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A high precision Three-Dimensional Engraving Machine at the price of a two-
dimensienal engraver for cutting steal stamps, madallion dies, jewelry dies or any
bas-relief design in steel, any other matal, wood, plastic, etc. It will also engrave
two-dimensional lettering in nameplatas, signs, steel dies and molds.

Plastic Molded Panto Master
Copy Type for letter and number
engraving is available from stock

in various sizes and styles,
_— Steel stamp (left) engraved from standard 15" high
Q ! j!l ?kai | : three-dimensional Panto Master Copy Type (gbove)
- completely finished with sharp inner corners af

3:1 ratio.

Insert parallel block
. and bolt for two-di-
~ mensional use (see

balow).

Steel medallion dia
full size cut from
steel model at right
at 3:1 ratio.

The Preis Panto Engraver Model
3D-5 is a combination twe and
three-dimensional engraving ma-
chine mounted on a heavy steel
stand with two shelves attached.
The pantograph is of heavy con-
struction and all moving or rotating
parts are aquipped with precision ball bearings for
smoothest performance and greatest accuracy at all
raduction ratios which range from 1.6:1 to 7:1.

To eliminate the up-
ward motion of the
pantograph for two-
dimensional engrav-
ing simply insert par-
i' allel block and lock
the carrier with the
hexagon belt.

Tha cutter spindle runs in super-precision ball bear-
ings, sealed and lubricated for life, and four spindle
spaeds are provided ranging fram 8,000 to 20,000
r.p.m. The spindle can be used with straight shank
cutters 48", %32", and ¥ +"” diameter or with standard

For ather detoiled speci- taper shank cutters.

fieatlons and attachments
see U -Series Cofolog ond

103 Accessory List, The cutter spindle is lowered to the work by a cam-

actuated drop lever after having been set to a pre-
determined depth with the micrometer adjustment col-
lar which is graduated in thousandths of an inch.
{Usad for two-dimensional operation only.)

PREIS- PANTO

ENGRAVER
Medel 3D-5




STEEL STAMP and DIE Production

Three-Dimensional Brass Master Pattern
Lettering, Numbers, Design

Thres“dimansional ar two-dimensional lettering and design, either roised
(relief) or sunken are all done on the Model 3D-5 Panto Engraver to the
same accuracy as on much larger and more expensive die cutting and

engraving machines.

The 3D-5 Panto Engraver is espacially ussful to makers of jewelry dies,

medallion dies or hubs, steal stamps and for small cavities in plastic malds |58

and die casting diss.

Steel Ring Hub. One-half
actual size, engraved from
plastic model at 3:1 ratio.
The enlarged model was en-

graved in a block of plastic S5teel Medallion Die.

by tracing from a gold ring Chne-haolf actual size en-
after reversing the cutter spin- graved from hardwood
dle and tracing stylus. model at 4:1 ratio.

ENGRAVED from ORIGINAL MODELS

Engravings may be made from any master or model having
a swrface hard enough to withstand the slight pressure of
the tracing stylus. A model with very fine detail and thin
sactions should have a harder surface than a model with
less detail.

A hardwood model may be used where a die or mold

Steel Die full size en-
graved at 4:1 ratio in two size, engraved at 4:1 ratio
and one-half hours. in two hours.

Steel Die
and

Cast Bronze

Model

The steel die was engraved from Bronze Medel at 3:1 ratio
Overall length of steel die 2, model 6".

in four hours.

cavity with irregular shape but without very fine detail is

Engraved Steel Stamps, branding and
embossing dies are made te any required
reduction as shown by these examples.

The Steel Brand-
ing Die (right) was
made from the spe-
cial brass master
(left) wsing a 3:1 re-
duction ratio.

There was no hand finishing required when
the stamp wos removed from the 3D-5 Panto
Engraver.

Where a two-dimensional master of a special
trade mark or design is olready on hand the
pantograph is simply locked for two-dimen-
sional engraving. This requires that the sharp
innar cornars ba finished by hand.

to be cut. A harder model such as cast bronze, bras or
plastic should be used for very fine detail and thin sactions.

Brass Die one-half actual Braoss Die full size en-

size engraved at 3:1 ratio graved at 3:1 rotio in less
in one hour, than ona hour.

H.Z PREI/ ENGRAVING MACHINE COMPANY
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Panto Engraver Mad-
el 3D-5 shown in
octual operation an-
graving a bas-ralief
medallion die in tool

Sasy to use . . .

* Copy Holder and Work Table, side by side, right in front
of the operator.

* The Pantograph is counterbalanced, adjustable to suit the
individual operator.

® With Forming Guide Attachmant, the same model shown
can be used to cut a die on the outside diometer of a eylin-
der or on any ether curvad surface.

® Four cutter speeds to choase from for cutting all materials.

STANDARD EQUIPMENT FURNISHED

1 Basic Machine with floor stand 1 Pointed Tracing Stylus.

and feed screw unit including 1 Ball Bearing Cutter Spindle.
the following: 1 Cutter Spindle Callat.
Shelves with brackets, 2 Cutters to fit collet.

Work Table & x 127 1 Ball Bearing Motor 115-volt
Work Tabla Clamps.
Work Table Fance. 1 Two-Step Motor Pulley,
Copy Holder Unit with three ad- 2 Round Endless Balts.
justable copy slides 18" long, 1 Set of Wranches.
1
1

— o ) i B

Copy Holder Clamps. Plastic Machine Cover
Tracing Stylus Holder, Set of Operating Instructions.

— O

EXTRA EQUIPMENT

1 Forming Guide Attachment with Ona Blank Form.

1 5ot of 5 double ended Tracing Styles for three-dimensional raisad
letter engraving, with 35°, 40°, 45°, 50° and 55° side angle.

1 Set of 10 Conical Tracing Styles, ground on each end, 20 sizes rang-
ing from 020" to 375" diamater round nose for bas-relief work.

1 Adjustable Machine Lamp.

EXTRA EQUIPMENT REQUIRED FOR MAKING ENLARGEMENTS

1 Tracing Stylus Bracket. 1 Enlargement Belt Connacting Rod.
1 Enlargement Belt.

DIMENSIONS AND WEIGHTS

Overall dimensions: Length 23, haight 48", depth 177,
Met weight 170 Ibs., shipping weight 250 Ibs,

AC 60-cycle, % H.P., 3400 R.P.M.

THE WORK TABLE is 6" x 12" with three T-slats
for %" bolts. It is roised or lowered by o feed
screw with o 5" diameter hand wheel located be-
neath the wark table directly in front of the oper-
ator. Maximum distance from cutter point to work
table is 3 inches but this can be increased by plac-
ing elevating blacks under the Pantograph carrier
and copy holder.

THE COPY HOLDER UNIT (patented) consists of
a flat copy holder plate, 6" x 16" (for maunting
flat templates or models) and a set of three adjust-
able copy holder slides for holding standard mas.

ter copy type.
A FORMING GUIDE attachment is available for

engraving on convex, concave or spherical sur
faces from a flat template or model for either two
or three dimensional engraving. [See Poge 4—
U-Series Catalag)

ENLARGING — While the Model 3D-5 Engraver
is primarily intended for engraving en a reduction
principle fram an enlarged template or model it
can alse be used for making models from an ald
die or from a finished sample part. By simply re-
versing the pesition of the cutter spindle and trac-
ing stylus an enlarged model can be cut in hard-
wood or several types of plastic materials which in
turn can then be ysed as o medel for cutting o
new steel die or hub (see below).

= '.F_,,n i




CATALOG NO. 67
- OPERATING MANUAL AND PARTS LIST FOR ALL

PREIS PANTO ENGRAVERS

(EXCEPT MODEL 2D-4)
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HOW TO ORDER _PARTS

The following pagas fully describe the basic functions of the PREIS PANTO BEMNCH
ENGRAVERS. The construction and basic design, with parls identified for simple
and rapid replacement have been prepared for your conveniance. They are subject
to change withoul notice whenever improved features can be angineered,

When ordering replacement parts. be sure to specify serial number of machine
shown on nameplate, also on egnd posil under copy holder plate, This information
will enable us to promplly forward the correct replacement parts.

.7 PREI/ ENGRAVING MACHINE COMPANY
HIGHWAY 22 Pﬂ Tp HILLSIDE, NEW JERSEY
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6-67 GENERAL INSTRUCTIONS FOR ALL PANTO ENGRAVERS

ILLUSTRATION 1
Unpacking of
Bngraving machine,

ILLUSTRATION 3

Spindle mountings for all models.
Also shown mounting of motar
and idler pulley aesembliss

for Madels UE-3 and 3D-5,

1. UNPACKING AND SETTING UP PANTO-
ENGRAVER: Ses |llustration 1.

Examine the packing case carefully. If the case
shows any sign of damage, it may have been
mishandled or dropped in shipment. Report any
damsage at once to the carrier and to us, Even
though the machine itseif may not show any
visible signs of damage on Bxamination, the
possibility remains that damage has been
done which may not show until the machine is
in actual operation,

Remove machine from the case and unpack all
parts and check with packing slip. Examine
all small packages and wrapping material and
do not discard anything until all parts are

ILLUSTRATION 2
Remove packing
strap and mount
caopy holder plate.

checked and accounted for. Wipe all parts with
clean rag dipped in kerpsene or varsol, Do
not dip parts in cleaning fluid,

2. SETTING LP MACHINE:

Set the machine on a solid floor or bench, de-
pending on the model, Place a level on the
work table and, if necessary, place shims
under the legs until the engraver is level and
stands solid in all directions. Where there is
excassive vibration in the building or when
mounting the machine on a metal bench, it is
advisable to set it on & Buitable rubber ar
cushioned pad, Bolting to floor or bench is
optional.

H. P. PREIS ENGRAVING MACHINE COMPANY




6-67 GENERAL INSTRUCTIONS FOR ALL PANTO ENGRAVERS

=

3, ASSEMBLING ENGRAVER, ALL WODELS:
See Page 2, |lustration 2.

Remove packing clamp from pantagraph arm
by first unscrewing 2 round head screws. Re-
move clamp strap and slide pantograph bar
off the plate of shipping strap. Unlock haxagon
put and unscrew threaded stud from base.
Mount copy holder plate with 2 dowel pins in
holes provided in base and lock with flat head
allen SCrew. Although copy holder plate is
reversible, it is usually positioned with hole
in cornar of plate placed toward the back of
the engraver. This will swing the pantograph
clear of work table and permit easy loading
and unloading of parls to be engraved as well
as inspection of part while it is in the ma-
chine. Attach copy holder slidas so that bevel
clamp on center slide fits against bevel on
underside of plate. Be sure that bevel clamp
gpats in cut-oul of cross bar. Mount UE-2
Cutter Spindle unit with mator or appropriate
spindle on front pantograph arm 266 with lock
screw 844-1, (See Page 11

4, MODELS UE-3, 3D-b UE-3DR, UE-3PC:
See Page 2, |llustration 3, also Paga 13.

Mount motor with motor bracket 263 onto motor
drive support bracket 267 with 4 bolts.

Attach intermediate pullay unit 2844 as
shown with bolt provided. Mounl motor belt
#6519 onto pulleys, set to proper tansion and
lock allen screw. Mount cutler spindie unit
onto front pantograph arm 266 and lock with
Jlock screw B44-1 provided. Insert brass fork
over knurled ring on cutter spindle carefully.
Mount spindle belt #426 on pulleys, set to
proper tension and lock knurled screw. Plug
motor cord into receptacle and turn on switch,
If either belt vibrates or whips, apply more
tension until belt runs smooth in all positions
of pantograph.

5. SETTING REDUCTION RATIOS ON THE
PANTOGRAPH:

The front pantograph arm and long and short
pantograph bars are engraved with 22 reduc-
tion ratios ranging from 1.8:1 up to 7:1. The
numbers engraved on these bars are reduction
ratios. When the pantograph is being sel for
any pre-determined ratio the 3 bars must be

gat exactly on the same number. Use 3X power
loupe as an aid for careful setting of bars.
The height or size of letter 10 be engraved de-
pands on the sizo of the master lelter being
used on the copy table. For example, 10 en-
grave a 1/2" high latter from a 1" high master
|atter set all bars on line 2. This will reduce
the master letter 2 times, resulting in a 1/2"
high engraved |etter. To engrave a 1/4" high
|etter from the same master letter set all bars
on line 4. This will reduce the master letter 4
times, resulting ina 1/4" high engraved |etier.
When the height of the |etter to be engraved is
specified as overall height (including the width
of cutter stroke) it is also necessary lo com-
pensate for the cutier tip or width of stroke,
since the height of all single ling master let-
ters is measured from center 1o center of stroka.

Consequently, o engrave a letter with an over-
all height of 1/2"" with a 1/16"" wide stroke,
using a 1'' high master letter simply deduct
the width of stroke 1/167" from the overall
height (1/277) and base the pantograph setting
on a 7/16'' high letter. Set the pantograph al
3.3-1 ratio and the resulting letler will measure
1/2'" high overall including the width of
stroke. For exacl pantograph settings for most
common &izes consult your Pantograph Ratio
and Cutter Selector, Any deviation or mis-
setting of the pantograph will produce irregu-
larities which can be adjusted according to
instruction shown in B.P. 318 on Page 5.

§. TRACING STYLUS: See No. 103 Attachmant
& Accessory List.

The #126-11 pointed stylus is used for tracing
standard vee groove masters. When stylus
shows signs of wear it should be resharpened.
For increased stylus life, use 126-11 JC. Faor
gther shape grooves use stylus ground to suit,
Cylindrical stylus 1s required for tollowing
flal bottom grooves of raised masiers, avail-
able in sets of ten, sach stylus ground on
both ends in steps of 006" from 035" to
0B0°* and in steps of .010" from 080" 10
180" diameter. Larger sizes are made in
rollers, in steps of 060" from .280°° 1o
800" diamater, These rollars have .125"
diameter holes and fil onto the ground end of
a stylus furnished with the set.

H. P. PREIS ENGRAVING MACHINE COMPANY
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6-67

GENERAL INSTRUCTIONS FOR ALL PANTO ENGRAVERS

7. CUTTERS AND CUTTER GRINDING:

It is very important that the proper cutter is
used for each job and that the cutter jg ground
with the correct angle and chip clearanca,
Cutters should he selected from No. 103
Accessory List and grinding instructions wil|
be found in the operations manual for Panto
Cutter Grinder, Taper shank and straight shank
Cutters may be inserted into spindle as per
instructions on Page 7.

RECOMMENDED SUTTER WFEEDE FOR WHELE LiF WIGH SMEED STEEL CUT TERS
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8. MASTER TEMPLATES AND MASTER COPY TYPE:
For cutting sunk lines into soft materials
where no quantities are involved & master lam-
plate can be made from hard cardboard. Simply
trace a design on the cardboard and follow
with a hard pencil, ball point pen, or scriber
with the point slightly rounded off until the
groove in the cardboard appears desp enough
to hold the tracing stylus on your engraver
from sliding or jumping out. A coat of shellac
can be applied to harden the surface, These
master templates should be enlarged as much
as possible to minimize any inaccuracies on
the finished angraving.

A more permanent template can be made from
rigid vinyl or linoleum by tracing a design on
the surface or, on transparent rigid vinyl by
laping a drawing on the underside of the vinyl,
The lines must then be cut with a hand graver
having an 80° ta 909 includad angle. If the
template is to be used for taking heavy: cuts
in hard materials and large production guan-
tities it is advisable 1o raproduce the original
template double size and engrave 2:1 raduc-
tion in engravers brass. For extra large produc-
tion, the brass master may then be hard chrome
plated or, instead of brass, a steel master can

S| i u " ¥ o
| ®mo00 |00 13,000 o 0m | 8000 | & 00

LFSE HIGHER SPEEDS FOR LIGHT Ciits JABLY.
AND FIMIEHING ¢ POR [ANOND CUTTERS LISt SPEEQY

be made ang hardenad,

For trademarks or other intricate designs, a3
zinc stching or dyeril plate can be made by g
Photo Engraver, With this method, a drawing or
8 printed design can be stched in zing to any
Size requirad, either positive or negative, to
obtain a master with either raisad or sunk
lettering as raquired. The &tching should be
deepar than the average zinc cut o prevent
the tracing style from slipping oot of the
design, The atching should then he cleaned
out with a hand graver to smooth out al| rough
edges. We also make Up any special designs
or trade-marks for those who have no facilj-
ies or experisnce in tha making of master
templates,

STANDARD PREIS-PANTO MASTER COPY TYPE
is available in numerous styles and sizes ag
shown in No. 103 Altachment and Accessory
List, They are individual characters, sngraved
on beveled brass or steo) blanks and fit into
the dove-tailed grooves of yYour copy halder,
Most standard type is self-spacing, so that
when a line of letters is sat up on the copy
holder, it isg only necessary to insert one or
maore of the small brass Spacers between words
and initials of names. If it is dasired 1o
spread the letters out to cover a longer spacs,
8 small brass spacer may be inserted belweaen
all characters. Then simply lock the line of
letters together with the copy holder clamps
furmished,

9. COPY HOLDERS: See No. 103 Attachment
& Accessory List.

There are several styles and sizeg of copy
holders available with dove-tail grooves to
hold all sizes of PANTO mastar copy lypa,
Large master templates, that do not fit into
any of the dove-tailed grooves, may be clamped
across the copy holder and locked down with
the flat template clamps, furnished with some
of the standard copy holders. The adjustable
copy holder with variable copy slides will
hold any beveled master copy lype hlanks
ranging in sizes from 3/4° te 7 wide or
high. For larger templates the slides are simp-
ply removed and the template is clamped onio
the flat copy holder plate with C-clamps, Copy
slides are available in 18", 2§ and 36'
lengths, Cross slides' are available for en-
graving perpendicular or across the copy
holder plata,

-y
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6-67 PANTOGRAPH RATIO CHART WITH INSTRUCTIONS
FOR ADJUSTING PANTOGRAPH SETTINGS 319-808

Reduction | Distanca X

869 X'
547 X'
259 X’
'+ S
234
447
542
820
984
1.136
1.276
1.406
1.527
1.641
1.746G
1.845
1.939
2,026
2.109
2.187
2.261
2.330 f
2.398
2.461
2.520
2.578
2.632
2.684
2.734
~ | 2.782
2.827
2871 #*
2.913
2.953
2.991

3.028
3.064

3.008
3.132
3.164
3.194
3.224
3.252
3.281
3.334
3.383
3.430
3.473

=
|

®

To obtain a given ratio of reduction move
slides ""H'', and spindle bracket "'B'" to the
proper linas on the bars whareon the principal
ratios hove been engraved. Maoke woll three
identical settings corgfully using eye loupe
or magnilying glass. For intermediate reduc-
tions, use the table where X and X' represent
the distance of the line-sight on the slides
from the engraved index mark "'2'". To com-
vute X and X' use thoe Tollowing formulas:

_9.8425 ., 98425 , 95128
Reduction AReduction

OB OO0 ~] 0 O P = O G 00 ~J 0 O L A s (0 00 00 ~J O U s 20 P s 23 00 00 = 00 11 B £ad P s 2= 50 B0

X-4.921256

perRecerRer Qe REPRE RE R e Reg e RepR e R Y- -0

To correct distortion of
basic square Points
A:B:C:D:E:F:G arms
moved in relation to each
other as shown, Basic
square is shown dotted.
All arrors have bheen
exaggerated.

H. P. PREIS ENGRAVING MACHINE COMPANY




6-67 SIMPLE PROCEDURES IN THE USE OF PREIS PANTO ENGRAVERS

PLACE CUTTER

IN SPINDLE

(See detailed drawing
on page 7)

r-q

2.

CLAMP PANEL TO
WORK TABLE

(Ses detailed drawing
on page B)

S

3.

SET SPINDLE DROFP
TO LOW POSITION

(S

DOWN

4.

RAISE WORK TABLE
SLOWLY UNTIL CUTTER
IS WITHIN 1716 INCH

OF PANEL
-4, -
g3
- 25 5

J.

FEED SPINDLE DOWM
LINTIL CUTTER TOUCHES
PAMNEL

5 10 15
EEENE NN

6.

RELEASE FAST DROP

—
e

P

7.

INCREASE FEED SETTING
BY 8 TO 8 LINES (Equal 1o
engraving .006-.008"" deep)

1||T|fnT|I

MACHINE IS SET UP READY TO ENGRAVE ANY FLAT
PANEL FROM MASTER COPY TYPE OR TEMPLATE.

H. P. PREIS ENGRAVING MACHINE COMPANY




6-67

CUTTERS FOR USE ON PREIS PANTO ENGRAVERS

ENGRAVERS' FAVORITE FOR NAME PLATE ENGRAVING . .

TAPER SHANK CUTTERS

Hold 378
open end
wirench on
spindle shaft
with left
hand.

PROFILI

STRAIGH

Hold 3/8""
open and
wrench on
spindla
shaft,

See notes
below.

BELT DRIVE

DIRECT DRIVE

= 4

-

Use #6813
cutter wrench
with right

hand and press
upward tuming
slowly counter-
clockwise
until cutter
grips firmly.

~

=

TO RELEASE CUTTER, TURN CUTTER DOWNWARD CLOCKWISE.

NG — ROUTING — REQUIRES . .

T SHANK CUTTERS

DRIVE

BELT DRIVE

DIRECT

Use 1/2"
open end
wranch on
collat lock
nut and lock
but NOT
excessively.

| k—>—>

NOTES:
A — Cutter should not extend more than 1/2'° hﬂymldl?p1ndle nose,
B — Cutter diameter should be within +.0000"" -.0006" of collet bore size.

Hold pulley
with left hand

LUse #613
cutter wrench
with right

hand and press
upward turning
glowly counter-
clockwise
until cutter
grips firmly.

Hold
adjustable
Spanner

wrench in
left hand,

Open end
wranch in

right hand

and lock cutter
securely but

not excassively.

H. P. PREIS ENGRAVING MACHINE COMPANY




6-67 SIMPLE AND REFINED HOLDING FIXTURES

TABLE FENCE TO
POSITION

MULTI-GRIP VISE
LOCKS SECURELY
THROUGH BEVEL
GEARS

2 TABLE DOGS
TO HOLD DOWN

QUICK RELEASE
SPRING ACTION

PANELS TOO LARGE
CAN BE HELD ON
WORK TABLE WITH
C CLAMPS

H. P. PREIS ENGRAVING MACHINE COMPANY




6-67 CUTTERS AND TRACING STYLUS

RIGHT

CUTTERS

, B

RECOMMENDATION: Each cutter should be
tipped off with a flat which is appropriate to
the size of character baing engraved. Refer to
Cutter Ratio Chart for determining size of flat.

