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WARNING: FAILURE TO FOLLOW THESE RULES MAY RESULT iN
SERIOUS PERSONAL INJURY.

IMPORTANT

Aswith all machinery there are certain hazards involved with oparation and use of the machime, Using the
machine with respect and caution will considerably lessen the possibility of personal injury. However, if
normal safely precautions are overlooked or ignored, personal injury to the operator may result,

This machine was designed for certan applications cnly Delta Machinery strongly recommends that this
machine NOT be modified and/ or used for any application ather than for which it was designed. [f you have
any questions relative to its application DO NOT use the machine until you have written Delta Machinery

and we have advised you

DELTA INTERNATIONAL MACHINERY CORP
MANAGER OF TECHNICAL SERVICES

246 ALPHA DRIVE

PITTSBURGH, PENNSYLVANIA 15238

SAFETY RULES FOR ALL TOOLS

1. FOR YOUR OWN SAFETY K READ INSTRUCTION
MAaNUAL BEFORE OPERATING THE TOOL, Learn the
tool's application and limitations as well as the specific hazards
peculiar to it.

2. KEEP GUARDS IN PLACE and in working order.

3 GROUND ALL TOOLS. i tool is equipped with three-
prong plug, it should be plugged into a three-hole electrical
receptacle. If an adapter is used to accomodate a two-prong
receptacle, the adapter lug must be attached to a known
ground, MNever remove the third prong.

4, REMOVE ADJUSTING KEYS AND WRENCHES.
Form habit of checking to see that keys and adjusting wrenches
are removed from tool befare turning it “on

6. KEEF WORK AREA CLEAN.
benches invite accidents.

Cluttered areas and

6. DON'T USE IN DANGEROUS ENVIRONMENT.
Don't use power tools in damp or wet locations, or expose
them to rain. Keep work area well lighted,

7. KEEPCHILDREN AND VISITORS AWAY . All children
and visitors should be kept a safe distance from work area.

8. MAKE WORKSHOP CHILDPROOF - with padlocks,
master switches, by remaving starter keys or switch toggles.

9. DON'T FORCE TOOL. It will do the job better and be
safer at the rate for which it was designed.

10. USE RIGHT TOOL. Don‘t force tool or attachment to
do a job for which it was not designed,

11. WEAR PROPER APPAREL. No loose clothing, gloves,
neckties, rings, bracelets, or other jewelry to get caught in
maoving parts. Monslip foot wear is recommended, Wear
protective hair covering to contain long hair,

12 ALWAYS USE SAFETY GLASSES. Also use face or
dust mask if cutting operations is dusty. Everyday eyeglasses
only have impact resistant lenses; they are NOT safety glasses.

13. SECURE WORK. Use clamps or a vise to hold work
when practical, It's safer than using your hand and frees both
hands to operate tool,

14. DON'T OVERREACH,
balance at all times.

Keep proper footing and

15. MAINTAIN TOOLS IN TOP CONDITION. Keep tools
sharp and clean far best and safest performance. Follow
instructions for |Ubricating and changing accessories.

16. DISCONNECT TOOLS before servicing and when chang-
ing accessories such as blades, bits, cutters, etc.

17. USE RECOMMENDED ACCESSORIES.
owner's manual for recommended accessories
IMproper accessories may cause hazards,

Consult the
The use of

18. AVOID ACCIDENTAL STARTING. Make sure switch
is in "OFF" position before plugging in power cord.

19. NEVER STAND ON TOOL., Serious injury could
occur if the tool is tipped or if the cutting tool is accidentally
contacted,

20, CHECK DAMAGED PARTS. Before further use of the
tool, 8 guard or other part that is damaged should be carefully
checked to ensure that it will operate properly and perform its
intended function — check for alignment of moving parts,
binding of moving parts, breakage of parts, mounting, and any
other conditions that may affect its operation. A guard or
other part that is damaged should be properly repaired or
replaced,

21. DIRECTION OF FEED. Feed work into a blade or
cutter against the direction of rotation of the blade or cutter
anly,

22. NEVER LEAVE TOOL RUNNING UNATTENDED,
TURN POWER OFF. Don’t leave tool until it comes to a
complete stop,

23. DRUGS, ALCOHOL, MEDICATION. Do not operate
tool while under the influence of drugs, alcohol or any medi-
cation.

24. MAKE SURE TOOL IS DISCONNECTED FROM POWER
SUPPLY while motor is being mounted, connected or recon-
nected.



UNPACKING AND CLEANING

The drill press is shipped complete in one carton with
the ram and drill press head positicned on the table
for ease in handling. Instructions for assembling the
ram and head to the cradle will follow, The drill press
stand is Shipped in a separate carton.

