwavs take a very light pase over the diamond nih when dress-
ing the wheel,

Lathe Compound 'C-:nmp-nunl:l Foed Actual Cyt RBeduction In
Angle Setting In Inchas Inte Wark Work Diometer
30° .001 00084 00172
45 .201 Q0070 L00140
e &0° .00l 00050 -00100
7o° .00l | .00034 00068
FE° a0l L0002 .000532
EQ® 001 00017 .00034
849 001 L0001 4 : .00028




After removieg the dreosser, set the work spood
of the lathe for approximately 50 rpm which is
a normal operating  speed and  ideal for most
grinding conditions., Although this speed  is
suitable for many operations, the work rpm  can
b set to meet any reoquirements, ddvance
grinder slowly until wheel barely touches sur-
face to be ground. Upon wheel contact with the
workpiece, increase the feed on the lathe con-
pound to (001 or  any auitable feoed =olected
and engage the traverse mechanism, Whon grind-
ing to very close tolerances, redress the wheel
ms cutlined above before making the final grind
over the stock, Allow the wheel 1o spark out
on this final grind by taking several passes
back and forth owver the piece, using the hand
wheel to traverse the carriage.

Occasilonally, when grinding the full leagth of
a pilece mounted between lathe centers, the
grinder must be positioned to allow pulley aend
o clear tail stock, Teo do this, loosen mount-
ing post lock screw (36}, and turn wheel end
in toward workpiecs sufficiently to clear tail
stock with pulley. Lock grinder i position
and dress wheel face parallel with work pisce.

SELECTING THE PROPER WHEEL —- Frobably no ather
gingle factor is more importamt to  achieving
good grinding results than the selection of a
propar wheel,  An ideal wheel is5 one in which
the bond wears away as fast as the wheel grains
are dulled. If the graine dull or wear down
faster than the bond, the wheel is too hard and
it will glaze. Il the bond wears away hbefore

the grain, the wheel is too soft, apd it will
load.

These conditions can be overcome to 3 certain
extent by speed adjustment. If the wheel pp=

pears too hard, increase the work speed. I it
appears  too  seft, increase the wheel speed.
However, the better selutiom to the problem is
the selection of the proper wheel for the job,

The grain size and grit of & whesl
determines the type of finish te be cbtained.
A coarse wheel 18 desirable for rapid stock
removal. The grains deeply anchored in  the
bond allow preater depth of cof, Also, the
greater porosity of a  coarse wheel assures a

generally

coel cut. While an  experienced operiator can
get a2 reasopably fine finish with a  coarse
wheel, a fime finish iz easier with a fiper

grained wheel, On finishing grinds, allew the
wheel to cut freely with a minimum feed. Heawvy
feed or pressure on finish grinds may cause
overheating and possibly work distortion,

IMPORTANCE OF BALANCED WHEELS -- The selection
of a balanced wheel is  essential te precision
grinding. Balapced wheels facilitate grinding
to precision tolerances and din many instances
prevent unneceasary service costs, Always  Tse
Dumore Balanced Wheels,

DRESSING A WHEEL —- INTEANAL GRIKDING -- To
dress a wheel for intersnal grinding, clamp the
dizmond dresser onto  Lhe workpiece or a piece
of stock chucked in the latke. The diamond
will morwsally face away from the operator to-
ward the back of the Iathe as  illustrated in
Fig, 8. With the grinder running, mpke several
very Light passes over the nib wusing the hand
wheel to troverse. The dressed face should
contact your workpiece when grinding intermally
a8 shown in Fig. 10. THE SIDE OK WHICH THE
WHEEL IS DEESSED IS ALWAYS THE CONTACT FACE,