WRONG
-4

V

WRONG: This desp cutl does nothing except
break cutters. It is improper to increass
depth to obtain proper stroke or width of cut.
Refer to Cutter Grinder Operating Manual
for sharpening instructions.

S

800 - 850 Included
/ Angle
RECOMMENDATION: Sharpen stylus BOO

conical once every 200 hours. Stone off ex-
treme sharp point.

TRACING
STYLUS

F‘-@

WRONG: Stylus point has worn off and can
only be harmful to your master copy type and
templates.

TAPER SHANK CUTTERS

.

PROPER WRENCH
MUST BE USED
AT ALL TIMES.
MO SUBSTITUTE!

613
WRENCH

ANY TAPPING

ON TAPER SHANK
CUTTER INJURES
THE BALL BEARINGS
IN THE SPINDLE,
CAUSING CUTTER
RUN QUT AND
ROLUGH
ENGRAVING.

AT

H. P. PREIS ENGRAVING MACHINE COMPANY




6-67 MACHINE BASE AND WORK TABLE PARTS B.P.145

MACHINE BASE AND WORK TABLE PARTS

8 A 1384 138-2

[
"".’J",”"’a‘rf :r #:

N

716-4 — 137-1 7185

ORDER BY FOLLOWING PART NUMBERS:

PART NO. PART MAME PART NO. PART MAME

136 Work Table, 6''x 12 with 3 T-Slots | *713 Floor Stand and Shelves (as shown
1371 Work Table Column on front covar)

137-2 Work Table Column Limit Screw "716-1&2 | Feed Screw and Collar

138-1 Eccentric Shaft with Handle *716-4 Hand Whaa| /

138-2 Adjustable Table Lock Screw *716-5 Mounting Plate 1/4 x 9" x 19"
138-4 Eccentric Lock Bushing A 174 x 20 x 5/8" Flat Head Cap

146 - Machine Base [All "L° Serias) Screw (requires 5/32 Hexagon Key)
352-1 Column Lock Screw with Handle B 65/16-18 x 7/B" Socket Head Cap
a52-2 Column Lock Scraw Stud Screws (requires 7/32 Hexagon Key)|

*Standard with floor models only.

H. P. PREIS ENGRAVING MACHINE COMPANY




6-87 PANTOGRAPH PARTS FOR ALL TWO DIMENSIONAL MODELS B.P.160-152
- 160-A ASSEMBLY
::f 1261 162-2A ASSEMBLY| =
A __, 1266 .
12&3:
£8-7 =

1265 —
87—
A

B7 1262

126-3

1266

142-6
-
ORDER BY FOLLOWING
PART MUMBERS:
PART NO. PART MAME PART NO. PAAT NAME
126-1 Adjustable Pivot Bolt with 2 163-1 Long Pantograph Bar with Center
Muts [126-6) Link & 954 Bracket |Available
126-2 Main Bearing Shaft Assembled Only)
126-3 Bearing Spacer Collar (2) 163-2 Short Pantograph Bar with Center
126-4 Stationary Pivol Bolt Link (Available Assembled Only}
126-6 Grease Retainer Plate for Main 265 Front Pantograph Arm
Bearings (4) 266 Pantograph Carrier for Models
126-8 Hexagon Nuts for 126-1 LE-3, UE-3DR, UE-3PC
126-7 Intermediate Bearing Shaft 963 Tracing Style Housing
126-8 Intermediate Bearing Plug, Plain 964 Tracing Style Bracket (Starting
126-8A | Intermediate Bearing Plug With Set With Serial #3480)
Screw B44-1 Long Thumb Screw
126-9 Grease Retainer Plate for Inter- £844-2 Short Thumb Screw
Mediate Bearings (2) E&-7 Main Ball Bearing (4}
128 - Rear Pantograph Arm S1K7 Intermadiate Ball Bearing {2}
1208-A Pantograph Carriar for All Models | A 10-32 x 3/16 Sat Screw
Except UE-3 ar 3D-5 (Reguires 3/32"" Hexagon Key)
141-3 Washer for 844-1 B 10-32 x 3/8'' Cap Screw
- 142-5 Knuried Lock Screw (Requires 5/32"" Hexagon Key)
' G f04-3/4 Wrench for 126-6

H. P. PREIS ENGRAVING MACHINE COMPANY
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6-67 DIAMOND DRAG MARKING SPINDLE UNIT PARTS B.P.130-A

o

©

r.
O =
D
SERIAL i F
MNUMBER -
o)
-]
[+]
=
| |
& T
J
e
—
K K
SEE NOTE v SEE NOTC
SEE NOTE
o NOTE: FOR I"IIAMGND_CUTTI:HS
ORDER BY FOLLOWING PART NUMBERS SHEN0, O3 AW, & G LIBT
ltem No. | Part Number Part Namea Item Mo.| Part 4 Part Name
A 427-1 Spindle Shaft H 130-A-3 8-32 x 1/2 Button Head
B £93-2 Extension Lever Screw
c 694-4 Knurled Lock Scrow J 427-4 B-32 x 1/8 Set Screw
0 694-3 Connecting Link K 368 Diamond Cutter, see nota
E 130-A2 Marking Bracket L G694-5 Slotted Lock Screw
F 130-A4 Spindle Adjusting Screws A-B-C-D-H-L Extension Levar Unit
G | 694-1 Swivel Plate r

H. P. PREIS ENGRAVING MACHINE COMPANY




OPERATING INSTRUCTIONS FOR NON-ROTATING
6-67 DIAMOND ENGRAVING SPINDLE

B.P.,130-427

The non-rotating diamond cutter (diamond drag
marking) is used principally for angraving or
marking hardened tools, gages. trophy plates
and jewalry items. The part to be engraved is
clamped on the work table with table clamps
or held in a vise on the work table. Flat
plates up to 34"’ wide can be clamped in the
stee| jaws of the No. 700 or No. 710 vise, in-
cluded as standard equipment on Models UM-T
ar CNP-J Panto Engravers. When engraving
very thin plates use one or more of the alumi-
num support blocks under the plate lo pre-
vant bending or buckling.

Most jewelry items can be held in the plastic
jig plates furnished with each vise, Select
any 2 cut-outs best suited to clamp the part
and mount the jig plates on the steel jaws
with 2 flat-head screws, Larger pafts can be
clamped with the four {4) plastic jig bushings
inserted in any 4 holes in the steel jaws and
very large plates or panels are mounted
directly on the work table (except on Model
CNP-J). MNo. 950 plastic jaws with brass in-
sarts are available for holding thin charms,
These reversible brass jaws have cul outs
which are 1/32 and 1/16"" deep. Special jaws
of any description may be made to order for
that ona job which cannot be held otherwise,

Ingserl diamond cutter “'K°7 into spindle shaft
“A" and lock with set-screw “°J°°, Open
knurled screw "'C"", lower spindle shaft A"
until cutter point touches surface to be en-
graved. Push down on button “'B" until exten-
sion lever is approximately at right angles to
spindle shaft and lock knurled screw "'C''. Sel

up a name from individual master lettars in the
dovetail grooves of the copy holder and lock
with a copy holder clamp on each end of name.
Insert tracing stylus into groove of mastar
latters and press down on button B while
tracing through the template.

In most cases the engraving can bé done in
one cut by tracing only once through the tem-
plate. This is especially true with soft metals
such as gold, silver, brass, copper, etc. On
itams with wery thin metal such as watch
cases, compacts and others, where the metal
may collapse under the diamond pressure, or,
if very deap angraving is desired, especially
in steel, it is advisable to trace through the
template several times with light pressure
rather than culting the full depth in one cut
with excessive pressura on the handle.

Spindle shaft ""A"" may be adjusted in bracket
“E'* by loosening or tightening cap screws
“F' until spindle shaft moves freely without
side play.

Swive| plate lock screw ""H'" may be locked
to keep the extension lever "B’ facing in one
direction or it can be adjusted so that the
extension lever swivels in a 90 degree arc,

When the diamond becomes dull or the point
ig accidentally broken, return it to the factory
for resharpening. For this reason it is advis-
able to keep an extra diamond cutter on hand
at all times.

H. P. PREIS ENGRAVING MACHINE COMPANY
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b-67 ELECTRICAL MARKING SPINDLE UNIT B.P.168

ltem | Part Item| Part
®‘ No. | No. Part Name No. | No. Part Nama

A |113 | Cable Connecting Sleave G [|135-1 |Spindle Sleeve

B |135-2 | Brass Spindle Cora H [|135-6 [Marking Point Holder

C ]135-5 | Spring Adjusting Collar J [135-7 |Marking Foint

D |[142-5 | Adjusting Collar Lock Screw] K [|130-42 spindle Adjusting Scraws
E |135-4 | Compression Spring L |135-3 |Bakelite Insulating Bushing
F [130-A} Marking Bracket

C

D
E

ORDER BY FOLLOWING PART NUMBERS:

S RS

e

A A A A A A A A —

oy

P &

SN

"

ENLARGEDP VIEW
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6-67 OPERATING INSTRUCTIONS FOR PANTO ELECTRICAL MARKER UE-M B.P.

130-135A

Electro Marker is arranged for Alternating Cur-
rent, 60 cycles, 115 volt.

for Direct Current, a rotary converter or
motor generator set must be used for convert-
ing to alternating current.

Clamp part to be marked on work table. Fasten
ground clamp gecurely to work (as shown in
“|J** Series Brochure), clamping fixture, if any
or work table. Raise work table to propar level,
For stationary ground connection, cable may
e fastened onto work table or holding fixture
with a scraw after removing clamp from cable.

Adjust collar "C" for correct spring lension
and tighten screw "'D7. Tension should be
gyufficient to break contact of point ~'J'" with
surface being marked when gach continuous
dasign or charactar has been traced. Always
raise marking point **J"" from work before mov-
ing tracing style out of master copy type
groove.

Connect cable sleeve A" Lo brass core “'B”
and turn switch of Electro Marker to the stage
best suited for the job.

Stage #1 is low . . . Stage #10 is high . . .

Stesl shims thinner than 016" (1/64) In
thickness should be marked with stage 1 or

penatration of mark becomes 100 heavy.
Heavier steel shims may be marked with
stages 2, 3 or 4. For pliers and other steal
tools, use stages 5 or B. For gears and rough
castings use stages 8, a ar 10. Very often the
gurface marlk becomes extremely broad and by
polishing this surface with fine emery cloth
a very distinct black mark will appear.

For odd shape parts which cannot be marked
or held on the engraving machine, a hand
marking pencil 4209-A is available for free
hand marking. For improved ground connec-
tion fix ground plate of “CEE" clamp directly
to parl being marked as shown in #103-A
brochure,

For best results, clean surface to be marked
with Benzine or an equivalent cleaning fluid
gp as to remove oil, grease or fingerprints
pefore starting.

When marking point "'J” becomes dull, un-
screw holder "H™°, shamen point and replace.
For best results and longer life, the point’'J""
should be sharpened at a 90 degree included
angle.

Spindle G’ may be adjusted in bracket
“F** by loosening or tighlening cap SCrew
gt pntil spindle moves freely without play.

H. P. PREIS ENGRAVING MACHINE COMPANY
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6-67

UE2-TC, UE2-TL, UE2-SC, UE2-SL CUTTER SPINDLE unIT

B.P.163-A

GREASE HOLE

== SPOT DRILLED FOR
DEPTH REGULATOR

Bl | =
T——— 161-4

NOTE: FOR DEPTH REGULATOR

E2-B

MOTOR |

(D)

161-2

¢ AND COLLETS SEE NO. 103
ATT. & ACC, LIST. ;
=
CRDER BY FOLLOWING PART MNUMBERS: (SEE NOTE)
PART PART
NO. PART MNAME NO. PART NAME
132 Spindle Bracket 14G-9 Retainer Sarew for Knurled Bushing
132-3 Motor Mounting Scraws 13} 147 Depth Regulator Bracket (Sae Mote)
133-4 | Knurled Spindle Bushing 154-1 Bearing Spacer Bushing with Sat Screw
133-5 Compression Spring (Standard) 154-3 Cutter Lock Nut for 247-2
134-7 Comprogsion Spring for Depth Renulator 161-2 Cutter Spindla Housing
134 Depth Regulator Foot (Sea Nota) 161-3 Lock Screw for 161-4
134-A | Depth Regulatar Feed Screw with 134-5 and 1614 Spindla Adjusting Collar
Hex Mut 161-5 Retainar Ring ar Spring Clip
134-5 Knurled Lock Screw 247-1 Spindle Shaft for Tapsr Shank Cutlers
134-8 | Knurled Adjusting Nut 247-1A | Shaft Agzembly including 247-1, 247-4, 154
141-3 | Washer for 844-1 and Two UL-816 Ball Bearings
142-5 | Knurled Lock Scraw 247-2 Spindle Shaft for Straight Shank Cutters
146-14 | Dapth Adjusting Cam Linit including 146-1, 247-24 | Shaft Arsembly including 247-2, 247-4, 154-1,
146-6, 146-7 ; ; 164-3 and Two UL-R16 Bal| Bearings
146-1 | Depth Adjusting Cam Housing 247-4 Bearing Hetainar Woshar
148-24 | Depth Adjusting Bracket Unit including 148-2, 248 Spindle Drive Bushing
146-3, 146-4, 146-8. 142-5 672-3 Fulcrum Screw for ROV
146-2 Depth Adjusting Brackat BO7 Extansion Hand Lewver
146-3 | Depth Adjusting Screw Bd44-7 Lang Thumb Screw
146-4 Graduated Collar UL-818 | Bal| Bedrings 12}
148-5 | Depth Adjusting Cam Stud 613 Cuttar Wranch
146-7 | Depth Adjusting Cam Levar 700 Wrench for 247-1 and 247-2
146-8 | Ratainer Screw for Graduated Collar a01 Wrench for 154-3 __|
H. P. PREIS ENGRAVING MACHINE COMPANY
16
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6-67

UE-2 CUTTER SPINDLE #163

B.P.163-A1

LIE-2 CUTTER SPINDLE #1863

The UE-2 spindles are self-contained unils
with motor attached for direct drive application
and can be added to any PREIS-PANTO EN-
GRAVER which is not motorized.

The depth mechanism shown is graduated in
001 inch in either the cam (146) operated or
the |lever (807) operated spindles.

For general engraving the taper shank spindle
offers the grealest range in cutting tools. See
Accessory List 103.

For routing and profiling, the straight shank
spindle is more suitable.

DEPTH ADJUSTING MECHANISM, SEE PAGE 6.

To obtain a required depth of cut, proceed as
follows: Push lever 148-7 or 807 down until it
reaches its positive stop, raise work table to
within 1716 inch of the cutter point. Turn grad-
uated collar 148-4 counter-clockwise whila
spindle is running, until cutter point touches
surface of work, Release lever 146-7 or 807,
turn graduated collar 146-4 counter-clockwise
to the required depth, and lock knurled screw
142-5. Each line equals .001 inch, total drop
3/8"".

While engraving, always raise cutter from work
before lifting tracing style oul of master copy

type groove.

LUBRICATION

The 163 Spindle should be lubricated once
aevery 250 working hours. This can be done by
ramoving the spindle unit from the Pantograph.
Raise the feed screw to its highest position by
turning the graduated collar clockwise, with
lever in upper position until grease hole in
spindle bracket 132 lines up with hele in
spindle housing 161-2. Apply ball bearing
greasa through grease hole in spindle bracket
with tube of grease fumished. Excessive lubri-
cation will overheht the ball bearings and con-
sequently force the grease out through the top
and bottom of the spindle shaft. This may
require disassembly of the spindle unit to
remove any eXCess greasd,

BEARING ADJUSTMENT

If play should develop in spindle ball bear-
ings, loosen set screw 161-3 in threaded bush-
ing 1681-4. Insert 1/8'" diameter pin into hole
on shoulder of bushing 161-4 and turn clock-
wise to tighten bearings and counterclockwise
to loosen bearings. If adjusted too tight,
spindle will slow down and bearings will heat
up. Lock set screw 161-3 after adjustment has
bean c'fnmprated. For best results, the motor
should be removed from the spindle bracket.
The E2B Motor with teflon motor bushing H248
should be locked directly onto the flange
mounting of the engraving spindle with three
fillister head screws. Should the wertical
motion of either the depth adjustment or spin-
die become sluggish, a little extra light oil
will ease this movement. Repairs should be
made by an experienced mechanic or the spin-
dle returned to the factory for service,

DEPTH REGULATOR ATTACHMENT
{Extra Equipment)
A)The No. 163 cutter spindle unit may be
equipped with the No. 147 depth regulator
attachment when engraving is required on
uneven or curved surfaces and any objects
varying in thickness. It is recommended
for engraving in plastics only, since the
foot, gliding over the work surface, may
scratch or mark a finished metal surface,
The No. 183-TL or 163-5L cutter spindles
with extension hand lever are best suited
for this attachment. To attach the depth
regulator, remove screw 141-2, pull out
knurled bushing 133-4 and replace stan-
dard spring with 134-7 spring supplied
with depth regulator. Replace the knurled
bushing, taking care that dog point of screw
anters the hole in bushing.

C) After selecting the most convenient posi-
tion, attach depth regulator bracket No. 147
to cutter spindle housing 161-2 with cap
screw 'Y in one of the three tapped
holes provided, Lock cap screw *'Y'' in one
of the two spot drilled holes ""X'°, using
the lower spol for long cutters, the higher
spot for short cutiers.

B

(CONT,)

H. P. PREIS ENGRAVING MACHINE COMPANY
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6-67

DEPTH REGULATOR ATTACHMENT B.P.163-A2

DEPTH REGULATOR ATTACHMENT

D)

E

Loosen knurled screw 134-5, swing foot
134 to side and insert cutter into spindle
or collet. Return fool to center position and
return  knurled screw so that dog point
enters slot in 134A and lock lightly. Adjust
knurled nut 134-8 until point of culter is
about even with haottom surface of foot 134.

Raise work table until depth regulator foot
touches lowest surface to be engraved with
hand lever 807 in down position. Make
final adjustment with graduated collar
146-4. With cutter spindle running and hand
lever down, adjust knurled nut 134-6 until
desired depth of cut is obtained and lock
knurled screw 134-5. When attached and
adjusted properly the cutter will now cut
an aven depth over all irregular surfaces.
Always raise hand lever 807 before lifting
tracing stylus out of master letter groove.

F) If a depth regulator is to be attached to
spindies Mo. 183-TC or 163-5C, having
depth cam units, proceed as above but
replace cap screw at *'Y'" with extra long
screw or handle screw and use the latter
for raising and lowering cutter while cam
lever 146-7 remains in notch provided in
cam housing 146-1.

G) Several styles of depth regulator feet are
available for various surfaces. The standard
foot No. 134-1 is usually sufficient for
engraving all irregular flat surfaces. Where
engraving runs close to the edge, either
Mo, 134-3 or 134-4 foot are required whare
the cutter point passes through the hole in
the foot which prevents it from dropping off
the edge of a plate. The No. 134-2 must be
used for engraving small letters on round
surfaces such as small plastic tubes, pen
barrels, bingo balls, etc. For illustration,
seg Accessory List 103.

H. P. PREIS ENGRAVING MACHINE COMPANY




6-67

MOTOR DRIVE AND BELT CONNECTING PARTS
FOR MODELS UE-3, UE3-PC, UE3-DR AND 3D-5

B.P.267-284

—-126-8

| 267-A ASSEMBLY |

|_284-A. INTERMEDIATE PULLEY UNIT ]

2811

283-6

o nj /' _MOTOR
i

e |

b
|
|

286-4

i
b2 |

o T
SPINDLE BELT EEE—E
INTERMEDIATE CLFTTER
269 PULLEY EPNDLE
SEE PAGES
; MOTE: INTERMEDIATE PULLEY 22 & 24.
MCOTOR NO. 818 FOR UE3-DR
NCS-34 SHOWN ON PAGE 24
ar
MNCS-54
POSITION OF BELTE ON LP.M. OF CUTTER DHAMETER
' MOTOR | INTEm. | sPINDLE | seinoie | 132 | e | avaz | vve | seaz | anie] 1va
CUTTING SPEEDS |N FEET PER MINUITE
k‘—?z—‘) 1 4 A 8,000 [t T | 160 00 | 260 00 | 400
a" 34 & 11,000 100 200 | 300 400 | GO 00 | 800
1 3-4 B woot | 13e | 276 |48 | o850 | 790 | e2s f1iop
2 3-4 B 20,000 182 325 | 486 HE0 | B0 975 1300
ORDER BY FOLLOWING PART NUMBERS:
Part Part
No. Part Name No. Part Name
126-7 | Bearing Shaft 283-3 Grease Retainer Plate
126-8 | Bearing Plug, Plain 283-6 | Hexagon Mut for 283-1
126-BA| Bearing Plug, Threaded 283-75 | Bearing Retainer Rings (2)
126-9 | Grease Retainer Plate (2) 284-A | Inmermediate Pulley Unit Complete As Shown
S1K7 | Ball Bearing (2) 285-1 | Belt Connecting Rod Sleeve
141-8 | Cap Screw and Washer 285-2 | Belt Tension Spring
142-5 | Knurled Lock Screw 285-3 | Belt Connecting Rod Bracket
267 Motor Drive Support Bracket 286-4 | Belt Connecting Rod with Fork
269 Motor Bracket MNCS-34 | Motor 1/6 H.P. 116 V., 60 Cycle, Single
280 Intermediate Pulley Swivel Arm Phase, 3400 R.P.M. (Standard Equipment)
281-1 | Swivel Arm Extension MNCS-64] Motor 146 H.P., 115 V., 60 Cycle, Singls
282-2 | Intermediate Pulley (sse note) Phase, 3400 R.P.M. (Totally Enclosed)
282-3 | Motor Pulley NCS-34 | Motor 1/6 H.P., 230 V., 60-60 Cycle,
283-1 | Intermediate Pullay Shaft Singla Phasa, 3400 R.P.M.
S1RP | Ball Bearing for 283-1 (2} 519-EP | 3/16 » 19-1/4 Motor Belt
283-2 | Lock Screw for 283-3 426-EP | 1/8 x 26 Spindle Balt

H. P. PREIS ENGRAVING MACHINE COMPANY
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The 1.6 line extends
1" over the border
on both sides.

AREA CHART (actual size
COVERED IN THIs

THE CHART BELOW SHOWS LARGEST AREA THE CUTTER WILL COVER IN ONE
SETTING. LARGER AREAS CAN BE COVERED BY RESETTING THE WORK.