Carefully unpack the drill press and stand from the
cartons. Remove the protectiva coating from the machined
surfaces. This coating may be removed with a soft
cloth moistened with kerosene (do not use acetone,
gasoline or lacquer thinner for this purpose).  After
cleaning, cover all unpainted surfaces with a good
quality paste wax,

Fig. 2

ASSEMBLE RAM TO CRADLE

The ram (B) and drill press head {A) Fig. 2, are shipped
assembled and iz positioned on the table for ease in
handling. To assemble the ram to the cradle, proceed
as follows:

1. FHemove the step screw and nut (C) Fig. 2.

2. The drill head {A) and ram assembly (B) should
be slid into position in the cradle (D), as shown in
Flg. 2. IMPORTANT: ©One end of the cradle (D) is
indicated as the front end and the drill head {A) must
be at this end. Alsc care should be taken to prevent
jarring the ball bearings in the cradle when sliding
the ram into position,

3. Guide the ram (B} carefully in the cradle (D) making
sure that it is properly seated and that it slides freely.

4. After assembling, replace the stop screw and nut
(C} Fig. 2.



ASSEMBLING STAND

1. Fasten the four legs (A] to lhe stand base (B)
using the twelwe 1/2"-13 X 1-1/4" hex head screws
(€} and flat washers (D), as shown in Fig. 3.

ASSEMBLING DRILL PRESS TO STAND

1. Place the two front spacers (EY and two rear spacers
iF) in position on top of the stand base, as shown in
Fig: 3.

2. Place the drill press on the four spacers (E) and
(F1 making sure the holes in the bottom of the drill
press base ling up with the holes in the four spacers,

3. Wsing the two 1/2-13 X 2-1/4" hex head screws
i3, lockwashers [H) and flal washers (J), fasten the
front end of the drill press base to the stand. The
fioles in the bottom front of the drill press base zre
threaded.

4. Place the two flal  washers (L) on the two
172"13 X 5" sguare head bolts (K3 and insert the
bolls down throuah the top of the drill press base through
the holes in the spacers {F) =nd through the holes in
the rear of the stand, Fasten in place using the |ock-
washer (M) and jam nut (N}, Fig. 3.

i




ELECTRICAL CONNECTIONS

IMPORTAMT. Make sure the electrical characteristics
are the same between the motor nameplate and the power
source and make sure the power circuit the drill press
will be used on is properly fused and that the wire
size is correct, as shown in Fig. 4. MAKE SURE THE
ORILL PRESS |8 PROPERLY GROUNDED,

WIRE AND FUSE SIZE

SINGLE PHASE o THREE PHASE
i 115 VOL TS 230 VOLTS 200-230 VOLTS 460 VOLTS
N TIME LAG | TIME LAG || | TIME LAG | TIME LAG
WIRE SIZE | pygg- | WIRESIZE| e ||WIRE SIZE | FUsE* | MRESIZE | £ j5e-
_1-"'2 12 20 14 15 14 | 15 - il
Fig
SINGLE PHASE INSTALLATION CURRENT-GARRYING PRONGS 7 &
If the motor on your machine is wired for 115-V sinale =
phase, the power cord is equipped with a plug that has 5 it & _L |
two flat, paralle| current<carrying prongs and one |onger W O
round or *'U'-shaped, ground prong which requires a e
mating 3-conductor grounded type receptacle as shown
in Fig. 5. i '\IIW.
| |': 11 '.:I
An adapter is available to permit the use of 3-conductor I W

type plugs in 2-conduclor outlets, however, it is -
ferable tc use the properly grounded receptacle as shown
In Fig. 5.

