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Introduction

The report covers a period of 13 months, i.e. from December 1979 
to December 1980 according to the project budget revisions "K", "L",
"M" and "N" to provide to Laos technical assistance in the woodworking 
industry especially by establishing the state-owned woodworking plant 
of BML (furniture and joinery) factory equipped with modern equipment.
(see Appendices I and II}.

The expert was initially appointed to the project as a woodworking 
adviser and was later on re-assigned as officer-in-charge to cc-oidinate 
all UNIDO activities in the wood processing industries’ sector in Laos 
after the departure of the project co-ordinator.

The main objective of the project was to assist the Lao Government 
in the erection of the first modern furniture manufacturing plant (B.M.
L.) for which the project has contributed the cost of imported building 
materials as well as the equipment for the factory.

The expert was also responsible for UNIDO preparatory activities 
for an eventual follow-up project (see Appendices III to XIII) including 
the preparation of building specifications for the purchase of additio
nal equipment recommended in a feasibility study: dust exhaust system,
production equipment and machinery supplies. During this period, a 
bilingual training manual has been prepared to facilitate the transfer of 
technology. Training on wood-working machines has also been organized 
in a temporary training place to prepare machine operators who will even
tually work at the new factory in advance, (see Apnendices V, VII and XIII)

It is the opinion of the project offi -.er-in-charge that, upon the 
completion of the new factory, further assistance will be necessary, 
before Laos can become self-sufficient in technical and managerial skills 
for the development of its timber Industry. It is expected that the new

1/ Although this report is a technical report it has been submitted after 
the project terminal report and therefore contains Information normally 
included in project terminal reports to update the report submitted upon 
the completion of the project co-ordinator's mission ‘.o Laos.



project, which will either be financed by UNDP/UNIDO or from bilateral 
sources.be folioved-up immediately beyond the completion of the project 
LAO/74/010 in order to provide necessary inputs fjr the operation of 
the plant.

PAST I:
Background of the project:

UNDP and UNIDO have been assisting Laos in the wood industries' 
sector with expertise, on the job and overseas training and equipment 
since 1973. Also under the project many modern woodworking machinery 
as well as production and maintenance equipment have been provided to 
Laos in order to develop the industrialization of the secondary wood 
processing (furniture and joinery products) industries' sector.

In spite of its large forest resources (60 percent of the total 
country area consists of forest), Laos lacks modern mechanized faci
lities for the production of furniture and joinery products. Timber is 
the only source of foreign currency for the country and the Government 
has assigned high priority to the development of the woodworking indust
ry. However, the existing secondary processing sector is so limited 
in facilities, trained manpower and efficiency chat ¿ost of the timber 
export revenue is derived from logs and sawn timber.

Laos is one of the few remaining countries in Asia which still have 
forest covered with valuable wood species. Based upon prior forest 
inventories the volume of standing timber in the country's forests is 
evaluated at approximately 1.6 billion cubic metres. CKe can find large 
forest areas in following provinces: Khammouane 19,600 ran, Savannakhet
16,800 km^, Vientiane 13,700 laa?, Champasak 12,900 km?, Sayaboury 13,400 km?, 
Houaphan 10,700 km^, Saravan 10,100 km?, the remaining provinces have 
less chan 10,000 km^ each.

Timber resources are of special significance in today’s world-wide 
shortage of raw materials in that timber is the only known material that 
replenishes Itself and can even Increase in volume. Under these 
circumstances, seeing chat timber is considered to be the second largest 
exportable commodity and represents the real wealth of the country, the 
Lao Government is anxious to improve the export potential of the wood
working industry and in particular of the furniture sector by modernizing 
the sawmilling and the secondary wood processing Industries.
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In this respect the existing furniture workshop of B.M.L- (a 
state-owned furniture plant under the woodworking State Enterprise 
No. 3) will be converted into a medium size pilot woodworking plant 
which will be the first plant equipped with modern woodworking 
equipment for the series production of furniture and joinery products, 
including housing components. UNDP/UNIDO has provided assistance for 
the erection of this pilot fuiuiture plant whose input includes:

1. financing of imported building materials;
2. the provision of comprehensive management/technical expertise;
3. the introduction of the first set of advanced furniture making 

equipment in the country.

