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INDEX

Standards

Y. P. M. A Tables 1 to 8

Boston Sheathing " 8 to 9

N. C. P.M.A " 9 to 12

P. C. L. M. A. \

O. & W. L. M. A. " 13 to 18

S. W. and W. L. M. A.

)

West Coast L. M. A " 19 to 26

British Columbia Lumber and Shingle \

Manufacturers, Ltd., Standard
J

" 26 to 30

Mountain Lumber Manufacturers )

Abbreviations

S. L. M. A. Std.— Southern Lumber Manufacturers' Association Standard

y. p. M A.

N.C.P.^LA.

N. Y.

P. c.

O.&W.M.A.

S. W. M. A.

— Yellow Pine Lumber Manufacturers' Assoc. Standard

— North Carolina Pine Manufacturers' Assoc. Standard

— New York Pine Manufacturers' Association Standard

— Pacific Coast Manufacturers' Association Standard

—
^ Oregon & Washington Manufacturers' Assoc. Standard

— Southwestern Washington Manufac'rs Assoc. Standard

B. C. L. & S. AL, Ltd., Std.,— British Columbia Lumber and Shingle Manu-
facturers, Limited, Standard

M. L. AL A. Std.— Mountain Lumber Alanufacturers' Association Standard

W.C.L.ALA. " — West Coast Lumber Alanufacturers' Assoc. Standard

S.M.A. Ltd. " — Shingle Alanufacturers' Association, Limited, Standard

Std.— Standard.

Fig. — Flooring.

Clg.— Ceiling.

S. L.— Shiplap.
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DETAILS TO BE SPECIFIED

WHEN ORDERING

SIDE HEADS. Number of cutters on each head. Pattern of stock to be worked

(giving thickness), whether finished face up, down, or center-matched; tongue, groove or

lap to guide; hard or soft wood. If stock is standard quote number of pattern (see back

section in book); if special submit sample or dimensioned sketch.

Chamfered or rounded corners, it is always understood, are worked with Profiler heads

unless specified otherwise.

Always state type and shop number of machine for which heads are to be used, if for

a Woods Planer. For other makes of machines supply data indicated on attached forms.

DISCS FOR SIDE HEADS AND PROFILER. See tabulated charts in rear of

book, and quote number of disc specified beside pattern you desire to work.

When discs are to work special patterns, give diameter, thickness, bore and number

of knives and where used.

For duplicating discs quote full number stamped on periphery of old one.

Profiler discs are always furnished with clamp collars and sleeves unless otherwise

specified.

Always state diameter of Profiler spindle when ordering discs for Profiler attachment.

CUTTERS FOR SIDE HEADS. Specify how many in a set, pattern to be

worked, whether face up, down, center-matched, tongue or groove to guide, hard or soft

wood. If pattern to be worked is not regular furnish size of tongue and groove.

When ordering broken sets state how many and whether for tongueing, grooving or

jointing. Orders for a set of knives for groove head we interpret as meaning both groov-

ing and jointing cutters.

It is necessary when ordering individual tongue cutters to state which way the cutter

tilts when in the disc (up or down) and number of cutters.

Orders for a set of cutters for one shiplap head we interpret as meaning cutters for

both discs.

In every case we recommend quoting order number of the disc in which the cutters

are to be used.

When ordering blanks or finished cutters give dimensions in following order :

1st. Length of cutting edge.

2d. Width (which is from cutting edge to back edge).

3d. Thickness.

(/. e. 1%" X 2" X %6")

CLAMP COLLARS AND SLEEVES. When new collars or sleeves are desired,

state size of spindle, bore and thickness of disc to which they are to be applied.

CLAMP BLOCKS. Give thickness of disc and number of blocks wanted.
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NOTE.

On the tabulated ordering charts, term "front side" means operat-

ing side of machine, and "back side" means cut made on guide side

of machine.
The profiler discs 1" and over in thickness are equipped with self-

centering clamp sleeve. The only exception to this being 1" discs used
for beading. These are equipped with clamp collar.

The profiler discs less than 1" in thickness excepting as noted above
are equipped with clamp collar.

Our clamp sleeve consists of three members, namely, outer sleeve,

inner bushing, and clamp nut. The number of the sleeve is governed by
the thickness of disc and size of spindle on which it is used. Number of

clamp collar depends on diameter of profiler spindles. Tabulated form
below is given to facilitate ordering.

When ordering cutters or discs for either profiler or side heads,

please specify if jointing template is wanted.
When ordering clamp sleeeve, always quote number of sleeve,

bushing, and nut.

PROFILER CLAMP COLLARS

For



PROFILE X.

This profile covers our six-knife solid back self-centering round pro-

filer heads for heavy patterns such as Y. P. M. A. Standard No. 117 and

No. 118. It is another creation of the rapid feed era.

Profile



PROFILE \N— continued.

Profile



PROFILE W.

These heads are designed principally for working grooves on both
edges of heavy stock, and like all of our other profiles some of them dress

special patterns. This goes to show while we have developed a number of

profiles for a special purpose, the range of the heads has made it neces-

sary to add to them from time to time in order to keep a proper record

of the different styles of discs.

All 9-knife discs.

Profile



PROFILE V.

The reason for this profile is intimated in the tabulated form below,
{. e., to make possible a head that will dress stock with a long tongue in

conjunction with a chamfer cut or a deep groove in combination with a

chamfer cut. This disc is usually found on a head with either the I C
or 4 C disc.

Profile



PROFILE U,

^

L

This is a creation of a two to three hundred foot feed era and covers
disc for beading principally, though they are interchangeable on our pro-
filer and side heads. Discs of this profile are suited to light profiler cuts

of any character and should not be used on heavy work on account of

the bit seats being milled for smooth back cutters. For dressing heavy
profile and side head patterns at the feeds alluded to above we recom-
mend our "S" profile disc.

Profile



PROFILE T— continued.

Profile Adapted for Diameter Thickness



PROFILE T.

This "T" profile has been created by a demand for a head to dress

double matched material at fast feeds. These discs are used in con-

nection with heads for double matching, and heavy grooving stock up

to 2" thick. Their development opened up a field of usefulness which at

this time appears to be unlimited. We are assured of one thing, how-
ever, and that is— for the work mentioned above, these discs cannot be

excelled, neither can they be equalled in set-up or low cost of main-

tenance. They all hold twelve cutters.
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PROFILE S.

'
I

I

1—u_

Since feeds of three hundred feet or more per minute have been used, it

has been necessary to increase the number of cutters on our side and profiler

heads. The outcome of this has been our " S " profile, all of which are made
for six knives. It is impossible to enumerate the range of this particular

series forlike discs of the" C" profile, they are adapted to practically all com-
mercial purposes and interchangeable between our profiler and side heads.

Profile



PROFILE R.

m JLffi
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Heads of this profile are gaining in popularity every day. They are

very useful for variety v\^ork especially where the runs are short. It is

made practically for jobbing work.

Profile



PROFILE O— continued.

Profile



PROFILE O.

This profile was developed to take care of our plug type discs. The
"O" profile discs hold eight cutters. Discs of this series are adapted to

working of grooves with either front or back matcher spindles. This

profile disc is the one that we use on the grooving head of our fast feed

side heads. It is of distinctive type, and probably responsible more than

any other for what is being accomplished with modern fast feed side

heads.

Profile



PROFILE N.

-r^z

i—r

The distinctive feature of this profile is that it is adapted principally

to the holding of milled cutters for deep novelty and miscellaneous cuts,

also for dressing long tongues. Cutters of this description are naturally

made of thick stock, therefore, the bit seats in the discs are made larger

than ordinarily. It can readily be seen that these discs are adapted to a

large variety of work.
These are all four-knife discs.

Profile



PROFILE M.

This profile covers our self-centering, solid back, round side heads
made to receive high speed steel knives with toothed backs. These heads
are designed to hold four knives. The series cover one pair of heads of

I M, being for the guide side and the 2 M its mate for the opposite

spindle. Heads of the same type for holding six knives will be found in

profile K. These are termed round jointer heads.

Profile



PROFILE L.

Perhaps an appropriate title for this profile would be our miscel-

laneous series. It was created by users of discs of our other profiles who
wished to run additional patterns without going to the expense of pur-

chasing new heads complete, i. e., the discs they had could be utilized

for other classes of work if they could purchase one or two members of a

little different design that could be combined with them.
This is the function of the " L " profile, and it bears out our contention

that "WOODS" heads are the most economical. "L" discs can be
utilized for innumerable purposes; some of the most popular we have
tabulated below.

These are all four-knife discs.

Profile



PROFILE K.

The Increased demands of the lumber industry for a round side

head for jointing to hold more knives have been responsible for our
(K) profile. This series is the same as profile (M) with the exception that

these heads hold six knives instead of four. The commercial term applied
to these heads is high speed round jointer heads.

Profile



PROFILE J — continued.

Profile



PROFILE J.

The heads of this profile are of four-knife design. This series of

heads are adapted entirely to heavy bevel, single, double siding, and
miscellaneous novelty profile patterns. With the exception of 1 J head,

these are all finished for milled or toothed back cutters. The 1 J is very
similar to the 1 E profile, excepting that it is keyed to the spindle for

driving purposes, while the former was held in position by the pressure of

the filling in rings brought to bear on it by a nut on end of spindle.

Profile



PROFILE H.

While not of general adaptation it is suited to many patterns of

special work. There are so many mills working miscellaneous patterns

of stock that the larger variety of discs we can furnish, the greater the

uses for our heads.

This profile is made for eight knives (four groovers and four jointers).

Profile



PROFILE G.

These discs were designed for use on the profiler, but equally adapted
for side head work as will be observed in the reference below. 5 G is a

disc used by the National Cash Register Co., to work one of their special

patterns, and again illustrates the great range of our disc construction.
Discs of this profile are all finished for smooth back cutters and made for

holding four knives.

Profile



PROFILE F.

This profile represents in a measure our initial step in the manufac-
ture of disc matcher heads. It is sometimes termed the tool post con-
struction. While this disc is not regular, there is some demand for it

on special work. It is reversible for use on either the tongue or groove
spindle.

Profile



PROFILE D— co7it{7iued.

1

Profile Adapted for



PROFILE D.

a=r

These discs were developed for use on our two-disc grooving heads.

They are not now in demand as much as they were at one time, as our

plug type discs 2 O, i W, and 2 \\' combine a two-member grooving

head into one disc.

These D discs we continue to make for heads that are now out, and

to take care of such demand as there will be for them on special pat-

terns. The I D, 2 D, and 3 D discs of this profile were discontinued for

the latter types 4 D, 5 D, and 6 D which are finished to give the cutters

cutting clearance, to prevent friction or overheating.

Profile



PROFILE C— continued.

Profile



PROFILE C— co7itinued.

Profile



PROFILE C— continued.

Prolile Adapted for Diameter



PROFILE C.

This series of discs has a greater range than any of the other pro-

files. They can be used on our side heads for matching, jointing, shiplap,

beveled and irregular cuts as well as on the profiler for beading, grooved

roofing, sidings, casings, etc. They are a striking example of the great

range, interchangeability and convenience of "WOODS" heads. Prac-

tically any disc listed below can be used for two or more patterns of pro-

filer or side head work.
These are all four-knife discs.

Profile



PROFILE A.

1





SECTION TWO

Profiles of Woods
DISCS

And Tables showing Set-ups

for theVarious Stan-

dard Patterns

Compiled for the purpose of familiariz-

ing Users of Woods Heads and Discs

with their adaptability and interchange-

ability; also to facilitate ordering.



WOODS SIDE HEADS

set up and the cutters jointed the same as on the

profihng attachment. In this way, while the

machine is dressing one pattern of stock, the

grinding room can be setting up the heads for the

next pattern to be worked.

When the run is completed, it is only necessary

to remove the heads on the profiler and transfer

those on the moulding stand to the profiling at-

tachment; all of which is accomplished in the

minimum time. This stand when complete as

shown in the illustration includes pedestals,

countershaft and novelty truing device. W'e can

furnish the stand only without pedestal truing

device or countershaft.

This grinder is a necessary accessory to a

Woods modern mill equipment. With it the best results

Side are obtained with fast-feed heads. It is a time-

l^^.^i saver,
Grinder

Woods No. 227
Side Head Grinder.

Woods No. 227
Side Head Grinder

with Bar for thin Knives.
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AND PROFILER HEADS

Woods
No. 229
Jointing
Stand

Woods No. 229 Setting Up and Jointing Stand.

The profiling attachment is fast becoming a

useful accessory for the working of mouldings.

When used on our 400 type matchers, it is adapted

to the working of a large number of variety cuts.

Practically all the patterns are dressed with a

two or three disc combination head. To reduce

setting up time when changing machines from

one pattern to another, we have just developed

our tool-room moulding stand. The disc can be
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WOODS SIDE HEADS

One of the principal points in the operation of

fast feed heads for either profiUng attachments

or edge work is the setting of the cutters. Our

type B setting stand will accommodate heads

of all sweeps. Cutters of any type can be set

accurately with this device.

The arm holding the setting collar is adjustable.

The spindle on which the head itself is mounted

operates on a turret and revolves either

way. Proper provision for the up

and down adjustment of the set-

ting collar has been provided for.

The illustration shows mounted

on the stand a "WOODS"
patent convertible disc

groove head— on the

right is the tongue head.