It the motor on your machine is wired for 230V single
phase, the power cord is equipped with a plug that has

two flat, current-carrying prongs in tandem, and one
round or "'W''-shaped longer ground prong. This is
used cnly with the proper mating 3-conductor grounding

type receplacle, as shown in Fig. 6. When the three-
preng plug en your machine is plugged into a grounded
J=conduclor receptacle, the long ground prong on the
plug contacts first so the machine is properly grounded
before  electricity  reaches it.

GROUND PRONG -

IS5 vVOLT

Fig. 5

CURRENT-CARRYING PRONGS »

=)
II :OE |
GROUND PRONG—
)
230 VOLT
Fig. &

THREE PHASE INSTALLATION

It the motor on your machine is wired for 200V, 230v,
or 460 three phase, the necessary wiring from the
starter to the power source should be completed by a
compatent electrician,

IN ALL CASES, MAKE SURE THE RECEPTACLE
IN QUESTION IS PROPEALY GROUNDED.
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OPERATING CONTROLS AND ADJUSTMENTS

MOTOR AND SPINDLE SPEEDS

The motor shipped with your machine is a 1/2 H.P.

1725 RPM maotor,

With a 1725 RAPM motor, spindle speeds of 175, 365,
380, 600, 683, 765, 1030, 1250, 1380, 1450, 2200, 2300,
2800, 4000, 4750 and B200 RPM are available with
ybur machine, Refer to Fig, 7, for the bell positions
o the spindle, motor, and upper and lower jackshaft
pulleys to obtain the above listed speeds.

MOTOR PULLEY UPPER JACKSHAFT PULLEY

e
LOWER JACKSHAFT PULLEY

o

e =
I B200 | 4500 | 2200
2 4730 | 2300 | 1250

3 2BOO | 1380 | 765

4 1450 6395 380

SPINDLE RPM — 1725 RPM MOTOR

|- T8

SPINDLE PULLEY

* 8200 RPM RECOMMENDED FOR OCCASIONAL USE ONLY.

Fig. 7

CHANGING SPINDLE SPEEDS AND ADJUSTING BELT TENSION

1. Disconnect the drill press from the power scurce,

2. When changing the position of the belt on the
spindle pulley and the lower jackshaft pulley [A) Fig. 8,
simply loosen lock handle (B) and pivol the motor (O
forward to release bell tension. Position the belt (D)
on the desired steps of the spindle and |ower jack-
shatt pulleys and move the moter back until proper
helt tension is ohtained. Then tighten lock handle
(By Fig. B.




3. When changing the position of the belt on the
motor pulley (A) and upper jackshaft pulley (B) Fig. 9,
raise the bell anc pulley guard (F), locsen the two
screws (one ol which is shown at (C) Fig. 9) that attach
the motor plate to the jackshaft bracketl, and push in
the meotor plate (D) to release belt tension. Position
the belt (E} on the desired steps of the motor and upper
jackshatt pulleys and pull out the molor plate until
is obtained, Then tighten the two

proper belt tension
Fig. 9.

screws ()

The spindle is raised or lowered by means of the three
spoke hand lever [(A) Fig. 10. The quill can be locked
at any desired poinl in its travel, by tightening the
Quill focking knob (8) Fig, 10,  This is an especially
desirable feature fer set-up of teoling for production
type  operations.

After considerable use, play may develop between the
quill and the hezc casting due to wear. To compensate
tor wear between the quill and head, proceed as follows:

1. Make sure the quill locking knob (B) Fig. 10, is
loose,

2. Bemove two screws and washers (2) Fig. 10.

3.  Tighten the two quill adjusting screws (A) Fig. 11
which are located directly underneath the two screws
and washers. It is not necessary 1o lighten these
screws too much,

4. [Hotate pilot wheel to test movement of quill and
play. I there is a slight "'drag", quill adjusting screws
have been adjustec too tight. Back off quill adjusting
screws  slightly, If the quill still has play, slightly
tighten quill adjusting screws,

5. When making this adjustment, make sure the stop
rod (B} Fig. 11, moves freely up and down.

proper  adjustment
washers (C) Fig.

has
10,

B. After been made, replac
g

Crews and




DRILLING HOLES TO DEPTH

Wher drilling one or two holes 1o & pradetermined depth,
the calibrations on the face of the depth stop rod (A)

Fig. 12, 'can be used.