PART II
Objectives of the project (during 1980):

The development objectives of the project during 1980 were
to:
1. Erect a platform for the country - wide development of the 

secondary wood processing industry whereby improving the standard 
of quality and productivity of the industrial transformation of 
wood in the country.

2. Introduce more advanced production and maintenance equipment 
which is essential for the modernization of the secondary woodworking 
industry and the training of technicians in the use and mainte
nance of this equipment.

3. Provide technical assistance and proper supervision for the 
construction of the new factory for which the project has contri
buted the cost of imported building materials and equipment.

4. Prepare a proposal for an eventual follow-up project: spe
cification of additional production equipment; training in operation, 
maintenance and safety; installation of equipment at the new factory.

5. Complete publication of bilingual training manual already pre
pared in 1979.

6. Installation and testing of eighteen machines provided by UNDP 
UNIDO.

I
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PART III
Assessment of the work done by the project:

During the period of his assignment the expert had the opportunity 
to visit and assist in form of trouble shooting to some woodworking 
workshops and sawmills in the vicinity of Vientiane. Most of the problems 
encountered were mainly due to: inadequate supervisory control, lack
of skilled labour and technicians, inadequate machinery (either technically 
outdated or worn out), lack of spare parts and proper maintenance 
programmes, no safety or accident preventive programmes, etc... In 
this respect, unfortunately, the expert could only give some technical 
advice because his main task was to assist in the erection and operation 
of the B.M.L. state-owned furniture and joinery plant to which UNDP/UNIDO 
has provided the cost of imported building materials and equipment 
as well as preparatory activities for an eventual follow-up project.

The purpose of the current project, in its last year was to assist 
the Lao Government in the introduction of modern production and tool 
maintenance methods in view of improving the export potential of the 
furniture section of the woodworking industry.

In this respect, the construction of a new factory finally began 
under the UNDP/UNIDO financing in September 1979. Beside the construc
tion activities which were under the supervision of building consultant, 
the expert who was assigned as offlcer-ln-charge was mainly involved in 
the preparation of bidding specifications for purchase of addi clonal 
equipment such as production machinery, machinery supplies and a dust 
exhaust system. In the meantime, training on woodworking machinery 
had been organized on temporary basis pending the completion of the 
new building. Eight machines were selected from the eighteen already 
delivered through the project, to be temporarily installed at the 
old B.M.L. factory for training of six machine operators and two counter
parts from the technical school and State Enterprise Forest No. 3.
(see Aopendices IV, VI and XIII).
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By a Government decision in June 1980, all activities related 
to the B.M.L. secondary wood processing plant previously supervised 
by the Ministry of Agriculture Forests and Irrigation have been trans
ferred once again to the Ministry of Industry and Commerce. The trans
fer entered in effect in July 1980.

The Ministry of Industry and Commerce requested that a follow-up 
project should be implemented immediately under UNDP/UNIDO financing 
in order to complete the factory building and provide necessary funds, 
technical and managerial assistance for the operation of the new 
factory.

The construction work achieved so far during the project's life 
was evaluated to be ninety percent. The delay in the scheduled 
construction work plan was mainly due to the difficulty on the part 
of the local suppliers in importing raw materials, and this delay was 
partly due to the changes in the factory's layout made by the Government 
and the former project co-ordinator.

In this respect, the current project has had to be revised in order 
to extend its duration and provide necessary funds for additional Impor
ted building materials, from end June to end December 1980. (Appendix XII).

The UNIDO established sawdoctoring centre at the Vientiane Technical 
School has continued to provide sawblade maintenance service to the 
sawmills in Vientiane area with satisfactory results. Although the 
sawdoctoring expert had left the country in October 1978, the sawdoc
toring activities have been maintained with a high productivity during 
this period. One counterpart and two former trainees were operating 
the centre as a saw servicing unit.

SIDA, The Swedish International Development Agency, has provided 
four sets of sawdoctoring equipment to the Government, one of which has 
been Installed at the State Forest Enterprise No. 3 Sawmill. In this 
connection the expert has provided technical assistance for the instal
lation and selection of the proper equipment, (see Appendix VIII).
The three other sets will be installed in the provinces.
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During this period one bilingual training manual on woodworking 

has been completed and published by the project. Most of rhe bilingual 
training manuals published so far by the project beside being used 
as reference handbooks in the country have been used by the expert 
counterparts in the regular curriculum of technical schools in the whole 
country (Appendices IX and

In accordance with the Government request, the project was extended 
so as to enable the completion of the construction work and also 
the delivery of remaining imported building materials which had not 
beed delivered due to the closure of the border with Thailand.