FACE GHINDIRG -- When face gprind-
ing, it is pecessary to dress Lhe
wheel ao thit the surface con-
tacting the workpiece is bevelled,
as shown in Fig. 12, Clamp the
diamond  dresser onto the work-
plece or n piece of stock chucked
in the lathe with the diamond nib
Tacing the operator, Hemove the
nib by loosening the locking set
gcrew and insert the diamond into Fig. 12
the right =ide slot =0 that it

extends about 178" beyond the holder and faces
to the operator's right as illustrated in  Fig.
11. Pass the wheel lightly back and forth over
the nib until a suitable bevel for the particu-
lar grinding operation is obtained., The grind-
ing operation will determine the amount of
bevel required, However, a small bevelled face
w1ll break down faster than a wider face and
consequently will require redressing oftener,
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PART MUMBER

5170124
S1T-il4E
R=T51-003E
F=-496=0005
R-TFa0-0063
R=475-0051
G45-0035
A7E-D013
R=42E=-D1Z5
Fl-poil2
R-HIF-0F13
R-456-D050
R-457-DBZZ
451 =005E
ThE-0356-026
Sd¥-03iE
EA3=DE54
R-30d-0001
R-821-D309
SAdB=0214=27]
54E-DE1<-278
7i9-D029
dld-nool
R-01%-3913
A0E-0030-2110
A0E=-0030-21E6
399-00548
E-gID-1911
R-734-0012
TEE-D344
4760014
430-0041-ZL0
230-0041-218

Ga5-00ie
A¥6-0078
FI9=0035
FEG-0054
RE-4Z6-0031
R=734=0039
732-0131
BHT-0011
4560016
T-Bl5-2527
468-0004
R=F35=0035
Beb-0038
TOE-00EE
558-0030
R=649=-001D0
A56-000E
Fa-0004
R-546-000%
TRV =000
SR5-0Mp2z

Gord Guerd Body. .. ...
Cord Guard Sleeve

Cord Guard Ca
Fulley Mut 3/8

Eall Bearing
gtrip Washer

PARTS LIST

FART NAME

MOTOR ASSEMBLY
Cord A8a0mBlY cavarrrerrsaaaeee 115 YWolta
Cord AzaemblY cavivienenaaaaa e 230 Volte
Fopd Theough Switch oo caaaaais

Pesassssnaaaaaa

LEEEaaaaa

=24 Thread L.H. ..
Bearing Cap (Brush End) .......

Trerrraaay

Hendless Set Scraw 10-24 % 378 Tong ...

Brush Plug

sad s EEEwEaaaa

Carbon Brush Aeeembly ......00.
EBrush Holder . ... vvrrrcecasrrs
Erush Heldar Wosher . v oveuurre
Bruzh Ernd HOUBING v veeaanaanis

Mame Plage . ..., .

o R R R (e

Nama Flate Sorew, vvvrsassvrrrrrransaas
Ground Serew B-32 x 3716 Brass c..o.a.

Field Assembly
Tlald fsgembly
Field Spacer ....

Batfle

115 Yalts
230 Volte

Fiald Borew L0-24 x 3" LOWG rrvrrmnnnns

Mrmature hesambly
Armature hssembly

LIS Velks vovanaaas
ZB0 Volls ccccuuaaas

Blain End Housing .vcevesnrrrrormanras
832w 1-154 Leng ...,

Housing Soram
Flat Spring

Ehim Washet oo cvvvasaaaa it isaaaain

Bearing Gap [Plain End)
Complete Motor Assambly
Camplete Motor Azsembly

L15 Violks
£30 Volte

Grinder Froma Assembly With Spindle

Nut

fpacer ...,
Thrust Wazher

Ball Bearing secaeaaaan

Flat Spring
Gpindle ...

Lock Plug ..

..... RS

/B-24 Thread FoH., cccvuiaaaains
Dagring AP sccccasaaans

Adjusting SCEEW cuuaaiiesnasaaaas

e

Hex. Head Borew 3°8-24 x 1-3/4 Long .
Lock Bushimgd ....isvsvescsaaa

Coil Spring

Tenslon Tube .......
Tanslon Shalt .......