(actual size)

w4 e o
L i B .
1.6:1 / / f
4 : g
4 ye Bl e
/ / / |
2 3:1 4'.'1I B:1 6:1 }':1/ RATIO
T ;

Above numbers are pantograph ratios (reductions) below
their respective curves. The cutter will cover total area
within each curve in one setting when pantograph is set

at the proper ratio.




) FOR ALL PANTO ENGRAVERS
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Each square above equals one square inch. Numerals
represent total length of engraving in one setting. To
find largest rectangle that can be engraved in one sel-
ting, count the squares within the curve of a given ratio.
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B.P.

6-67 UE-3, UE3-PC, 3D-5 CUTTER SPINDLE UNIT 279A%.922.
ORDER BY FOLLOWING | Item Part
PART NUMBERS | No. | No. Dar Nome

141-3 Washer for B44-1

E 142-5 Krnurled Lock Screw
14-72 Disc Spring (2)

A 268 Forming Guida Bracket

B 318 Forming Guide Blank

F 270 Spindle Bracket

271-1 Depth Adjusting Sieave
; 271-2 Graduated Collar
289-5 flfj 271-4 Depth Machanism Lock Ring
272-A Cam Housing with Feed Scraw
272-2 Cam Stud
— 272-3 Hand Lever
273 Depth Mechanism Housing
273-A | Dapth Mechanism Assembly
Completa, including 271-1
through 273
474-1 Cutter Spindle Cap
274-2 Spindle Adjusting Nuts |2)
274-3 Collet Lock Nut
2761 Spring Sleeve
M 275-2 Retaining Scraw
2753 Retainer Ring for 276-4
275-4 | Compression Spring
G 276 Spindle Housing
2772 Spacing Collar
277-AX | Cutter Spindle Shaft for Prejs-
Panto Collets Complate with
274-3, 274-2, 277-2. 14-72 and
RE-37FF Baarings, (Starting with
Sarial #1465)
2781 ‘Cutter Spindla Pulley
278-2 Bearing Lock Ring
273-AX | Cutter Spindle Assembly
including 274-1 through 278-2
tor Prais-Pantn Collets
N-100 | Collet Lock Nut for 922 Shaft
822 Cutter Spindle Shaft for Jacohs
Rubber-Flax Collets complote
with R6-37FF Bearings, 274-2,
277-2, 14-72. N10D
a22-J Cutter Spindle Assembly, s8me
as 279-AX, but with 822 Shaft

0 9

=

{

T

Hroth

for Jacobs Rubbar-Flex Collel
H |287-1 | Depth Regulator Bracket
J 287-2 Support Arm with 2R%-5
L 287-3 Support Rod
a 287-4 Depth Regulator Koy
288 Depth Regulator Foot (See Mota)
288-2 Feedscrew with Hex Mut
P 289-3 Knuried Fesd Screw Nut
R 2R9-4 Krurled Screw, Dog Point
— 2781 2882 K 2R%-5 Knuried Screw, Cone Point

B44-1 Long Thumb Screw
288 37-FF | Upper Ball Baaring
R&-FF Lewer Ball Bearing

WRENCHES (Mot Shown)

CUTTER AG2 Pin Spanner Wrench,
| SEE NOTE for 274-1
482 Adjustable Spannar Wrench
for 278-1
G For 274-2 Nuls
| 0=, For 274-3 Nut
B13 Cutter Wranch
[ 622 For N100 Nut
290 Pralg-Panto Collet for 4279
| NOTE: These parts are avallable in several styles and Spindle Shaft (Sea Note)
| sizes and should be salacted from MNo. 103 J11K Jacobs Rubber-Flex Collet for
L Attachmant and Accessory List, 7922 Spindle Shaft (Sec Nota)

| H. P. PREIS ENGRAVING MACHINE COMPANY




6-67

OPERATING INSTRUCTIONS FOR UE-3 CUTTER SPINDLE

The 279AX spindle is designed for holding
Preis-Panto collet sizes 1/8'", 5/32"', 3/16"
and standard engraving taper,

The 922J spindle is designed for holding
Jacobs Rubberflex Collets ranging from dia-
meters .094°° — 148" (J112), .146°° — 198"
(J113) to .198"° — 260" (J114).

All spindles have been pretestad prior to
shipment. Should fault be found with a new
spindle, it should immediately be raturned
for replacement. This warranty applies only it
spindla has not been misused.

1. LUBRICATION

All cutter spindles starting with spindle
Mo. A-1465 are equipped with sealed, super-
precision ball bearings. They are pre-lubricated
and do not require any additional lubrication
for the life of the bearings. Under normal
operating conditions the ball bearings should
be replaced after 2000-3000 hours actual run-
ning time (12 to 18 months based on 40-hour
wesk), This, however, should only be done by
a competent mechanic, or the complete unit
should be returned to the factory for service.
To remove the cutter spindle from bracket
“F** procesd as follows: Turn collar D"
counter-clockwisae until it reaches a stop
which movement raises the spindle to its
highest position; inserl a pin into hole in
knurled ring ~G" and turn clockwise until
screw 'N*" emters vertical slot in bracket.
The spindle can then be pulled out. Should
vartical movement become sluggish, remove
spindle and wipe oil from spindle housing and
hola of spindle bracket using a clean rag.

2, ADJUSTMENT OF SPINDLE BEARINGS
Before shipment, all cutter spindles are ad-
justed accurately and filled with a sufficient
quantity of high-grade ball bearing grease.
For readjustment, unscrew spindle cap ‘X'
and adjust hexagon nuts "Y' so that all play
i5 eliminated but that the spindle shaft rotates
freely on its bearings without binding.

3. DEPTH ADJUSTING MECHANISM (See Page 6]
To obtain a required depth of cut, proceed as
follows: Push cam lever "'M"" down until it
reaches its positiva stop; raise work table to
within about 1/16 inch of the cutter point;
lonsen screw 'E'' & tum collar “"D"" until cutter
point just touches the surface of the work;
return lever 'M"' 1o its original position to
raise the cutter point from the working surface.
Mow turn collar 'D"" to the depth required and
lock knurled screw "'E”’. Each line of gradua-

tion equals .001 inch with total drop of 11/32"
When engraving always raise cutter from work
before moving tracing style out of master
copy typa,

4. USE OF FORMING GUIDE ATTACHMENT
When engraving is to be done on radial,
spherical or beveled surfaces, the forming
guide arm "'A"' is attached to the top of the
pantograph carrier. A hardened steel form "B,
an exact counterpart of the surface to be en-
graved, is then attached to the arm and cen-
tered with the spindle, so that the cutter
point follows the exact shape of the working
surface when tracing from a flat master template.
It is advisable to make the radius of a con-
cava steel form 1/32 inch larger, and the
radius of a convex form 1/32 inch smallaer than
the radius of the work piece, so as to compen-
sate for the radius on point "C''. To obtain
depth of cut follow instructions in Paragraph 3,

5. ATTACHING THE DEPTH REGULATOR
Remove cutter spindle from bracket ""F*" as per
instructions  given under "'Lubrication’.
Loosen screw “'K'° and remove support arm
““J'" from depth regulator rod. Insert spindle
into depth regulator bracket “'H'' so that
scraw ‘'N°' fits into V-groove of key '"0".
Mow insert spindle togsether with depth regula-
tor into bracket "'F'* with serew "'N'" and key
“(" entering slot in bracket. Replace support
arm *'J"" as shown, and lock Knurled screw
“K*, taking care that screw poinl enters hole
provided in rad ''L"". When properly attachead,
the spindle and depth regulator will float
freely in the spindle bracket.

After inserting cutter into spindle and lever
M is in its lowest position, adjust foot 288
by turning knurled nut “'P'" until the cutter
point is about even with bottom surface of
foot. Then lock knurled screw "R’

Raise the work lable about 1/16 beyond the
point where the foot touches the surface lo be
angraved which assures continuous contact of
the foot with the engraving surface. When
tracing from a flat master, the culter spindle
will be raised and lowered over irregular and
curved surfaces by gravity only.

For engraving cylindrical and spherical sur-
faces, use foot No. 288-1 with ball contact
point and, for irregular flat surfaces use foot
Mo, 288-2 or 288-3 with slightly domed but
larger contact points. To set the cutter to the
required depth, follow instructions in Para-
graph 3.

H. P. PREIS ENGRAVING MACHINE COMPANY
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6-67 UE3-DR DRILL ATTACHMENT AND CUTTER SPINDLE UNIT B.P

B20-922J
813-2 | 1426 A
693-1
693-3 =
= 694-2 (H)
T 694-A1 £03-2
: WE ORDER BY FOLLOWING PART NUMBERS:
j/ 1 | I P
e tem art
7] v 815-1 (A) No. | No. Part Name
o
818-1—1/ —f A 141-3 | Washer for £44-1
e ==l A E 142-5 | Knurled Lock Screw
! et 14-72 Disc Spring (2]
1425 = CEL 815-3 ® D 274-2 | Spindle Adjusting Nuts (2)
/’ ] | A B 275-2 Rataining Scraw
Nl 277-2 | Spacing Callar
8152 —p—3—— 2 A - 814-1 @ 278-1 | Cutter Spindle Pullay
hES | 278-2 | Bearing Lock Ring
/ N e 4§43 ~———-672-4 Comprassion Spring
/ 24 4 6931 | Swivel Collar
il | A 683-2 | Extension Lever
o, / Q ; ——814-2 693-3 | Swivel Stud (2}
el A 94-A1 | Swivel Lock Screw (2)
\x' I// H 694-2 Prassure Bution 3
: 693-694 | Extension Lever Unit
693-3 § -~ J | B14-1 | Depth Housing
A14-2 Swivel Ring
572-4 ] 814-3 | Swivel Lack Ring
\ A 815-1 Spindle Extension Shaft
Nle 815-2 | Extension Lock Nut
F B15-3 Graduated Collar
S & B16-1 | Spindle Bracket
P ___me1 (c B16-2 | Spindla Housing
3 " ey —_r G 818 Intarmadiate Pulley, All Other Parts
@ 74-2—_ | - Interchangeable with 284 — Page 19
b B18-1 Connecting Link
277-2 — _ | h 8192 | Swival Knuckle
844-1 Long Thumb Screw
3-FF—— 37-FF | Upper Ball Bearing
i b m RG-FF | Lower Ball Bearing
x %; N-100 | Collat Lock Nut
\\‘\f % | Ba4-1 922 Cutter Spindle Shaft, complete with
B22 2N .| SERIAL —] 274-2, 277-2, N-100, 14-72 and
& NUMBER RE-37-FF Ball Rearings.
i %_\ DR-9224 Cutter Spindle Assembly, including
~141-3 923, 276-2, 816-2. 278-2, 278-1
. 2752 N J1X | Rubber-Flex Collet {Ses sizes in
List 103)
o 482 Ad|ustabla Spanner Wrench for 278-1
801 For 274-2 Nuts and WF
\\. A 822 For N100 Nut
ZRE
p1e-2——F [N ®
b
RG-FF 3 a8
ik -
T =
3 1} '

N-100

J-11X COLLET

H. P. PREIS ENGRAVING MACHINE COMPANY




6-67

OPERATING INSTRUCTIONS FOR UE3-DR CUTTER SPINDLE

820-922J

1. LUBRICATION

All Cutter Spindles starting with spindle
Meo. A-1465, are equipped with sealed, super-
precision ball bearings. They are pre-lubricated
and do not require any additional lubrication
for the life of tha bearings. Under normal
gperating conditions the ball bearings should
be replaced after 2000-3000 hours actual run-
ning time (12 to 18 months based on 40-hour
week), This, however, should only be done by
a competent machanic, or the complete unit
should be returned to the lactory for service.

2. ADJUSTMENT OF SPINDLE BEARINGS

Un Model UE-3DR, unscrew spindle extension
shaft ""A"" counter-clockwise, applying 1/2
open end wrench at “'WF''. unscrew Retain-
ing Screw ‘'RB*" and spindle will fall free from
spindle bracket ''C'". Then adjust hexagon nuts
“D'" so that all play is eliminated, but thal
the spindle shafl rotates freely on its bearings
without binding. Wipe oil from spindle housing
and hole of spindle bracket with clean rag,
replace spindle in spindle bracket and lock
retaining screw "B’ in place. Tightan spindle
extansion shaft “'A"" with wrench at WF and cut-
ter spindle is ready for use,

3. DEPTH ADJUSTING MECHANISM
To obtain required depth of cut proceed as
follows:

With cutter spindle in its highest position,
raise work table until cutter or drill are about

1/4" above part to be engraved or drilled.
Open knurled screw “E™", turn graduated collar
“F counter-clockwise until it almost con-
tacts depth housing “'J". With light pressure
on button “'H'*, turn cellar “'F"* counter-clock-
wiss until cutter or drill point touches thes
work surface. Check micrometer reading on
collar “'F"', release pressure on bulton “'H'',
turn collar "'F*" clockwise to the desired depth
of cut and lock knurled scréw “'E'".

Each line on the graduated collar equals .001
inch (1/1000°") in depth, one tum equals 050
inch (50/1000°°) and maximum vertical feed of
spindle is one inch. Always be sure to raise
cutter or drill from work by releasing button
“H** before lifting tracing stylus out of tem-
plate groove,

Follow the same procedure for drilling, The
JO 15 keyless precision Albrecht chuck fea-
lures miniature drill sizes which cannot be
hald in Rubbar Flex caollel. The one-inch
spindle drop permits drilling through laminates
or layers of material. The special intermediate
pulley “"G'" permits the endless spindle balt
to follow the reciprocal motion of the spindle
in order to maintain the belt parallel to the
work table at all times.

MNeither depth regulator nor forming guide may
be adapted to the UE3-DR Cutter Spindie head.

H. P. PREIS ENGRAVING MACHINE COMPANY
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6-67 3D-5 PANTOGRAPH CARRIER AND COUNTER BALANCE ASSEMBLY B.P.675-676

| 675-A PANTOGRAPH CARRIER ASSEMBLY |

677-1
P i = m/
b
"
10 lC}'
| 1
‘|
I
|
FOR PARTS — st it
NOT IDENTIFIED [£
SEE PAGE 11 in!igle] -—875
QOle| O
St
E-8

5792

ORDER BY FOLLOWING PART NUMBERS:

F;:: Part Name I::: Part Name

579-2 | Bearing Adjusting Plugs (2) 683-2 Spring Balance Swivel Stud

579-3 | Bearing Washer (2} 684-1 Tension Adjusting Scraw

675-1 |Pantograph Carrier 684-2 Spring Holder Stud with Cap Screw
676 Pantograph Carrier Swivel Base fig4-3 Knurled Nut

677-2 |Parallal Block 684-4 Balance Spring

B77-4 | 2-Dimensional Locking Bolt BH3-A Countar Balance Unit — Including 683-1
677-3 | Swivel Baaring Shatt 82 684143

677-1 | Lock Bolt and Washer Tor 2-D Work E8 Ball Bearing for Swivel Base (2)
677-2 | Parallel Block 10-32x3/8 | Cap Screw

683-1 | Spring Balance Anchor Stud 5/16-18x1 | Laveling Screw with Hex Nut

H. P. PREIS ENGRAVING MACHINE COMPANY
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MISCELLANEOUS PARTS FOR MODEL 3D-5

§79-1
B79-A JLF—
’ ‘ y 5/16-18
= : .._Ln §79-2
e - v T il J
s |
- | ) =
E 680
681-X Ay
/_I:
o N
278.A—_ | A
130-30 681—t
=8,
i ol

E—‘rnr

=Sy - 1

ORDER BY FOLLOWING PART NUMBERS:

mr" Part Nama m Part Name
130-30 |Enlarging Bracket with Slesve 679-2 Handle Bar-Lock Screw (Use in Place of
141-3 | Washer for 844-1 Lock Screw for Enlarging)
279-A |Cutter Spindle (See Page 22) 5/16-18x1 | Lock Screw for Tracing Style Holder
286-4% |Belt Connecting Rod for Enlarging 680 Master Tracing Stylus Holder with Lock
440 Enlarging Belt {not shown) {5/32x40°) Mut
130-68X% |Enlarging Unit, Including 130-3D, 844-1, 681-X Split Bushing for Part 130-3D
141-3, 681X, 2864X, 440 Ball 681 Ball Mose Tracing Stylus (See Accessory
G674-1 Cuttar Aligning Bar List No, 103)
679-A |Long Pantograph Bar with Center Link BH2 Conical Stylus for Stamp Work (See
and 679-1 Tracing Style Bracket Accessory List No. 103)
\ {Available Assembled Only) B44-1 Long Thumb Screw
679-1 |Tracing Style Holder Brackel

H. P. PREIS ENGRAVING MACHINE COMPANY
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6-67 THREE-DIMENSIONAL INSTRUCTIONS FOR MODEL 3D-5

B.P.720

o

FIGURE 1
SET-UP FOR RED

UCING

1. LINE UP CUTTER AND TRACING STYLUS:

For Thres-Dimensional engraving remove paral-
lel block “A'" and haxagon bolt "'B’'. Mount
model or pattern on table "'F', insert tracing
stylus "'"H"' and with the pantograph in a level
plane lower the tracing stylus until it -touches
the lowest part of the model. Then lock tracing
stylus in its holder.

With the surface marked ““TOP" facing up,
insert laveling bar “'G-H' into slot 'C"" so
that the slotted end straddles the bearing
shaft "'C"" and the other end of the bar rests on
the model. Lower the pantograph until the
tracing stylus touches the leveling bar and
while holding it in that position lower cutter
"G with tha micrometer feed screw collar
“J™ unlil the point just touches the bar,

The culter and tracing stylus are now exactly
in line with bearing shaft “'C"" and will swing
in a true arc when the pantograph is raised or
lowsred. This is only necessary for the initial
set-up on each die. All subsequent cutters
and tracing styles may be locked in the same

position  without using the leveling bar.
Adjust spring counterbalance at left side of
machine so that the pantograph remains in a
level or down position without excessiva
pressure on the model, Start engraving with
the tracing stylus on the lowest part of the
mode|, Raise the work tahlae gradually, locking
It each time until the complete design on the
mode| appsars in the die. Remove roughing
cutter and tracing stylus and select a finishing
tracer that will enter the smallest detail on
the model. Grind a cutter in proportion to the
tracing stylus and lock in collet with point
slightly above the roughed-out surface whaen
the tracing stylus rests on the modal, Without
unlocking the work table, lower the cutter
spindle with the micrometer feed screw collar
“Jd" until the cutter just barely touches the
surface of the die without actually cutting.
Finish all details and do not remove die from
machine until inspection shows that all de-
tails have been covered and the engraving is
clean and ready for hand finishing.

H. P. PREIS ENGRAVING

MACHINE COMPANY
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THREE-DIMENSIONAL INSTRUCTIONS FOR MODEL 3D-5 B.P.720

g #fég:"‘*::

M-l ’_’_@

gL e :
7 r ~
L—O— DIE OR PLASTIC OR
SAMPLE HARDWOOD
BLOCK
gt~
FIGURE 2
SET-UP FOR ENLARGING
2. ENLARGING:

Remove cutter spindle unit and attach enlarg-
ing bracket (extra equipment)- Reverse position
of cutter spindle and tracing stylus. Select
proper cutter and tracing stylus to suit the
individual job. In this case, the cutter must
be proportionally larger than the tracer since
the work is to be enlarged. Line up cutter and
tracing stylus as explained on Page 28.

Mount die or sample part to be enlarged on the
work table. Raise work table until tracing
stylus touches lowest surface of die as shown
at "K', Move pantograph so that tracing
stylus touches highest point of die as at
L', Mount plastic or hardwood block on
copy holder plate so that cutter "M just con-
tacts top surface when tracer is at "L, If
the plastic block is too thin to contact the
cutter point, it should be raised on blocks
urtil it reaches the necessary height. Raise

the work table unlil the cutter point “'M™ is
slightly above the surface of the plastic block
when racing stylus is at low point "K'

Start the cutter spindle, lowar the work table
gradually. locking it sach time while lracing
over the complete design until every detail
from highest part "'M"" to lowest part "M-1"
appearing on the original has besn cut into
the model. Change to finishing cutter and
tracing stylus, if required, and carefully go
over the complete design again to finish the
small details. Remove the finished model and
file or polish out any objectionable tool
marks. The model is now ready for reproduc-
tion. Reverse cutter spindle and tracing stylus,
mount model and die blank on engraver and
proceed to cut the die or hub as explained on
Page 28.