Eighteen machines delivered by the project have been installed in 
the new factory waiting for the electrical connection to the main power 
to be tested. This was delayed due to the closure of the border 
(Appendix XI). At the same time, operating manuals on woodworking 
machines were prepared by the expert and distributed to counterparts 
and trainees (Appendix XIII).

The equipment provided by UNDP under project number DP/LAO/74/OlO 
was handed over to the Government. For inventory see appendix, XT'/.

On the request of the Government (Ministry of Industry) the expert 
has selected the additional production machinery necessary for the new 
B.M.L. factor (Appendix IV) which will cost approximately US$ 280,000. 
The Ministry of Industry has prepared and proposed a two year follow
up project to UNDP costing a further US$ 860,000. Pending its approval 
the expert was extended for a further two months.

The expert has pointed out chat without the dust exhaust system 
the working conditions inside the factory would be very bad for the 
health of the workers (see Appendix X..

Pending the provision of the necessary funds for the completion 
of Che factory the work of Che UNDP/UN1DC Integrated Woodworking Project 
was terminated end December 1980.

1/ AnrendixIX shows front rapes only since the manual has been reproduced 
separately by the 'government.



PART IV
Conclusions and recommendations:

If Laos expects its timber products to penetrate world markets, 
it must first be satisfied that the industry is capable of producing 
materials of a quality and design accepted on such markets. It is 
therefore recommendrd that Government gives top priority towards 
taking the appropriate action with regard to the development of the 
secondary wood processing industry.

It is recommended that upon the completion of the factory building 
a follow-up project should be immediately implemented either financed 
by UNDP/UNIDO or a bilateral source to ensure Efficiency and continuity 
in the transfer of technology.

The follow-up project is aimed t'> assist the Lao Government in the 
operation of the first modem furniture plant in the country.



Appendix I

N A T I O N S  U N I E S

O R G A N I S A T I O N  D E S  N A T I O N S  UNI E S  P O U R  L E  D E V E L O P P E M E N T  INDUSTRIEL

O N U D I

PROJET DE LA REPUBLIQUE DEMOCRATIQUE POPULAIRE DO LAOS

Désignation du poste

DESCRIPTION DE POSTE

DP/LAÛ/74/010/11-04/31.7.A.

Expert en technologie du travail du bois.

Durée de la mission Six mois.

Date d'entrée en fonctions Dès que possible.

Lieu d'affectation Vientiane avec déplacements dans le pays.

But du projec: Aider à introduire des méthodes modernes de production 
et entretien dr.s outils afin d’améliorer le potentiel 
d’exportation de l’industrie du travail du bois, en 
particulier dans le secteur de l’ameublement.

Attributions: L ’expert qui travaillera sous la direction immédiate 
du coordonnateur du projet en étroite collaboration 
avec les autres membres du groupe et tout particulière
ment avec l’expert en conception esthétique de produits 
finis et objects en bois, devra s ’acquitter des tâches 
suivantes :

1. Favoriser le développement de méthodes de traitement 
du bois, y compris l ’adoption d ’outils appropriés 
pour la fabrication d’articles d’exportation et
de meubles fonctionnels.

2. Introduire un système de travail qui satisfasse 
les normes de sécurité Industrielle.

3. Veiller i l'application de méthodes élémentaires de 
gestion d’un atelier.

4. Donner des cours de formation aux homologues, agents 
de maîtrise de l ’industrie et des instructeurs
des écoles techniques.

Toutss candidatures ou communications relatives à cette description de poste devront être adressées à:

Section du reCi'Jtement du personnel affecté aux projets, Division des opérations industrielles 

ONUDI, B.P. 707, A -1010 Vienne (Autncne)
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5. Préparer des manuels pour l'enseignement de la 
technologie du travail du bois et la sécurité 
industrielle, matériel de réference qui sera mis 
en permanence à la disposition de l'industrie et 
des organismes techniques.

6. Exécuter tout autre travail selon les besoins, en 
vue d'élever le niveau de la qualité et de la 
productivité des petites industries travaillant 
le bois.

L'expert devra également établir un rapport final ex
posant les conclusions de sa mission et ses reconanen- 
dations au Gouvernement quant aux mesures que celui-ci 
pourrait éventuellement adopter.