Woods
Type "B"
Setting

Stand

64



AND PROFILER HEADS

Outer Sleeve No. 9422. Clamp Nut No. 9406. Spanner No. 41.

Our clamp sleeves for holding saws are made in

different lengths. This one is used for two or

three saws. It is 3}^" long between end clamps.

ZJi

m^ ^iL3

Woods
Clamp
Sleeves
for Rip-
ping Saw
Combi-
nations

Sleeves Series No. 9422. (A letter is added to the number
indicating the length of the sleeve.)

This illustration shows both the long and short

clamp sleeves intact without the spacing collars.

They convey an excellent idea of the range of

combinations we can furnish for this class of

work. The lengths of these sleeves vary from

Sy/ to 91^" in length.
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WOODS SIDE HEADS

Profiler

Gang for

Splitting

The range of the "WOODS" profiler for saw-

ing purposes is shown in these views. This is an

equipment consisting of 12 spHtting saws mounted

on one long self-centering sleeve The saws arc

separated by spacing collars. This set-up Is being

used by one of our customers in the Northwest

for ripping le" stock into 13 strips one-half inch

wide. It is being done with great success, and at

fast rates of feed.

Woods Multiple Splitting Gang dissected.

Woods
Twelve-
Saw
Clamp
Sleeve
with fill-

ing-in

Collars

Sleeve Series No. 9422. Collar Series No. 4992. (A letter is

added to the number to cover thickness of collar.)
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AND PROFILER HEADS

We can furnish any number of splitting saws
for this work. Each saw is equipped with an

individual clamp collar so that a series of them
can be mounted on the spindle and set for ripping

various widths.

Woods
Clamp
Sleeve for

Rip
Saws

Sleeve No. 9133 J. Clamp Nut No. 9134.

Our No. 9133 J clamp sleeve is used to hold rip

saws on the profiler.

Woods Multiple Splitting Profiler Gang.
Sleeve No. 9422 B. Clamp Nut No. 9406. Filling-in Collars

No. 4992 AA
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WOODS SIDE HEADS

Woods 6" Self-centering Square Profiler Head for Jobbing Work.
Head No. 3 R. Taper Washer No. 9385. Nut No. 9384 A

6" Knife No. 93

Profiler

Rip Saw
Combi-
nation

Swaged Ripping Saw for Profiler with Clamp Collar.

Saw 91 ^" dia. x J §" thick. Nut No. 9134. Drive Collar No. 9133 J

The use of saws on the profiler has been found

very practical, and by this application the field

for this attachment has been greatly enlarged. A
number of users of the "WOODS" 400 type

matchers are ripping stock on their planers any-

where from 150 feet and upwards per minute.
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AND PROFILER HEADS

Woods
6-Knife
Round
Solid

Back
Profiler

Head for

No. 117
Siding

Head No. 1 X. Cutter No. 5356 O

Patterns like No. 117 Y. P. M. A. and Pacific

Coast Standards we recommend working with

our round solid back head. This is made to

hold either four or six cutters as the rate of pro-

duction demands. The head is held self-cen-

trally on the spindle. This self-centering arrange-

ment consists of a tapered washer forced over

the spindle by a nut. The head has one of each

of these on each end.

The four-sided slotted head is being utilized to

quite an extent on profiler work. It is of advan-

tage where a variety of patterns are worked in

short runs. In this head we have adopted our

dovetail bolt construction. It is also equipped

with self-centering clamp nuts. The clamping

of the head on the spindle is accomplished by a

taper bushing and nut in each end of the head as

previously described.

Woods
Four-
sided
Slotted
Self-cen-

tering

Profiler

Head
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WOODS SIDE HEADS

Woods
Pulley
Stile Com-
bination

Woods Profiler Expansion Head for working Pulley Stiles

This illustration will interest every lumberman.

It shows an expansion head for working a square

groove in pulley stiles. It is a very difficult matter

to make a cut of this kind without fuzzing up the

grain of the wood inside the groove. This does

not occur on this "WOODS" head. On this type

of cut the size of groove must be maintained ac-

curately. This is provided for in the construction

of this head. As far as we know this is the only

successful profiler head of its kind on the market

today. The head is a two-disc combination, both

of which are mounted on one self-centering clamp

sleeve.

Woods Pulley Stile Head Dissected.

Outer Sleeve No. 9292 B. Inner Bushing No. 9293 B. Ad-
justing Spacing Ring No. 9425. Adjusting Nut No. 9426.

Socket Wrench No. 33. Clamp Nut No. 9134. Cutter Nos.
12 A and 13 A.
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AND PROFILER HEADS

The Clamp Sleeve at the Right of the Head is our Early Type
and only Furnished on Special Orders.

Profile Disc No. 8 C, 6^ s" X l}^i". Cutter No. 31 Y.

Woods
Profiler

Combi-
nation for

Working
Y.P.M.A.
Pattern
No. 8426.

This Cut shows clearly how Woods Discs are marked for

Identification.

Discs No. 8 C, 65.s"x2". Cutter No. 4686 T.

No. 9292 C. Inner Bushings No. 9293 C.

Clamp Sleeves

Many base and casing patterns contain a wide

hollow back cut. These are handled with two

discs set up and mounted on Individual clamp

sleeves. The knife straddles both discs.

Woods
Profiler

Combi-
nation for

making
Hollow
Back Cut
3" and
over
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WOODS SIDE HEADS

Woods
4-Knife
Profiler

Discs for

Y.P.M.A
Pattern
No. 8151.

Set up for

Working
on Top
Spindle

Discs
Sleeves . .

Clamp Nuts

Cutters

Former . .

No. IC, 63s"x 3.4"

No. 9133 C.

No. 9134
Disc on left No. 13 AH
Disc on right No. 14 AH

No. 5300 BC.

Nos.

The adaptability of the "WOODS" disc for

cutting battens is well known. The members

herewith dress Y.P.M.A. Batten No. 815 1.

The hollow back cut on this pattern is worked

with another disc.

Woods
4-Knife
Profiler

Discs for

Y.P.M.A
Pattern
No. 8428.

Set up for

Top
Spindle
to Work
Mould to

Guide

DiscNo. IC, 6\s"xl". Cutters No. 14 AF. DisclC, 73s"xl".
Cutter No. 13 AF. Clamp Nut No. 9134. Clamp Sleeve
No. 9292 A. Inner Bushing No. 9293 A. Former No. 5300 AB.

This unit is for making base Y. P. M. A. pattern

No. 8428. It is a "WOODS" two disc combination,

disc being clamped on a separate sleeve. This

head is made to work on the top spindle, mould
to guide. The jointing form which is shown at

the right of the head is In two sections. A pattern

of the stock lies at the left.
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AND PROFILER HEADS

Woods
Profiler

Self-cen-

tering

Clamp
Sleeve

Outer Sleeve No. 9292 B. Inner Bushing No. 9293 B. Knurled
Nut No. 9134. Spanner Wrench No. 41. Socket Wrench No. 33.

Our self-centering clamp sleeve is a very effi-

cient member and an interesting one to study. It

really consists of three integral parts, the split

tempered steel center bushing, outside sleeve and

knurled nut. The inner bushing is split two

ways, so that in being drawn through the outer

sleeve by the knurled nut, it clamps the spindle

perfectly. This sleeve is used entirely on our

profiler discs for heavy cuts requiring discs 1"

and over in thickness.

Woods
Drip Cap
Combi-
nation

Woods Profiler Head for Drip Cap, Pattern No. 8286. Cutters

No. 17 Y. Disc No. 8 C, G^ «" xV /'. Former No. 5300 1 A.

Clamp Sleeve No. 9292 D. Inner Bushing No. 9293 D. Clamp
Nut No. 9134.

The working of drip caps on fast feed matchers

is rapidly becoming commercial practice. The
combination shown herewith handles Y. P. M. A.

Standard drip cap pattern No. 8286. A sample

of the stock is shown in the engraving. The
unit at the right of the head is the jointing form.



WOODS SIDE HEADS

Woods
Profiler

Combi-
nation for

No. 115
Siding

The lower engraving on page 53 shows two

four-knife profiler discs, each equipped with self-

centering clamp sleeve and a full set of cutters

for working No. 115 Y. P. M. A. Standard siding.

The success of our profiling combinations is that

we can adapt the proper thickness of discs to

the cut to be made. The disc making the

longest cut is the thickest. On double siding

patterns our jointing formers are made in two

pieces to facilitate the truing operation.

It will be observed that each disc is mounted

on its own sleeve. This arrangement is adopted

for several reasons. It permits the overlapping

of the cutters for good sharp corner dressing

which is essential on this pattern. It also facili-

tates the setting up and truing operations.

Woods Profiler Disc with Clamp Sleeve for inside cut of Y.P.M.A.
Standard Pattern No. 115 Siding.

Profile Disc No. 23 C 6\s" x 2". Clamp Sleeve No. 9292 C.

Clamp Nut No. 9134. Inner Bushing No. 9293 C. Cutters

No. 15 Y.
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AND PROFILER HEADS

Woods
Profiler

Sheathing
Combi-
nation

Woods Profiler Disc Combination for Working Pattern " O "

Boston Sheathing.

Discs No. 4 G 6'^ s"x^ s". Cut- Sleeve No. 5607

ter Nos. from left to right, Inner Bushing No. 5608

5346 C, 5346 B, 5346 A Clamp Nut No. 4556
Hexagon Nut No. 6609

Woods No. 4K Profiler Discs with Clamp Sleeves set up for work-

ing No. 115 Y. P. M. A. Standard Siding. Pattern of Stock is

shown in the Foreground with the Jointing Former. The
latter is in 2 Sections. Right Hand Disc No. 8C 6^ /x2^ /

•

Clamp Sleeve No. 9292 E. Inner Bushing No. 9293 E.

Cutters No. 16 Y. Clamp Nut No. 9134. Former No. 5300 U.

Left-Hand Disc 23 C 63 s"x2" Cutters No. 15Y
Clamp Sleeve No. 9292 C Clamp Nut No. 9134

Inner Bushins No. 9293 C
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WOODS SIDE HEADS

Woods
Profiler

Combi-
nations
for Boston
Sheathing

Woods No. 4G 6H"x ^s" 4-Knife Disc with Clamp Collar

No. 4909 B, for Smooth Back Bits.

Clamp Block No. 4597 B
Clamp Block Screw No. ' >, "'ir.Ol

Clamp Collar Screw No. 2' 2 12

Our beading discs are made of such a thickness

they can be set close enough to work \ 's and

beads (one center and two edges) on 314" face stock.

However, some mills manufacture sheathing

with two center cuts in this width stock. For

this pattern we mount the three or four discs

on one sleeve clamped self-centrally on the

spindle. The distance between the discs is

taken care of by spacing collars. One of these

sleeves mounted with four heads can be worked

in several combinations by simply changing the

spacing collars, i. e.^ on sheathing with one center

V, two center \''s or no center \ 's on either or

both sides of the board.

I

s4^ 4

^ Bof/or/ f/ieaM/?/o f/y/e O

il\



AND PROFILER HEADS

Back view Woods No. IV G%"x H" Disc with Six Beading Cutters

No. 5323 C, Showing Clamp Collar No. 5816 B
Clamp Block No. 4597 B

Clamp Block Screw No. ^2, "'ieOl

Clamp Collar Screw No. O 2} 2 12

The No. I U, 6-KnIfe Disc will dress beads 300

feet per minute or faster. All discs for beading

are made with smooth bit seats. The advantage

is that it makes possible the setting of knives in

a set of two or more heads where the cutters have

not worn evenly on account of one head being

used more than the other. This only comes about

in combinations for working beads, V's, chamfers

and cuts of a like character. All other discs are

milled for knives with corrugated backs.

The "WOODS" method of clamping discs on

the profiler spindles is pleasing to every lumber-

man. Our clamp collar shown above is used only

on heads that hold smooth back knives. The discs

can be located anywhere on the spindle. The

distance between two or more discs mounted on

the profiler can be increased or diminished with

practically no loss of time; the change being

made so quickly.

4- and 6-

Knife
Profiler

Discs
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Woods
Profiler

Discs

Woods 6-Knife Profiler Disc with Clamp Collar and Beading Knives
These Cutters are ground for Cypress.

Disc No. lU, 6^s"x58"- Cutters No. 5323 C
Clamp Collar No. 5816 B

Clamp Block No. 4597 B. Clamp Block Screw No. U, ^le C 1

The advantages of "WOODS" specialties are

their simplicity, convertibility and range. Add-
ing to these Interchangeability, which is a fea-

ture distinctively "WOODS," has convinced mill-

men all over the country they are the greatest

units of efficiency utilized to-day in the dressing

of lumber. In designing them we deviated from

old ideas by adopting construction demanded b}'

new conditions. Devices for capacity, qualit}'

and labor saving were absolutely necessary on a

modern planer. On these accessories depended

the success of the machine. W^hat we have

achieved in developing side heads to meet these

conditions has been discussed in the preceding

pages. Your attention Is now directed to our

profiling discs. W^e have united these with our

side heads by making them interchangeable one

with the other, which feature the lumber world

has found a great saving of money in mill practice.
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Woods
Type "B"
Side Head
Truing
Device for

Novelty
Jointing

The field of jointing is a broad one, for the work-

ing of various patterns with "WOODS" side

heads is unUmited. The efficiency of the head,

however, depends again upon the truing of the

cutters. Our type B attachment is adapted to the

jointing o' formed knives. This is known as our

novelty side head truing device; the principle of

this is similar to the type A attachment. It holds

two truing stones instead of one mounted on a

swiveling turret. In jointing the carriage travels

over a template corresponding in form to that of

the cutters in the head. By this method it is

impossible for the knife to lose its original shape,

to say nothing of the accuracy of the truing.