H. P. PREIS ENGRAVING MACHINE COMPANY
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THREE-DIMENSIONAL INSTRUCTIONS FOR MODEL 3D-5

3. SELECTION OF CUTTERS AND TRACING
STYLES:

Three-Dimensional die and mold cutting re-
quires round nose cutters and tracing stylus
#681. The tracing stylus and cutter must be
of proportionate size to correspond with the
pantograph ratio. For example; A die s to be

B) Clamp prepared blank on work table or in
vige and set up 3-dimensional master lat-
ters (see paragraph C) in grooves of appro-
priate copy holder table (see No. 103
Accessory List), line up cutter and tracing
stylus as explained in figura 1. Page 28,

; ; ; : & C) Preis-Panto 3-dimensional master copy type
“.It SRehil p_anmgraph [Rhe ubing: 8 . J0 is plastic molded and is available in5/32"",
dlameter ftracing stylus, The cutter should /4" d 1/2"" high characters, in plain
be ground to 060" diameter which is one- 174 : s L g . p
fourth of the tracing stylus diameatar Gothic type, listed in No. 103 Accessory
: List, The 1/4"" and 1/2'" high letters have
It usually requires at least one roughing and two beveled edges for saetting up straight
one finishing cutter to complete a dis or mold. line copy in the dove-tail grooves of No.
A larger cutter is used for removing all excess 3225 or 3260 copy holder tables,
stock and a small cutter for finishing all de-
tails in the design. To deatermine the size of
the finishing cutter, it is best to seldct a
tracing stylus that will fit into the smallest
crevice or detail of the model and then grind
a cutter to the proportionate size which is
determined by the pantograph ratio. FRONT SIDE BACK
Considerable time can be saved in the finish
cutting it the background of the die or any The 5/32'" high master letters have square
smooth surfaces which have no detall are edges (no bevels) and must be cemented in
carefully finished with the larger roughing place. All master letters are provided with
cutter, It is then only necessary to cover the a stud, centrally located on the back for
fine details with the small finishing cutter. circular, curved or irregular shaped align-
ment. Simply cut a groove of the desired
- THREE-DIMENSIONAL A) Prepare steel stamp contour into a metal or plastic plate and
STAMP CUTTING: blank by milling or cement the letters into place with an ace-
Puting., , away all tate or epoxy cement. For best results cover
SN DRMeial 10 the complete set-up with a thin cardboard
X the full depth *X", and apply a weight, or keep under pressure
lsaving  only the until the cement has dried. (See Figure 5
_‘_l_ section where the below.) After the stamp has been cut, the
letters or design are master letters may be removed with a suit-
_)' _f_ to be engraved. The ble solvent, cleaned thoroughly and used
Y |‘— remaining section or for the next set-up.
raised bands "'Y*
should be  about = =um | mr— 1
1/64"" larger than the g5
— finished lettars to /f‘"
3 assura full bevels on #L F) -]
all latters throughout. | K:.\“_J |
This can be done on \ e:;—_r_,:_. /_m___ﬂ
M the 3D-5 Panto- S S ] I
s = AT AR | 4
Engraver with a e e
conical-flat cutter or ™y ol
¢ Tt =y [
on & vertical milling Rl 2
machine, if available, i o
| b Round steel stamps FIGURE 5
with circular engrav- D) All 3-dimensional letters have double
FIGURE 3 ing should be bevels, 20° at the bottom for close spacing
prepared on a latha, and 36" at the top for added strength. They
H. P. PREIS ENGRAVING MACHINE COMPANY
ez
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6-67 THREE-DIMENSIONAL INSTRUCTIONS FOR MODEL 3D-5

B.P.720

are suitable for cutting any stesl stamp
having 35° or more side angle. All steel
stamps must be cut in 2 steps, one roughing
and one finishing cut. We recommend using
a roughing cutter and stylus having 10° less
side angle than the angle required on the
finigshed stamp. The No. 682 tracing styles
are double ended, one end conical flat for
roughing, the other end conical pointed for
finishing, with angles ranging from 35° to
B5° in steps of 5°. Saelect the tracing stylus
with the side angle required and sharpen 2
cutters, ona conical flat for roughing, the
other conical pointed for finishing, with
side angles identical to the tracing stylus.
Cut complete stamp with roughing cutter lo
the full depth required, leaving only the
shamp inner corners and close spaces where
the tracing stylus does not pass through.
Reverse the tracing stylus and set pointad
finishing cutter so that the point does not
touch the bottom surface nor the top of the
stamp when the tracing stylus is guided
around and over the |etters. For best results
and Jonger cutter life, do all finish culting
by guiding the cutter from the bottom up
through the inner comers and over the top.
Down cutting should only be used where
the roughing cutter could not enter small
spaces, as for instance, the inside of a
latter A, B, etc. For illustration see Fig. G,

Angle “OL ' of ving Cutter must be 10 dogrons
leaa than nnglnr'n'z” ol Tinishing cutter, Curing
mngies must oormmpord with angles  of teaaing
stylus 8682, Smna or grind ofl ""AA" to suit sach
individunl job, This changue with sach ratio mad
wariation of deprh GO, Leave sulficient siock
at “BE' so thet, when Tinishing cutter |8 usad,
CEF i aharp ard D0 s apposinabely one-hell
of “CC", GG, dopth of characters as reguired.
Stone off polmt “FE™ to D01 — JOOE'" width, de-
panding upon 8ire nf chamoters. Point "EE™" must
mavir touch bottom surface of roughed ol starp
but ie odjusted sa ther It finished sharp inrer
omrmars o Characters.

FIGURE &

E) Steel stamp with special design or trade-
marks may also be cul in the same manner
it equipment is available for making the 3-

B.
A)

B}

C)

dimensional model required. Simply make a
sunk engraving of the design into a Dow
metal or brass plate to the full depth re-
quired, using a cutter with the exact side
angle as the stamp to be cut, If a molding
press is available, the raised letter may be
molded by using either uncured sheet plas-
tic or pellets over the surface of the en-
graved plate and applying the required heat
and pressure. Where this is not practical
the raised model can be made from epoxy as
axplainad under models below.

MODELS FOR REDUCING OR ENLARGING
Three dimensional Engraving or die cutting
requires a model having the exact shape
with all details required in the finished die.
It must be made in proportion to the Panto-
graph ratio selected, for instance at 4:1
ratin the model must be 4 times larger in all
details, including depth.

The material used for making the model
depends on the details of design. A Hard-
wood or plastic model will be sufficiently
hard for cutting a simple design with no
fine details since a fairly large tracing
stylus may be used.

More intricate designs, having small de-
tails, require & very small tracing stylus,
consequently, the model must be made from
a harder material which will withstand the
pressure of a small stylus without obliter-
ating the design details. This material
depends on the equipment available to the
user, An ordinary plaster model for in-
stance, can be used for casting a hard
bronze modal and also a hard nickel model
by the electro-forming process. Where these
melhods are not available the model can be
made from any of the new epoxy materials
available for this purpose (Sae Marbletie
Co. or Devcon Co.)

Simply build & frame around the plaster or
similar soft modal, mix the epoxy according
to instructions and pour slowly owver the
model, starting at the lowest point and lat-
ting the mixture rise over the surface until
aven” with the top of the frame. Tap the
frame lightly from all sides to eliminate any
air bubbles from the design. After the epoxy
has set, remove the model from the frame
and plaster and check for air holes or im-
perfections. These can be filled and
smoothed oul with the same epoxy. Dry to
manufacturer’'s instructions. Most epoxies
can ba used after a 12 hour period or less.

h =

e
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UM-PC AIR SPINDLE UNIT B.P.919

17

oiL
HOLE
ltem Part
No. No. Part Name
8 44-P-y Plagtic Tubing with
Fittings
10 W-100 Air Cylinder
n a1 Spindle Housing
12 816-1 Spindla Brackat
13 Ha4-1 Lock Sorew with Handle
14 917-2 Spindle Shaft
16 8-32x1% | Allen Cap Scraw
16 368-L-25 | Diamond Cutter or
3B8-H-25 | Diamond Cutter
17 817-3 Brass Coupling

0

\

Il

o

L }

= | SERIAL
@‘ NUMBER

16 ) see noTE

NOTE: FOR DIAMOND CUTTING
TOOLS SEE NO, 103
ATT. & ACC, LIST.

H. P. PREIS ENGRAVING MACHINE COMPANY




6-67 OPERATING INSTRUCTIONS FOR UM-PC AIR SPINDLE UNIT

B.P.919

Part No. Description

Mo. 3* — Pressure Regulalor with 60 I|b. gage. Adjust v

varies with materials and depth of angraving
a guide only:

alve No.3A* to pressure required. Pressure

desired. We suggest using the following table as

ji v Material To Be Engraved Light Cut Medium Cut Heavy Cut
Gold. Silver, Copper, Brass, Aluminum, Nickel Silver 10-15 16-26 20-40
Sterl, Monel, Stainless Steel 15-26 20-30 30-60
Hardened Stesl, Tungsten Carbida, Titanium 20-30 30-40 40-60

No. 10— Air Cylinder.

No. 11— Spindle Housing. Maximum vertical movement 2°°
1/8"" to 1/4"" above surface to be engraved and |ock screw

Mo. 12— Spindle Bracket. Mount on fronl pantograph ar

No. 13— Lock Screw for Spindle Housing.

m of engraving machine.

_ Adjust position so that diamond point is
No. 13 in slot of housing.

Mo. 14— Spindle Shaft. Once each week put a few drops of very light oil {sewing machine oil} in
haole 11A. f spindle shaft does not return upon release of
Mo. 16, unscrew air cylinder No. 10 and remove complete unit from housing. Clean shaft and

housing with solvent, apply a little light oil and reassembla unil.

micro switch® remove lock screw

Mo. 15— Handle and Lock Screw. Insert diamond cutter in spindle shaft and lock screw wilh wrench

against flat surface of cutter. When setting up for engraving,

ing posilion.

press down on screw for locat

No., 16— Diamand Cutter. Use 4368-L-25 cutter tor general engraving on gold, silver, brass, coppet

or any soft metal and alloys. Use #368-H-25 cutter for soft or hardened steel, stainless
steel, monel metal, titanium and tungsten carbide.

Mo, 17— Brass Coupling. Connects air cylinder to spindle shaft. When replacing coupling, pull down

shaft of air cylinder and lock with set screw so

of air cylindear.

*Ser Page 36

that nylon button on shaft #14 touches shafl

H. P. PREIS ENGRAVING MACHINE COMPANY
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UE3-PC AIR SPINDLE UNIT

B.P.944

10

11

12

16
17

13

14

11

12

Item Part

No. No Part Name

10 V-100 Air Cylinder

1 843-1 Depth Mechanism Housing

12 842-1 Micromater Sileeyva

13 842-2 Micrometer Fead Nyt

14 942-3 Micrometer Lock Nut

16 8-40x1/8 | Sat Scrow

16 6Gd3-2 Deapth Plunger

17 643-3 | Depth Limit Koy _]
E
§ JTTTTTTIN

15

TV .87

FORCUTTER SPINDLE PARTS
SEE "SPINDLE ASSEMBELY' PRINT

(®)

SERIAL
MNUMBER

34
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6-67 OPERATING INSTRUCTIONS FOR UE3-PC AIR SPINDLE UNIT B.P.944

Item Part No. Dascription

Mp. 3* 1482-12 Pressure Regulator with No, 12107-1 (0-60) Gage. Adjust valve No. 3A* to pressure
most suitable for malerial being cut. Since the cutter spindle and air cylinder
both have intemal return springs, a minimum setting of 20 Ibs. pressure is re-
quired to lower the spindle. Any additional air pressure depends on the material
being angraved. It requires more air pressure to maintain accurate depth of cut
on hard metal than it does on soft plastic material. Consequently a setting of
26 |bs, may be sufficient for cutting soft plastics but, it may require 30 to 40 Ibs.
to maintain full depth of cut in steel.

Mo, 10 Air Cylinder. Mo. 14 Micromeler Lock Nut,
Mo. 11 Depth Mechanism Housing. Mo. 16 6-40 x 1/8°" Set Screw.
Mo. 12 Micrometer Sleeve (Each line = ,001°", each Mo. 16 Depth Mechanism Plunger,
full tum = 050" maximum travel 15/32"" Mo. 17 Depth Limit Key.
approximataly. For Cutter Spindle Parts, see “'Spindla Assembly
Mo, 13 Micrometer Feed Mut. Print, Page 22.

HOW TO OPERATE DEPTH MECHANISM UNIT
H.'I' After complete unit has been assembled and tested for air leaks, sst gage No.3*to 26 Ih§. PrEESLUnE,

b) Turn micrometer sleave No. 12 clockwise (down) for maximum vertical travel and depress micro-swilch
Mo. 6" several timas to tesl the spindle travel.

¢} Now turn micrometer sleeve Mo. 12 counter-clockwise {up) until the cutter spindle travels about 1/8
inch or less for shallow engraving.

d) With micro-switch*depressed, raise work table until the cutter point is about 1/16 inch abowva the work.

e} With the cutter spindle running and micro-switch depressed feed down on the micrometer slesve until
the culter point just touches the surface to be engraved,

f) Release micro-switch*,add required depth of cutl to the present reading on the micrometer scale and
lock knurled nut Mo. 14,

On Panlo Engravers equipped with floor stand and vertical feed scréew unit turn micrometer sleeve as
explained in paragraph (c) above but zero set on index line.

g

With micro-switch® depressed and cutter spindle running, raise work table until cutter just touches the
surface to be engraved, then lock work table. Release micro-switch button® and turn micrometer sleeve
to desired depth of cut, then lock knurled nut No. 14,

h

Sat air gage lo pressure required (See Item 3*) and adjust flow control valve as explained under |tem 7*

The cutter will now engrave an even depth on all flat surfaces of identical thickness whensver thae
micro-switch button® is depressed.

Always release micro-switch® before |ifting tracing stylus oul of master template groove.

*See Page 36

H. P. PREIS ENGRAVING MACHINE COMPANY
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AIR UNIT ASSEMBLY B.P.918

_Drain
Level

o O W

Qil Level

Empty

ORDER BY FOLLOWING PART MLMBERS:

Item Part No.

Description

Mo, 1 14052

Mo. 2 | 3102

Mo, 3 1482-12

Mo. 4 606
No. & 831424
No. B HB-2
MNo. 7 17-1-8

MNo. 8 44-P-1/4

MNo. 9 923

Air Hose with Fittings. Connecl to part No. 2 and o air compressor or air line.
Check for lsaks,

Air Filter. Incoming air pressure must not exceed 125 Ibs. Open valve No. 2A
occasionally to drain water, if any.

Pressure Regulator with No. 12107-1 (0-80) Gage. Refer 1o UM-PC page 33 and
UE3-FC page 35 for further instructions.

Lubricator. Unscraw cap No. 4A and fill to level shown with light machine oil,
This lubricates the piston of the air cylinder, - BP 919-10 or 944-10.

Solenoid Valve with Cord and Plug. Raises and lowers cutter by pressure on
micro switch. Plug cord into special receptacle of micra-switch, part Mo, 8.

Micro Switch with Cord and Receptacle Plug. Plug into 115 volt wall outlet. Use
fingar or foot pressure to acluale cutter descent.

Flow Control Valve. Adjusts the speed of the cutter descent. Tumn knob No. 74
clockwise to slow down, counter-clockwise Lo spaad up cutter descent. This
valve does not alter the pressure set on the air gage. It simply controls the
speed at which the cutter point entars the work,

Plastic Tubing with Fittings. Connect one end to part No. 5A, other and to air
cylinder, B.P. 919-10 or 944-10,

Mounting Bracket. Mount on Pantograph Carrier.

H. P. PREIS ENGRAVING MACHINE COMPANY
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INTRODUCTION TO ENGRAVING

When engraving is required on any item, either
square, rectangular, round, oval or odd shaped,
it must be flat and parallel to the surface of
tha work table. Should the top surface buckle,
warp or be irregular due to the characteristics
of the material, it would require the assis-
tance of a depth regulator. An assortment of
feet that fit this attachment are available for
following irregular surfaces of one shape or
another. (See 103 Altachment and Accessory
List.] Standard holding fixtures are available
for holding the items flat on the work table.
Special holding fixtures should be made for
bulky items which can be locked upward into
a fixed position in order to maintain the sur-
face to be engraved, parallel to the work tablse.

Straight lines of lettering can be engraved
using standard copy holder. Circular lines of
|attering require the use of a circular copy
dial holder or universal copy dial. Any de-
signs and trademarks will require spacial
masters and templates.

ENGRAVING METHODS:

Diamond drag (130-427) engraving, burmnishes a
highly polished groove in any metal. This
motorless methed pushes the metal down and
to aeither side of the diamond tool, leaving a
slight burr which in most cases is not objec-
tionable. This polished groove will not hold an
engraver's filler.

When a leverage of ten pounds is applied to
the lever handle, forty pounds will be exerted
at the point of contact, equal to a mechanical
leverage of four times. For positive depth
control, use the pneumatic attachment 919 and
refer to the chart which prescribes the exact
pressura that must be applied for any desig-
nated material. (Ses Page 33.)

SUGGESTION.
For surgical tools, machine lools and gages
apply about ten pounds of hand pressure or
forty pounds of pneumatic using 3B68-H dia-
mond cutter.

Cigarette lighters, western buckles, silver
flatware, trophy plates, and jewelry items,
apply a maximum of five pounds hand pressure
or twenty pounds pneumatic, using 368-L
diamond cutter. See also pressure chart on
Page 33.

Wedding rings are held on the 856 ring holder,
angraved with sixty pounds pressure pneumatic,
using 368-L diamond cutter,

Wine cups, (beer mugs, use index fixture) nap-
kin rings and bangle bracelets should be en-
graved on & special engraver with P100-7
cylindrical roller attachment which can be
made to order,

The Spencerian Cutter simulates hand engrav-
ing and can be engraved in precious and non-
ferrous metals. This free-hand method will
initial ar make crnamental flourishes on cas-
ket plates and any flat jewelry item.

Genaral Name Plate Engraving motorized
models with direct drive at 12,000 R.P.M.

belt driven models with four spindle spesds
from 8,000 up to 20,000 R.P.M. are available
for mither taper shank or straight shank culters
which provide fast and expedient engraving.

Phenolic plastic and fiberglas materials are
very abrasive and require tungsten carbide
taper shank cutters #346, 347 or 348. Black
surface or wood grain surface with a glossy
finish and white core make wery attractive
signs. Sharpen cutters from 40 degrees to G0
degress included angle with 40 degrees side
clearance and tip cutter with a flat, equal to
1/8 the height of the character and engrave to
a depth of .006°" or to the depth required to
panatrate the top lamination,

Some of the new vinyl plastics have a very
low melting point and the slightest heal
created by the cutter point melts and fuses the
chips onto the cutter point. Cutters should be
sharpened with 45-50 degrees side clearance,
cutting edge and tip must be highly polished
and engraving should be done very carsfully.
Free-cutting brass containing 3% lead or free-
cutting aluminum 24ST or equal can be easily
engraved with high speed steel cutters #345.
Sharpen cutters the same as for phenolic
plastic and engrave to a depth equal to 1710
of the letter size but not more than 025"
deep and fill with engravers crayon filler
or enamel.

Free hand engraving of signatures for making
rubber stamps may be accomplished at 4:1
reduction in zinc, dow metal and plastic.
First, furnish your customer with a ruled rec-

H. P. PREIS ENGRAVING MACHINE COMPANY
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tangle and then request that they affix their
John Hancock therein. Remove the adjustable
slides and tape the signature onto the copy
holder plate. Trace the signature carafully
as you cannot retrace the same piece. Sharpen
#3156 high speed cutter 30 degrees included
angle, 30 degrees side clearance with about
006" flat. Engrave about .100°" desap.

Stencil master letters are required for en-
graving stencils, used in spray painting or
sand blasting of glass, metals or plastic
panels. Thin plastic or hard rubber shims are
used as templates for sand blasting, while
brass shims are used for spray painting
cartons, signs and panels. Sharpen #310 or
#3165 high speed steel cutters 40 degree in-
cluded angle, 40 degrees side clearance, with
& flat equal to 1/10 the height of the character.
Place sheet of protective metal or plastic be-
tween work table and part to be engraved and
set the cutter point to cut about .002 to 003"
through the stencil material,

.Frrﬂu!ar shages — Index whesls, dials, num-

bering wheels, cylinders, and spherical sur-
faces, require either a forming guids or a
depth-of-cut regulator with & ball foot for
engraving. The forming guide attachment re-
quires a hardened stee| form for each corres-
ponding shape, in order to maintain an even
depth of cut over the curved surface. The en-
graved area should not exceed 1/8 of the
circumference or distortion in cutting will
oceur. Sharpen #310 high spesd steel cutters
50 degrees included angle, 40 degrees side
clearance with 006" flat. Engrave 006" to
008" deep. No. 387-13 midgst chuck with
1315-HT tungsten carbide cutter will extend
cutter life by ten timas,

Drilling by pantograph is phenomenal as
holes can be drilled almost next to one an-
other depending upon the pantograph reduc-
tion. Mo other drilling mathod can boast of
this possibility. The template required con-
sists of a series of #1 center drilled holes,
as per specifications, into which the pointed
tracer would be positioned. Either manually or
with pneumatic action, sach hole would be
methodically drilled quickly and accurately.

Profiling and Routing require a greater amount

of skill than in gensral name plate engraving,
for these items must be engraved to very
close tolerances. The following procedures
are basic and apply to all engraving.

1. The Master Template must be accurate and
smooth. The vee groove is the simplest of
masters to make and requires a conical pointed
stylus to follow the design. The square bot-
tom groove offers several advantages over the
ves groove, Should the cutter wear a |least bit
but still be sharp, you can selsct a smaller
diameter cylindrical stylus and follow the
siraight walls of either side of the templates,
in order to maintain the desired width of cut.

2. The Pantograph Reduction or ratio of master
template to the finished engraving is impor-
tant. All Preis Panto Engravers reduce. Thare-
tore, the original design must be mads larger
and square bottom masters should be made in
exaclt proportions to the ratio width of the
stylus and cutter selected, Should the finished
part be 1" in diameter, we would suggest mak
ing the master three to five times larger and
for 4 diameter, two times larger. You will
quickly realize that an error of .010"" at 51
is reduced to .002"', while the same error at
2:1 is reduced only 1o 006", Therefore, we
gather that the maximum accuracy is achieved
at the highest reduction,

3. A selection of engraving cutters is avail-
able in high speed stesl, super high spesd
steal, tungsten carbide and diamond tipped.
The easiesl to maintain, for all-purpose use,
Is the high speed steel cutter. For engraving
nickal alloy steel, the tougher super high
speed steel cutter is preferred. Tungsten car-
bide offers the maximum cutter life: however,
when used in cutting stesl, it is not suitable
for points smaller than .010" in diameter.
This is due to the nature of the material, as
the stesls are made from molten metal and
tungsten carbide is made from compressed
powder, making it very hard but brittle,

4. The sharpening of engraving cutters for
each material wvaries., Refer to the cutter
grinder oparating manual instructions regarding
recommended cutter angles and clearances.
For particular tough jobs, double clsarances
will increase cutter life. Sometimes the cir-
cles at the bottom of a cul become pronounced
and these can be controlled by reducing the

H. P. PREIS ENGRAVING MACHINE COMPANY
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& degree end cutting rake across the tip of the
cutter. Ball nose cutters must have ample end
cutting relief which is obtained by setting
the scale B1 on the swivel bracket of the
model CG-21 to approximately 20 degrees.
The additional clearance required must then
be set on the clearance ring of the swivel arm,

5. The movement of the Pantograph is impor-
tant and depends upon the reduction ratios
and materials being engraved. On the higher
ratios and softer materials the master tem-
plate can be traced at a faster rate of speed
then on the lower ratios and tough or hard

metals.

Always trace the template or letter with a
smooth uninterrupted movemant throughout
the design to avoid excessive chatter and
distortion. It is good practice to develop a
habit of always tracing templates in the same
direction of motion. When cutting raised let-
ters, profiling or piercing metal always follow
the pattern in a clockwise direction on the
inside and counter-clockwise on the outside
of a circle, oval, rectangle or any similar
dasign.