Frams
Qiler ..
il Flug

Qil Wik hegembly
Felt il Tube .....0..

sadaa e

rrErmeaaa

Il LEEESadd A LELEREdd 44448

Dust Thrower ... .rrrrasanrvrrrnanans
Complete Grinder Frame Assembly ......

trermEsa

"

"

"
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74
74
h
77
va

F-B0S-1314
G84-0006
R=TG2=-00141
R=819-03148
448-0011
G63-0000
R=7FA6-0147
R-Bd5-0031
371-004E
SOZ-00902
774-0073
774=0047
774=0024
w-160
w200
We=183
67 1=0001
GF1-D003
67 1-D003
A7 1 =000
67 1-0005
437-0014
421-001Z
R-FEA-002E
R-raa-000y
R-783-0001
R=479=0015

Cat. Mo, 3-114

S58=001
G55-5001
E-8Z8-0001
R=B27-0718
R4 2%-0008
Cat. No. 50-011
R-HE4-D117

PARTS LIST

MISCELLANESUS PARTS

Wheal Guard Serew  LM=20 x L4 1ong .. veaenuunsrinnacaasnnns
B L e e e L e e era bt ol R
Shakeproof Lock Washer for 1L/4" Serew . ... vrrremnnrrrrnnnansssns
BorE L e L LA e T e T e
Teas Ball ...._ ... e L e m L R e B ARy B o mo e P S e
oy el b e B R e i SR S i e FrrEmET I E R R R A A b bk
L, T L o T Ry AN s g b e s ik e
2 Z T B - Pl B e T B o s e o e
Ml Gnapd T e e s T U el e o W W i
Whesl Collar . ... oiivaiii,,
Grinding Whesl - 2x 278 J5T5 Ol o e e a e
Grinding wheal 2% 3/8 3 8375 Hole ... rrrsenn rreae s s
rinding Wheal [1-1/93% 1/9x 250 HOle . .uvverennunrmennaaassns
Mownted Wheel 18 3% L4 30 1709 BANATal .o v vs o e v osnsesssess
Mounted Wheel 24 22 L/ 2 178 BMandral ... veeciee i oo ana s
Mounted Wheal 172 3 1/4 3 1/ Mandrel ..o rrrrsnnnns
B i e B sl
Pulley Moo 2 vveeannn
BN IR s S e SR T e i rErrEmEaa
Prklenr M, AR s SR s
o T i e L e R Lo o T e
Chuck Assembly 1/8™ Capacity wauusriieccccsirrrrena
Whioal Arbor With Callars And Loak Mub |, ... .ueuerrrsansssssanasas
Wrehch 916 3 50 OPERIMTE v e s ernnmnaatsasnamaanneenrenn
Wrench 38 x 7716 OPOniNgE  «evesaustsisasasaccconcnnsn
Wimnoh L/ Bt e R e e e R
Bteel Comrying Cas8e viecasasiccaa...

P e e e e B bt bt et bl Ber Bt et e e B 3 b B b b o o S e

DIAMOND DRESSER ASSEMBLY COMPOSED OF THE FPOLLOWING 4 FARTS:

(2 | T o oy R B PR e Lo e e e T )
O L M L T o e TeTm [ 4T G A e
Mounted Diamond 554 Cardt oo innnnnn.
Boraw T Ad= 2 s R Loy e s e T L e
B e et S e Lo e o
Dumora Mo, 0 Epindle 04 ... ..o, e S e e e e e
Parts List and Oparating Inatrections .« .oeuee e vrrrennnarrrnnansesses

e b e




REMEDY

TROUBLE i CAUSE
Vibration. Faulty lathe == loose bearings | Readjustment of lathe,
Vibration. Vibration of [loor, Shore uwp floor, Install lathe in more

Vibration accompenicd by Inaccurate dressing.
axcessive wheel wear and
immocuracy.

Tapered work, Rapid wheel
woar. Wheel loading.