Another decided advantage in "WOODS" truing

is that the correct jointing line left on the cutter

facilitates re-sharpening the knives. This jointing

line Is a guide to the party doing the grinding,

and enables him to reproduce the shape of the

cutter accurately and quickly.
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How to

attach a

Woods
Side Head
Jointer

Direction Chart for Applying Woods Side Head Truing Device to

a Planing Machine.

The Woods method of truing is so simple and

effective some concerns using other makes of

planers have placed Woods jointers on their ma-
chines. Customers operating planers built before

the day of the truing device have installed Woods
Disc Side Heads, and have also applied Woods
Side-Head Jointer.

Those wishing to do the same may use above

diagram to aid them in preparing their planer for

the Woods Side-Head Truing De\'ice.
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This jointing process proved so valuable to our

heads we have extended it in several directions,

one of which is our tongue cutter attachment.

This is a smaller appliance mounted on the truing

device for jointing the groove in the tongue cutter.

With this equipment, the tongue cutter in its

entirety can be trued and the highest quality of

finish obtained. This little attachment is beneficial

to the matching.

Woods
Side
Head
Jointer

Type "A"

Woods Type "A" Side Head Jointer and 3-Winged Jointing Head

The universal use to which the "WOODS"
side head jointer is applicable, is well illustrated

herewith. It is shown in position for truing

knives in a three-winged steel head set up for

square edge work.
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The
Tongue
Cutter
Jointing
Attach-
ment

is revolving. "WOODS" was the first to realize

this, and one of the points around which our

heads have been developed is that of jointing the

cutters. On one of the preceding pages will be

found an illustration of our type (A) side head

truing device as used in connection with the joint-

ing of cutters on a shiplap head. The same device

is shown here in conjunction with a jointing head.

The carriage containing the truing stone is operated

up and down on the slide through the medium of

a screw, to the top of which is attached a drop-

forge crank for manipulating purposes. The stone

itself can be very finely adjusted to and from the

work by the screw at the top of its holder, the

knurled head of which will be seen projecting.

Our type "A" jointer is for straight jointing ex-

clusively.

Woods Type "A" Side Head Truing Device with Tongue Cutter

Attachment.
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Woods Type "A" Side Head Truing Device for Straight Jointing

and a 4-Knife Disc Head for Square Edging Thin Stock. Disc
No.lC, 65s"X34". Cutters, No. 4686 B. Jointing Stone No. 3901.

One of the necessary functions in running fast

feed side heads is the truing process. It is essen-

tial that some means be provided for jointing the

cutters, otherwise an inferior quaHty of dressing

will result. It is impossible to set the knives of

any head and expect them to run in as true a circle

as they appear when stationary. While the cutters

are to all intent and purposes relatively true to

each other when the head is still, the very slight

variation hardly perceptible multiplies to such an

extent when the head is running, that unless

corrected the quality of finish is not the best.

This untrueness must be removed while the head

The
Truing
Process
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Self-cen-

tering

Feature
in Small
Sweep
Square
Head

Woods 4" Self-Centering Square Jointing Head No. 9401 A
for Moulders or Small Sweep Planers. Inner Bushing
No. 4555 A. Knives No. 11. Bolt No. 02^ §13. Nut No. 23

The four-sided slotted head is still used com-

mercially to quite an extent. It has been advis-

able in our opinion to improve it in some respects

to fit modern conditions. Its greatest detriment

has been the method employed in holding it in

position: i.e., set screw. It was quite a simple

matter for us to adapt our self-centering clamp

bushing to the planer and matcher heads of this

type because of their large cutting circle ; but

on the smaller sweep head, this was not so easy.

By changing the shape of the bolt slots, the self-

centering device can be used on the small circle

head. You will observe in the accompanying

illustration the head is made with taper slots

instead of T slots. The head of the clamp bolt is

tapered to conform with the shape of the slot.

In this way, it is not necessary to remove so

much metal from the forging, and in addition

it permits of a larger bore in the head which is

necessary for the inner self-centering device.
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wim
No. 2 M Profile No. 1 M Profile

Many mills dress a large amount of square edge

stock at fast feeds. They dress so much of this

material it is economy for them to have heads for

jointing only. For this work they prefer our

solid back round type. The accompanying illus-

trations show two sizes of the heads. They are

clamped on the spindles by self-centering bush-

ings and the knives trued while running on the

machine. Being equipped with our milled back

cutters it is impossible for the knives to drive

back under the heaviest cuts. We make them

2, 3, 4, 5 and 6" high with either four or six high-

speed steel knives each.

Woods
4-Knife
Solid

Back
Round
Heads for

Square
Edging
2" Stock

Woods
6-Knife
Round
Solid

Back
Heads for

Square
Edging
6" Stock

No. 2 K Head No. 1 K Head
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These heads are for working sash rail, a sample of

which is in the picture. Notice how effectively

the undercutting is handled. Also the adaptation

of our head equipped with the 8 C disc for dress-

ing the round edge. While these particular heads

are special, they are of simple construction and

give the best possible finish at fast rates of feed.

All the knives can be trued with our profiler side

head truing device.

Woods Disc Head for Jointing and Splitting — Group No. 9106
The Head Set Up and Taken Apart.

Head No. 9106
Top Disc. No. 9481
Holding Collar No. 9482
Knurled Nut No. 9479
Taper Ring No. 9480

This head was designed for jointing and split-

ting bevel siding on a moulder. Its construction

is simple but is another illustration of the adapt-
ability of our disc heads to special work. In this

case the sleeve of the head and lower member are

integral, being made in one forging.
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Upper and Lower
Discs No. 3 C

Center Disc No. IL
55 8"XJ8"

Setting Collar

No. 9118 A

Disc No. 8C
63 8"xll4"

Setting Collar

No. 9118 B
Cutter No. 8 AH

Woods 4-Knife Disc Heads for Sash Rail.

Many irregular patterns of lumber can be

dressed on a four-sided machine if suitable equip-

ment could be furnished for handling them.

Lumber mills have found the "WOODS" disc con-

struction of unusual advantage in this direction.

We have selected two or three miscellaneous pat-

terns to show the adaptability of our convertible

and detachable construction to work of this sort.
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Woods
Multiple
Member
Disc
Heads
for Heavy
Matching

Tongue Head.

Upper and Lower Discs No. 1 C, 65^" x %"
Center Disc No. 2 L, b'u" x Vs"

Groove Head.

Upper Disc No. 4 A, ^% x 3^"

Lower Disc No. 1 C, 6^" x W

[401
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Woods Multiple
Member Disc Head
Tipped to Show
Base of Sleeve and
S elf - Centering
Bushing.

Woods Multiple
Member Disc
Heads for Splining
Plank, Showing 3

Discs on each Head

Disc No. 8 C, 6^"xlK"
Disc No. 3 C, 1%" X y/
Disc No. 8 C, 6^" x 1}4"

Our two and three disc combination heads are

most substantial from every point of view. Sim-

plicity is another of their characteristics. The
pair equipped with three discs on each head is for

heavy work, grooved or splined on both edges.

The two and three disc set is for dressing heavy

tongued and grooved material. These illustra-

tions show the varied uses to which our discs

can be applied.
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Woods
Disc
Tongue
Head
with
divided
Cutters

This head was designed for the special require-

ments of one or two users of "THE PLANERS
OF WOODS." A divided cutter appealed to them
because of the peculiarities of their stock. Here

again is shown the range of our disc heads. While

this head consists of two discs with four cutters

each, we can make it with two six-knife members.

Woods
Disc
Head
unlimited
for

Range

Woods 2 Disc Tongue Head with 8 sectional knives.
Discs No. 2 N, QU"xH", Cutter No. 31 H,

On a few of the subsequent pages are illustra-

tions of "WOODS" Combinations for dressing

patterns that would not be commonly termed reg-

ular side-head work, yet the simplicity with which

they are handled and the ready adaptation of our

heads to them, substantiates our claim of the

unlimited range and capacity of the " WOODS "

Self-centering Disc Head. The engravings alluded

to will be found on pages 36 to 42. These are

only a few of many special combinations we have

made up.
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Cash Register Head dissected.

Top Disc No. 9215, 65^" x Y^' Saw No. 9214

Bottom Disc 5G, 65^8"x ^s" Beveled Ring No. 4557

Cutter No. 9216 Knurled Nut No. 4556

Inner Bushing No. 4555 B
Sleeve No. 9445
Disc No. 9C, 6^"x5^"
Centering Ring No. 4722
Beveled Ring No. 4557
Knurled Nut No. 4556
Jointer Cutters No. 4686 B

Disc No. 4 D, 65^"xl7i6"
Groove Cutters No. 4721
Bolts No. 4721

A

Nut No. 4723
Wrench No. 35

^-^^

Dismembered two-disc groove head preparatory for jointing. When equipped

with compensating screw this head is very advantageous for grooving

hardwood flooring.
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Special "WOODS" Disc
Head for working a Cash
Register Pattern

Universal
use of

Woods
Disc

One of the first to take advantage of the

"WOODS" Disc side head was a concern of

national reputation. These illustrations show a

special head made for the National Cash Register

Co. of Dayton, Ohio, for handling one of their

many unique patterns. The construction of the

top member which is shown better in the dis-

sected view is worthy of note. The pockets are

milled out for the projecting knives in the lower

disc, also the driving pins for the saw. The cut-

ters in the lower member are lapped on the back

so that the disc over the saw can be clamped

tightly. (Other illustration at top of page 37).
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Tongue
Head

Mills dressing Boston Sheath-

ing with top and bottom cham-

fers on both edges at fast feeds

will find these heads unequalled

for quality and capacity.

They are self centering

and equipped
with high speed

steel cutters.

Their design

and CO n-

struction is

distinctive.

A separating

collar or ring

is furnished

with the
tongue head

for grinding

purposes.

Groove
Head

Wodds
Disc
Heads
for match-
ing and
double
chamfer-
ing
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Working
Beveled
edged
Stock
with fast

feed Side
Heads

Woods Plug-Type Disc Heads for Chamfering and Matching.

Profile Disc No. 4 O, 6"' s" x 1 U" Profile Disc No. 11 T, 6^ s" x 1 ^4

"

Tongue Cutter No. 69 H Jointer Cutters No. 4686 H
Chamfer Cutters No. 9158 P Chamfer Cutters No. 9158 V

Groove Cutters No. 9158 B

Much beveled edge matched material is worked

in mills where the stock varies in width and the

runs are short. The "WOODS" plug type head

shown above is a very economical one in cases of

this sort, and has met with wonderful success.

On most fast feed machines now the chamfers

are worked with the profiler. When run with

the side heads we recommend the above heads.

The quickness with which the cutters can be

trued, as well as the saving of time in removing

and replacing the grooving knives, partly explains

why this head is better for this work than either

of the two previous ones.
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Woods Tool-Post Disc Head SetUp for Chamfering and Matching

Disc No. 1

H

Tongue Cutter No. 7 H
Tool Post No. 5250

Upper Chamfer Cutter No. 5252 A
Lower Chamfer Cutter No. 5252 B

This is another type of disc head for working

beveled matched stock. In a measure it repre-

sents our early efforts in developing a head for

manufacturing this class of material at fast feeds.

The tool-post head is not recommended for over

a lOO feet per minute production.
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Woods Two Disc Head for Chamfering and Matching.

Top Disc No. 4 A, 65^ "xl"
Bottom Disc No. 1 C, 6^"x^"

Jointer Cutters No. 4966
Groove Cutters No. 1 R

In some instances mills like to work a chamfer

with the side head in conjunction with the tongue

and groove. Our detachable type construction

has made it possible to furnish as many as three

different combinations for this class of dressing.

The two member heads (A and C discs) shown
here we make only to enable some of our users

to utilize discs they already have in operation.
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side head manufacturer. These heads solve the

problem and as far as we know they are the only

ones on the market today that will give absolute

satisfaction on this class of dressing at rapid feeds.

The cutters can be jointed, insuring the highest

quality of finish. They stand up to the fastest

feeds. No broken cutters or delayed set-ups oc-

cur with these heads. By utilizing our plug type

disc they have the same range and features as all

our others. The kerf or re-saw groove must be

worked with the tongue head.

Woods Fast-Feed Disc Heads for Double Matching.

Groove Head.Tongue Head.

Sleeve No. 9445
Inner bushing No. 4555
Clamp Nut No. 4556 A
Disc No. 40, 65,s"xl34"
Tongue Cutter No. 48H
Kerf Cutter No. 9158 A
Kerf Cutter Holders

No. 9157A

Sleeve No. 9445
Inner bushing No. 4555
Clamp Nut No. 4556 A
Disc No. 12 T, 65s"x2i4"
Jointer Cutters No. 4686 H
Groove Cutters No. 9158A
Groove Cutter Holders

No. 9158 A
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Our plug type construction is most valuable on

a head for heavy grooving. It enables us to ar-

range the knives for cutting the maximum width

and depth of groove. In addition to this, we are

able to maintain the many features heretofore

described which make for the saving of time in

set-ups, grinding and manipulation.