Formation et expérience Ingénieur ou technologue du bois ayant plusieures années 
requises: d'expérience dans la production au niveau de l'usine et

de la fabrication de meubles. Une expérience dans 
l'étude de travail à la tâche serait un avantage.

Connaissances linguistiques: Français ou Anglais.

Renseignements complémen- La forêt couvre 60 pour cent du Laos et comprend de 
taires: grandes étendues d'espèces de bois recherché (tel

par exemple le bois de rose) convenant parfaitement à 
la fabrication de produits finis du bois de haute 
qualité. Toutefois la transformation des grGmes est 
effectuée avec des méthodes et un équipement archaïque 
conduisant à une utilisation non-économique du bois 
coupé, que ce soit au niveau primaire ou secondaire de 
la transformation. Faisant suite à deux années de 
services d'un expert de l'ONUDI dans la production de 
meubles et la conception d’articles en bois qui ont 
contribué â commencer l'exportation de meubles, le 
gouvernement a demandé au Programme des Nations Unies 
pour le Développement d'étendre son assistance technique 
à l'industrie du travail du bois en raison du rôle crois
sant de ce secteur dans l'économie du pays en particulier 
pour le développement de l'emploi et l'obtention de 
devises étrangères. Le projet qui incorpore également 
celui approuvé de scierles/industrle de contreplaqués, 
durera trois ans, requèrera des services d'experts et 
consultants pour un total de 176 1/2 mois/homme avec 
une contribution du PNUD s'élevant â 300,500 dollars 
E.U. Le projet fonctionnera d'après un système intégré 
apportant une assistance technique dans les domaines 
suivants de l'industrie du bois: transformation de
grumes de bois d'oeuvre scié (traitement et entretien 
des scies è débiter); conception et fabrication



de produits finis en bois (en particulier des meubles) 
normalisation des bâtiments publics.

LES CANDIDATURES DEVRONT ETRE SOUMISES 
AU PLUS TARD LE 5 NOVEMBRE 1976



T w

Appendix II 
W O R K  P L A N

A c t i v i t y

9.

10
11

Briefing on UNIDO project acitivités
Briefing at UNDP
Briefing at Forest Department and State 
Enterprise No. 3
Visit of main woodworking facilities 
in Vientiane________________________
Inventory of project equipment
Selection and installation layout of 
project equipment to be temporarily 
installed for training purposes
Temporary installation of equipment
- Universal grinder_________________
- Knife grinder
- Cup grinder
- Bench grinder
- Multiple rip saw 
Automatic lathe

- Dovetailing machine
- Tapping screwing M/c~
Training
- Basic working characteristics of 

equipment
Operation of equipment
Maintenance of equipment
Industrial safety

Follow-up on printing of training ma 
nual' compiled in 1979
Final report and de-briefing at UNDP
Travel and de-briefing at UNIDO



Appendix III

UNITED NATIONS DEVELOPMENT PROGRAMME 

Project of the Government of the Lao People's Democratic Republic

PROJECT DOCUMENT

Title :
Duration:
Project Number: 
Primary Function:

Establishment of a pilot furniture factory.
2.5 years 
DP/LAO/79/002
To assist the Government of the Lao People's Democratic 
Republic in organizing the wooden furniture industry 
to become competitive in techniques, design and quality.

Sector: (Government class): UNDP class:
Government Executign Ministry of Industry and Commerce 
agency:
United Nations Executing
Agency: United Nations Industrial Development Organization
Estimated Starting Date: June 1981
Government inputs: UNDP inputs: ’JP3 1,179,930•-

Approved:

On behalf of the Government Date

On behalf of the UNDP Date

On behalf of the Executing Agency Date



PART I - LEGAL CONTEXT:

The project document shall be the instrument (therein referred to as 
a plan of operation) envisaged in Article I, paragraph 2, of the Agreement 
between the Government of the Lao People's Democratic Republic and the 
United Nations Development Programme (UNDP_ concerning assistance under 
the Special Fund Sector of the United Nations Development Programme signed 
by the parties on ________ .

PART II - THE PROJECT:
A. Development and immediate objective:

The development objective of the project is to erect a platform for 
the country-wide development of the secondary wood processing industry in 
terms of modern concepts of technology and industrial management as appli
cable to local conditions. In fact, beside aiming at appropriate commercial 
returns the project's aim is also to provide training and experience under 
actual production conditions to employees of the plant being assisted and 
personnel from other woodworking plants in Laos.