When drilling a number of holes lo a predetermined
depth, or i & more exact setting is required, proceed
as tollows:

1. Locsen thumb screw (B) Fig. 12, and raise the
locking sleeve (C). Turn the micro-nut (O to the de-
sired positicn on the stop rod (A,

2. Lower the l|ocking sleeve (C} so it will engage
micro=nut {0 Fig. 12. Lock sleeve (C) in place with
thumb screw (B) if drill press is operated in other than
vertical position,

d. When locking sleave (C) is in place on the micreo-
mut (L Fig. 12, the micro-nut cannot be turned. When
a change in depth is required, the locking sleeve (C)
mus! be raised, ang while it is raised, turn the micro-
nut (O} the necessary calibration marks. Each mark
represents 002, Then lower the locking sleeve (O,
da The

use ol the micro-set stop nut will maintain

the same hole cepth, no matter how many holes are 1o
Howeyer, wea recommend that the hole depth
to be sharpened o

be drillec.
ke checked
changed,

wherneyar drill has

ADJUSTING SPINDLE RETURN SPRING

For the purpose of automatically returning the spindle
upward after a hole has been drilled, a spring is pro-
vided enclosed in the case (A) Fig. 13, and is located
on the left side of the drill press head. This spring
has been properly adjusted at the factory and this ad-
justment should not be disturbed unless absclutely
NEBCESSEMY.

If it should become to adjust it, proceed

as follows:

necessary

1. Back off the two nuts (B) Fig. 13. NOTE: Do
not remove the inside nut from the shaft. The nuts (B)
should be backed off just far enough so that the spring
housing (A) can be disengaged from the rell pin () in
the head casting.

2. With & firm hold on the spring housing [(A) Fig. 13,
disengage i1 from the pin {C) in the drill press head,
by pulling the housing straight oul, and turn the housing
counterclockwise to increase or clockwise to decrease
tension. Be sure the pin in the drill press head is
engaged with cne of the other slots in the spring housing
before  releasing grip.

3. Retighten the two nuts (B) Fig. 13. NOTE: Do
not over-tighten the inside nut against the spring housing
(A) as this may cause binding of the pinion shatft.

4, The tension of the spring can be tested by turning
pilat wheel counterclockwise. Be sure quill is not
locked while testing.



RAISING OR LOWERING RAM AND
DRILL HEAD

The ram and drill head is raised or lowered by loosen-
ing the lock handle (A) Fig. 14, and turning the elevating
crank (B). This mechanizm s carefully tested at the
factory, but if knocked or jarred during shipment it may
be misaligned. This misalignment will cause the crank
te operate stiffly and impose an unnecessary strain
on the gears. The trouble can be eliminated simply
by loosening the nut (C) Fig. 14, on top of the alevating
screw, and furning the crank until the screw aligns
itself.  Tighten the nut (C) securely after correct align-
ment has been attzined. DO NOT FORCE THE ELEVAT-
IMNG CHANEK.

OPERATING THE RAM

The ram (A) Fig. 16, can be moved in or oul in the
carriage (B) to provide & maximum distance of 31°
from the center line of the spindle to the column and
a minimum distance of 13'°,

To move the ram in or cut, simply loosen lock knob
{C) slide ram {A) to desired position, in or out, and
tighten  lock  knob  §C0,

The ram (A) Fig. 18, will swing a full 380 degress
around the column for drilling anywhere on or off the
table. To swing the ram, locosen handle {0y Fig. 18,
rotate the carfiage (B) to the cesired angle and lock
handle ().