Wheel top soft,

Chatter

thickneas,

Chatter, burning of work, |Wheel too hard.
wheel plazing,

Long repularly spaced
chatter marks.

Chatier not traceable to

other capses

Unbalanced wheal.

tenance of grinder.

Bumpy belt-variation in

Hey be duc to worn bearings or
generally inmdequate maiin-

favorable locationm.

Re—dress wheel., Make sure to dress
parallel to work., Dress wheel face
on side it conlacts worl.

Change to harder wheel, Dress wheel
oftener, Decrease work spoeed. In-
croase wheel apeed.

Change to now belt--perferably sup-
plied by panufacturer.

Change Lo softer wheel or increase
work speed or decrease wheel apesd.

Change to balanced wheoel.

Complete maintenance check of grinder
by manufacturer if practical,

Precizion telerances are only possible when utmost care iz exercised in the operation

and set-up of Lhi= tool,
To assist you in detecting most
cauges, and remedies bas becn proepared.

Ooceasionally  external factors impede
of these factors,

the path to precision.

the above chart on work troubles,

MAINTENANCE INSTRUCTIONS

The Dumore Grinder is & precision tool and
should be properly cared for to assure finest
grinding results and long, trouble-free service,

LUBRICATION — The mofor requires ne lubrica-
tion, It is ecquipped with Egrease-sealed ball
bearings that are lubricated for the life of
the bDearing.

The spindle requives from 25 to 50 drops of
Dumore Spindle @il (50:011)  overy 10 hours of
operation, The oil is added to the Gits snap
cap oller located on the grinder frame im front
of the tool post., Although all s=pindles are
oiled pefore leaving the factory, add 25 to 30
drops of Spindle il before operating the grinder
to lubricate bearings in the event moet of the
oil has seeped through while in storage. Also,
oil as above, if the grinder has not been in
use for som: time,

BRUSHEE -- Normal bBrush 1ife varies from SO0 o
2,000 hours depending on the severity and con-
tinuity of serviee. Inspect brushes periodi-
cally and wipe clean before returning them to
their respective brush holders 1f they are long
enough for additional uwse. Each brush should

ke returned to its exact position as befors re-
moval to prevent changes in the brush seating,
Brushes should be replaced when woro to a 1/4%
length.

Whenever brushes are replaced, the commitator
should be turned down and  uwndercut. Kew
brushes on a badly worn conmuimtor will spark
excessively, giving wery little wear apd will
have to be replaced apaln shortly.  Whea
brushes peed replacement and the commutator i
being turned dewn and undercut, disassembls the
motor apd clean it of all grit and grease,

STORAGE == When wnot in use, keep tool in a
clean, dry place. When storing for a loog
period of time, cont exposed metal parts with a
rust-preventive grease.

REPAIR SERVICE -- This grinder 1% made with the
highest quality material and workpmanship and if
not abused should give long and  trouble-free
gervice, TIf, for amy reason, this grinder does
not operate satisfactorily after the above pre-
cautions bave been taken, return it immedigiely
to  your npearest Dumore service station or
direct to The Iumore any, Bacine, Wisconzin
to secure prompt and efficlent service with
wriginal factory parts and methods.




GUARANTEE

Al Dumare producls are thorewghly choched sad faitnd befare shipme b,

THE DUMORE COMPANY guarsniees dhis preduct againct imperfec bans in warkmanshin and matesial for period of 90 days after purchase,
and will replace withoud l.'-h-\'.l.'qtl Ahy park thas proves defockive l:luring rhat period.  Guoaranies does nel ﬂpp\.:j' fo park f¢ii."\-g dus ta crdias
afy wear, abuse, or acerdastal damage, end does =af apply ¥ tha tool has basn tampered itk imany way, Defective matborials in warranty

thou'd be returnod FREPAID to THE DUMORE COMPANT — RATINE, WISCOMSIN, cr tn an sutherited sarvice sadicn,

THE DUMORE COMPANY
RACINE, WISCONSIN