PROCEDURES RECOMMENDED FOR ENGRAVING VARIOUS ARTICLES, ITEMS & OBJECTS
{INTENDED AR GUIDE LINE OMNLY)

CUTTER HOW TO SHARPEN CUTTERS
Glzn of Leiter | Pamio PR =g iy St
Itam o ba Engroved Manesial i Sl fistlo 1.C. — Tunpsten Carbide Included Tip Side
OLR. - Cuartar Round Angle Digmeter Cluarance
H.A. — Hali Aound
Enft Plastic Up ta 1/8™ 181 H55 OR 4
i WP = ° T Sual, -
Grass & Aluminum Cwar 178" 2441 H.5.5, H.A an
Hamapiates; L S ulso
fhanolic Blastio Up to 1/8" 34.1 T.C Fartxi an
AR ar Fiberglas Over 178" | 2431 1.C Y ¢ an®
£ 5 T I
Fanals - S Ratio
St Upto 148" | 380 HEE m T.C e Curmer an® - 35°
trria
Ower 178 341 HSS5 or T.C. n Saigcor | 30® - 38
Dias — Sunk Letters
Fllt Rrasy Up to 1/8° a-6:1 HES. HA. 20 - g a2 W — an”
Stamps — Aaisad Lotters
Dins — Sunk Latlers ] 48 H.5.5, ar Cobalt 20” - ag” i ° _ xm"
i el Any Bizm 2 o
Stamps — Naisard Loters 451 H.5.5. o Cobalt ag* — an® U 307 - 38
Skaleton Luttee Brass, 241 H5S, WA All T %% - 307
ar Soft Plastle, | Ower 172 High | 2-4:1 HES H.A i
Cul Out Letters Phwsulic Plastie 2441 T.C. HR Cylindrical Lip 30t — 36°
Ti W acryll Dadt =
SRuning: Hy N it &il Sizes 2-4:1 M55 HA Cylindrical 30° - 3"
& Fraich Cunes Plastic (01
Hard Pubber Small Latters | 34611 HEE HA. 00— | ot up | 36°-40°
Boeruil Letbers or Plaslic Larpa Lzt 2-4:1 HEE HHR Cylindrical D0 U 26° = 3@
|Cul thwough Material) Brass of Bmall Lalters 60 H.55, H.R. 20 —an® o0e” Up | 38° - 40°
A um am Lorge Lettisrs | 2401 HES H.H Cylindrical A0 Up I 269 — 30°
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PANTOGRAPH RATIO CHART

HEIGHT OF MASTER CcOopY TYPE
"Eé:_‘"r 1/4 |5/16] 3/8 | 1/2 [ 3{a] an [aga] 2v | 3
LETTER PANTOGRAPH RAT|OS
3/6% |5.3 (6.6 - - - - - L B
/16 y L] ] - - - - - -
5/64 [3.2 4y .8 6.8 - - - - -
e CEAVE R R HETE F
7/6% 12.3 (2.9 |3.4|%.86 6.8 - - - -
I/a 2 2.5 3 [t 6 - - - -
9/6% 1.8 [2.2] 2.7 |98.5(5.3|7 - - -
5/32 |1.6 |2 2.% (3.2 (4.8 |6.% | - - -
Ijss | - |1.8|2.2]|2.9|4.4] 5.8 - s [¥-
3/16 - l172 ]2 T2.7 (% RIe . 5
o e s by s e lesl - 1.
1/ st SR Te* [ % 18 ® |~
9/32 - - - | 1.8 |2.7|3.5]|5.3|7 -
BEs/s |- [ - [ - [16]2.9]s.2[v8|6.v] -
R [ - | - [ - [ - [2.2]2.0 [eelss| -
| 38 - = - 128 57 BN et TE-
b7/ | - | - [ - | - [n7[2.3]5.%] %689
1 i/2 st - - . T2 1% [¢ (& |
s e | = - | - | - [ L8 |2.7]2.5]5.3
e g - |- [ - |- [vefzu]s.2]ws
s 15 | - | - - [ - [22] 2.9 [w.e
3/ el el . [ e e L7l
| 7/8 - - - - - o FE7] 2.8 | 8%
| » e = - . - et < T2 L%
1-1/8 - - - - - - - | BT
i il e | - -4 5 - « | 1.6 2.8
DR hcs % | s | - |« | = | <CI®
s L -k s s | = [ = 5T = [k.2

Average length of 10 engraved

To use chart at right count the num-
ber of letters in the name or line to be
engraved. Each space betwean woids
and space betwoen initial and last
name count as one letter. including
the period. For best results count
lolters “*M'* and “"W'* as 1% lemars
and letter '1'" as % letter. Multiply
the total number of lettars and Bpanes
in a line by the dimensions given in
the sbove table for the letter style
ard latter height and mowe decimal
point one digit to |left,

For example: To angrave a name hay-
Ing 18 lotters., *4'* high with Styla
No. *45 master type multiply 2. 546"
% 18 = 45.810'": move decimal point
to left which lsaves 4581 ar
4-37/64"" for the total engraved langth,

*

o |

This Pantograph Ratio Chart has been prepared
to assisl the users of our Panto Engravers to
select the proper height of master copy fype,
and to find the proper pantograph ratios re-
quired for engraving various heights of char-
acters.

To use the chart comectly, locate the size of
your master copy type in the top row, and the
size of character to be engraved in the lefi
column. Follow down from the top row and
across from the left until the two columns
meet, where the correct ratio is given. For
example (see asterisks), master copy type is
3/4™, character to be engraved is %'*, panto-
graph ratio is 3:1. Set all pantograph bars on
line “*3*". All sizes of master copy type and
characters to be engraved are measursd from
center to top stroke to center of bottom stroke.
When overall dimensions are given for the
size of charactars to be engraved, deduct the
width of the stroke to determine the correct
ratio. For example, a letter with an overall
height of 1/8* is to be engraved with a 1/64"*
wide stroke. Deduct 1/64°° from 178" leaving
a 7/64" character to be engraved. For exact
raduction ratios and width of culter tip, for all
letters ranging from 1/16"" up to 3%** overall
height, consult your Pantograph Ratio - Cutter
Selector fuiished with all Panto-Engravers.

The pantograph ratios are shown in tenths only,
intended for general-purpose engraving., Where
the height of characters must be held to very
close tolerances, the raties may have to be
carried to two decimals. Whers ratios are
shown in tenths, not engraved on pantograph
bars, consult the table on B. P. No. 319 page
5. For finding the pantograph ratio for sizes
naot shown in the above chart, use the follow-
ing formula:

Height of
master copy type

Height of character
to be engraved

= Pantograph ratio

letters in plain gothic styles No. 1S through 8S.

STILE HEVGHT OF ENGRAVED LETTERS
SR | v [ane Tove T o [ vr | s | & | w2 | 2
LENGTH OF BNGRAVING WITH 10 AVERAGE LETTERS [N INCHES c .
15 a44 Bl &8l .03 y 1.376 2.063 2. TR0 415 'ﬁ.m H.260 11,000
78 526 | ee | vosa | v | 2o | s | sae 8313 | g4 | 1283 | 1663
a8 581 BT 1,168 1.742 b kR EL 4848 6,969 i.;u':' 13,638 10,684
WS | e | om | 130 | wem | 2w | wes | st | vam [an | wo 20.364
P ] 1137 1.515_ 2327 . . 4 RdB 4,063 .04 12,138 18,1848 .2-1.115
s Ase | 12 | nras | 2603 | 3421 | 6200 | 6942 | 10413 |13mme | 20825 | 22060
78 | o2 | 1636 | 2081 | 307 | 4M@ | 6182 | 0,203 | 12308 |ek0s | 2400s | zimns]
8 | 174 | 170 | 2348 | 3892 | 4ees | 7043 | 9.091 | 1emm | a7 | 28077 | mse :
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40



PIIElS-I'AH'I'O CUTTER GRINDER WITH PLAIN OR

GENERAL SPECIFICATIONS

Universal ball bearing motor, totally enclosed.

Grinding cup wheel 214" dlameter mounted directly
on motor.

Cutter head graduated from 0 - 90° for grinding any
side angle, equipped with index unit for grinding
also 2, 3 or 4 sided cutters.

Collet capacity up to 14" straight shank and standard
taper bore.

Feed screw knob graduated In 1/1000 inch “for
accurate cross feed.

Total length - 914", width - 444", height - 6",

MNet weight 13 pounds. Shipping weight 16 pounds.

MODEL CG-2

LL'ft hand c-}nfrnls depth ot
grinding while right hand rotates.
the cutter,

Mode! CG-2 with plain cutter
head for sharpening tapar shank
or straight shank cutters.

Model CG-2 Cutter Grinder far sharpening single lip
engraving cutters used for general engraving on
name plates, signs, panels and other surface engrav-
ing. This model has a plain cutter head with swivel
bracket graduated from 0 to 90° for sharpening cut-
ters to any ﬁaairad side angle. Adjustable stop on
swivel shaftmunir—:ﬂa' length of cutting tip and side
cutting clearance is determined by the operator’s
discretion.

RATLE H. FL H&ﬁ ENGRAVIHG MACHINE W-AH\' .

.'I'_1.f__. r-th.._'J.m.th: Jm.lm&nhﬂli.h zuu.-.d-}’mm.-_

Accurate, inexpensive, for sharpening all
single lip engraving and routing cutters
with

CYLINDRICAL-FLAT,
CONICAL-POINTED,
CONICAL-FLAT, or
BALL-NOSE

CUTTING TIPS..

STANDARD EQUIPMENT

Universal motor, 115 volt with toggle switch, cord and
plug ® Plain wheel guard ® Vitrified grinding wheel,
medium (BO grit) = Cutter head with collet spindle,
index unit and collet draw bar (Plain cutter head with
model CG-2. Universal cutter head with model CG-21.)
® Adjustable in-feed stop on swivel shaft ® Wheel
wrench ® Cutter wrench ® Wheel truing diamond
8 Operating instructions.

EXTRA EQUIPMENT
Collets, see page 11 ® Grinding wheels, see page 7
= No, 1061 whesl guard with built-in wheel truing
diamond, see photo above.

MODEL CG-21

Ballnose cutter being sharpened
in ong single set-up with correct
slde and end-cutting refief on
Model CG-21.

Gonical EI:nlmtfm-l cutter being
sharpened with correct  side
angle and pre-set side clearance
on Model CG-21,

Model CG-21 Cutter Grinder has a Unlversal Cutter
Head for sharpening all cutters, including ball-nose
cutters with pre-set side and end-cutting relief in one
singla application,

The cutter head has a cutter aligning bar for position-

ing cutter in collet, The swivel bracket Is graduated
from O to 90° for sharpening cutters to any dasrred
side angle.
The swivel arm is graduated from O to 45° for sltlve
side cutting clearance and the swivel knuckle has
graduations from O to 35° for grinding end-cutting
relief or rake on flat ti tJed or ball-nose cutters. Ad-
justable {Qtup is provid swivel arm for nﬂntmllilnq
Iength o l:u‘ttrng tip. ik

i

 HILLSIDE, NEW JEnsEY
s #;ba.:umu,'ﬂiﬁ' T

| UNIVERSAL CUTTER HEAD

*i i h"ll“ I."-_



. PREI

$-PANTO TWO-IN-ONE BEVELER-DRILL PRESS

MODEL FD-925 for plastic. or metal name plates, panels, strips and tfags .

requiring bevels, borders or drilled holes.

Does the work of two machines. Cuts bevels or flat borders by sliding
a plate along the straight edge. Converts in minutes to a drill press
by replacing the straight edge and cutter with a drill jig and drill
chuck. The heavy duty ball bearing spindle takes 147 diameter cutters.

Depth of cut is set accurately with the adjustable stop and a hand lever
with automatic spring return is prov
is locked in its housing for beveling.
The vertical column permits the cutter spindle to be raised for a maxi-
mum of 6” clearance under the cutter. Three drill chucks for drills
up to %2"” diameter are available.

SPECIFICATIONS

Work table surface, 8 X 12 inches.

Distance from column to center of
cutter, 5 inches.

Maximum height from table surface
to cutter point, 6 inches.

Cutter spindle with precision, pre-
lubricated ball bearings with two
speeds of 10,000 and 15,000 rpm.

STANDARD EQUIPMENT

Basic machine with cutter spindle as-
sembly, motor unit assembly and
vertical column.

Two endless round belts.

12" long adjustable straight edge.

Adjustable drill jig unit.

One #2522-TC double end tungsten
carbide cutter for plastic plates.
One #2520-HS cutter for metal plates.

One set of 4 wrenches.

One set of operating instructions.

ided for drilling while the spindle

No. 2523-TC3

Cutter Cutter Cutter

Universal ball bearing motor, 115 volt
with switch, cord and plug.

Vertical spindle travel up to % inch
with adjustable stop.

Overall dimensions 117 x 12" x 14"

high. ey
Net weight 14 pounds. Shipping
weight 18 pounds.

EXTRA EQUIPMENT

No. 2523-TC3 Double end, 3 fiute
tungsten carbide cutter for beveling
plastic plates.

No. O Jacobs drill chuck, 54," capacity
with key.

No. J0-15-25 Albrecht precision key-
less chuck, .008" to .063" capacity. |

No. J0-30-25 Albrecht precision key-
less chuck, .013” to .125" capacity.

(For drill chucks see page m

FREE-HAND, PORTABLE ELECTRO- MARKER

The Preis Electro-Marker closes into a convenient carrying unit that
can be taken right to the work in any part of the plant.

Free-Hand Marking is done as easily as writing with a pencil. Ten
different stages of marking intensity provide a fine or bold line by

simply turning the dial switch.

The marking point is made of a special heat resisting alloy to give
extra long service between re-grinds.

The design of the marking pencil permits the point to stand perpendic-
ular when used like a pencil. A cooling fin dissipates the heat and
heavy cork insulation assures comfort to the operator even in pro-
ng intensity. -

rt- serial: or code numbers on tools,

longed usage at maximum marki

Very useful for marking sizes, pa
gages, machine parts, jigs and fixtures.

The Electro-Marker used for panto-

Burns a permanent
black inscription into
soft or hardened
steel, iron, cast iron,
tungsten carbide.

- J 53314 J* Fo % L R o

No. 135-7 Cooling fin
for Marking Pencil.

No. 135-6 Special Alloy
marking point.

MADE IN TWO MODELS

Mode! EM-60, 500 watt, standard duty for marking finish machined or ground parts and tools.

Mode! EM-120, 1000 watt, heavy duty for marking also through scale or dirt on heat treated or rough
parts and tools.

No. 209 Hand Marking Pencil with
cooling fin and marking point.

graphic marking with No. 130-135A . A SPECIFICATIONS

Electrical Marking unit attached to a Model Electrical Specifications Watts Size Net Wgt. Ship. Wpt.
Preis-Panto_Engraver. EM-60 115 or 230 v. AC - 50 to 60 cyc. 500 81/2" x 10" x 6” 20 25

Also see U-Series Catalog. EM-120 115 or 230 v. AC - 50 to 60 cyc. 1000 8-1/2" x10” x 6” 25 30

© 1971 HILLSIDE, NEW JERSEY

PREIS ENGRAVING MACHINE COMPANY o

No. 2522-TC No. 2520-HS




PREIS-PANTO WORK HOLDING DEVICES

FOR ALL PANTO-ENGRAVERS

ROTARY WORK TABLE PEN HOLDING FIXTURE UNIVERSAL WORK HOLDER
Part No. RW-5 . . . 57 Diameter Top Part No. 178 . . . For clamping Pens, Pencils Part No. 172 . . . Adjustable Swive!
Plate with four 1/4” T-Slots and 5/8" and other cylindrical parts up to 3/4” diam- Jaws have interchangeable Hard Rubber
Center Hole. Has 360 Notches in Rim eter in Vee-Grooves of Jaws. Reverse Jaws Inserts and Cam Lock. laws are 3/4
with Index Unit and Cam Lock. Overall for clamping flat or rectangular parts. Opening high, 2" long and Maximum Opening
Height 1-3/4". between Jaws adjustable from 1” to 2-1/4". is 3-1/4". R .,
Overall Height 2-1/4”, Width 2-3/4", Length 4”. fg:gta# 6Jjelght 1-1/16”, Width 4",

PLATE CLAMPING VISE

x> Part No. 840-6 . . . 6” x 6” long Base plate for clamping plates from
14" up to 3" wide by 6” long.
TYPE WHEEL HOLDER Part No. 840-12 . . . 67 x 12 long Base plate for clamping plates BOWLING BALL HOLDER

Part No. 216 For rapid index- from 14" up to 3" wide by 12" long.

ing when engraving Type Wheels, Part No. 840-125 . - - 8" x 12 long Base plate for clamping plates Part No. 910 . . . Bowling Ball fits
Collars and Rings up to 3" diameter, from 147 up to 5” wide by 12” long. (For Model 2D-4 Panto Engraver into Nest of plastic Base Plate
Has 14" diameter arbor for holding or larger machines.) against two Back Stops. Front Clamp
work. Index Disks are available with Ideal for production engraving of plastic name plates. Simpiy pull swivels out of the way for insertion
up to 50 Notches. handle, insert plate to be engraved and release handle. Consists of and removal of Ball. Requires mini-
Height 1Y%” to Center of Arbor, " x 115" x 51," long spring clamping unit mounted on 34" Base mum of 9”7 Height from Work Table

Width 234", Length 314", plate with adjustable straight edge and end stop. to Cutter Point.

SPEGIAL PLASTIC JIG

S PLATES WITH DROP-ON
INSERTS
AL
MULTI-GRIP PLAIN VISE No. 710 MultiGrip. Vise. tn MULTI-GRIP SWIVEL VISE

. rts made in Plasti
Part No. 700 . . . Can be locked directly from Feed ‘ §$a55s fg'ra h%ld;:f c:fsftfink‘: }

Screw or from geared Drive Shaft. Jaws are 3/4 high. Tie Clasps, small Medallions, Part No. 710. .. Has self-centering screw, Swivel Base

. : "W " " Ch: d similar shaped raduated every 15° with quick action Cam Lock. Jaws
Overall Height of Vise 1-1/16”, Width 4”, Length 6”. e nc g ar shaped gracl T2 high? Overall Hgight of Vise 2.1/8", Width
Shapes made to Order. 4", Length 77,

Both MULTI-GRIP vises have dovetail Grooves in Jaws for clamping flat Plates, adjustable stops for centering work, and Parallel Blocks to hold thin
Plates flat in Jaws. Maximum Opering between Jaws 3. Plastic Jig Plates are mounted on Jaws; they have different shaped cutout on each side
for clamping various shaped articles. Jaws are drilled with a series of 3/16’ Holes to insert Plastic Jig Bushings for clamping Plates up to 5-1/2”
wide or round Disks up to 6-1/2”.
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PLAIN VISE

DEVICES
EOR MODEL 2D-4 PANTO-ENGRAVER

AUXILIARY WORK TABLE

Part No. 594-A . . . 18" x 24" x 1” high with four 3/8" tee-slots,
complete with 4 Bolts and Tee-Nuts, two 10” long Spring Clamps,
one Tee-Square and Crank Handle Extension.
Net weight 60 Lbs., Shipping weight 85 Lbs.

Made of seasoned Meehanite casting, machined accurately flat, it
mounts on the standard work table of the modei 2D-4 Panto-Engraver
as shown or at right angles. Large signs are easily lined up straight
against the Tee-Square and held flat with the large spring clamps
close to the cutter.

Part No. 697 ... 10" long Spring Clamp with 3/8" x 2-1/4" long
bolt.

Part No. 610 . .. 18" long Tee-Square.
Part No. 695 . . . Crank Handle Extension, 5” long.

DIVIDING HEAD

Part No. DH-4 . . . An important accessory for
engraving, -light milling, profiling and layouts on
dials, cams, templates, round dies, cylindrical
parts or any work requiring circular or semi-
circular divisions and angular set-ups.

The back plate of the keyless 3-jaw chuck is
graduated in 360 degrees. The chuck is rotated
by a worm gear which can be disengaged with a
hand lever for free-hand turning. The base is
graduated from 0 to 90 degrees and can be
locked at any angle from a vertical to a horizontal
position.

In vertical position for

b ) In angular position for
engraving flat dials.

engraving beve! dials,

SPECIFICATIONS  Height of chuck in vertical position (at O degree) 3-1/4”.
Center line of chuck in horizontal position (at 90 degrees) 2-1/4".

- Overall dimensions 7-1/2” x 7-1/2” x 4” high.

Net weight 15 Lbs., Shipping weight 20 Lbs.

CYLINDER-
ROLLER
ATTACHMENT

Part No. P-100-7 . . . Permits engraving around the circumference of cylinders or straight
dials up to 4” diameter.

It attaches to the extension of the cutter spindle bracket and automatically turns the cylinder
or dial while tracing from a flat master template. Cylinders up to 1-5/8” diameter can be
engraved completely around their circumference in one set-up, farger diameters must be
sub-divided. The keyless 3-jaw chuck is driven by a spur gear having the same diameter as the
work for accurate reprodugtion from the master template. A larger or smaller spur gear
will result in condensed or extended engraving and the engraving can be reversed by
inverting the gear rack.

All moving and turning parts are equipped with adjustable precision ball bearings assuring
minimum resistance without any play or backlash.

SPECIFICATIONS  Min. & Max. diameter of work
Maximum length of work .
Net weight 55 Lbs., Shipping weight 75 Lbs.

3/4" to 4"
7/[

SWIVEL VISE

Part No. 3749-S . . . Similar to Plain Vise

Part No. 320-P . . . For use on engraving or milling machines. Handy general pumpose
vises which every shop needs. Highly recommended for use on engraving machines.
They have strong fine thread adjusting screws and ground steel jaws grooved for
holding name plates. Bolt lugs are provided for riged mounting on machine table.
Jaws are 3" wide, 1-1/2".deep and open to 3"".

Overall Height 2-1/4", Width 5, Length 8"

Net weight 8 tbs., Shipping weight 11 Ibs.

© 1975 H. P. PREIS ENGRAVING MACHINE COMPANY @

but with swivel base graduated for 360
degree turn. May be removed trom swivel
base for use as plain vise.

Jaws are 4" wide, 1" deep and open to 4"
Overall Height 3-3/4", Width 4",
Length-9*.

Net weight 17 Ibs., Shipping weight 20 Ibs.
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PREIS-PANTO COPY DEVICES ror ALL PANTO-ENGRAVERS

UNIVERSAL COPY DIAL For circular engraving

Part No. 140-9 . .. ... Consists of a base plate and a rotating
dial, 9”7 diameter, with 6 sets of drilled circles. Letters
are engraved on circular copy blanks with 2 pin studs which can
be inserted into the holes of any circle diameter.
Engrave small circles with large letters or large circles with
small letters by selecting the pantograph setting and circle
diameter.