TILTING THE HEAD

The drill head can be tilted up 1o 45 degrees right and
lelt.,  To tilt the head, slightly loosen the two locks,
oneg of which is shown at (A) Fig. 15, tilt the head to
the desired position and tighten the two locks (A,
An easy to read head tilt scale (B) and pointer permits
setlting of head at exact angle desired., |MPORTAMNT:
THE HEAD MUST BE SECURE LY HELD WHEN LOCSEM-
ING THE TWO LOCKS IN ORDER THAT IT WILL NOT
SUDDEMNLY TILT CAUSING DAMAGE TC THE MACGHINE
OR  INJURY TO YOURSELF,

£

Fig. 16



ADJUSTING THE RAM

The cracle (B)
bearings

Fig. 17, is equipped with eight ball
placed on an eccentric lo permit take-up of
wedr hetween the ram (A) and cradle [B), and also to
insure thal the ram travel is parallel with the tahle
surface, Il an adjustment |15 ever necessary, loosen
the four set screws (C) Fig. 17, lccated above and
below the four adjusting plugs (D3, Four additional
sel screws and adjusting plugs are also located on
tha othe: cradle. Adjustment iz made by

end of the
tightening or loosening the adjusting plugs (D). MNOTE:

This adjustment has besn made at the factory and should
not be disturbed

unless absolutely necessary.

Fig. 17

REPLACING LOWER JACKSHAFT AND
SPINDLE PULLEY BELT

It il ever becomes necessary to replace the lower helt

(A} Fig. 18, proceed as follows:

1= Disconnect the machine from the power Scource.

2. HRemove three screws (B) on cap (C) Fig. 18, and
FEMOVE  Cap.

3. Lower the spindle 4 to 5 inches and lock in place.
4. Release belt tension on the lower belt and remove

belt from underneath jackshaft pulley (D) and over the
top of the spindle pulley,

HOW TO USE SPINDLE ADAPTERS

Cne of the

nique features of this Drill

Press s the

ease with which various spindle adapters may be used,

When removing either the chuck or the spindle adapters,
we recommend the use of the Catalog Ne. 15838 spanner

wrench which is available as an accessory,

Turn the

locking collar of the adapter o chuck with the spanner
wrench while keeping the spindle from turning by either

holding the ‘\=belt o

When attaching adapters

to the spindle, it

holding the chuck or adapter.

is wvery

important to wipe clean both the spindle taper and taper

hole in adapter,

for acouracy,
that the adapter be

of eliminate the run out,

Then place the adapter on the spindle
and tighten the locking collar,
there should be a
remaoyed
quarter or one=halfl turn and replaced.
i1 may

If in checking the spindle
run out, we suggesi
turned perhaps one
This may reduce
increase it, in

dnd

dlso

which case, remove the adapler and turn it some more

on the spindle,

Refer
list

to the accessory section of this
of adapters available for

manual for a

your dritl press.
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ACCESSORIES

SPINDLE ADAPTERS

EF- L — ﬂ

e
MNo. 15-B32 Adapter with Mo, 1 MT.
hole. with threaded mounting collar
2 lbe

No. 15-B33 Adapter with No. 2 M.T
hole, with threaded manting collar.

1 1.

E#E
Mo, 15-835 Adapter, 12" shali and fange,
For cuyj lish  or straight grinding

] ¥
wheels, With mounting collar lapped
194 =20, 1 1h.
NOTE: Mot suitable for use with Ram Type
Radial Drill Press._

- ;
E—F =

Mo. 15-B36 Adapter with collars and
threaded maounting collar for shapuer
culters with 1%* hale. 1 [h.

NOTE: Mot suilable for use with Ram Type
Radial Drill Press.

No. 15-B37 Adapter, 12" hale, with
threaded mounting collar for router
arel spur bits, ete. 1 [

No. 15-B38 Spanner Wrench-1'4" «x
3% 7 long, with single lug for %" hole,
Recommended for threaded mounting
collar of Drill Chuck 15-830 or Adapters
15-832, 15-B33, 15-835, 15-836 and 15-837.
Wi lh.

Machine Spur Bits—Production lype.
Made of selected steel. Have brad point
and 1wo cutting spur lips. Approxi-
mately 6" long with 34" shank, Waeight
per sel 3 lhs,

Mo, 15-524 (old &04) 44~ Nao. 15578 Cokd BOM} 14~
o L5524 (obd BOS) %40 " Mo, 15-529 fald B09) %4, *
Mo 15536 {oid BOG} 35 ° Mo, 15-530 {old 100 % *
Mo, 15-527 (ol 8071 14" Mo, 15-532 fold B12) 4 "

No. 15-538 (old B18)-Complele set of

H machine spur bits.