By adopting new production processes and production and management 
techniques the project will make it easier for personnel for other plants 
to learn and achieve the same results. In particular, the project is 
expected to produce the first generation of extension officers for the fur
niture industry. The long-term economic end-result aimed at is to maximize, 
through an appropriate degree of productivity and profitability, the potential 
of the forest resources in terms of foreign currency earning.

The proposed development strategy is to assure efficient operation, 
with the assistance of UNDP/UNIDO, of a pilot furniture factory within the 
framework of the woodworking and rattan enterprise (new B.M.L. factory) of 
the Ministry of Industry and Commerce of the Lao People's Democratic Republic, 
with the task of assisting the wooden furniture Industry to become compe
titive in techniques, design and quality. This model factory could subse
quently be expanded into a furniture development centre which would serve 
as a basis for development of the furniture Industry and the dissemination



of know-how in technology, design and marketing. Its main objective would
be to improve design, productivity and quality of secondary wood products..
resulting in additional employment for the country through the development
of an export oriented secondary wood processing industry.

The main tasks of the project would be to assist the industry in:
1. the adoption of furniture designs suitable for the local and export 

markets;

2. the improvement of product engineering (choice of construction 
and materials);

3. the improvement of process engineering (choice and development of 
processes, equipment and tools, and organization of production);

4. the improvement of quality (quality standards, performance testing, 
quality inspection during process, quality label);

5. improvement in marketing.
6. applied research work for the selection and testing of furniture 

materials (wood, glues, finishes) and furniture structures;

7. development of standard furniture for local and export markets 
and undertaking of related product and process engineering studies 
(including packaging);

8. actual production of pilot batches 6f furniture;

9. training of management and production personnel under actual pro
duction conditions and through short courses;

10. systematic dissemination of information to the industry in Lao 
language;

11. production of reference and training manuals in Lao language;

12. training of management: and production personnel under actual 
production conditions;

13. erect a platform for the country-vide development rf
the secondary wood processing industry in terms of modem concepts of 
technology and industrial management as applicable to local conditions;



- 15 -

14. assistance to the existing woodworking industry on an ad hoc basis.

The main feature? of the programme would be for tne project to 
combine development, production and training activities and undertake 
actual batch production of selected furniture items so as to provide 
the industry with effective guidance on product and process engineering.

C. Special considerations:

Laos is a least developed, land-locked country, and as such should 
benefit from all the measures foreseen for this category of countries in 
the various General Assembly resolutions.

D. Background and justification;

Laos is one of the few remaining countries in Asia which still have 
forests covered with more than sixty different valuable wood species.
Based on prior statistics, the volume of timber from forests in the whole 
country is evaluated at approximately 1.6 billion cubic metres. Under these cir
cumstances, timber is considered to be the largest exportable commodity and thus 
the real wealth of the country. Furthermore, it is a renewable resource.
Because of its land-locked position, as much value as possible should be 
added to exports of wood and forest products to cover high transport costs 
( and transit taxes levied by its neighbours).

Whereas it is relatively simple to export wood in the rough (logs) or 
semi-manufactured wooden products (sawn wood), the export of manufactured 
wooden products (furniture, joinery, etc...) calls for sound and aesthetically 
pleasing designs, high quality ar.d competitive pricing, which can only be 
brought about by modern efficient industrial production. The objective 
of the project is to introduce»in a pilot plant, these products and production 
methods. This plant could then serve as a training centre not only for the 
personnel of the plant receiving assistance, but also for those of all other 
secondary wood processing plants to be established in the country to 
enable them introduce from the start sound products and industrial produc
tion methods, thus not only cresting employment, but also earning foreign currency 
In the past few years most of the small furniture workshops previously in 
operation have gradually closed down and, as a side effect, most entre-



preneurs and technicians have left the country. Today the furniture 
industry in Laos is practically represented by one single medium size 
mechanized factor;/- "Lao Vood Industry", set up by foreign investors and 
geared for export of only US$ 60,000 (per month) one type of furniture 
(coffee tables) to Japan.