Range ob-

tained by
Woods
Plug
Type
Con-
struction

Woods
Disc
Heads
for

Double
Matching

Woods Plug Type Disc Head and Setting Collar for

Heavy Grooving.

Disc No. 2 W, 6''s" X 3" Clamp Block No. 4597 E
Groove Cutter No. 9158 F Setting Collar No. 9441 TT

Jointing Cutters No. 4686 L

In this head we have placed two grooving cut-

ters between each jointer, and by staggering these,

the head will work the heaviest grooves.

Efficient dressing of double matched stock at

fast feeds has been an item perplexing to every
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Groove Head.

Sleeve No. 9448
Vertical Adjustment Collars
No. AB 791 and No. AB 792
Tightening Collars No. 6740
Disc No. 2 0, Q^^"xlU"
Jointer Cutters No. 4686 G
Groove Cutter No. 9158 D
Knurled Nut No. 4556 A

Tongue Head.

Sleeve No. 9448
Vertical Adjustment Collars
No. AB 791 and No. AB 792
Tightening Collars No. 6740
Disc No. 8C, 6^'^"xl3^"
Tongue Cutters No. 1 S
Knurled Nut No. 4556 A

Woods 4-Knife Disc Flooring Heads for Planers with High
Spindles.

Our scheme of adjustment is a very valuable one,

for it is possible to use our modern fast feed head

on any planer equipped with top bearings.

It is not possible on this head to use our self-

centering holding device.
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Woods
Shiplap
Disc
Heads

Woods 4-Knife Shiplap Heads with No. 3 C, G^g"^W and 3 C,

7h"^U" Discs. Cutters No. 10 F.

Disc
Heads
for heavy
Planers

For dressing shiplap, each head contains two

discs. These members are interchangeable from

one head to the other,— in other words, the top

disc of one conforms in all respects to the bottom

disc on the opposite head. The size of lap can

be readily changed by setting the cutters in or

out as occasion demands. The discs can be used

on the heads separately for jointing thin stock.

The engravings herewith show a pair of

"WOODS" disc flooring heads as made for ma-

chines with long matcher spindles, principally

heavy planers and matchers and timber sizers.

It will be observed that ample provision has been

made for adjusting the heads on the spindles.
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While waiting for the planer to complete the run,

your grinding room can be grinding up a pair of

jointing discs and set up the cutters, having every-

thing all ready to make the change just as soon

as your feeder is ready. No time is lost in re-

setting the heads on the planer or setting the

knives; just loosen the knurled nuts and make
the exchange of discs.

Woods
Disc
Jointing
Heads

Woods 4-Knife Disc Heads for Jointing 3" Stock. Disc No. 8 C,

65s"x 21 o". Cutter No. 4686 K.

The "WOODS" disc head for jointing is un-

equalled, for it contains all the advantages of our

matching and shiplap heads, namely, self-center-

ing clamp sleeves, high-speed steel knives and

range. The heads are made with either four or

six cutters, depending on the rate of feed.

For jointing stock over 4" thick we recom-

mend the Woods four- or six-knife round solid

back self-centering head.
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The ad-

vantage of

Woods
Detach-
able Disc
Con-
struction

In all illustrations thruout the booklet, the

reader perceives one decided advantage in the

"WOODS" side head made possible thru our

detachable construction; namely, the ready con-

version of a head for working several patterns.

The difference in all our heads comes only in the

discs and cutters, and by changing these, a head

for working one class of stock is readily converted

for handling some other pattern. Therefore mills

adopting "WOODS" heads are not put to the un-

necessary expense of buying a superfluous number
of heads. The disc in this illustration, which is

our 2 S 6^ X 3" with jointing cutters, is applica-

ble to any of the heads shown on the previous

pages. For example, let us assume your ma-
chine Is set up with a pair of our flooring heads

and in operation. It is your intention when thru

with the run to work some square edge stock.

6-Knife No. 2 S, 6\s" x 3" Disc with No. 4686 T Cutters for

Jointing 4" Stock.

26



AND PROFILER HEADS

Before passing on, your attention is directed to

tiie small hand gauge shown in the engraving on

page 20. It represents a most simple and effective

method of setting the grooving cutters. The
gauge is held in the hand, and the holder and cut-

ter placed in it. When the correct position of the

knife is ascertained, the gauge is set accordingly

by means of an adjusting screw which is posi-

tioned by a check nut. This same setting is used

on the remaining cutters and their holders, which

insures them all being the same. The great ad-

vantage of this arrangement is that the grooving

cutters can be set independently of the jointers.

This eliminates any lost time in resetting the

groovers in the head following the jointing opera-

tion. The holders are so machined, that once the

cutter is set in position it cannot be easily dis-

turbed.

Facility of

Setting up
Groove
Head

Top View of "Woods 6-Bit Flooring Heads.

All cutters in our tongue heads are set in position

on an angle cutting on a shear thereby reducing

the strain and enhancing the quality of finish.

25



WOODS SIDE HEADS

A Positive

Clamp on
all Cutters

the locking screw is tightened and the head is

all ready for work. This one feature means the

saving of a large percentage of time in jointing,

setting and grinding.

Our method of holding the jointing knives in

the six-bit groove head is worthy of note. It is

accomplished by means of a taper tool-steel pin,

the flat side of which comes against the smooth
face of the cutter. In driving this pin into

the position, the milled teeth on the back of

the cutter automatically assume their re-

spective positions in relation to the grooves in

the bit seat. It is impossible for the cutter to

move, once it has been set. The same rigid hold

is obtained through this scheme as is accom-

plished by our clamp block arrangement. It will

be observed from the under view of the grooving

head that by utilizing this method of holding the

jointing cutters it is possible to retain the greatest

amount of metal in the disc. This same view also

shows the flange on the base of the outside sleeve

as well as the inner self-centering bushing.

Base View
of Woods
6-K n i f e

GrooveHead
for Flooring
showing In-

n e r Split
Bushing and
Flange on
Outer Sleeve

Disc No. 2 T, 6?^"X1^4"
Jointing Cutter No. 4686 H
Inner Bushing No. 4555 A

Groove Cutter No. 9158 B
Pin No. 9394 B

Outer Sleeve No. 9445

'-i]
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Woods 4-Bit Groove Head set up for Dressing 1" Flooring

Setting Gauge, Groove Cutter,

Holder, Adjusting and Lock
Screws, shown in the fore-

ground.
Disc No. 20, 658" X 134"

Groove Cutter No. 9158 B
Groove Cutter Holder No. 9157B

Adj. Screw No. 013 s06E
Jointing Cutter No. 4686 G
Clamp Block No. 4597 C
Lock Screw No. 01 1 ^09
Setting Gauge No. 6697

The head has still another advantage. In the

rear of each hole which receives the groover and

its holder is a set pin which is never disturbed.

When the two former are removed from the disc

for the jointing operation or some other purpose,

it is not necessary to disturb the adjusting screws;

therefore, they are replaced in the head, in the

exact position occupied by them before the

removal. The grooves in each holder which mesh

with the threads on the adjusting screw insure the

return of the holder to its old position without

any possibility of variance. After the replacement,

23]
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r^rft'^
h

6-Bit Groove Disc No. 2T, G^s" X l^i", with 6 jointing and

6 grooving cutters for 1" Flooring.

down a corresponding amount. In this manner

it is not necessary for the one making the adjust-

ment to keep in mind the direction in which the

screws should be turned, but devote his entire

attention to regulating the cutters for the proper

amount of expansion or contraction. Another

advantage of this feature is that the expansion is

readily divided between the cutters. This con-

struction allows A" expansion of the cutters,

but more is possible by regrinding the knives

which is necessary to maintain the shape of the

groove.

Another gain made with our grooving head is

the readiness with which it can be converted into a

head for jointing. This conversion is made by

simply loosening the square headed lock screws

which also enter the disc from the top, and re-

move each grooving cutter and its holder.
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only doing the work of six whole knives; the ad-

vantages gained by the "WOODS" construction

are obvious. There are less knives to handle,

which means a reduction of time in grinding and

setting as well as a reduced cost of up-keep. It is

not only necessary in these days of keen compe-

tition to obtain a head that has capacity and will

produce quality at fast feeds, but it is just as

essential to have side heads that are easily han-

dled, simple in detail and maintained at the lowest

possible cost.

In developing these fast-feed side heads which

are recommended for dressing stock up to and over

300 lineal feet per minute, we have constantly

kept before us the important item of labor, simplic-

ity and accuracy. To show the extent with which

this has been carried out, we need only draw your

attention to the head which makes the groove.

This naturally is a little more complicated than

the tongue head, and consequently the most diffi-

cult one in which to carry out these features.

The members of both heads as far as the disc,

clamp nuts, inner and outer sleeves are concerned

are similar. The cutters, however, are entirely

different as is also the profile of the disc.

Our grooving head contains an expansion fea-

ture which is of great value and very simple.

The cutters are adjusted by means of screws

which enter the disc from the top. There is one

adjusting screw for each cutter, and every other

one is threaded the same, — in other words, in

the six-bit head three of the adjusting screws

have right hand threads and three left hand.

Therefore, in making the adjustment, the screws

are all turned the same way, and only every

other cutter will move in the same direction, that is,

if the first cutter comes up, the second cutter goes

21
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Produc-
tion

Expan-
sion of

Cutters



WOODS SIDE HEADS

Woods 6-Bit Disc Heads for 1" Flooring.

Tongue Head. Groove Head.

Disc No. 2S 65s"X Ih"
Cutter No. 7 H

Clamp Block No. 4597 A
Knurled Nut No. 4556 A
Outer Sleeve No. 9445

Inner Bushing No. 4555 A

Disc No. 2 T, 65g"Xl=54"
Groove Cutter No. 9158 B

Groove Cutter Holder No. 9157 B
Pin No. 9394 B

Jointing Cutter No. 4686 H
Outside Sleeve No. 9445
Inner Bushing No. 4555 A
Knurled Nut No. 4556 A

Woods
6-Knife
Head
equally as

efficient

and less

costly to

maintain
than any
so-called

Twelve-
bit Head

Close study should be given these illustrations

for several reasons.

In the first place "WOODS" heads are the

easiest to set up and manipulate. We hear more

or less about twelve-bit side heads which is big

talk when one considers the faster the feed the

more knives are required. However, to carry out

this principle, it is not necessary to complicate

construction. The so-called twelve-bit heads are

nothing more than six-bit heads, for the number
of knives are only doubled up by dividing the cut.

In other words, what is done by two knives with a

so-called twelve-bit head is accomplished with

one knife of a "WOODS" head. Therefore, while

there are twelve cutters on the former, they are

20



AND PROFILER HEADS

Our achievement in developing a side head

on which the knives could be jointed and intro-

ducing a side head truing attachment does not

need to be dwelt upon here to any extent. It is

conceded by all lumbermen that we were the

pioneers in these movements. These three fea-

tures have proven to be fundamentals upon

which our leadership has been maintained and

which have been responsible for our later

successes.

Woods
Early
Achieve-
ments sig-

nified Per-
manent
Success

It is common talk in the lumber world today

that a machine must dress stock at least 150 to

200 lineal feet per minute to make a mill

profitable. In introducing our 400 series match-

ers, which was done at a time when 200-foot

rates were remote and which by the way was

only two or three years ago, our designers built

planers for a productive rate of 100 % greater

than the demands prevalent at that time. Our

expectations for machines of still greater capacity

have materialized, for "THE PLANERS OF
WOODS" are to-day dressing lumber, and giving

the highest quality of finish, at 300 lineal

feet per minute. Two Western mills, both of

them running from three to five of our 400 type

planers inform us that the machines are running

340 and 350 lineal feet per minute. These results

are only possible through a successful planer in its

entirety which must take in the side and profiler

heads. A few pages back will be found an illus-

tration of our patented four-bit convertible disc

matcher heads. We show here our six-bit conver-

tible disc heads set up for flooring.

Woods
Builds for

the
Future

19



WOODS SIDE HEADS

Analysis
of Tongue
Head

The simplicity of our construction is well illus-

trated in the dissected view of the tongue head

opposite. It shows the outer forged steel threaded

sleeve, the inner tempered spring steel bushing,

the disc with tongue cutters together with the

steel tapered ring, knurled clamping collar and

drop-forged spanner. The inner bushing is ad-

justed up and down through the medium of a

specially machined screw entering the outer sleeve

from the top, the head of which is squared to re-

ceive a wrench.

Woods Type ''A" Side Head Truing Device for Straight Jointing.
Also a Woods 4-Knife Disc Shiplap Head. Disc Nos. 3 C, 6^ ^" x
h", 3C, 7H"XH"' Cutter No. 10 F. Jointing Stone No. 3901.

18'
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^^ o o D s SIDE heads

Adapta-
bility of

Woods
Disc
Heads to

other
make of

Machines

Sleeve
No. 4553 B

Inner Bushing
No. 4555 A

Knurled Nut
No. 4556

Beveled Ring
No. 4557

Section showing Woods Self-centering Method of Side Head
Application.

In case it is desired to use " WOODS " heads on

other machines with different-sized spindles the

taper bushing may be removed and replaced with

another having the proper bore.

" WOODS " initiative is also responsible for the

introduction of high speed steel cutters in side

head practice. The rapidly growing demands of

the lumber industry necessitated a knife made of

the highest grade and toughest steel manufac-

tured. Only through careful experimenting were

we able to decide the best steel for this purpose.

Here again attempts are being made to imitate

us. There are many so-called high speed steels

manufactured, but only one that meets all the

requirements.