Plug Cutters—1'sed for making wood
plugs and dowels. 2 x 2" shank, harrel
2%" long. Cuts plugs 2% thick and
dowels 2" Jong,

Ho 15538 (old BL4) 45 " dia Mo, 15-537 dold 9170 % dia
Mo, 15-5858 (o ld B15) 4 " dia. No. 15-539 {o1d &19) 1 * o,
Mo, 15-536 (o ld 3LE) b dia

No. 15-542 (old B22)—Complele set of 5
plup cutiers, 214 [hs,

SANDING DRUMS AND ABRASIVE
SLEEVES FOR INSIDE AND CURVED
WORK ON YOUR DRILL PRESS
Perfect waork is easy with these sanding
drums. Mo fasteners to bump-no un-
even expansion In these drums, each
rubber seclion is separaled from ils
neighbor by hakelite washers, with
non-coreosive metal bushings next to
the arbor, Disks expand uniformly, run

dead true, produce perfect work.

Mo, 46-038 (old 830) Drum, 3" dia. x 3",
with one sleeve, Fits 47 dia. shaft, 2 [bs,
No. 46-138 {old 831) Sleeves, Lo dox. 3
¥ 3", 40 grit coarse garnet. W 1h

No. 46-832 (old 832) Sleeves, 14 dog.,

4% 3" 60 gril medium sarnel. 14 1h,

MNo. 46-33B (old 833) Sleeves, Ladoz., 3
x 3" 50 grit al, ex. [for metal). % b,

No. 46-538 (old 835) Drum, 1%" dia. x
2", with one slecve. Fits 19° dia. shaft,
1% Ths.

No. 46-638 (old B36) Sleeves, L doz.,
13 = 2", 40 prit med, garnet. 3 Ib.

No. 46-B37 (old B37) Sleeves, 1. doz,,
1% x 27 6l gril fine garnet. 3 1h.

Mo. 46-B3B (old B38) Sleeves, L dox.,
1% % 2% 50 grit al. oxide [for metal). 14
Ih.

No. 46-048 (old B40) Drum, '15;" dia.
x 25, with one sleeve. With 4" shank
to fit hollow spindle or chuck. 1% 1h,
No. 46-B41 (old 841) Sleeves, 1y doz.,
119 % 214", 50 grit med, garnet. 14 |h,
No, 46-248 (old B42) Sleeves, ' dox.,
4y x 2447, 80 grit fine, garnet. 3 b,
No. 46-847 (old B47) Sleeves, 14 doz,
g x 21", 80 grit al, oxide [for melal].
14 1h.

NARROW SANDING DRUMS

AMD SLEEVES

Drums of solid rubber for use in 3-jaw
chuck.

Mo. 46-679 (old
679) Drum, 114~
dia. % 1", with
ane sleave, i,
shank, 14 Ib.

No, 46-682 (old 682) Sleeves, 1 doz.,
14 x 1", 40 grit. al, oxide. 14 Ih.
No. 46-683 (old 683) Sleeves, i dog.,
1% % 17 A0 grit al. oxide. i 1h,

MNo. 46-680 (old 680} Drum, 27,,." dia. x
17, with one sleeve, %" shank 15 The
No, 46-684 (old 684) Sleeves, 1 o,
2% x 17, 40 grit al. oxide. 15 1b,

MNo. 46-BB5 (old B85) Sleeves, 1 dog.,
2%4 % 17, B0 grit al. oxide. 1) 1b.

Mo. 46-681 (old 681) Drum, 3 dia, x 17,
with one sleeve, g™ shank. % b

MNo. 46-686 (old 686) Sleeves, L doz., 3
* 17, 40 grit al, oxide. 3 |1,

Mo. 46-687 (old BB7) Sleeves, |, dos,, 3
x 17 B0 grit al, exide, 4 [,

Mortising Chisels—Production rype,
Made of selecled sterl, Shank af ehisnal
155w 114"

Mo. 15-404 (old 504) 1. x ')", morlises
174" deey,

Mo, 15-405 (old 505) v, x ", mor-
tiges 14" deep,

Mo. 15-406 (old 506)- % « 337, morlises
A" deep,

Mo. 15-808 {old 508) 14 x 157,
A" deep,

Mortising Chisel Bits -Of selpcted stoel
Bit operates inside chisel.