Under such circumstances the Lao Government is anxious to establish 
additional furniture production facilities to promote the export of finished 
wooden products. As timber is presently the only source of foreign currency 
for the country, the Government of Laos has asisgaed high priority to 
the development of woodworking industry. However, the existing secondary 
wood processing sector is so limited in facilities and trained production 
and management manpower that most of the timber export revenue is derived 
from log3 and sawn timber.

On these grounds, development of the furniture industry has an impor-%
tant role to play in the economic and social development of the country, 
especially in terms of employment opportunities and utilization of forests.

Assistance has therefore been requested from UHDP/UNIDO to provide 
foreign expertise and additional demonstration equipment to an existing 
state-owned furniture plant that would act as focal point for the develop
ment of the furniture industry by increasing efficienty in quality and 
quantity of production, as well as introducing better designs.

E. Outputs

The annual output in terris of product is expected to be reached at a 
90 per cent capacity utilization of the plant. The 90 per cent capacity 
utilization is estimated to be reached in the fifth year of operation of 
the plant. Estimated output of the first and second year would be respectively 
15 and 25 per cent.

In addition to the output of the finished product,s indicated above, the 
plant would be able to utilize the balance of the available capacity on 
selected machines, for example, the balance capacity of the four-side 
moulder could be utilized for the production of simple products (such as 
mouldings) for export, or simpler finished products for the local market.



The following factory personnel is expected to be trained in the
implementation of the B.M.L. project:

locally trained middle management personnel: 25
management personnel to be trained abroad: 6

- technical personnel to be trained abroad: 4
locally trained production personnel: 240

Moreover principal outputs of the project will be:

1. The preparation of a detailed survey of existing furniture 
factories under the responsibility of the woodworking and rattan 
enterprise of the Ministry of Industry and Commerce of the
Lao People's Democratic Republic and identification of the 
state of their equipment and training needs.

2. The introduction of industrial production methods in the B.M.L. 
furniture factory which will subsequently be used as "model factory" 
for in-plant training of personnel from other woodworking plants.

3. The development of designs for low cost furniture, suitable
for the local market and higher quality products for export adapted for 
industrial production, including also the correct use of wood based 
panels in furniture.

4. The design of new products - or modification of existing fur
niture designs for shipment in knock-down form.

5. The strengthening of the centre for the maintenance of wood
working tools and machines presently at the Vientiane Technical 
School and training of personnel in the above skills in Laos.

6. The exposure of Laotian managers,furniture designers and wood
working technicians to modem conditions in furniture niants in more 
developed countries through three study tours (for two persons each).

7. The establishment of a nucleus of a documentation centre to cater 
for the furniture industry.



8. Technical manuals in Lao in the above fields.

F. Inputs:

The pilot furniture factory is to be located at the B.M.L. plant 
which has received assistance under the UNDP/UNIDO Integrated Wood
working Project (LAO/74/010).

This follow-up UNDP/UNIDO project can become operational, because 
Che new factory is completed. It will provide:

1. Additional production and auxiliary equipment (for list see 
_ Auoendix IV to woodworking technology expert's retort).

2. Complete team of foreign experts and factory floor techni
cians, who will assist in establishing and operating the new plant 
for an initial period of 2,5 years (which may have to be further ex
tended depending on Che needs).

The dry kiln facilities required for the operation of the furniture 
product have already been financed by the Swedish International Development 
Agency (SIDA).

A. Government inputs:

The Lac ' ovemment inputs in the project will include:

1. Land of approximately 20,000 m2 ($ 25,000, K 250,000);

2. Operating cos ts:

a) all raw materials - 250 m3 sawn timber and corresponding amounts 
of auxiliary materials ($ 50,000 per month)

b) cost of power, etc.

c) Wages for factory personnel - 120 persons ($ 11,000 per month)

Moreover the -ao Government will contribute to Che project in 
the following way:



Counterparts :

a) General manager - counterpart to project co-ordinator.
b) Financial accountant - counterpart to industrial accountant 

and product control expert.
c) Foremen of various departments - counterpart to woodworking 

technicians.
d) Designer and draughtsman - counterpart to furniture design expert.
e) Technicians counterparts to consultants in fields to be 

determined later.
f) Counterpart administrative personnel (two English speaking 

secretaries and two drivers) for the international experts and 
consultants.

g) Premises, furniture and office supplies and equipment.
h) Fuel costs for the project vehicles.