161



AND PROFILER HEADS

It was obvious to us in the beginning that three

changes were absolutely necessary to make a suc-

cessful fast feed side head. These were: First,

method of holding head; second, cutters made of

better steel; third, some arrangement for placing

all the knives in a true circle when in motion.

4-Bit Grooving Disc for Flooring No. 2 O, 6%" x IW

Our success in developing the former point is

well known. Practically no attention had been

given to setting the side head on the machine up

to this period. We knew a side head could not be

held in position by a set screw without canting

the head to one side or the other, and that a head

in this condition could not produce the best qual-

ity of work. Then again the set screw naturally

chewed up the side spindle, and this was a det-

riment. It was fallacy to expect good results

under these conditions, and we sometimes wonder

how the old heads worked as well as they did with

the set screw holding method. Our self-centering

device proved the keystone in the development of a

successful side head. The line drawing appended

shows the trueness with which a head is set when

drawn centrally into position. This arrangement

places the head under running conditions that are

as near ideal as possible.

Old
Methods
versus
New
Methods

[15;



WOODS SIDE HEADS

Woods
4-Knife
Disc
Heads for

Flooring

Woods
Initiative

Tongue Head.

Sleeve, No. 9445
Inner bushing, No. 4555 A
Disc No. IC, 65^" xl"

Cutters, No. 7 H
Knurled Nut, No. 4556A

Groove Head.

Sleeve, No. 9445
Inner bushing, No. 4555 A
Disc No. 2 O, 6\s"xl34"

Jointing Cutters, No. 4686 G
Groove Cutters, No. 9158 B
Knurled Nut, No. 4556 A

With the problem of dressing lumber growing

more difficult as time goes on, it is well to consider

that the requirements of modern side heads not

only mean their ability to stand up under fast

feeds, but what they are capable of returning in

the way of quality at a rapid production. This

has been foremost in our minds since the time

when lOO-foot matchers were just coming into

use. We could see ahead that planers would be

built for 150 feet and 200 feet per minute capacity

and so on. Today some mills are running 300

feet per minute and over.

Before taking up the manufacture of side heads

we tried out practically every make, all with the

same results, that Is, they could not produce the

proper class of dressing at feeds over 100 lineal feet

per minute. Had we not had this experience. It Is

doubtful If we would be manufacturing heads

today. This Is one reason we began specializing.

14



AND PROFILER HEADS

2 C Mem-
ber illus-

trates

Woods
small
circle

Discs

No. 2 C, 5" X 1
" Disc for Hollow Backing.

Stock when making the cut. The angle of the

knife in the cut is as near 90 per cent as practical.

This feature is a valuable one, for it facilitates

grinding. By this we mean that the cutting and

clearance of bevels which the different classes of

work require can be more easily obtained when

grinding the knives than would be possible if the

cutters were held in the disc at another angle.

All discs are interchangeable on the matcher

spindles of our planers and the spindles of our

profiling attachment.

These are only a few of our profiles. A full set

AvIU be found In outline at the back of the book,

accompanied by tabulated forms for the purpose

of enabling users to familiarize themselves with

our heads and assist them in utilizing the discs In

as many combinations as possible. These forms

are also helpful In ordering.

Inter-

change-
abilities

of Woods
Heads

[13



WOODS SIDE HEADS

Diameter
of Pro-
files are

not
limited

\ T

?

Angle of

Knife
Pockets

No. 4 S, 105^" X ^4" Disc with Cutters for Special Shiplap Work.

The adaptability of our disc construction to

special work is notable by this illustration of our

4 S member. It is an excellent example of the

range and adaptability of " WOODS " heads.

This one is 10^ g" in diameter, ^4" thick, fitted with

six cutters clamped in their respective positions.

This disc many times will save a concern the cost

of a complete pair of special side heads.

It is well to note the milling of the knife pockets

in all our discs. They are so machined that the

knives hold their true position in relation to tlie

12



AND PROFILER HEADS

-li

^

^(Ci

No. 4 A, 6^s"xl" Disc for Combination and Special Heads.

No. 4 D, &ys" X 1,',;" Disc for Special Heads.

11



\\" O O D S SIDE HEADS

No. 2L, 55 ^"x ^s" Disc—-Separating Member on
Combination Heads.

Slight

modifica-

tions

adapt
Woods
Heads to

varied
work

On heads for heavy work which are built up
with two or more members, one disc must be of

a profile that will allow the overlapping of cutters.

The Woods 4 A disc shown on opposite page is

of this t5'"pe. This may be utilized in innumerable

cases where special patterns are worked.

The Woods "A" and "L" members enable a

user to build combinations for working tongue

and groove, shiplap, double spline and miscellan-

eous patterns. Heads made of these units can-

not be surpassed for range and efficienc)' in

dressing heavy stock.

On some two-disc heads for work other than

regular, it is sometimes well that one of the mem-
bers be cupped and milled with slots to fit over

the cutters that lap above the lower member. Our

4 D disc on opposite page is for this purpose.

[lo;



AND PROFILER HEADS

thin on heavy cuts, but it is practical to make
them with a recess. This construction allows the

disc to drop down over the flange of the side-

head sleeve.

Small
Diameter
Members
enlarge
usefulness
of Woods
Disc
Heads

No. IL, 55^"x5<;"Disc— Small Member on
Combination Heads.

The center member on three-disc heads very

often requires no modification outside of the circle

of the disc and its thickness. These naturally are

governed by the size and type of cut. Herewith

is shown a small diameter disc of our (L) type

which is used for making the tongue on double

shiplap and decking.

Disc 2 L (illustrated on page lo) is another

profile which has a separating hub on both sides.

This latter is used in a head where it is neces-

sary to have a space between the two adjoining

discs.

9]



^^ooDS SIDE heads

Slight

Variations
greatly
increase

Range

One of the most important features of our

profiler and side heads is their range. Developing

them in this respect has naturalh^ led us into

manufacturing a large variety of discs. In man}'

instances the variations are very slight, in fact,

the difference is hardly perceptible. An illustration

(see cut page 7) is our 3 C four-knife disc made
especially for shiplap heads. It is used in con-

junction with an adjoining member which is i"

larger in diameter. Two discs mounted on one

head in this manner naturally must have some
provision for separation. You will observe on

this one a slight hub projecting on the face which

is for this purpose.

No. 4C, 6^^" X 1" Disc for Combination Side Heads.

In contrast to this, some combinations require

a recessed disc as 4 C. For example, a three-disc

head for heavy work where the thread on the sleeve

of the head limits the discs in both number and

thickness. It is not advisable to make the discs



AND PROFILER HE A D S

Rein-
forced
Clamping
for Heavy
Cuts

On all discs 1" or over in thickness, the holding

of the cutter is re-inforced by the application of

two blocks for each knife. This is done for a two-

fold purpose, namely, safety and quality of work.

The former is very essential in these days when

compensation acts are being passed placing a

greater responsibility on the employer. On the

latter, the stiflFer the hold on the cutter, the better

grade of work the head will do. Therefore, it is

only natural to suppose that as a cutter or head

increases in width or length as it may be termed,

the power of clamping should be strengthened

correspondingly. Here again are emphasized the

advantages of "WOODS" method of clamping the

cutters. The easier and quicker the knives on

heavy heads can be handled, the greater in gain

of production and service. With the clamps al-

ways in position, one can readily appreciate the

benefit our construction is in changing and setting

knives of this character.

^-5(S^-

No. 3 C, G^s" X ^:i" Disc for Shiplap Heads.



A\'OODS SIDE HEADS

Advan-
tages of

Woods
Bit Seat
and
Milled
Back
Cutter

In the knife pocket of the disc. A piece of drill

rod riveted into the disc passes through the eye

hole of the block holding the latter in place. To
fasten the cutter, the screw is turned outward
until it comes against the disc; to loosen the

cutter, the operation is reversed. This makes as

strong and simple a holding combination as it is

possible to obtain. This arrangement has other

advantages, however, namely, the facility with

which cutters can be changed, to say nothing

of the time saved in having the lock block and
screw always in position. Set-ups and grindings

can be performed in the minimum time.

With our milled bit seat and toothed-back cutter

it is impossible for the knives to drive back even

under the heaviest cut. Another feature of the

tooth-back knife is that the cutters can always

be returned to their true position by the grooves

in the bit seat.

No. 8C, 6^s" xl}4" Disc, showing Double Block Construction
for Holding Cutters.

[6]



AND PROFILER HEADS

hardening fluids are watched very carefully through

the medium of specially manufactured thermom-
eters. The subsequent operations such as block-

ing, grinding and balancing are performed by the

respective departments in our works in an equally

thorough manner.

Its completion is determined by a final inspec-

tion, and unless perfect in every form, even to the

most minute detail, it is either returned to the

proper department for correction or thrown out.

Six-Knife
Tongue
Disc Set
Up

No. 1 S, 6H"xl" Disc with No. 7H Cutters to work Tongue on
1" Standard Flooring

This illustration (1 S) shows the "WOODS"
method of holding cutters. It is accomplished

by means of a treated high carbon steel clamping

block into which is inserted a tempered tool steel

set-screw\ On the former is a tit or projection

with an eye hole which fits into a groove milled

The sim-
plicity of

Woods
Clamp
Block

:5]



WOODS SIDE HEADS

Woods
Head
Unit

years our designers and experts have directed

their attention to these elements.

Their investigation was not long under way be-

fore it was apparent that heads for this class of

work would have to be something entirely dif-

ferent from what had been manufactured up to

that time. Our initial efforts were devoted to the

side head. What we have accomplished in this

direction is welt known to the lumber world. Our
self-centering method of holding side heads on the

spindles; designing a head on which the cutters

could be jointed while running, and equipping it

with knives made of high-speed steel are original

"WOODS" features.

Being the first to realize the need of making

formed and beaded cuts on a separate attachment,

we felt the development of a fast feed head for

profiler work could be handled in conjunction with

the side head problem. Through the study of these

two together, it has been our good fortune to

complete a combination of heads that are the

most economical and efficient of any manufactured

today.

To appreciate the convenience, range and ca-

pacity of " WOODS " Heads, it is first necessary to

be familiar with the principle on and about which

these heads are built. It Is our detachable and

Interchangeable disc construction. The discs are

made of a special alloy, 50-point carbon steel

which is treated, manufactured and tested In the

most careful manner. They are taken from the

rough state and passed through the various oper-

ations of machine manufacture until finished to a

certain profile. The next operation Is performed

by the tempering department. Here the discs

are treated by experts In charge of our furnaces,

oil and tempering baths. The temperatures of the

14]



WOODS
SIDE HEADS AND
PROFILER HEADS

OUR policy of specializing in the manufacture

of "THE PLANERS OF' WOODS" has

placed us In a position to appreciate with more

keenness than we could otherwise the importance

of efficiency in every element concerned In the

dressing of lumber. Not only have we been quick

to see this, but manufacturing a specialty has en-

abled us to develop those improvements that our

observations and study have shown were necessary

with more thoroughness and completeness than

could have been possible under any other condi-

tions.

The production of dressed lumber today is

figured so closely that every point of advantage

a manufacturer like ourselves can show the lum-

berman, the greater gain it is to both of us. With

the inception of what is now termed rapid feeds,

have come problems which have affected the plan-

ing machine In other ways than its ability to

stand increased strains. We refer to the knife

work or quality of dressing.

On this point depends the success of the modern
planing machine. It is the vital question in lum-

ber manufacturing. Thru the medium of our

patented solid back round cylinders, thin knives

and truing devices, quality surfacing was made
possible. In this achievement, however, only half

the problem was solved. High grade edge and

profiler work was also a necessity, and for many

3]

Early
Revela-
tions
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Woods Profile C Disc for four knives

^ V V^

Woods Profile C Disc with Tongue Cutters for 1" Flooring

MAR 28 1914

0'CI.A369488
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TABLE 1

Y. P. M. A. Standards

^" Ceiling—Shiplapped
y^' Ceiling—D. & M.
3^" Ceiling

y^' Ceiling
^/^' Ceiling

Standard Bead for Barn Siding
I'^x 4" Partition

V X 4'' Flooring
r X 6" Flooring





PROFILER AND SIDE HEAD DISCS FOR YELLOW PINE MANUFACTURERS' ASSOCIATION STANDARDS





TABLE 2

Y. P. M. A. Standards

1^4' X 6" Flooring

y X 6" Flooring

Grooved for Splines, surfaced

two sides

Grooved for Splines, surfaced

one side

8", 10'^ and 12'' Shiplap
r X ()" Shiplap





PATTERNS

No. 94

uJ-L
21" X 6' Flooring

u

ff

8' X 6' Flooring
^

No. 96





TABLE 3

Y. P. M. A. Standards

yl' Grooved Roofing
No. 8310 (M"x4M", used also

on Nos. 8308 and 8311)
No. 8151 (irx2i4'0
No. 101 Drop Siding

No. 102 Drop Siding

No. 103 Drop Siding

No. 104 Drop Siding

No. 105 Drop Siding

No. 106 Drop Siding

No. 107 Drop Siding













_





TABLE 5

Y. P. M. A. Standards

No. 118 Drop Siding

No. 8000 Crown Moulding
No. 8002 Crown Moulding
No. 8009 Crown Moulding
No. 8010 Crown Moulding
No. 8011 Crown Moulding
No. 8012 Crown Moulding
No. 8014 Crown Moulding
No. 8016 Crown Moulding
No. 8018 Crown Moulding





PROFILER AND SffiE HEAD DISCS FOR YELLOW PINE MANUFACTURERS' ASSOCIATION STANDARDS— Con<mued

PATTERNS









TABLE 6

Y. P. M. A. Standards

No. 8019 Crown Moulding
No. 8020 Crown Moulding
No. 8021 Crown Moulding
No. 8023 Crown Moulding
No. 8025 Sprung Cove and

Bed Moulding
No. 8030 Sprung Cove and

Bed Moulding
No. 8060 Cove Moulding
No. 8066 Quarter Round

Moulding
No. 8283 Drip Cap Moulding
No. 8284 Drip Cap Moulding





|6] PROFILER AND SmE HEAD DISCS FOR YELLOW PINE MANUFACTURERS' ASSOCIATION STANDARDS - Con/mued

TOP PROFILERSIDE HEADS

Type Number

4K

6K

IC 6fX-J
1 C 6| X I

IS 6| X I

IS 61 X !