Mo. 15-514 {ﬂllﬂ 514} 11" hit x Me” dia.
shank.

Mo. 15-515 (old 515)—"{." hil x 4" dia
shank,

Mo. 15-516 (old 5163—%" hil « 1." dis
shank.

No. 15-517 (old 518)—14" bil x " dia,
shank,

muorlises

KEY CHUCK
Mo. 46-968 (old 968) Drill Chuck 3-jaw
type, 0 to W" capacity, with No. 2 M.T.
shank. Includes chuck key. 2% lha

Mo, 25.857 Lamp Attachment, {or 115 v,
Includes 18" flexible gooseneck, reflec
tor and B-foot card with Z-prong plug
Uses standard bulb (not included) up 1o
75 walts. 3 lbs,

MOTOR PULLEYS
Mo. 41-772 Four-Step—2 " bore. 1 Lh.
MNo. 41-773 Four-Step— % “ hore. 1 |b,

BELTS

MNo. 49-287 {old 2B7) V-Belt, 315" OC,
for Ram Type Radial Drill Presses [rear
belt]. 4 1h.
No. 49-105 V-Belt, 30%" OO, for Ram
Type Radial Drill Presses (front belt).

fa@‘:’

No. 15830 Drill Chuck Keyv Chuck,
0-1z" capacily, 3-jaw type, with thread-
ed mounting collar and key, 114 lbs
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PARTS DISTRIBUTION CENTERS
FOR DELTA
INTERNATIONAL MACHINERY

Even quality built Lqumeent-suth—as-Hﬂra_D_e_lta machine you have
purchased, may- Tequire occasional rep!acemnt pacs to maintain it
in gonrf wﬁrkmg condition over the years. To ﬂrdermapl ment parts,
wrrt,r; 6r call one of the following Delta Parts D:slrlbun;m%.‘nmem:

/ £

£ LY

/ ' i

f-’ Van Nuys, CA 91406 Memphis, TN 38118 SN
/ 16259 Stagg Street 4290 Raines Road "
I|' Phone: (B1B)989-1242 Phone: {901)363-8800
|! * - *
| HOTLINE Srisae HOTLINE-
| {B0O0) 233-PART 7 {800) 223-PART
| {In Californis {600) 235-PART) {in Tanneasss (B00) 238-PART}

" Always include the following information:

1.'“ Maodel No. and Serial No. and all specifications shown on the Mode
NoSerial No. plate

2. Part- number or numbers as shown in the Hemdceths list

supplied wn“hit)ur Delta machine, =

2000000000 00 IIHlIH,,HlH,.,Hlﬂuillllllllllllll Z
LSDELTA

Delta Machinery
One Year Limited Warraniy

mmm@

Drefra Machinery will repair or replace, at it expense and at its option, any Delia
madc hine, machine parl. or machine accessory which in normal uge has proven
10 be defective in workmanship or material, provided that the customer notifies
his supplying distributor of the alleged defect within one vear from the date of
delivery 1o him, of the product and provides Delta Machinen, with reasonable
opportunity 1o verily the defect by inspection. Delia Machinery may require
that eleciric maiors be returned prepaid to the supplying distribuior or
authorized service center for inspection and repair or replacement, Delia
Machinery will noi be responsible lor am asserted defeci which has resulied
from misuse, abuse or repair or alternation made or specifically authorized by
anyone other than an authorized Delia service lacility or representative. Under
no circumstances will Delta Machinery be liable for inciden tal or consequential
damages resulting from delective pr:ldm.:n This warranty is Delia Machinery's
sole warranty and sets forth the cusiomer's exclusive remedy, with respeci 1o
delective products; all other warranties, ewpress or implied, whether of
merc hantability, fitness for purpose. or otherwise, are expressly disclaimed by
Dhelia,
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Della Internalional Machinery Carp,
246 Alpha Drive, Pittsburgh, P4 15238