SPECIFICATIONS
Pitch diameters of circles, measured from center to center of
copy blanks, with numerals in position as illustrated:

Numeral 1 - 4-3/32” diameter ~ Numeral 4 - 6-15/32" diameter
Numeral 2 - 4-7/8" diameter Numeral 5 -7-1/4" diameter
Numeral 3 - 5-11/16” diameter Numeral 6 — 8-1/32" diameter

Circular copy type is furnished in sunk vee-groove, reading right
or reverse, in plain gothic style as follows.

Styles No. 1S to 4S in 3/8”, 1/2”, or 5/8” high letters.
Styles No. 5S or 6S with 3/8” or 1/2” high letters only.

For specimen of plain gothic letters see page 16.
Other styles upon request.

SERIAL NUMBERING COPY HOLDER

This copy device consists of a base plate with 7 steel slides, each
engraved with 10 numerals from 0 through 9. An index notch is pro-
vided for each numeral for quick selection of any combination required
when engraving consecutive serial numbers, part numbers or any item
where numbers change frequently.

AVAILABLE IN 2 SIZES

Part No. 139-50 . . . 7 slides, 7/16” wide,
in style No. 2S, condensed gothic, 1/2” high
or style No. 4S, normal gothic, 3/8” high.

Part No. 139-75 . . . 7 slides, 5/8" wide,

in style No. 2§, condensed gothic, 3/4” high
or style No. 4S, normal gothic, 5/8” high.
For specimen of plain gothic letters see page 16.

COPY DIAL HOLDER shown with 10 diameter copy dial.

Part No. 317 . . . For rapid selection of master letters when
engraving circular lines on dials, around wheels or cylinders.
Work is usually held on type wheel holder, rotary work table
or dividing head. Copy dials are interchangeable and can be
furnished with various styles of lettering.

For standard copy dials see page 16.

© 1971 H. P. PREIS ENGRAVING MACHINE COMPANY ®

INDEX MASTER HOLDER

shown with index
master strip.

Part No. 313-1 .. . 4” long with 1-1/4" dove-tail groove.

Part No. 314-2 . .. 6” long with 2-1/4” dove-tail groove.

Will hold master strips with index notches for quick selection of
numerals when engraving numbering wheels, dials or rings held on
type wheel holder, rotary work table or dividing head. Master strips
are usually furnished with plain gothic numerals from 0-9 but
can be made to order with any copy required.

For specimen of plain gothic letters see page 16

HILLSIDE, NEW JERSEY




PREIS-PANTO GRINDING WHEELS, BELT e ellancous items

ENDLESS ROUND BELTS

GRADE-A Endless Nylon belts for extra long life.
GRADE-B Special “0” rings on “EP" belts, Braided ELEVATING BLOCKS

cotton on B-Belts

are used as a means of increasing
the height between the cutter spin-
dle and work table surface. Top and
bottom surfaces are ground parallel.
They are sold in sets of 2 blocks for
raising the pantograph and the copy
holder plate to any desired height.

Part No. FOR PANTO-ENGRAVER
A Grade B Size MODEL

519-A 519-EP  19-1/4*x5/32"  UE-3& 305 Motor Belt
426-A  426-EP 26”x1/8” UE-3 & 3D5 Spindle Belt

FOR ALL PREIS-PANTO ENGRAVERS
EXCEPT MODEL 20-4

440-A 4408 407 x1/8" 3D-5 Enlarging Belt
632-A 6328 32" x5/32" 2D-4 Motor, 3450 RPM -
634-A 6348 34" x5/32”  2D-4 Motor, 2850 RPM Part No. Height
776-A 7768 76" x1/8"” 2D-4 Spindle Belt 718-1 1" high steel blocks
498-A  498-B 98" x 1/8" Deckel G1U Spindle 7182 2-1/4" high cast ifon blocks
- - 105” x 1/8” Deckel G1L Spindle i '
41054 11058 5 X1/ d 718-3 3" high cast iron blocks
Grade “B” Belts are also stocked for other makes of engraving 1184 4" high cast iron blocks
machines. When ordering, state make, model and length required.

Special sizes made to order in lots of 10 or more beits of one size.

GRINDING WHEELS FOR PREIS PANTO CUTTER GRINDERS
VITRIFIED ALUNDUM WHEELS FOR SHARPENING HIGH SPEED STEEL CUTTERS

Part No. Size Hole  Rim Grit RECOMMENDED USES
260V 21/4"x1-1/4"  3/8” 3/8”  60-] COARSE For fast stock removal and halving cutters.
280V Z-WWITJ,—"H 3/8” EIT”O 80-§ MEDIUM  For general purpose cutter shgrpening.
2100V 21/47x1-1/4”  3/8” 3/8” 100 FINE For fine points and smooth finishes. |
2150 2-1/47x1-1/4”  3/8”  3/8” 1500 X-FINE  For fine points and extra smooth finishes.
480.Vt 47 x 2" 20mm  3/8”  80-) MEDIUM  For general purpose cutter sharpéﬁir?g:
"a100¥+  4”7x2”  20mm  3/8” 100 FINE For fine points and extra smooth finishes.
454-CRY 47 x2" 20mm  1/2” 54 COARSE  For general grinding of cobalt cutters.
460-CFt 4 x2" 20mm  1/2” 60 MEDIUM  For finer finishes on cobalt cutters. |

CRYSTOLON AND DIAMOND IMPREGNATED WHEELS FOR SHARPENING TUNGSTEN CARBIDE CUTTERS.

Part No. Size Hole Rim Grit RECOMMENDED USES
2120CR  2-1/4”x1-1/4” 3/8”  3/8" 120-MC MEDIUM  Crystolon wheel for rough grinding only.
4120-CRt 4" x2" 20mm  3/8” 120-MC MEDIUM  Crystolon wheel for rough grinding only.
174 ¥ 17 ” r 100, Diamond impregnated wheel for fast stock
2215-0F 2-1/4" x 1 3/8 1/4 100-50 COARSE removal and halving cutters.
1747 y 17 " » w940 Diamond impregnated wheel for general
2245DF 21/4”x 1 3/8 1/4 240-50 MEDIUM sharpening.
DIAMOND IMPREGNATED WHEEL 2255-DF 21/4” x 1” 3/8” '/4” +500-50 FINE Diamond impregnated wheel for extra

smooth finishes.

*All above diamond wheels have diamond in rim 1/16” deep, 50 concentration. Other wheeis made to order.
tFor Decke! and Alexander cutter grinders only.

WHEEL TRUING DIAMONDS ENGRAVERS CRAYON FILLER
For dressing Vitrified Alundum or Crystolon grinding wheels. Color impregnated parafin sticks, 4” long, for color filling engravings. Not
Each dresser has doubfe diameter shank and can be used in 2 as permanent as paint or lacquer, but easier to use especially on plastics.
different coltets. Each diameter is %" long, total length 132" Available in colors listed below.
Part No. Shank Diameter *GOLD GREEN
* YELLOW
11559 1/8 and 5/32” shank SILVER i 0
187.25  3/16” and 1/4” shank BLACK RED
WHITE BLUE
- "
25050 5/16 and taper shank *Sold individually. All other colors in
106-25 1/4” for part no. 1061 dozen lots only, assorted or a!l one color.
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PREIS-PANTO COPY HOLDERS

ADJUSTABLE COPY HOLDER UNITS

Standard Copy Holder consists of:
1 Flat Copy Holder Plate .
1 Center Copy Slide with Double
T-Square

2 Single Copy Slides

6 Copy Holder Clamps
Adjustable Copy Holders permit individual spacing of each
slide for multiple line engraving. The flat copy holder plate
is mounted onto the machine and the center slide with double
ended T-square locks on the plate. The single copy slides
attach to the cross bars of the center slide and can be
adjusted to any desired spacing. The complete unit can then
be moved across the flat plate and locked in any position

without disturbing the spacing between the individual slides.

1 2 3 4 5 6
Part Size of Copy Wand Lof Dove-Tail Slides Fits Panto
Number Holder Plate Copy Slides  Groove on Unit  Models

SINGLE COPY SLIDES |~

nﬁS”\fGLF C{}PY I:Q e
Single copy slides attach to the adjustable copy holder units
whgn additional slides are required. They may also be used
as individual copy slides on other engraving machines. Made
with all standard dove-tail grooves in sizes listed below.

1 2 3 4
Part Width and Dove-Tail Fits Copy
Number Length Groove Holder Unit
149-2 1”7 x 9-3/4” 3/4” 149 only
416-3/4 17 x 18" 3/4” 116, 622
416-1-1/4 1-1/27 x 18” 1-1/4” 116, 622
626-1-1/4 1-1/2” x 26” 1-1/4” 116, 622
656 - 1-1/4 1-1/2” x 26” 1-1/4” 655 only
612-1-1/4 1-1/2” x 36” 1-1/4” 116, 622, 655
416 - 2-1/4 2-1/2" x 187 21/4” 116, 622
627 - 2-1/4 2-1/2" x 26” 2-1/4” 116, 622
656 - 2-1/4 2-1/2" x 26~ 2-1/4” 655 only
623 - 2-1/4 2-1/2” x 36”7 21/4” 116, 622, 655
635-3-1/2 4” x 36” 31/27 116, 622, 655
645 - 4-1/2 5”7 x 36” 41/2” 116, 622, 655

149A-3/4  1/4"x6"x8%" 1" x93/4” 3/4” upte§ . o .o
116A-3/4 1/4" x6"x 16" 1" x 18" 3/4 upte? excent
116A-1-1/4 1/4"x6"x16” 1-1/2" x18” 1-1/4” upted model 50_4
622A-1-1/4 1/4"x6”x16” 11/2" x 26" 1-1/4” upted

622A-2-1/4 1/4'x6"x16” 2-1/2"x26" 21/4" uptod

655A-1-1/4 1/4”x12”"x22” 1-1/2” x 26" 1-1/4” upto7 model 2D-4

655A-2-1/4 1/4"x12"x22" 21/2” x 26" 2-1/4” uptod only

For use with other engraving machines specify make and model.

CROSS COPY SLIDES . .. clamp across the 6” wide copy holder

plate at right angles to the standard copy slides. Available in two sizes.

Part No. 746-3/4"”
9” long with 3/4” dove-tail groove

Part No. 746 - 1-1/4”
9” long with 1-1/4” dove-tail groove

VARIABLE COPY SLIDES

Priorbi ey i s e i PP R e
i

A set of two variable copy slides will adjust to any template size up
to the maximum opening shown in column 5. They attach to the copy
holder unit in place of single copy slides, one on each side of the
center copy slide.

Adjust and lock both slides in position, slide in letters or master plate
and hold with copy holder clamps in center copy slide as shown.

1 2 3 4 5
Part Width and Fits Copy Minimum  Maximum
Number Length Holder Unit Opening Opening

4592 17x93/4”  149A3/4"  11/4" _ 53/4"

T aiorome S 1I6A3E 1A 77
4591 1 1/2 x18 {116A'1'1/4” 1_3/477 7"
629 2" x 26" 622A-1-1/4” 2" 6-5/8"
Y oen  JB55AI1/47 27 101,27
87 2'x2% {655A-2-1 I 105

Variable copy slides will only fit copy holder units shown in column 3.

All above copy slides are engraved with graduétinns at intervals of 1/2” and numbered, starting with zero (0) at the center for centering all master copy.

COPY HOLDER TABLES

For Model 2D-4 Panto Engraver. Can be furnished with flange to fit other
makes of engraving machines. Specify make and model when ordering.

Width &  Sizes of Number nf] —
Part No. Length Grooves Grooves

18156 10" x 18" 1-1/4” 6

26153 67 x26” 1-1/4”

26252 67 x 26" 2-1/4”

26351 6”7 x26” 3.1/2”

— -] w

26451 6" x26” 41/2”

All copy holder tables are made from the finest grade meehanite castings.
The dove-tail grooves are machined accurately to fit all standard sizes
of master copy blanks.

©1971 H. P. PREIS ENGRAVING MACHINE COMPANY L

COPY HOLDER TABLES

. . . for holding three-dimensional, plastic molded master copy type
illustrated on page 17. The ground steel plate may be mounted on the
standard copy table
of any three-dimen-

sional engraving or T e

die cutting machine. ‘=
Made in two sizes.

Part No. 32-25 . . . 3/8" x 47 x 12” long with three dove-tail
grooves, 17,/32" wide for holding 1/4” high plastic molded letters only.

Part No. 32-50 . . . 3/8” x 5” x 18” long with three dove-tail grooves,
25/32” wide for holding 1/2” high plastic molded letters only.
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DEPTH REGULATORS, COPY HOLDER CLAMPS ™ micslrecu

COPY HOLDER CLAMPS Partho, o dovetall
45A-25 * 17/32"
45A-50 25/32”
45A-3/4 3/4”

45A-1-1/4 1-1/4”

45A-2-1/4 2-1/4"

Part No. 45A for locking

master copy type in 45A-3 3
dove-tail grooves of all 45A-3-1/2 31/2”
standard copy tables 45h-4 4"
and copy slides listed 25A4-1/2 312
on page 8.

*For 32-25 or 32-50 Copy

Holder Tables only

TEMPLATE CLAMPS

Part No. 45-L . . . for
holding large templates
on standard copy tables
with 134" dove - tail
grooves only.

FOOT SWITCHES

series plug of switch.

Part No. HB-2 . . . momen-
tary contact switch, press
to start—release to stop.
Standard equipment with
models UM-PC and UE3-
PC Panto-Engravers for ac-
tivating solenoid switch.

ldeal for starting and stopping any 115-230 volt, single
phase motor or electrical appliance by foot pressure. Sm}ply
plug into electrical outiet and plug motor or appliance into

Part No, HT-52 . . . maintained
contact switch, press to start —
press again to stop. Use on en-
graving machine, cutter grinder,
drill press or any small motor
driven machine to turn motor on
and off by foot pressure.

‘"-:’w PART NO. 5-34 MACHINE LIGHT

E Vibration proof, holds in any

! position. Has standard socket,

I 5 adjustable ball joints, with

5 wire totally enclosed. Use on
any machine or bench. Total
length 34”.

. Jy/" » A

il

© g

Part No. 200 . . . Handilite
for pin-point lighting.

MAGNA-BASE LIGHTS

Total height 7”.

shade and 6 foot cord and plug.

Part No. 220 . . . Handilite
for pin-point lighting with (et
5x power, 2” diameter, 2”7 T4
focal length  magnifier.
Also for mounting indicator.

Handilites with magnetic base and
magnifier will hold on any steel
part of machine. Each unit complete
{ with one 25 and 40 watt bulb, cool »

DEPTH REGULATOR ATTACHMENTS

This attachment assures cutting of a uniform depth on curved or
irregular flat surfaces, or on objects varying in thickness. Gen-

erally recommended for engraving on plastics or other non- in relation to the cutter point.
Several styles of feet are available for engraving on differently

metallic materials.

The depth regulator attaches to the cutter spindle of the Panto
engraver and the foot glides over the curvatures or irregularities

FOR MODELS UE-3 AND 3D-5

Description

Depth regulator complete, but
without foot. Select proper foot
from description below.

Standard foot for general en-
graving on irregular flat sur-
faces.

Ball contact foot for engraving
on curved and cylindrical sur-
faces.

—— Part No.
FOR MODELS UE-2T AND UE-2S 287
Part No. Description
Depth regulator complete, but 288-3
147 without foot. Select proper foot
from description below.
Standard foot for engraving on 5
134-1 irregular flat surfaces. 288-1
Ball foot with 3/64” hole
X through center for engraving X
134-2 fine fines up to 1/64” on curved 2882

Extra large foot for engraving
heavy lines on irregular flat
surfaces.

surfaces.

Ball foot with 3/32” hole
134-3 through center for engraving

lines up to 1/16” on curved or

fiat surfaces.

Bhall foot with 5/32” hole

through center for engraving
1344 lines up to 1/8” on curved or

flat surfaces.

of the working surface either by hand pressure or gravity depend-
ing on the model. Micrometer feed is provided to adjust the foot

shaped surfaces. Standard foot will be supplied uniess otherwise
specified on order. (Illustration shows standard foot).

FOR MODEL 2D-4

Part No. Description
Depth regulator -omplete, but
595 without foot. Select proper fuot
from description below.
Standard foot for general en-
288-3  graving on irregular flat sur-
faces.
Ball contact foot for engraving
597-2  on curved and cylindrical sur-
faces.
Extra large foot for engraving
heavy lines on irregular flat
surfaces.

288-2
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HIGH SPEED STEEL CUTTERS

Made from selected grade of high speed steel. Heat treated and
tempered to Rockwell C 64-66 in their full round form to assure uniform
hardness throughout. Overall iength 1-7/8”, flats ground 7/8” long
from solid bianks to plus .001” above center.

Half round cutters are made with 3 tip sizes for general engraving in

Taper shanks on all cutters are accurately ground to limits
of .0002” and blend into the outside diameter with no
flange or shoulder to interfere with a tight fit into any
spindle or collet with taper bore.

TUNGSTEN CARBIDE CUTTERS

Taper shank Tungsten Carbide Cutters are excellent for engraving in
tough plastics such as phenolics, Fibre-glas or any abrasive material
and will outlast high speed steel cutters up to 50:1 at maximum cutter
speeds.

They are made in 3 sizes, 1/4” and 3/8” wide tip with full flat and

any material. The cutter No. 345 is quarter round to allow for more chip
clearance for fine engraving in non-ferrous metals and soft plastics.

Tips on all cutters are left flat for sharpening to any angle or shape
required. When ordering sharpened cutters be sure to follow sharpening
instructions on page 11. When angle is not specified cutters will be
sharpened at 60° included angle to a sharp point.

1/4” wide preformed tip with 1/16” fiat to save time when grinding
small tips or pointed cutters.

Unsharpened cutters

Part No. Insert Size at tip }
346 1/4" x 172" full 1/4”
347 1/4” x 1/2” 1/16”
348 3/8” x 3/8” full 3/8”

Unsharpened cutters y
Part No.  Cutter  Size at tip o
310 No. 1 1/10” 346 347 348
315 No. 2 3/16”

v ‘ 325 No. 3 1/4"
310 315 325 345 345 No. 4 3/16”

EXTRA WIDE TUNGSTEN CARBIDE CUTTERS WITH ADJUSTABLE BLADES

Cutter Holders with adjustable tungsten carbide blades are available in
2 styles. Tungsten carbide blades are ground and diamond-lapped on
both sides, ready for sharpening to size.

Suitable for cutting lines or slots up to 3/4” wide, excellent for pro-
filing or routing in all tough plastic and abrasive materials.

Holders are heat-treated and ground overall; made with 3/16” or 1/4”
straight shank and standard taper shank. When using taper shank, insett
178" pin in hole through holder and use in place of wrench.

Part No.  Shank
795-19  3/16”
795-25 1/4”
795-50  Taper
793 —_—

Description

Tungsten carbide cutter holder with
#1793 single edge blade for
cutting lines up to 3/4” wide.

Single edge tungsten carbide blade
for #795 holder only.

Tungsten carbide cutter holder with
#1794 double edge blade for
cutting lines up to 1/2” wide.

796-19  3/16”
796-25 1/4”
796-50  Taper
794 _

Double edge tungsten carbide blade
for #796 holder only.

795 796

’

ETCHING POINT

etching.

any surface through layout ink or dye.

No. 382-A Replacement Point for above.

Page 10

No. 382 Etching Point with taper shank is
382-A spring-loaded for scribing through wax coat-
" ing on steel or glass in preparation for acid

Also ideal in layout work for scribing on

H. P. PREIS ENGRAVING MACHINE COMPANY °

EXTENSION SLEEVE

No. 360 Extension Sleeve has taper shank
and fits into any tapered cutter spindle.
Holds all standard taper shank cutters and
increases distance from cutter point to
spindle nose to 2-1/2” for reaching into
deep cavities or recesses where the spindle
pultey would otherwise interfere.
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PREIS-PANTO COLLETS AND CHUCKS

FOR ALL PANTO-ENGRAVERS AND CUTTER GRINDERS

TAPER SHANK COLLETS (mldget ChUCkS) will hold 1/10” or 1/8” diameter cutter blanks listed on page 13. Collets and
nuts are hardened and taper shanks are ground accurate to fit into cutter
spindles with standard taper bore. Cutter blanks must be sharpened in collet
to assure perfectly true running cutter point.

Part No. 387-10 . .. 1/10” (.100") bore  Part No. 387-13 . . . 1/8” (.125") bore

CUTTER SPINDLE COLLETS FOR MODELS UE-2S, UE-3, CUTTER SPINDLE COLLETS FOR MODEL 2D-4
UE3-PC and 3D-5 PANTO-ENGRAVERS PANTO-ENGRAVER
For Model UE-2S Panto-Engraver. (will also fit Deckel and Alexander No. 1 cutter spindles)
Part No. Bore Part No. Bore
154-13 1/8” (.125”) 171167 (0625")
15416 5/32” (1565") 18106 :
- - 181-10 17107 (1007}
For Models UE-3, UE3-PC and 3D-5 Panto- R ” ”
154 or 290 Engravers equipped with No. 279-A 181-13 /8 L1257)
cutter spindle. 181-16 5/32" (.1565")
Part No. Bore 181-19 3/16” (1879")
, 290-13 1/8” (125") 181-25 174" (.250")
29_50 290-16 5/32” (.1565") 181 50 181-50 taper bore
290-19 3/16” (.1875") )
290-50 taper bore 2D-4 Cutter Spindle Collets are hardened and ground accurately
) and split from both ends to hold straight shank cutters firmly
Cutter spindle collets are ground accurately to assure true through their full length. Collet with taper bore is not slotted

running cutters. Collets for straight shank cutters are slotted d
three ans_ Taper bore collet isgsolid (not slotted) for hold- and will hold all standard taper shank cutters and No. 387 collets.
ing standard taper shank cutters and No. 387 collets. Collets eject automatically when cutter lock nut is opened.