IC 6|X
IC 6|X

IS 6i>*i
IS 6| X :

1 C 6| X f

1 C 6| X I

IS 6| X I
IS 6| X f

1 C 6f X f
1 C 6| X i

IS 6| X t

IS 6| X I

Cutter
No.

4686 E
2SJ

4686 E
25 J

4686 E
25 J

4686 E
25 J

4686 E
25 J

4686 E
25 J

4686 E
25 J

4686 E
25 J

Type

4K

6K

4K

6K

4K

6K

4K

6K

Number

1 C 6J X 1

2 S 6| X U

1 C 65 X 1

2 S 6i X U

1 C 6J X 1

2 S 6| X U

1 C 65 X 1

2 S 6§ X U

Cutter
No.

4686 B

4686 B

4686 B

4686 B

4686 B

4686 B

4686 B

4686 B

Outside

Type Number

1 C 61 X f

IS 6| X i

1 C 61 X f

IS 6| X I

4K
i

1 C 6i X 1

6K IS 6| X 1

4K I 1 C 61 X f

6K ' IS 6i X J

Cutter
No.

6AB

6AB

SAB

5AB

9AB

9AB

8AB

SAB

Type

Cutter
No.

DISCS

Type Number

Cutter
No.

8C 6| X U 9AI

2 S 61 X U 9 A I

8C 6i X IJ ' 7AI

2S 6| X U I
7AI

8C 6| X 2\
I

16 A I

2S 6f X 21
I

16 A I

8C 6i X 2 15 A I

2 S 61X2
i

15 A I

BOTTOM PROFILER

DISCS

Type Number

1 C 6| X f

IS 6| X 5

1 C 6| X I

IS 6| X 5

1 C 61 X

IS 6' X :

Cutter
No.

25 J

25 J

25 J

25 J

25 J

25 J

1 C 6| X I

IS 6f X f

25 J

25 J

Type

Cutter
No.

HOW WORKED

Type Number

1 C 6| X 5

IS 61 X I

1 C 6| X t

1 S 6| X i

IC 6JX|

IS 6| X i

1 C 6| X f

IS 6| X f

Cutter
No.

26 J

26 J

26 J

26 J

26 J

26 J

26 J

26 J

22 J

22 J

Left end of

diagram to

guide

Left end of

diagram to

guide

Left end of

diagram to

guide

Left end of

diagram to

guide

Left end of

diagram to

guidevV

Tabulations cover

equipment to work

this pattern double

No. 8060

1 C 6| X !

1 C 6| X I

t S 6| X I

1 C 61 X I

4686 E
21 J

4686 E
21 J

4K

6K

1 C 6| X
1 C 6| X \

IS 6| X
IS 6i X i

4686 E
22 J

4686 E
22 J

1 C 6| X I

1 C 61 X f

IS 6| X I

IS 6| X f

4686 E
21 J

4686 E
21 J

4K

6K

8C 6| X li

2 S 6| X li

6AI

6AI

1 C 6| X 1

2S 6| X U

4686 B

4686 B

4K

6K

1 C 6f X 1

2S 6| X U

4686 B

4686 B

8 C 6| X li

2 S 6| X li

2AB

2AB

1 C 6| X

IS 6| X

21 J

21 J

8 C 6| X 1^

2 S 6| X U

2AJ

2AJ

1 C 6| X

IS 6i X

21 J

21 J

1 C 6|- X 1

IS 6f X 1

3AB

3AB

1 C 6| X S

IS 6| X I

1 C 6| X I

IS 6f X I

22 J

22 J

Rounded
edge to

guide

Tabulations cover

equipment to work

this pattern double

No. 8066

4K IC 6| X 1

2 S 6| X IS

4686 B 4 K

4686 B 6 K

1 C 6i X 1

2 S 6| X \\

4686 B

4686 B

1 C 6f X 1

2 S 6| X U

4686 B

4686 B

8C 6i X U

2 S 61 X 1^

33 AH

33 AH

4 K
j

1 C 6| X 1

6 K
i

2 S 6§ X U

4686 B

4686 B

1 C 6i X 1

IS 6| X 1

20 Y

20 Y

Right end of

Pattern

as shown in

diagram to

guide

1 C 6| X 1

2 S 61 X li

4686 B

4686 B

4 K 1 C 6| X 1

6K ' 2S 61 X U

4686 B

4686 B

8 C 6ixn

2S 6f X U

19 Y

19 Y

Right end of

Pa'.tern

as shown in

diagram to

guide





TABLE 7

Y. P. M. A. Standards

No. 8285 Drip Cap Moulding
No. 8286 Drip Cap Moulding
No. 8287 Drip Cap Moulding
No. 8288 Casing
No. 8289 Casing
No. 8290 Casing
No. 8291 Casing
No. 8384 Base Moulding
No. 8385 Base Moulding
No. 8386 Base Moulding
No. 8415 Base Moulding









TABLE 8

Y. P. M. A. Standards

No. 84-21 Base Moulding
No. 8426 Base Moulding
No. 8428 Base Moulding

Boston Sheathing

Style "T"
Style "C"
Style "K"
Style "R"
Style "E"





[8]





TABLE 9

Boston Sheath

Style's"
Style "O"
y^' Wedge Matched Flo(

N. C. P. M. A. Stan.

y% Celling

tV Ceiling

y^' Ceiling

y^' Ceiling
^" Partition





I





TABLE 10

N. C. P. M. A. Standards

V Partition

V Flooring

IH" Flooring
2" T. and G. Factory Flooring
23^" Factory Flooring Grooved

for Splines
3" T. and G. Factory Flooring





[10]

No. 132

No. 133

PATTERNS

i^i iiNCHummiM' \

2 inch T. »nd G. Ficioty Flooring

-Va-."/"

c
t GrooKJ loi 5i.li

t

1

T

,„ch T .nJ C F»c..t> H<

PROFILER AND SIDE HEAD DISCS FOR NORTH CAROLINA PINE MANUFACTURERS' ASSOCIATION STANDARDS — Con^inuerf.

I

TOP PROFILERSIDE HE.\nS

Fkont Head

Type Number

1 C 6| X 1

2s 61 xn

1 C 6| X 1

2 S 61 X U

1 C 0| X 1

2S 6|XU

8C 6|X2

9 K 1 W 6i X 2}

8C 6JX2

Cutter
No.

Back Head

Type

7H

7H

7H

7H

7H

7H

4686 M
9158 E

8K

12 K

8K

12 K

8K

12 K

Number

Cutter
No.

2 6J X IJ

2T 6| X IJ

2 6| X 1^

2T 6| X If

2 6| X If

2T 6|Xli

2W 6IX2J

2 W 6f X 2i

2W 6|X2i

4686 G
9458 B

4686 H
9158 B

4686 G
9158 B

4686 H
9158 B

4686 G
9158 B

468f H
9158 B

4686 M
9158 E

4686 M
9158 E

4686 M
9158 E

Outside

Type; Number

Cutter
No.

4 G 61 X i

lU 6|Xf

5198 L

5198 L

Centre

Tjpe

Cutter
No.

Guide Side

Typej Number

Cutter
No.

BOrrOM PROFILER

Outside

Type Number

4G 61 Xi

1 U 61 X I

Cutter
No.

5198 N

5198 N

Type

Cutter
No.

Type Number

Cutter
No.

HOW worked

Groove to

guide

Groove to

guide

Groove to

guide

Groove to

guide

Groove to

guide





TABLE 11

N. C. P. M. A. Standards

3" T. and G. Factory Flooring

Standard Spline for 1\ ly^',

and y Factory Flooring
No. 101 German Sid

No. 102 German Sid

No. 103 German Sid

No. 104 German Sid

No. 105 German Sid

No. 106 German Sid

No. 107 German Sid

ng
ng
ng
ng
ng
ng





PROFILER AND SIDE HEAD DISCS FOR NORTH CAROLINA PINE MANUFACTURERS' ASSOCIATION STANDARDS— Condnued.





TABLE 12

N. C. P. M. A. Standards

No. ]





[121

No. 108 N C

PROFILER AND SIDE HEAD DISCS FOR NORTH CAROLINA PINE MANUFACTURERS' ASSOCIATION STANDARDS — Continued.

SIDE HEADS TOP PROI ILER BOrrOM PROFILER

Type Number

P

4K

6K

4K

6K

1 C

2S

1 C

2S

6| XI

6| X U

Cutter
No.

7H

7H

65 X 1

6| X U-

4686 B

4686 B

Type

8K

12 K

4K
4K

6K
6K

Number

Cutter
No.

2 6|X1|

2T 6t X 1|

4686 C.

9158 B

4686 H
9158 B

3C 71 X J
3 C 6| X f

3 8 7i X f
3 S 61 X i

10 F
10 F

10 F
10 F

Type Number

Cutter
No.

8C 6|Xli

2 S 6| X IJ

IM

IM

8 C 6| X IJ

2S 6| X H

5K

5K

Type Number

1 C 61 X 1

IS 6| X 1

Cutter
No.

IN

IN

Type

Cutter
No.

Type Number

Cutter
No.

Type Number

Cutter
No. Type

Cutter
No.

HOW WOKKKI)

Groove lo

guide

Lap to

guide

^ ^
4K

6K

IC

2S

61 X 1

6| XII

7H

7H

2 6| X If

2 T 6| X Ij

4686 G
9158 B

4686 H
91.S8 B

8 C 6| X 1

2 S 61 X U

2K

2K
Groove to

guide

No. 113 N C

No. 114 N C

^

4K

6K

1 C

2S

6| X 1

6§ X 1^^

4686 B

4686 B

4K
4K

6K
6K

3 C 7| X !

3 C 6| X i

3 S 71 X f
3 S 6| X J

10 F
10 F

10 F
10 F

8C 61 XU

2 8 6|XU

SK

SK

IC 6i X 1

IS 61 X 1

3AA

3AA

^
4K

6K

IC

2S

6|X1

6| X 11

7H

7H

8K

12 K

2 6| X If

2T 6| X U

4686 G
9158 B

4686 H
9158 B

8 C 6| X 1

2 8 6|Xli

4K

6K

IC

28

6| X 1

61 X IJ

4686 B

4686 B

4K
4K
6K
6K

3C 7| X !

3 C 6| X I

3 S 7i X I

3 8 6| X i

10 F
10 F

10 F
10 F

8C 6| X U

2 8 6iXl2^

^
4K

6K

IC

28

6| X 1

6| X 1

7H

711

2 6| X 1|

2T 6| X If

4686 G
9158 B

4686 H
9158 B

8 C 6| X 1

2 8 6| X U

2K

2K

1 C 6| X 1
I

10

IS 61 X 1 10

3Y

3 Y

IP

IP

Lap to

guide

Groove to

guide

Lap lo

guide

Groove to

guide

No. 116 N C 4K

6K

IC

28

XI

Xli

4686 B

4686 B

4K
4K
6K
6K

3C 71 X J
3 C 6| X i

3 8 7iiX!
3 8 6S X f

11 F
4686 A

UF
4686 A

8C 6| X li

2S 6J X U

16 Y

16 Y

23 C 6| X 2

5 8 6| X 2

15 Y

15 Y

Lap to

guide

Groove to

guide

No. 116 NO 4K

6K

1 C

2S

61 X 1

61 xn

7H

7H

4K

6K

IC

28

6|X1

61 X U

4686 B

4686 B

4K

6K

IC

28

6|X1

6iXU

7H

7H

8K

12 K

2 6| X U

2T 6| X 12

4686 G
9158 B

4686 H
9158 B

8C 65 X 1

2 8 61 X li

9079 E

9079 E

4 G 61 X I

IS 6| X I

9079 A

9079 A

4 G 6f X I

1 U 61 X I 9079 I

3 C 73X1
3 C 6i X J

3 8 nxi
3 8 6| X f

10 F
10 F

10 F
10 F

3 J 55X6i»j

1 X 61 X eVi

S3S6

5356 O

8K

12 K

2 61 X li

2T 6| X IJ

4<586G
9158 B

4686 H
9158 B

3 J 5J X 6A

IX 6J X6,»J

5356 P

5356 P

Lap to

guide

Groove to

guide





TABLE 13

P. C. L. M. A.
)

o. and w. L. M. A. ,^Standards
S.W. and W.L.M.A.)