B. UNDP/UNIDO Inputs:

Experts and consultants :
The internationally recruited experts and consultants will cover 

the following fields :

11-01 Woodworking adviser (2, 3, 6, 3, 9, 10, 11, 12, 13, l1*) —  ̂ 30 m/m
(Project co-ordinator)cost

11-02 Industrial /accountant (2, U, 8, 9, 10, 11, 12, 13, l1*) 13 m/m
(Expert in production control for furniture plants)

11-03 Woodworking technician (2, 3, **, 8, 9, 10, 11, 12, 13, 1*0 28 m/m
11-OU Furniture design expert (l, 2, 6, 7, 9, 10, 11, 12, 13, l1*) 18 m/m
11-05 Marketing consultant (1, 5, 7) 9 m/m
11-06 Consultants (3, 1*, 6, 9, 10, 11, 12, lU) 12 m/m

(in fields to be determined later)
11-99 Component total 115 m/ra

1/ Numbers refer to development and immediate objectives, page It.
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Study tours :

One study tour of three weeks, to countries whose furniture 
industries are developed and one study tour or two weeks to woodworking 
machinery and furniture exhibitions each for three participants plus an 
accompanying expert.

Souinment:

1. A sum of US$ 285,000 - production and additional equipment for
B.M.L. Factory (for details see Appendix IV).

2. A sum of US$ 20,000 - transportation equipment (2 mini buseè.
3. Imported building material US$ 10,000.
1*. Additional eouioment, snares and contins-ency US2 3^.500.



UNIDO
PROJECT BUDGET/REVtSIONi

3 COUNTRY LAO 4 PROJECT NUMBER AND AMEND 5 SPECIFIC ACTIVITY
People's Democra-

---tic Bennbl.tr-----
10 PROJECT TITLE

LAO/ tix/xxx 31.7.A.

Establishment of a pilot furniture factory.

PACib 1

J
16
10
u
li-

02

0 3'
04 

0 5 1 

06*

07

08

09

10 

11 
12

13

14 

11-99

PROJECT PERSONNEL 16. TOTAL 17 1981 18. 1982 19. 19 8 3 20.
EXPERTS/Post title m/m $ m/m $ m/m $ m/m $ m/m $

Woodworking adviser/co-ordinator 30 185,500 • 7 40,600 12 75,600 11 69,300
Industr. Cost Accountant 18 110,900 5 29,000 6 37,800 7 44,100
Woddworking technician 28 173,900 5 29,000 12 75,600 11 69,300
Furniture design expert 18 110,900 ' 5 29,000 6 37,800 7 44,100
Marketing consultant 9 55,200 3 29,000 3 18,900 3 18,900
Consultants (to be determined late :) 12 73,600 4 23,200 4 25,200 4 25,200

SUBTOTAL: 115 710,000 29 168,200 43 270,900 43 270,900
21 REMARKS



UNIUU
4 PROJECT NUMBER 16. TOTAL ,7 1981 18. 1982 19 1983

20.

IJ U I/  I'ifUUi m/m $ m/m $ m/m $ m/m < m/m $

t 12.01 OPAS Experts

13 00 Support Personnel 3 4 ,BOO 8 ,1 2 0 1 3 ,9 20 1 2 ,7 6 0

14.00 Volunteers

15.00 Experts Travel 1 4 ,4 0 0 3 .3 6 0 5 .7 6 0 5 .2 8 0

16.00 Other Personnel Costs 1 ,5 0 0 350 600 550
1 17.01 Locally hired Experts

17.02 Locally hired Experts

19 00 Total Personnel Component 115 760 ,70 0 29 1 8 0 ,0 3 0 43 2 91 ,18 0 43 289 ,49 0

20. SUBCONTRACTS
29.00 Total Subcontracts Component

30 TRAINING 
31.00 Fellowships

f\J
ro

32 00 Study Touts. UNOP G. Traimng/Meetings 33*750 7 .87 5 13*500 12*375
'