JACOBS RUBBER-FLEX COLLETS for models UE-3, UE3-PC DRILL CHUCKS
and UE3-DR Panto-Engravers equipped with No. 922-)

cutter spindle. PRECISION KEYLESS CHUCKS

Part No . Capacity No. J0-15 chuck has .008” to .0625” capacity,
: Minimum Maximum size 3/4” x 1-7/16” long without arbor.
112 094" to .146” No. J0-30 chuck has .013” to .125” capacity,
1113 146" 1o 198" size 15/16” x 1-3/4” long without arbor.
114 198" to .250" Part No. Arbor Size
, . JACOBS CHUCK jg;ggg} 1/4” straight shank arbor
Collets are flexible and a set of only 3 collets will hold any - o Sl
cutter or drill ranging from 3/32” to 1/4” diameter. Ideal Part No. .Or'l?(/3 Collet adapter and lock nut,
for decimal and metric size cutters for which standard split capacity, w;th eyband 10'15'31} fits into No. 279-A cutter
collets are not available. 174" straight arbor 10-30-31 spindle shaft only.
COLLETS FOR PANTO CUTTER GRINDER AND MODEL 2D-4 TRACING STYLE HOLDER | PartNe. Bore
1196 1/16” (.0625")
1199 3/32” (.0937")
Preis-Panto Cutter Grinders, models CG-2 and CG-21 119-13 1/8” (125")
are equipped with collet spindle and draw bar and 119-16 5/32” (.1565")
will take standard split collets for holding straight — —
shank cutters up to 1/4” diameter. 119-19 3/16” (1875
119-30H No. 119-30H collet has 1 /4" hexagon bore, 1/4” deep 119-25 174" (250")
only for grinding No. 135-6 Special Alloy Point. 118-10 17107 (.100”)
Neo. 119-24 Collet has 6mm hole ground through full " "
length for holding tracing stylus in pantograph of 11320 2/10” (2007
119-50 model 20-4 Panto-Engraver. 119-304 1/4”  Hex. hore,
No. 119-50 Collet is solid and has taper bore for hold- 119-24 6 m/m for 204
ing all taper shank cutters and No. 387 collets. tracing stylus
119-50 taper bore

©1971 H. P. PREIS ENGRAVING MACHINE COMPANY L HILLSIDE, NEW JERSEY
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RS, TAPER SHA

Taper shanks on all cutters are accurately ground to limits of .0002” and blend into the outside diameter
with no flange or shoulder to interfere with a tight fit into any spindle or collet with taper bore.

HIGH SPEED STEEL CUTTERS

Made from selected grade of high speed steel. Heat treated and
tempered to Rockwell C 64-66 in their full round form to assure uniform
hardness throughout. Overall length 1-7/8”, flats ground 7/8” long
from solid blanks to plus .001” above center.

Half round cutters are made with 3 tip sizes for general engraving in
any material. The cutter No. 345 is quarter round to allow for more chip
clearance for fine engraving in non-ferrous metals and soft plastics.

Tips on all cutters are left flat for sharpening to any angle or shape
required. When ordering sharpened cutters be sure to follow sharpening
instructions on page 13. When angle is not specified cutters will be
sharpened at 60° included angle to a sharp point.

Unsharpened cutters

TUNGSTEN CARBIDE CUTTERS

Taper shank Tungsten Carbide Cutters are excellent for engraving in
tough plastics such as phenolics, Fibre-glas or any abrasive material
and will outlast high speed steel cutters up to 50:1 at maximum cutter
speeds.

They are made in 3 sizes, 1/4” and 3/8” wide tip with full flat and
1/4” wide preformed tip with 1/16” flat to save time when grinding
small tips or pointed cutters.

Part No. Insert Size at tip }
1/4" x 172" fuli 1/4”
347 1/4”x1/2” 1/16”
3/8" x 3/8” fuit 3/8”

Unsharpened cutters

Part No.  Cutter  Size at tip

310

1/10”

346 347 348

315

3/16”

325

174”7

345

3/16”

325 345

310 315

EXTRA WIDE TUNGSTEN CARBIDE CUTTERS WITH
ADJUSTABLE BLADES

Cutter Holders with adjustable tungsten carbide blades are available in
2 styles. Tungsten carbide blades are ground and diamond-lapped on
both sides, ready for sharpening to size.

-~

Suitable for cutting lines or slots up to 3/4” wide, excellent for pro-
filing or routing in all tough plastic and abrasive materials.
Holders are heat-treated and ground overall; made with 3/16” or 1/4”

straight shank and standard taper shank. When using taper shank, insert
1/8” pin in hole through holder and use in place of wrench.

795

Part No.  Shank
795-19  3/16”
79525 1/4”
795-5¢  Taper
793 —_—

Description

Tungsten carbide cutter holder with
#793 single edge blade for
cutting lines up to 3/4” wide.

Single edge tungsten carbide blade
for #795 holder only.

Tungsten carbide cutter holder with
#794 double edge blade for
cutting lines up to 1/2" wide.

796-18  3/18”
79625 1/4”
796-50  Taper
794 —_—

Double edge tungsten carbide blade
for #796 holder only.

H. P. PREIS' ENGRAVING MACHINE COMPANY °

CUTTER WRENCH

No. §13 CUTTER-WRENCH double ended, fits
all Preis-Panto taper shank cutters and
No.387 coliets. Openings are milled and
wrench is hardened to last a life-time.

ETCHING POINT

No. 382 Etching Point with taper shank is
382-A §pring-|oaded for scribing through wax coat-

ing on steel or glass in preparation for acid

etching.

Also ideal in layout work for scribing on

any surface through layout ink or dye.

No. 382-A Replacement Point for above.

EXTENSION SLEEVE

No. 360 Extension Sleeve has taper shank
and fits into any tapered cutter spindle.
Holds all standard taper shank cutters and
increases distance from cutter point to
spindle nose to 2-1/2” for reaching into -
deep cavities or recesses where the spindle
pulley would otherwise interfere.

HILLSIDE, NEW JERSEY



PREIS-PANTO ENGRAVING CUTTERS, STRAIGHT SHANK

All Straight Shank Cutters are made from the finest grade steels
available. High speed steel cutters are heat treated to Rc 64-66,
Cobalt Super high speed steel cutters to Rc 68-69 in their full
round form to assure uniform hardness throughout.

FULL ROUND CUTTER BLANKS in standard
and extra long blanks are usefull for a
large variety of applications. Use them for
special reamers, drills, punches, gage pins
or any tool requiring hardened and ground
blanks.

1/10” and 1/8” diameter bianks can be
used in No. 387 collet (see page 11)

solid to

s

HALF ROUND CUTTERS for engraving, die
cutting, profiling and milling. Fast cutting,
easy to resharpen to any shape or angle
required.

Use high speed steel cutters for cutting
mild steels and other metals.

Use Super high speed steel cutters for tough
alloy steels and abrasive castings.

Use Tungsten carbide cutters for abrasive
Plastics, cast iron and stainless steels.

diameter but not over 1/2” long.
Tips on all unsharpened cutters are left biank, ready for sharpening to any
angle or shape.

HIGH SPEED STEEL—COBALT SUPER HIGH SPEED STEEL

Straight shank cutters are economical, fast cutting, easy to sharpen. Use
on engraving, die-sinking, high speed milling and routing machines in
place of expensive multi-flute end mills.

HIGH SPEED STEEL

EXTRA LONG
CUTTER BLANKS,
6 inches long,

Body diameters are ground to minus .0005” and flats are then ground from the
plus .001” above center and to a length equal to 3 times the body

QUARTER ROUND CUTTERS same as half
round cutters, but ground in quarter to
allow for more chip clearance when engrav-
ing very fine lines in non-ferrous metals
and plastics.

Not recommended for cutting steel

TUNGSTEN CARBIDE

Straight shank solid tungsten carbide cut-
ters; excellent for cutting tough plastics,
cast-iron, alloy steels and any abrasive ma-
terial where high speed steel cutters usually
fail to cut.

full round only. Diameter Full Half  Quarter

HIGH SPEED STEEL COBALT Diameter Fol 1 ;: Len]gtlh Round Round Round

Dameter  Fal  Mal Guarter |  SUPER HIGH SPEED STEEL & Length  Round /87 x11/27 TIATISISHT —

&length - Round  Round  Round 1/10" x6” 1060-RS 5/32" x 1-1/2" 1614RT  1615-HT 161607

/17 % Y Diameter Full Half 7 4 -| 3/16” x 1-1/2” - - -

17107 x 13/ 10RS 1018 HS  —— Diameter gull - Hait 1/8” x6” 126088 /16" x 11727 1914RT 1915HT 191607

1787 x1-3/87 ——  1214Hs — 5/32"x6” 1560-RS 3/16” x 2-1/2” 1924RT  1925HT 1926-QT

;;:2 i ::ﬁ: 1217-RS 1::1:: —— 31//1: ’; ::ﬁ: 1:}:‘;‘; ::‘1:%: 3/16” x6”  1860-RS 1/4” x21/27 2524RT  2525HT 2526-Q7

537 x 13/8 TSRS 18RS T8 as | [3/167 X 21,27 193-CR_1926:CH 1/4” x6” 2560-RS 1787 x 27 double end 2522-MY —
5/327 X 2-1/27 — 152508 —— 178 x 27 7513-CR__ 2521-CH
3/16” x 1-3/4” 1817-RS _ 1818-HS__ 1818-G8 1/4” x 37 2528-CR_ 2532-CH
3/16” x 2-1/27 — 1825-HS —— 5/16” x 2-1/2” 3124-CR 3125-CH

Y s —— || 3/8” x21/27 3824 CR_3625CH DIAMOND TIPPED CUTTERS

174 X 3" 2520.Rs _ 2530-H5  2531-88 | | 1/2” x 2-1/2” 5024-CR_ 5025-CH

SPECIAL PURPOSE CUTTERS

These cutters are used only with non-rotating spindles. They are
intended specifically for cutting on lead casket plates, jewelry or trophy
items. See also diamond tipped cutters.

HIGH SPEED STEEL

Part No.

Shank Size Description

42718
421-25

3/16”  Spencerian cutter for simulating hand
1/4” engraving on lead casket plates.

428-18
428-25

37167  120° cone point for drag marking on
— lead casket plates, jewelry, trophy
1/4 plates and ail soft metals.

TUNGSTEN CARBIDE

Part No.

Shank Size Description

e

STRAIGHT 368-L-2512
SHANK SHANK See Note
Part No.  Shank Size Description

368-4-18  3/16”
368-A-25 1/4”
368-A-50  taper shank

6 flats, 120° included angle for cutting hardened steel; will
cut .002” - .003” deep. Use maximum cutter spindle speeds.

368-8-18  3/16”
368-B-25 1/4”
368-B-50  taper shank

3 flats, 90° included angle for cutting tough plastics,
fibre-glas and other abrasive materials. Use maximum
cutter spindle speeds. NOT SUITABLE FOR CUTTING STEEL.

368-F-18  3/16”
368-F-25 1/4”
368-F-50  taper shank

90° Conical point for scribing fine lines in hardened steel,
glass and general layout work. Use with non-rotating spindle only.

368-1-18 3/16”
368-1-25 1/4”
368-L-2512 1/4~
368-L-50 taper shank

120° conical point for diamond drag marking on jewelry,
trophy plates and other soft metals. Use with non-rotating
spindle only.

368-H-18  3/16”

140° conical point for diamond drag marking on hardened

428 or 429 429-187 3/16”  Same as No. 428, but made from 368-4-25  1/4” steel and tungsten carbide. Also for bold lines on sofi
429257 1747 tungsten carbide for longer wear. 368-H-50  taper shank  metals. Use with non-rotating spindle only.
— see also diamond tipped cutters —

Note: Tip reduced to 1/8” diameter x 1/4” long for marking close to borders or walls.
When ordering sharpened cutters or when returning cutters for re-
‘ HOW TO ORDER SHARPENED CUTTERS } sharpening be sure to specify material to be cut as well as included

‘ angle, width or diameter of tip depending on the shape of cutters.
INCLUDED The drawing illustrates the five standard shapes generally used on

ANGLE

Do not order by these numbers.

engraving and die cutting machines.

No. 1: Cylindrical flat cutters, used for profiling and slotting. Specify
diameter and length of tip.

No. 2 and 3: Conical pointed or conical flat cutters. Used for most
general engraving on all metals and plastics. Specify included angle and
width of tip, if any. For proper width of tip consult your pantograph
ratio and cutter selector chart. (See back page)

No. 4 and 5: Round nose cutters, used principally for 3 dimensional die
work or for cutting round bottom grooves. Specify diameter of round

WIDTH
OF TiP

A T Z
H. P. PREIS ENGRAVING MACHINE COMPANY L

3. 4 5 nose, length of tip and included angle, if any.
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PREIS-PANTO MASTER COPY TYPE crneraL inrormATION

All Preis-Panto master copy type illustrated on the
following pages is engraved on special engravers’
brass, a free cutting extra hard alloy which, under
normal conditions should be suitable for many thou-
sands of reproductions.

All copy blanks have a 20° bevel machined on both
top and bottom edges to fit into the corresponding
dove-tail grooves of your Panto copy holder or copy
slides.

For those who have occasions to make their own mas-
ter letters or special master templates, engravers’
brass is also available in plain or beveled brass strips
in all standard sizes by 24” long.

PLAIN BRASS STRIPS, 1/16” thick, 24" long

have clean, sheared edges and widths are held to minus 1/32” from

sizes listed.

Width Part No. Width Part No.

13/16” PL-413 4.9/16" PL-473

1-5/16” PL-421 6-1/16” PL-497
2:5/16" PL-437 1-1/16" PL-4112
3-1/16~ PL-449 8-1/16” PL-4128
3-9/16” PL-457 10-1/16” PL-4161
4-1/16” PL-465 12-1/16” PL-4293

BEVELED BRASS STRIPS, 24 long

are machined with a smooth 20° bevel on each edge and widths are
held accurate to plus .0, minus .001” to fit into the dove-tail grooves
of your Preis-Panto copy tables.

[ Width  Thickness  Part No. Width  Thickness  Part No.
34" 118" BV-412 g:/ LY "25" BV-436
” ” -1/4" 5/32" BV-1036
4 332 BV612 | = i
1-1/4” 1/16” BV-420 3177 1/167 BV-455;‘__
1-1/4” 5/64” BV-520 4" 1/18" BV-464
1-1/8" 9/64" BV-920 | 41,27 1/16" BV-472

SELECTION OF MASTER COPY TYPE

The most economical way to purchase master copy type is in the standard fonts listed on page 15. These fonts are made
in several combinations depending on the style of letter and the requirement of the individual user. For combinations other

than standard fonts, prices will be quoted upon request.

HOW TO SELECT

Select the particuiar style of master copy type required. All
specimens _shown are actual photographs of engraved name
plates.

Select the correct size or height of letters and be sure that the
pantograph range of your engraver covers the various sizes of
letters to be engraved. The best pantograph range on most
engraving machines is between 2:1 and 6:1 ratio of reduction.
For soft and free cutting materials, and large letters, the
lower ranges are most practical and economical; for hard
materials, especially steel, and small letters, the higher ranges
will result in cleaner engraving.

Preis-Panto Master Copy Type is engraved on the various sizes
or heights of copy blanks most suitable for the particular style.
Copy holder units or single copy holder slides to fit your Preis-
Panto Engraver are available in all sizes illustrated on page 8.

HOW TO ORDER

When ordering Master Copy Type, be sure to specify font assortment required.
Order by style number, give height of letters and size of copy blanks, and
order only in sizes and combinatians shown in price list. Height of letters
given is measured from center of top stroke to center of bottom stroke; over-
all height of beveled brass blank includes bevel on both sides.

When ordering in any other assortment, be sure to specify the quantity of
each character required. Due to the numerous styles and sizes of master copy
type available it is impossible to maintain a complete stock. Most fonts are
engraved upon receipt of your order and cannot be returned for credit or
replacement.

EXAMPLE FOR ORDERING MASTER COPY TYPE.

Required: One font master copy type, style No. 206, having sunk vee-groove
lines. An assortment of large and small letters, numerals, punstuation
marks, special characters and spacers with 3/4” high letters reading
right, engraved on 1-1/4" beveled brass blanks.

Order should read: One 6A font, style No. 206-VC, 3/4” high on 1-1/4” blanks,
sunk, reading right.

SPECIAL MASTER TEMPLATES

For special master templates, trade marks or combination templates, send us a drawing, photostat or finished engraving.
Specify size of template required, or actual size of engraving and ratio of reduction desired. State whether template is to
be sunk or raised, reading right or reversed, engraved on brass or hardened steel plate.

On trade marks or trade names, state whether the design must be accurate to the smallest detail, or if a simplified design,
following the principal contours, is more important for legibility and production purposes. On small trade names and sig-
natures it is advisable to make a template with a single vee-groove, even though the original may show shaded lettering.
On larger templates it is optional, depending on whether speed of engraving or exact reproduction is of more importance.

©,07: H. P. PREIS ENGRAVING MACHINE COMPANY ®
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PREIS-PANTO MASTER COPY TYPE

STANDARD FORMS AND FONT COMPOSITIONS

"

y hd A

SUNK VEE-GROOVE, used on all single
line lettering (example No. 48, 20, 64 etc.)
and all styles where the letter V follows the
style number (example 76-VC, 205-V, 206-VC,
etc.) Vee-grooves are cut with 85° included
angle, approximately 1/32” deep depending
on the size of letter. Master letters cut
with vee-grooves last longer than any other

~O

l Nl

—

SUNK FLAT-BOTTOM GROOVE, used on
all styles where a letter F follows the style
number (example No. 80-FC, 204-F, 205-FC
etc.). These grooves require a cylindrical
tracing stylus of the proper diameter in
place of the pointed tracing stylus (see
tracing styles on page 10)The width of the
grooves varies to suit the style and size

L N

RAISED (relief) AND SKELETON MASTER LETTERS

Used principally for engraving raised lettering on dies, molds,
and stamps; also for name plates or signs requiring raised letter-
ing. The shank or face of the letter can be cut to any desired
shape or size by grinding the cutter to the required angle and
selecting a cylindrical tracing stylus with the correct tip diameter
(see tracing styles on page 10).

SKELETON LETTERS are reversible and may be arranged in any

groove when used with a pointed tracing of master letter.
stylus sharpened at 80°-85° included angle

(see tracing styles on page 10).

Any desired stroke or width of line can be
engraved by simply tipping the cutter point
off to the proper width or flat. See also
“Pantograph ratio and cutter selector chart”
on back page.

position by cementing or soldering on a back plate.

Plastic molded, raised master copy type for use on 3-dimensional
pantographs illustrated on page 17.

X — Height of letter from center to center of stroke
Y — Overall height of beveled brass blank
Z — Width of stroke on raised and skeleton letters

TYPE STORAGE BOX
This type storage box has 48

and prevents losses.

beveled blanks only.

compartments with sliding cover,
Keeps master copy type in order

Will hold complete fonts
engraved on 3/4" or 1-1/4"

KEY TO LETTERS FOLLOWING STYLE NUMBERS

Blank — (No letter after style number), singie line vee-groove only,

§ — Standardized gothic styles, all capital letters only.

V — Open face letters with outline vee-grooves and additional lines through
body of character wherever possible, They can be used for engraving outline
letters as shown and also for engraving solid or flat-bottom characters as
shown on specimens designated by letter F.

F — Flat-hottom groove letters engraved with square nose cutter. They reguire
a cylindrical tracing stylus, and can be used only to engrave solid letters
with center cut out as shown in specimen following style number.

€ — Combination master copy type consisting of large and smal! capital letters or
capital and lower case letters, as shown in specimen following style number.

COMPOSITION OF FONTS (FONT SIZES)

MASTER COPY TYPE is available in several different combinations

known as Fonts, Each font consists of a certain number or combination of
characters to suit most requirements. All styles contain the exact number of
letters and numerals as shown in the various fonts below.

Punctuation marks and special characters vary with some styles depending
upon their usefulness with certain styles of letters.

1A FONT...
consists of 54 characters, one of each only as shown below. Suitable
only for engraving single characters (not for names or word combinations).

ABCDEFGHIJKLMNOPQRSTUVWXYZ 1234567890 . , : ; " “" - & +
—/ x °0¢C

2A FONT...

consists of 78 characters including capital letters and lower case
letters (or small capital letters depending on style of letter), one of each
only as shown.

ABCDEFGHIJKLMNOPQRSTUVWXYZ abcdefghijkimnopgrstuvwxyz 1234
567890 .,:; ' “"~& 4+ —/ x c9¢C

3A FONT...

consists of 72 letters only, for those who require no numerals or
punctuation marks.
ldeal also as an addition to a 4A or 6A font to increase the number of letters
in those fonts. Furnished either in capital or lower case letters depending on
the style of letter shown in type specimens on the following pages and in
quantities shown below.

AAA BBB CCC DDD EEEE FFF GGG HHH 111 JJ KK LLL MMM NNNN 000
PPP QQ RRR SSSS TTT UU VV WW XX YY ZZ

H. P. PREIS ENGRAVING MACHINE COMPANY L

4R FONT...

recommended for general engraving of names plates, signs, panels
etc., consists of 78 capital letters, 30 numerals, 15 punctuation marks, 10
special characters and an assortment of 60 spacers, total 193 pieces as shown
below.

AAAA BBB CCC DDD EEEEEE FFF GGG HHH 111 J) KKK LLLL MMM NNNN
000 PPP Q RRR SSSS TTTT UUU VV WW XX YY ZZ 111 222 333 444
555 666 777 888 999 000 Tk 4+ —/ % c0agt

6A FONT...

for general engraving with capital letters and lower case letters, con-
tains 237 pieces, consisting of 52 capital letters, 72 lower case letters (or
small capital letters depending on style of letter), 30 numerals, 15 punctuation
marks, 8 special characters and 60 spacers as follows:

AA BB GC DD EE FF 66 HH 11 )) KK LL MM NN 00 PP QQ RR SS

kk Il mmm nnnn ooo ppp qq rrr sss ttt uu v ww xx yy zz 111
222 333 444 555 666 777 888 993 000 I T
/ x00C

2B FONT...

consists of 48 letters and 2 periods as shown.
Used principally for engraving initials on such items as jewelry, silverware,
cigarette lighters, belt buckles etc.

AA BB CC DD EE FF GG HH 11 JJ KK LL MM NN 00 PP Q RR SS TT
UWUVWWWWXYZ.

HILLSIDE, NEW JERSEY
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PREIS-PANTO MASTER COPY TYPE

PLAIN GOTHIC, SUNK VEE-GROVE

The eight widths of plain gothic master copy type shown on this page meet
the most exacting requirements for industrial and commercial surface
engraving on name plates, instruments, panels, tools, machine parts or any
item requiring engraving or marking in a plain, easily read copy.

All characters are carefully designed for easy reading and a pleasing
modern appearance. They are engraved on self spacing beveled brass
blanks which slide into your copy holder grooves and do not require any
additional spacing hetween letters.