Vs" X 4'' Beaded Ceiling

y/ X 6" Beaded Ceiling

y/ X 4" Beaded Ceiling

y/ X 6" Beaded Ceiling
^" X 4'' Beaded Ceiling
5^" X 6" Beaded Ceiling
5^" XV Double Beaded Ceiling
5^" X 6" Double Beaded Ceiling





PROFILER AND SIDE HEAD DISCS FOR PACIFIC COAST LUMBER MANUFACTURERS' ASSOCIATION, OREGON AND WASHINGTON LUMBER MANUFACTURERS' ASSOCIATION SOUTHWES TERN AND VAsmwrTnro
LUMBER MANUFACTURERS' ASSOCIATION STANDARDS.

' AsniiMOlOlN [13]

PATTERNS





TABLE 14

P. C. L. M. A. )
o. and w.L.M.A| Standards
S.W. andS.L.AlA.)

V X 4'' Beaded Ceiling

V X 6" Beaded Ceiling

V X r Double Beaded Ceiling

V X 6" Double Beaded Ceiling

Vs" X V V Ceiling
^" X 6' V Ceiling

M" X r V Ceiling

3^" X 6" V Ceiling





[14] PROFILER AND SIDE HEAD DISCS FOR PACIFIC COAST LUMBER MANUFACTURERS' ASSOCIATION, OREGON AND WASHINGTON LUMBER MANUFACTURERS' ASSOCIATION, SOUTHWESTERN AND WASHINGTON
LUMBER MANUFACTURERS' ASSOCIATION STANDARDS Continued.





TABLE 15

P. C. L. M. A. )

o. andW.L.M.A. ^Standards
S.W. andW.L.M.A.)

%" X r V Ceiling
%" X 6" V Ceiling
%" X 4" Double V Ceiling

Ys" X 6" Double V Ceiling

l"x4''V Ceiling
1" X 6" V Ceiling
\" X r Double V Ceiling

V X 6" Double V Ceiling

:i .ow





PROFILER AND SIDE HEAD DISCS FOR PACIFIC COAST LUMBER MANUFACTURERS' ASSOCIATION, OREGON AND WASHINGTON LUMBER MANUFACTURERS' ASSOCIATION SOUTHWESTERN AND WASHINGTON [151
LUMBER MANUFACTURERS' ASSOCIATION STANDARDS- Continued.

'





TABLE 16

P. C. L. M. A.
)

o.andw.L.M.A. Standards
S.W.and W.L.M.A.)

I''x4" Flooring

r X 6" Flooring

IM" X 4" Flooring

UA" X 6" Flooring
1" X 12" Grooved Roofing
1" X 6" Double V Rustic
V X S" Double V Rustic





[16] PROFILER AND SIDE HEAD DISCS FOR PACIFIC COAST LUMBER MANUFACTURERS' ASSOCIATION, OREGON AND WASHINGTON LUMBER MANUFACTURERS' ASSOCIATION, SOUTHWESTERN
LUMBER MANUFACTURERS' ASSOCIATION STANDARDS - Con/mued.

AND WASHINGTON

SIDE HEADS

Front Head

Type Number

Cutter
No.

Type Number

Cutter
No.

TOP PROFILER

Type Number

Cutter
No.

Type Number

Cutter
No.

Type! Number

Cutter
No. Type Number

BOTTOM PROFILER

Cutler
No.

Type

Cutter
No.

Type

Cutter
No.

HOW WORKED

g 3
/''4 ' ^/oor/^p

4K I IC 6| X 1 11 H

6K 2 8 6f X li
I

11 H

8K

12 K

2 O 6| X If

2T 6| X If

4686 G
9158 B

4686 H
9158 B

Groove to

guide

|[ Si
/*S /-"/oor//r^

4K i IC 6| X 1 11 H

i

6K
; 2S 6f X li

I

11 H

8K

12 K

2 6| X If 4686 G
9158 B

2 T 6| X If 4686 H
9158 B

Groove to

guide

IC 6fXl

2 8 6f X If

//i''4' ^/oar/-"}

11 H

11 H

8 K 2 6| X If

12K ! 2T 6| X If

4686 G
9158 B

4686 H
9158 B

Groove to

guide

No. 167

J'

'^

4-, ^
1 C 6| X 1

2 8 6| X If

11 H

11 H

8K

12 K

2 6| X If

2T 6| X If

/)i're' /7oor//7y

A/2 ' Orooff</ /r^oo///?^ S/o/f^c/r/

1 C 6| X 1

6 K 2 S 6| X If

10 F
10 F

10 F
10 F

3 S 63 X f
3S 7|Xf

10 F
10 F

10 F
10 F

4K

6K

4686 G
9158 B

4686 H
9158 B

1 C 6| X 1

2 8 6f X U

4 K 4 G 6f X I

1 U 6| X I

3 C 6i X f

3C 7| X f

3 8 7| X f

3 8 6| X f

10 F
10 F

10 F
10 F

3 C
3C

63X3
7|Xf

71 Xf
6|X f

10 F
10 F

10 F
10 F

4 K 4 G 6f X

1 U 6| X I

4G 6| X

1 U 6f X

9079 F

9079 F

4 G 6| X

lU 6| X

907QB

9079 B

4 G 65 X I

1 U 6t X 5

9079 F

9079 F

4 G 6f X i

lU 6|X

9079 B

9079 B

4G 6|X I

1 U 6| X f

4 G 6f X I

lU 6| X I

9079 J

9079 J

9079 J

9079 J

Groove to

guide

Either edge
to guide

Lap to

guide

Lap to

guide





TABLE 17

P. C. L. M. A. )
o.andw.L.M.A. Standards
S.W. andW.L.M.A.)

V X 6" V Rustic
1" X 8" V Rustic
l"x8", l"x 10'', l"x 12'' Ship-

lap
1" X 4" Drop Siding, No. 106

V X 6" Drop Siding, No. 106

V X 6" Channel Rustic

V X 8" Channel Rustic
1" X 6" Novelty Rustic,No.ll5





PROFILER AND SffiE HEAD DISCS FOR PACIFIC COAST LUMBER MANUFACTURERS' ASSOCIATION, OREGON AND WASHINGTON LUMBER MANUFACTURERS' ASSOCIATION, SOUTHWESTERN AND WASHINGTON
LUMBER MANUFACTURERS' ASSOCIATION STANDARDS — Continued.

[17]

SIDE HEADS

Front Head

Type Number

Cutter
No. Type

Cutter
No.

TOP PROFILER

Outside

Type Number

Cutter
No. Type Number

Cutter
No.

Type Number

Cutter
No.

BOTTOM PROFILER

Type Number

Cutter
No.

Type Number

Cutter
No. Type Number

Cutter

No.

HOW WORKED

.r>:-t#-i:
-si-

__L_

"M

/"GA^/^SZ/'c 5^^aiy/re:^.

3 C 61 X
3C 71 X

6f X
71 X

10 F
10 F

10 F
10 F

4K

6K

3 C 6f X :

3C 7|X:

6|X:
71 X -.

10 F
10 F

10 F
10 F

4 G 6| X I

1 U 6| X \

9079 F

9079 F

4G 61 X

IS 6| X i

9079 J

9079 J

Lap to

guide

-i-r-

US ' y- /?oS//C 7i 'orer a//

3 C 6| X
3 C 7-1 X

3 S 6| X i

3S 71 Xi

10 F
10 F

10 F
10 F

4K

6K

3 C 6| X
3C 7f X

6| X :

71 X:

10 F
10 F

10 F
10 F

4 G 6| X I

1 U 6f X I

9079 F

9079 F

4G 6| X

IS 6| X

9079 J

9079 J

Lap to

guide

^
l'6' S/iip lop fiin/sAei^ y'/ice

3 C 6| X
3C 71 X:

3S 6|X;
3 S 71 X :

10 F
10 F

10 F
10 F

4K

6K

3 C 61 X
3C 7iX

61 X
7| X

10 F
10 F

10 F
10 F

'f^ /''4'Drvp SM>y * '06

\ I r M«.

1 C 6| X 1

2S 6| X U

11 H

11 H

8K

12 K

2 6| X If

2 T 6| X 1|

4686 G
9158 B

4686 H
9158 B

Sl-

.t-

fc 3i
1 C 6| X 1

2 S 6f X U

11 H

11 H

8K

12 K

2 61 X If

2 T 6J X 11

4686 G
9158 B

4686 H
9158 B

No. 176 !^: lie'Drop SMffy *^^6 S/O/K/arr^

1 C 6| X 1

2S 61 X U

4686 B

4686 B

4K

6K

3C
3C

6| X J
7|X J

6| X J

7f Xf

10 F
10 F

10 F
10 F

1 C 6| X 1

2 s 6| X n

4686 B

4686 B

4K

6K

3 C 6f X ^

3 C 7| X :

3 S 6f X :

3S 71 Xi

10 F
10 F

10 F
10 F

1 C 6| X 1

2 S 6^ X \\

46861

46861

4K

6K

3 C 71 X
3 C 6| X

3 S 6| X i

3S 71 X :

11 F
4686 .\

4686 \
11 F

8C 6| X U

2S 6| X U

IM

IM

8C 6| X li

2S 6| X li

IM

IM

8C 6| X U

2 8 61 X U

3P

3P

8 C 6i X \\

2 S 6| X If

3P

3P

8 C 6| X 2\

2 S 6| X 2J

51 Y

51 Y

23 C 61 X 2 52 Y

5 S 6J X 2 52 Y

Lap to

guide

Groove to

guide

Groove to

guide

Lap to

guide

Lap to

guide

Lap to

guide





TABLE 18

P. C. L. M. A. )
o. and w. L. M. A. [Standards
S.W. and W.L.M.AJ

1 " X 6" Novelty Rustic,No. 1 1

7

3" O. G. Batten
1)4' O. G. Batten
1" O. G. Batten
y Flat Batten





[18] PROFILER AND SIDE HEAD DISCS FOR PACIFIC COAST LUMBER MANUFACTURERS' ASSOCIATION, OREGON AND WASHINGTON LUMBER MANUFACTURERS' ASSOCUTION, SOUTHWESTERN AND WASHINGTON
LUMBER MANUFACTURERS' ASSOCIATION STANDARDS — Continued.

PATTERNS





TABLE 19

W.C.L.M. A. Standards

%" X 4" Beaded Ceiling
%" X 6" Beaded Ceiling

3^" X 4" Beaded Ceiling

y2" X 6" Beaded Ceiling
5^" X V Double Beaded Ceiling

y/ X 6" Double Beaded Ceiling
%" X 4" Double Beaded Ceiling

or Partition









TABLE 20

W.C. L. M.A. Standards

y^\ X 6'' Double Beaded Ceil-

ing or Partition

V X 4'' Double Beaded Ceiling

(Run to order only)

V X 6'' Double Beaded Ceiling

(Run to order onlv)
\" X 4'^ Double Beaded Ceiling

or Partition
\" X 6" Double Beaded Ceiling

or Partition

3^"x4'' Double V Ceiling









TABLE 21

W.C. L. M.A. Standards

3^"x6'' Double V Ceiling
y2"x4" Double V Ceiling

K"x6" Double V Ceiling

Vs" xV Double V Ceiling
5^"x6" Double V Ceiling

Ys" X V Double V Ceiling or

Partition

Ys" X 6" Double V Ceiling or

Partition

l"x V Double V Ceiling









TABLE 22

W.C.L.M. A. Standards

I'^x 6" Double V Ceiling

l"x4" Double V Ceiling or
Partition

Vx6" Double V Ceiling or

Partition

l''x4"V.G. Flooring
1" X 6" V. G. Flooring
Vx6" Flat Grain Flooring
iyj'x4:" V. G. Flooring









TABLE 23

W.C. L. M.A. Standards

lK"x6'^ V. G. Flooring
V X 3" V. G. Flooring

lk^"x 3" V. G. Flooring
6" Silo

S'\ 10", and 12" Shiplap
1" X 6" V Rustic, 5^" Over-all





PROFILER AND SIDE HEAD DISCS FOR WEST COAST LUMBER MANUFACTURERS' ASSOCIATION STANDARDS — Conrinued.

SIDE HEADS

Front Head

Type Number

Cutter
No.

Type Number

Cutter
No.

1231

TOP PROFILER

Type Number

Cutter
No.

Type Number

Cutter
No. Type Number

Cutter
No.

BOTTOM PROI'TLER

Type! Number

Cutter
No.

T>'pc' Number

Cutter
No.

Typci Number

Cutter
No.

•/Si
I

'•/it.

1 C 6| X 1

2S 61 X U

2 6J X If I 4686 G
9158 B

2T 6f X If 4686 H
9158 B

1 C 61 X 1

2 S 61 X li

2 6| X IJ 4686 G
9158 B

2T 61 X If i 4686 H
9158 B

1 C 6| X 1

2 S 6| X li

2 6| X If 4686 G
! 9158 B

2T 6| X If 4686 H
9158 B

8C 6fXli 2 6| X If 4686 G
9158 E

2T 6J X If 4686 H
9158 E

3C 6|X} 10 F
3C 7|x} 10 F

3 S 61 X } I
10 F

3S 71 X J 1
10 F

10 F
10 F

10 F
10 F

3C 7i X f

3 C 6i X f

3S 7ixi
3 S 6j X }

10 F
10 F

10 F
10 F

3C 7JXJ I 10 F I4K!4G 6iXi 9079 F
3 C 6| X i 10 F

3 8 7J X J 10 F 6K lU 6i X I 9079'F
3 S 61 X i 10 F

4K 4G 65 X i 9079 J

I

6K lU 61 X I
I
9079J

Lap to

guide





M'Alil-l-: 24

W.C. L. M. A. Standards

1" x.S" V Rustic-, 7',''()v(T-.-ill

1" X ()" Double V Rustic

l"x <S" Double V Rustic
<S", 10", .-lud 12" Croovcd

Rooliiijj;

V X 4" Drop Siding, No. 100

l"x6" Drop SidiriR, No. 106
l"x 6" Channel Rustic









TABLE 25

W.C.L.M. A. Standards

l"x8'Xhannel Rustic
1" X 6" Novelty Rustic, No.

115

V X 6" Novelty Rustic, No.
117

3' {%") O. G. Batten (To
Order)

y O. G. Batten
2y2" {%") O. G. Batten (To

Order)
23^'' O. G. Batten









TABLE 26

W.C. L. M.A. Standards

r iy^') O. G. Batten (To
Order)

r O. G. Batten
y Flat Batten

B.C.L. andS.M.A.Io j j

M.L.M.A. ^Standards

y^' X 3" V Ceiling

y^' X 4" V Ceiling

y^' X 6" V Ceiling





[26]

No. 232

PATTERNS

PROFILER AND SIDE HEAD DISCS FOR WEST COAST LUMBER MANUFACTURERS' ASSOCIATION STANDARDS ~ Continued.

SIDE HEADS

Type Number

Cutter
No.

Type Number

Cutter
No.

1 C 6i X 1

2S 6|Xli

1 C 6| X 1

2 S 61 X 1}

4686 B

4686 B

4686 B

4686 B

4K

6K

1 C 6f X 1

2 S 6| X IJ

4686 6

4686 B

4K

6K

1 C 6| X 1

2 S 6| X U

4686 B

4686 B

TOP PROFILER

Type

Cutter
No.

IC 6JX!

IS 6|X|

37 AH

37 AH

1 C 6| X i

IS 6f X I

37 AH

37 AH

Type] Number

Cutter
No.

Type

Cutter
No.

1 C 6| X J

IS 6i X 5

36 AH

36 AH

1 C 61 X I

IS 61 Xi

36 AH

36AH

BOnOM PROFILER

Type Number

Cutter
No.

Cutter

Type Type

1 C 6j X 2 9076 B

IS 6J X I 9076 B

1 C 6| X J

IS 61 Xi

9076 B

9076 B

Cutter

No.

HOW WORKED

Mould to

guide

Mould to

guide

No. 234
4K 1 C 6i X 1

6 K
1
2 S 61 X U

4686 B

4686 B

4 K 1 C 6| X 1

6K ! 2S 61 X U

4686 B

4686 B
Straight ciIrc

to nuide

PROFILER AND SIDE HEAD DISCS FOR BRITISH COLUMBIA LUMBER AND SHINGLE MANUFACTURERS, LTD., THE MOUNTAIN LUMBER MANUFACTURERS' ASSOCIATION STANDARDS.





B. C. L. and S. M., Ltd

Mountain L, M. A.

TABLE 27

[Standards

V X 3" V Ceiling
1" X r V Celling
1" X 6" V Ceiling
1" X 3" Beaded Celling
1" X 4" Beaded Ceiling
1" X 6" Beaded Ceiling

r^x3" Flooring









TABLE 28

B. C. L. and S. M., Ltd.) q j i

Mountain L. M. A. ptandarcls

l"x 4" Flooring

V X 6" Flooring

IM" X 3" Flooring

IM" X 4" Flooring

IH" X 6" Flooring

l"x4'' Angle Rustic
r X 4" T. and G. Angle Rustic





[28] PROFILER AND SmE HEAD DISCS FOR BRITISH COLUMBIA LUMBER AND SHINGLE MANUFACTURERS, LTD., THE MOUNTAIN LUMBER MANUFACTURERS' ASSOCIATION STANDARDS — Co/i/inued.

SIDE HEADS TOP PROFILER BOTTOJI PROHLER

Front Head

Type Number

Cutter
No.

Type Number

Cutter
No. Type

Cutter
No.

Type Number

Cutter
No.

Type Number

Cutter
No.

Type Number

Cutter
No.

Type Number

Cutter
No. Type Number

Cutter
No.

HOW WORKED

N*^| ^ ^ ) A "V_i_J-M*

1 C 6| X 1

2S 6| X IJ

2 6f X If

2T 6| X If

4686 G
9158 B

4686H
9158 B

1 C 6| X

IS 6f X

1 C 6| X

IS 61 X i

Groove to

guide

1 C 6f X 1

2 S 6| X U

2 61 X 1|

2T 6fXl|

No. 12
/'6/7oor/W^3/c7/7c/t7/-£/.

4686 G
9158 B

4686H
9158 B

1 C 6| X 1

IS 6| X 1

4686 C

4686 C

1 C 61 X 1

IS 6t X 1

Groove to

guide

^1
1 C 6i X 1

2 S 61 X U

11 H

IIH

8K

12 K

2 6| X U 4686 G
9158 B

2T 6|Xl| 4686H
9158 B

IC 6|Xi

IS 6|Xj

9076 E

9076 E

Groove to

guide

"T

/^-^ /^oor/^ra ^A^/vc/a/r/

/'^ /7/7^/e ^i/st/c

1 C 6|Xf

2S 6|XU

11 H

11 H

8K

12 K

2 O 6| X U 4686 G
\ 9158 B

2T 6| X 1|
i

4686H
9158 B

1 C 6| X 1

2 S 6| X \\

2 6| X \\

2T 6fXU

1 C 6| X 1 4686 B

2 S 6| X U 4686 B

1 C 65 X 1

2 S 6| X U

4K

6K

3 C 61 X !
3C 71 X I

n xf
61 X I

11 H

11 H

8K

12 K

2 O 6| X If

2T 6| X If

4686 G
9158 B

4686H
9158 B

10 F
10 F

10 F
10 F

8 C 6| X 3 S3 Y

2 S 6| X 3
I

53 Y
i

4686 G
9158 B

4686 H
9158 B

2 S 61 X 3 ' 54 Y

1 C 6| X I

IS 6| X i

9076 E

9076 E

IC 6|X;

IS 6| X 1

Groove to

guide

1 C 6| X 1 4686 C

i

IS 6| X 1 4686 C IS 6| X 1

Groove to

guide

Lap to

guide

Groove to

guide





TABLE 29

B.C.L. and S.M.,Ltd.}^ , ,

Mountain L. M. A. j" standards

\"x6" Double V Partition

I"x8';i0", 12''Shiplap
1" X 6" Double Beaded Partition

l"x6"Drop Siding

l''x4"Drop Siding
1" X 6'^ V Rustic, 53/f Over all

r X 8" V Rustic, 7H" Over all





PROFILER AND SIDE HEAD DISCS FOR BRITISH COLUMBIA LUMBER AND SHINGLE MANUFACTURERS, LTD., THE MOUNTAIN LUMBER MANUFACTURERS' ASSOCIATION STANDARDS — Continued. [29]

PATTERNS

SIDE HEADS

Type Number

Cutter
No.

Type Number

Cutter
No.

TOP PROFILER

Type Number

Cutter
No.

Type Number

Cutter
No.

Type Number

Cutter
No.

Type Number

BOTTOM PROFILER

Cutter
No. Type Number

Cutter
No. Type Number

Cutter

No.

HOW WORKKU

"^?

^ A6£hc/MJ^/^r////(V73/<^/raisiraC

1 C 6| X 1

2 S 6| X U

2 6fXli

2T 6|Xli

4686 G
9158 B

4686 H
9158 B

4 G 6| X I

1 U 6| X f

4G 6| X
i

1 U 6| X i

4 6| X
1

1 U 6| X i

4 6| X i 5324 E

1 U 6i X I 5324 E

4 G 6i X 5

1 U 6S X I

4 G 65 X J ' 5324 H

1 U 65 X I 5324 H

Groove to

guide

A<9 3/^/o ^ey/a <5/^i^/7c^/-<:/.

/i/o .

4 K 3 C 71 X I

3 C 6| X I

3 S 6| X J

3S 71 X!

fifr -^i- -H-
-i5_ _ vrvTT"

//-

J vi_^

7^

\^'- /'62?/-o/P-5/(///^^<^^^'0''r-o< ^«'

£ Hi,

10 F
10 F

10 F
10 F

3C 71 X
3C 6f X

3 S 7| X i

3 S 61 X :

10 F
10 F

10 F
10 F

Lap to

guide

1 C 6| X 1

2S 6|Xli

1 C 6| X 1

2 S 6| X U

*•
rriH-^

-si '

,,.

rri'-i.

i'!^

/'n6'y/Fv^f/c Si'orrro//

•b;

-P'i Zi'2

irr^

1 C 6f X 1

2 8 6|Xli UH 12 K

4K 3C 61 X J

3C 7| X J

3 S 7| X !
3S 61 Xi

ASf^/re/s^/c/^O/^e/- a'//J5ra' ""'^

3C 6SXJ
3 C 7; X \

3S 7^X5
3 S 6J X J

10 F
10 F

10 F
10 F

10 F
10 F

10 F
10 F

2 6| X U

2T 6|X1|

4686 G
9158 B

4686 H
9158 B

4 G 6| X
;

1 U 6| X 1 U 6| X i

4 G 6| X ^

1 U 61 X f

5198 J

5198 J

4G 6f X J

1 U 6| X I

4G 6S X

1 U 63 X :

4 G 6i X }

1 U 65 X J

Groove to

guide

2 6| X If

2 T 6| X li

4686 G
9158 B

4686 H
9158 B

8 C 6| X U

2S 61 X U

2 6| X IJ

2T 6| X li

4686 G
9158 B

4686 H
9158 B

8C 6f X U

2 S 6f X 1§

3 C 6i X t

3 C 7i X i

3 3 7|Xi
3 S 61 X f

3 C 6J X i
3C 7|XJ

3S 7iXi
3S 65 Xi

10 F
10 F

10 F
10 F

10 F
10 F

10 F
10 F

4 G 6| X I j

9079 F

i

1 U 6| X I !

9079 F

1 C 6f X i

IS 6| X I

4 G of X 5 9079 J

1 U 6| X t 9079 J

4G 6fXl

1 U 65 X f

9079 F

9079 F

4G 61 X I

1 U 6i X f

9079 J

9079 J

IC 6fXi

IS 65 X J

Groove to

guide

Groove to

guide

Lap to

guide

Lap to

guide





TABLE 30

B.C.L.and S. M., Ltd.)

Mountain L. M. A. '' Standards

V X 6" Channel Rustic
1" X 8" Channel Rustic
l'^x6" Angle Rustic
1" x 6" Novelty Rustic

y/ X 6" Bevel Siding
3^" X r Bevel Siding





[30] PROFILER AND SIDE HEAD DISCS FOR BRITISH COLUMBIA LUMBER AND SHINGLE MANUFACTURERS, LTD., THE MOUNTAIN LUMBER MANUFACTURERS' ASSOCIATION STANDARDS — Continued.

SIDE HEADS

Front Head

Type

A6 C^a:^yx//^tiS/'/c ^i:'/7ai7/i^.'
"

Number

1 C 6| X 1

2 S 6| X U

Cutter
No.

4686 B

4686 B

Type

4K

6K

3 C 61 X
3C 7| X;

7f X;
6t X:

Cutter
No. Type Number

10 F
10 F

10 F
10 F

TOP PROFILER

8C 6| X If

2S 6tXl|

Cutter

No. Type Number

3P

3?

Cutter
No.

Type Number

Cutter
No.

BOTTOM PROFILER

Type

Cutter
No.

Type

Cutter
No.

HOW WORKED

Type

Cutter

No.

Lap to

guide

1 C 6| X 1

2 S 6| X U

/'dC/>ai'z<»/j^iifs//c S/o'/pok^/'ty.

3 C 6f X I
3 C 7| X I

3 S 7| X i
3 S 6f X f

10 F
10 F

10 F
10 F

8C 6| X If 3P

2S 6| X 1|
I

3?
Lap to

guide

No. 27
/fG/07g>{;/^^yc<5A^^ai^/-a^. ^

1 C 6| X 1

2 8 6f X U

3 C 6| X
3C 7tX

7|X:
6|X:

10 F
10 F

10 F
10 F

8 C 6| X 2^-
j

SI Y

I

2S 6f X 2^ SI Y

2 3 C 6| X 2

S S 6| X 2

52 Y

52 Y
Lap to

guide

No. 28
A6/')€j>4f/^/^<5'^<: 5/<7/Ta''cy/'t/i

i-a<^

1 C 6f X 1

2 8 6| X U

4K

6K

3 C 6i X i
3 C 7i X f

7|X J
6| X J

10 F
10 F

10 F
10 F

3 J Six 6,'

1 X 6f X6,«,: 5356

X

1 C 6| X 1

IS 6f X 1

4685 B

4686 B

4K

6K

1 C 6| X 1

IS 6f X 1

4686 B

4686 B

3 J 5|X6ft

1 X 6| X 6/s

5356 S

5356 8

?«>/<;?/ ^z;^;^

4 K 1 C 6| X 1

IS 6| X 1

4686 A

4686 A

4K

6K

1 C 6f X 1

1 S 6| X 1

4686 A

4686 A

8 C 6| X 3

2 8 6| X 3

55 Y

SSY

Lap to

guide

Straight

edge to

guide

Straight

edge to

guide
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