For composition of fonts turn to pages 14 and 15.
STYLES NO. 1S through 8S

Capital letters only
1A, 3A, 4A or 2B Fonts

3 0. A BERLINGER

STYLES NO. 1SC through 8SC
Large and Small capital letters
2A or BA fonts only

M.S. VANDERHOFFER KRS

Al styles illustrated on this page are
available in sunk vee-groove, either
reading right or reading reverse in the
following letter heights.

1/4”,5/16", 3/8” or 1/2” high letters

d RO ANGEVINE
J S. 0. HEILNER

on 3/4” high beveled brass blanks.

1/4”,5/16", 3/8",1/2", 3/4"
or.1” high letters

J.N.BRADSTREET EX
F.oX.RaANDOLPH EZ

on 1-1/4” high beveled brass blanks.

q M.Q.BOLTEN
g D K.PAUL|
S C. P.RYAN
g | T RAE
S~ (ST

For lower case letters to match
see page 19, styles No. 221 to 225.

B.U. DOMINGER K&
M. Z. FarRcUs B

2", or 2-1/2” high letters

on 3-1/2" high beveled brass blanks. ,:' L A\ DAMS EBE

2-1/27, 37, or 47 high letters

on 4-1/2” high beveled brass blanks. H . D O W D 7
V. CarD B

For lower case letters to match
see page 19, styles No. 221 to 225.

17,1-1/2" or 2” high letters
on 2-1/4” high beveled brass blanks.

6" high letters
on 7” plain edge brass blanks.

Sunk Vee-Groove,

STENGIL MASTER LETTERS

ABCDIZIFGHIUK
_LMNOPQRSTU
VWAYZ 12344

PROPORTIONS OF WIDTH TO HEIGHT OF LETTERS

For your convenience we list below the width in com-
parison to the height of all sunk master copy on this
page and all raised master copy on page 17. All di-
mensions apply to the letter N measured from center
to center of stroke.

N ¢ €69 ' _ i
() / 8 \) () 3y Reading Right (forward) Letter Percentage
) oo Description Style Numbers of Width
(&+_/x _)(//.\() to. Height
Extra Condensed 1S, 18C, 1SR 35%
Plain gothic master copy type on this page is Condensed 23, 28C, 2SR, 2SM 45%
I o,
also available for cutting stencils with the Semi-Condensed | 35, 3SC, 3SR, 5405
“u NORMAL 48, 4SC, 4SR, 4SM 63%
stays or stops positioned exactly as shown . !z
above. Length of stays equals 10% of height Semi-Extended 58, 5SC, 5SR 83%
of letter when engraved with a cutter tip of Extended 6S, 6SC, 6SR, 6SM | 100%
same percentage. For outline stencil copy see Sunk Vee-Groove, Extra-Extended 78, 78C, 7SM | 125%
page 19. For stencil letters with stops located Reading Reverse (backward) Maximum Extended | 8S, 8SC, 150%
other than shown submit print for quotation.

BRASS MASTER COPY DIALS

Standard master copy dials are 10” in diameter, 1/8” thick and mount on the No. 317
copy dial hoider, shown on page 6. All copy dials have an index notch centered with
each letter and standard dials are furnished as illustrated.

Part No. 317-48 — style No. 4S, 3/4” letters  Part No. 317-28 — style No. 25, 3/4” letters,
sunk vee-groove, total 41 characters. sunk vee-groove, total 53 characters.

Also available in styles and sizes as follows.
3/8" high letters in styles No. 1S through 83
1/2” high letters in styles No. 1S through 6S
3/4” high letters in styles No. 1S through 48

Also available in styles and sizes as follows.
3/8" high letters in styles No. 1S through 6S
1/2” high letters in styles No. 1S through 58
3/4" high letters in styles No. 18 through 38

©1971 H. P. PREIS ENGRAVING MACHINE COMPANY 4 L HILLSIDE, NEW JERSEY
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Raised (relief) master copy is available in the 3 forms shown below, suitable
for all phases of raised letter engraving on stamps, dies, molds, embossing
dies, or anything requiring raised, relief lettering.

. PREIS-PANTO NASTER COBY TYPE

PLAIN GOTHIC, RAISED (relief}

Ve

The characters are designed with well proportioned contours and space

distribution with maximum openings for pleasing appearance and easy
reading on the smallest stampings or molded products. The relationship

All raised master copy type is

This is 2-dimensional
raised master copy,
engraved on beveled
brass blanks, which
slide into the dove-
tail grooves of your
standard copy holder.
It is the most practi-
cal form of raised
copy for engraving
single letters, names,
or any word combinations on single or mul-
tiple straight line dies or stamps, and is
suitable for any Pantograph Engraving
machine.

All characters are engraved with straight
walls for use with cylindrical tracing styles
(see page 10). Raised letters with any side
angle can be engraved by grinding the
cutter to the desired angle and the face
can be varied by changing the diameter of
the cutter or tracing stylus.

The width of stroke varies with the heigh

4 55R

letter and unless otherwise specified will be

standard as follows:
In style 1SR thru 6SR:

.062” wide stroke on 1/2” high letters
.080” wide stroke on 3/4” high letters

.100” wide stroke on 1” high letters
.125” wide stroke on 1-1/2” high letters

This is style No. 48R,

2-dimensional,

raised master copy type

This is 2-dimensional
raised skeleton mas-
ter copy cut through
1/16” thick brass.
tdeal for engraving
raised characters in
semi-circular or other
odd shapes when a
more flexible arrange-
ment is required.
Simply solder or ce-
ment the characters onto a suitable back
plate in the shape required and use in the
same manner as the standard raised copy
blanks. Skeleton copy can be used for either
reading right or reverse by just turning the
letters over.
X - Height of lutier from center {o senter
st stroke

Y — QOverall height of beveled brass blank

Z — Width of stroke on raised and skeleton
letters

READING REVERSE (BACKWARD)

s

ISR Two-dimensional raised master copy and
' skeleton copy is available in 1A, 3A and
4A fonts, in styles No. 1SR through 6SR
in the following sizes:
1/2" high letters
35R on 3/4" beveled brass blanks.
1/2”,3/4" or 1" high letters
4SR on 1-1/4” beveled brass blanks.
1" or 1-1/2” high letters
on 2-1/4” beveled brass blanks.
Note: Skeleton letters are cut through
6SR the brass plate and therefore have no
base or copy blank.
267-R
t of

Be sure to specify: Font Size, Style Number, height of letter, height of blank, reading right or
reading reverse. For skeleton letters add “SKELETON" to the style number.

© 1975 H. P. PREIS ENGRAVING MACHINE COMPANY

3-DIMENSIONAL READING REVERSE ONLY.

FRONT

SIDE BACK

This is 3-dimensional raised master copy (patented),.
suitable only for use on 3-dimensional Engraving and
Die Cutting machines. With this master copy type hand
finishing is entirely eliminated and finished stamps
with sharp inside corners can be cut in a minimum
of time. Side wall angles can be varied from 35° to
55° by using a cutter and tracing stylus with identical
side angles. For tracing styles see page 10.
3-dimensional raised master copy type is molded from
durable plastic material and with ordinary care will
last a long time. The characters are molded with
double angles, the lower part with 20° side angle to
permit close spacing between letters and the upper
part with 35° side angle for added strength. The 3
heights of letters listed below are molded on 3 differ-
ent size blanks to permit @ minimum of spacing
between lines.

All characters have a stud centrally located on the
back for aligning them in circles, curves or irregular
shaped contour lines. Simply cut a groove into a brass

or dow metal plate, apply cement or double edge
adhesive tape and press letters into place.

The 1/4” and 1/2” high letters also have two beveled
edges for setting up straight lines of copy in the
dove-tail grooves of the No. 3225 or No. 3250 copy
holder tables illustrated on page 8. The 5/32” high
letters are not furnished with beveled edges.

A set of 7 fractions, from 1/8 to 7/8 in steps of

1/8” are available in stvles No. 2SM and 4SM, 1/2"
high only.

Made only in styles | Styie Height of
and sizes listed here | No. Letters
L B E 25M 1/4” or 1727
B0 4SM 1/4” o1 172"
6SM | 5/32”,1/4” or 1/2"
7SM | 5/32”,1/4" or 1/2”

This is
q style No. 4SM,
3-dimensional

g copy type.
4 Sold in
4 4A fonts or

HILLSIDE, NEW JERSEY

between width and height of characters is identical with the sunk plain
gothic master copy on page 16 and all heights given are measured from
center of top stroke to center of bottom stroke.

| raised master ... ..

17



'PREIS-PANTO MASTER COPY TYPE

SPECIAL TYPE FACES MADE TO ORDER ONLY

All Master copy type on this page is made to order only in sunk, reading right or reading reverse up

to the maximum size listed after each specimen.

LOWER CASE LETTERS
abcdefghijkimnopgrstuvwxyz

221 LOWER CASE, EXTRA CONDENSED, single vee groove. Use
with No. 1S or 2S capitals on page 16. Maximum size 3"

abcdefghijkimnopgrstuvwxyz

222 LOWER CASE, CONDENSED, single vee groove. Use with No,
2S or 3S capitals on page 16, Maximum size 1.32"

abcdefghijkimnopqrstuvwxyz

223 LOWER CASE, SEMI-CONDENSED, single vee groove, Use with
Maximum size 3"

abcdefghijkimnopgrstuvwxyz

No. 35S or 45 capitals on page 16.

224 LOWER CASE, NORMAL, single vee groove. Use with No, 45 or
5S capitals on page 16. Maximum size 1-12"

abcdefghijkimnopgrstuvwxyz

225 LOWER CASE, EXTENDED, single vee groove. Use with No, 55
or 65 capitals on page 16, Maximum size 1-12"

abcdelghijklmnopgrstuvwxyz

251V L.LOWER CASE, ROMAN CONDENSED, outline vee groove, Use
with style No. 204 capitals on page 18.

abcdefghijklmnopqrsiuvwxyz

252V LOWER CASE, ROMAN MEDIUM, outline vee groove, Use
with style No, 205 capitals on page 18, Maximum size 4"

INCLINED GOTHIC, CURSIVE, SCRIPT, MONOGRAM

ABCDEFGHIJKLMNOPQRSTUVWXYZ

/& BACCXCEO- 1234567890

211 INCLINED GOTHIC, single vee groove. Maximum size 3"

N

nnopgrstuvwxyz

249 CURSIVE, single vee groove (see also No, 64, page 18, for letters
up to 1" high) Maximum size 4"

UVWIXUYE — abedefghyblmnopgrsiue
&SNP, ODJ234567859

250V SCRIPT, outline vee grooves (see also style No. 91, page 18, for
letters up to 1* high) Maximum size 4"

wicyz

T6.q
@ (&“ A0

239V MONOGRAM SCRIPT, for initials or monograms.
MaxImum size 4"

©1971

Maximum size 4"

H. P. PREIS ENGRAVING MACHINE COMPANY ®

1A fonts include one of each character shown.

CHAMFER QOTHIC
ABCOEFGHIJKLMNOPARSTUVWXYZ

& /#AcCOXGE?- 5™ 1234567830

241 CHAMFER GOTHIC, EXTRA CONDENSED,
Single vee-groove, Maximum size 6"

ABCDEFGHIJKLMNOPQRSTUVWXYZ
&/ #ACCOXSC?-. """ 1234567830

242 CHAMFER GOTHIC, CONDENSED, single vee groove.
Maximum size 6"

ABCDEFGHIJKLMNOPAURSTUVWXY/Z

&/ #acLOx$e?- ;""" 1234567830

244 CHAMFER GOTHIC, NORMAL, single vee groove,
Maximum size 6

OPEN FACE GOTHIC

LRI

213V OPEN FACE GOTHIC, CONDENSED, outline vee groove.
For stencil letters order 213V Stencll. MaxImum size 4"

EAET I
Tl

214V OPEN FACE GOTHIC, NORMAL, outline vee groove,
For stencil letters order 214V Stencil. Maximum size 4"’

215V OPEN FACE GOTHIC, EXTENDED, outline vee groove.
For stencll letters order 215V Stencil. Maximum size 4"

SQUARE CORNER GOTHIC

ABCDEFGHIJKLMNOPQRSTUVWXYZ
&+—x8/°cC- .,;;° 1234567890 ABC D E FG
232F SQUARE CORNER GOTHIC, CONDENSED,
flat-bottom groove only. )

Maximum size 3"

ABCDEFGHIJKLMNOPQRSTUVWXYZ AB
&+—x2/°acC- ;" 1234567890

234F SQUARE CORNER GOTHIC, NORMAL,
flat-bottom groove only.

Maximum size 3"

ABCDEFGHIJKLMNOPQRSTU

VWXYZ &+—x2/7°AcC-,,;"
1234567890 A B

236F SQUARE CORNER GOTHIC, EXTENDED,

flat-bottom groove only. Maximum size 3"

HILLSIDE, NEW JERSEY
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SPECIAL TYPE FACES

PREIS-PANTO MASTER COPY TYPE

All Master copy type on this page is made to order only in sunk, reading right or reading reverse up
to the maximum size listed after each specimen. 1A fonts include one of each character shown.

N ABCDEFGHIJKLMNOPQRSTUVWXYZ
SE%ACCXCEO-, 1234567890

211 Inclined Gothic, single vee-groove. Maximum size 3”.

ABCDEFGHIJKLMNOPQRSTUVWXYZ

&+ =%/ xC0# ;- 1234567890
212 Air Force-Navy Design Standard (MS-33558-ASG), single vee-groove. Maximum size 3.
abcdefghykimnopgrstuvexy?

221 Lower Case, Extra Condensed, Single vee-groove. Use with 1S or 28 capitals on
page 16. Maximum size 3”.

abcdefghijkimnopgrstuvwxyz

222 Lower Case, Condensed, Single vee-groove. Use with 25 or 33 capitals on page 16.
Maximum size 1-1/2”.

Jary
|

abcdefghijkimnopqrstuvwxyz

223 Lower Case, Semi-Condensed, single vee-groove. Use with 3S or 4S capitals on
page 16. Maximum size 37.

abcdefghijkimnopqrstuvwxyz

224 Lower Case, Normal, single vee-groove. Use with 45 or 5S capitals on page 16.
Maximum size 1-1/2”.

abcdefgnhikimnopgrstuvwxyz

225 Lower Case, Extended, single vee-groove. Use with 5§ or 65 capitals on page 16.
Maximum size 3”.

ABCDEFGHIJKIMNOPQRSTUVWXYZ
&+—x#9/%3¢acC —.,;;"" 1234567890

226 Modern Gothic, Capitals, single vee-groove,

Maximum size 3”.

abcdefghijkimnopgrstuvwxyz

227 Modern Gothic, Lower Case, single vee-groove. Maximum size 3”.

238V Monogram Script, for initials or monograms.

ABCOEFGHIJKLMNOPORSTUVWXYZ
8/ HACCOGE?- ™ 1234567830

241 Chamfer Gothic, Extra Condensed, single vee-groove.

Maximum size 4~.

Maximum size 6”.

ABCDEFGHIJKLMNOPQRSTUVWXYZ
&/ #ACCOxSCT- """ 1234567830

242 Chamfer Gothic, Condensed, single vee-groove.

Maximum size 6”.

ABCDEFGHIJKLMNOPORSTUVWXY/Z
&«/#ACCQX$C?_.'::"IIF

1234567830

244 Chamfer Gothic, Normal, single vee-groove,

Maximum size 6”.

H. P. PREIS ENGRAVING MACHINE COMPANY °

213V Qpen Face Gothic, Condensed, outling vee-groove. For stencil letters order

213V-Stencil. Maximum size 4”.

214V Open Face Gothic, Nermal, outline vee-groove. For stencil letters order
i Maximum size 4”.

214V-Stencil.

215V Open Face Gothic, Extended, outline vee-groove.

For stencil letters order
215V-Stencil. i

Maximum size 4”.

ABI'AEZHOIKAMNEOIPZTY X W2

216 Greek Capitals, single vee-groove, Maximum size 1-1/2”.

aBySelnBLKAUVEOTTPOSTVOX Y W

217 Greek Lower Case, single vee-groove. Maximum size 1-1/2”,

ABTAEZHBIKAMNEINOPEZTY TP X WY

218V Greek Capitals, outline vee-groove.
218F . . . same style with flat-bottum groove.

Maximum size 37,

VIKIMHOTPCTY OX UMW

219 Russian Capitals, single vee-groove. Maximum size 1-1/2”.,

IIMIVVVIVIVIIIX X XIXILCDM

220 Roman Numerals, single vee-groove. Maximum size 1-1/2”.

Ve /32 3/64 /16 5/64 3/32 /64 /8 964 UP T0 63/54

228 Fractions, condensed, single vee-groove. Use with 1S, 2 or 38 plain_gothic on
page 16. : Maximum size 2-1/4”.

Vea /32 3/64 /16 /64 3/32 /648964 UP TO 63/64

229 Fractions, normal, single vee-groove. Use with 3S, 4S8 or 58 plain gothic on
page 16. Maximum size 2-1/4”.

ASaBySOuprTowY—"u# ——db
+ e o w0 — = f [ > 0()%+H+

X ¥ aex —> €—

230 Electrical-Technical Symbols, single vee-groove. Maximum size 1-1/2”.

ABCDEFGHIJKLMNOPQRSTUVWXYZ
&+—x2/°acC- ;" 1234567890 ABC D E FG

232F Square Corner Gothic, Condensed, flat-bottom groove only.

Maximum size 3”.

ABCDEFGHIJKLMNOPQRSTUVWXYZ AB
1234567890

234F Square Corner Gothic, Normal, flat-bottom groove only.

&+—x9/°acC- 5}

Maximum size 3”.

ABCDEFGHIJKLMNOPQRSTU
VWXYZ &+—><2/°ACC_,,:;"
1234567890 AB

236F Square Corner Gothic,

flat-bottom groove only. Maximum size 37,

HILLSIDE, NEW JERSEY
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PREIS-PANTO MASTER COPY TYPE

SPECIAL TYPE FACES MADE TO ORDER ONLY

All Master copy type on this page is made to order only in sunk, reading right or reading reverse up

to the maximum size listed after each specimen.

COMPARABLE TYPE FACES (see type marked with asterisk)

ABCDEFGHIJKLMNOPQRSTUVWXYZ

&+—x#2/%$4acC —..1;"" 1234567890

*226 MODERN GOTHIC, CAPITALS, single vee groove,
Comparable to Futura. Maximum size 3"

abcdefghijkimnopgrstuvwxyz

*227 MODERN GOTHIC, LOWER CASE, single vee groove. .
Comparable to Futura. Maximum size 3"’

ABCDEFGHIJKLMNOPQRSTUVWXYZ &37!-.,"" 1234567890

*237 Comparable to NEWS GOTHIC CONDENSED, CAPITALS
ONLY, single vee groove. Maximum size 3"

ABCDEFGHIJKLMNOPQRSTUVWXYZ
&$70-.u" 1234567890

*238 Comparable to NEWS GOTHIC MEDIUM, CAPITALS ONLY,

Single vee groove, Maximum size 3"

ABCDEFGHIJKLMNOPQRSTUVWXYZ

&., -%6.,n" 1234567890

*247 Comparable to FOLIO CONDENSED, CAPITALS ONLY,
Single vee groove. Maximum size 1-12"’

ABCDEFGHIJKLMNOPORSTUV
1234567890

WXYZ &.,-$¢.,;3"

*248 Comparable to FOLIO EXTENDED, CAPITALS ONLY,
Single vee groove,

Maximum size 1-12"

CDEFGHIJKLMNOPQRSTUVWX
&/ N0 " 1234567890

*254V Comparable to HELVETICA MEDIUM, CAPITALS,
Outline vee groove. Maximum size 4"

efghijklmnopqrstuvwxyz

*255V Comparable to HELVETICA MEDIUM, LOWER CASE,

Outline vee groove.

FOREIGN TYPE FACES

ABI'AEZHOIKAMNEOIIPZTY®X V2

216 GREEK CAPITALS, single vee groove.

Maximum size 4’

Maximum size 1-12"

aBydelnbikAuvEorrpoSTLVOX Y W

217 GREEK LOWER CASE, single vee groove. Maximum size 1-12"

ABTAEZHBIKAMNZIMNOPEZTY TP X W)

218V GREEK CAPITALS, outline vee groove. 218F....same style
with flat-bottom groove, Maximum size 3"

ABBT AEKINIKIMHOMPCTY O XUHWL

HblbbbIANeV

219 RUSSIAN CAPITALS, single vee groove.

Maximum size 1-%2"

Os. " DWOIRY OO 3LAT] 2 B3R

245V HEBREW, MEDIUM, outline vee groove. Maximum size 3"

0z, TR SEEYDO1IEY T BATITIIN

246V HEBREW, CONDENSED, outline vee groove, Maximum size 3"

1A fonts include one of each character shown.

TYPE FACES TO MILITARY SPECIFICATIONS

ABCDEFGHIJUKLMNOPQRSTUVWXYZ

&+—1%/xC%# ;" ¥234567890

212 AIRFORCE-NAVY DESIGN STANDARD, single vee groove.
(MS-33558-ASG) Maximum size 3"

0122456789

240 BUREAU OF SHIPS, single vee groove. (No. 73687, 6-18-51)
Numbers only, (Use with letters from style No. 212).
Maximum size 3"

ROMAN NUMERALS, FRACTIONS, TECHNICAL SYMBOLS

[INIVVVIVIVIIXXXIXILCDM

220 ROMAN NUMERALS, single vee groove,

Maximum size 1-i/2

/6a /32 3/64 /16 /64 3/32 /64 /8 964 UP T0 63/64

228 FRACTIONS, CONDENSED, single vee groove. Use with 1S, 2§,
or 35S on page 16. Maximum size 2-1""

V64 /32 3/64 /16 /64 3/32 T/64 /8 9/64 UP T0 63/64

229 FRACTIONS, NORMAL, single vee groove. Use with 35, 45,0r
5S on page 16. Maximum size 2-Ya"

AQLUBYSOUPATT pw
#0%++°/—+=x%kfJ <>V

4 g AL > e e —> < L 4

230 ELECTRICAL-TECHNICAL SYMBOLS, single vee groove.

NEERENR R

253 EXTRA CONDENSED NUMERALS, outline vee groove.
Maximum size 6"

256 SPECIAL CHARACTERS Maximum size 3"

ASSORTED ARROWS (See Price List for Lengths)

© 1971 H.P.PREIS ENGRAVING MACHINE COMPANY
HILLSIDE, N.J.
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