33.00 In service Tiaininq 1 3 ,5 0 0 3 ,1 5 0 5 ,4 0 0 4 ,9 5 0

34.00 Gioup Tiaininq (non-UNDP)

35.00 Meetings/Consultations (non-UNDP)

39.00 Total Training Component 4 7 ,2 5 0 1 1 ,0 2 5 1 8 ,9 0 0 1 7 ,3 25

40 EQUIPMENT
49.00 Total Equipment Component 3 49 ,50 0 3 1 5 ,0 0 0 1 8 ,0 0 0 1 6 ,5 0 0

50. MISCELLANEOUS 
51.00 Operations —  Maintenance 1 2 ,0 0 0 2 ,8 0 0 4 ,8 0 0 4 ,4 0 0

52.00 Reports 4 ,5 0 0 1 ,0 5 0 1 ,8 0 0 1 ,6 5 0

53.00 Sundries 6 ,0 0 0 1 ,4 0 0 2 ,4 0 0 2 ,2 0 0

55.00 Hospitality (non-UNDP)

59.00 Total Miscellaneous Component 2 2 ,5 0 0 5 ,2 5 0 9 ,0 0 0 8 ,2 5 0

99 GRAND TOTAL: 115 1 ,1 7 9 ,9 5 0 29 5 11 ,30 5 43 3 37 ,08 0 43 331 ,565

F S R . V R mv V A r i « »  1 /Row \ (7  701



PROPOSED EXPERTS ASSIGNMENT PERIOD
Post m/m 1981 1982 1983
No. 6 7 8 9 10 li 12 1 2 3 4 5 6 7 8 9 10 11 12 1 2 3 4 5 6 7 8 Û 10 11

11-01 Woodworking *1A 1
Project
Co-ordlnator

JU r " /

11-02 Industrial Cost 
Accountant 
Production 
Control

18 /V "9

11-03 Woodworking
28Technician

n Marketing
consultant t .1 3 f \ f \' 9 J J

11-05 Furniture
Design 18 t 9

11-06 Consultants 
(fields to 
be determined 
later)

12 ,t, t V f (r — 3 ê9 9 V /

'

r i





SECTION

TEHTATIVE WORK PLAN OF PROJECT - ESTABLISHMENT OF A PILOT 
FURNITURE FACTORY

Mo. Relates 
to objectives

1981 

6 7 8 9 10 11 12
1982

l j 2 j ^ l * 5 6 ? 8 9 i c | l l | i a

1983

jJ 2j 3( i : < t( d s| io ii

Recruitment of local project staff.
Establishment of organizational and administra

tive structure.
Specification and requisitions of equipment 

6 and supplies to be provin-J by the prôjeet.
Establishment of operative procedures.

6. Delivery of equipment and supplies (purchased
by UNIDO Headquarters) and their installa
tion.

Organization of training facilities for wood 
working and savdoctoring.

Preparation of training schedules.
Preparation of training programmes.
Preparation of training annuals in &>glish. 
Preparation of training manuals in Laotian

Marketing (Post 11-05)

5. Market survey for export markets including
contacts for possible eatablishaient of Joint 
ventures in Europe.

_ Market survey for export markets including
—  contacts for possible establishment of Joint

ventures in Japan and/or Northern Australia.
Study Tours (Poet 11-01, 11-03)

3» b, 8» 9, 10 Periodical study tours (wood working machinery 
exhibitions, furniture and furniture supplies 
exhibitions and some factories.

Mood Machining. Sawdoctoring ahd Tool Maintenance
.3, 8, 9, 10, Training, Training manual and Assistance to
U ,  12_, ljT the BML factory. Standardization of saw blades

Product -2SSÎBL and'Testing and Quality Control (Post ll-0b) ___

13
13

i. ÎL*
13

1. i.

9
9
n
11

1.2.*>,8,7,8,9,10, Furniture designs: two bedroom, two dining
11 rooms, two reception rooms and two cabinets.
12,1b., Production and testing of prototypes.

Preparation and printing album Of furniture 
designs.

Selection of testing methods for furniture 
assemblies.

Coat AcopulTting anft Production Control (Post 11-02)
Training, Training manuels in Engliah and 

Laotien, Assistance to the BML factory.

1.2,b ,6,7,8,9,10, Selection of testing equipment.
n

•’c;-» . r  '  ' r : "  ■'> ire n t c •'n th e  m a n ifa e tu re
-------------------------------------------------------------------------------------------    T i  i . im a  ------------------------------ --------- > - ____________-  ____________ _______________________

IFO
\J\I



SECTION

fvO

3» “ • 6, 9, 10 Periodical study tours (wood working machinery 
exhibitions, furniture and furniture supplies 
exhibitions and some factories.

Wood Machining. Sawdoctoring arid Tool Maintenance
3, 8, 9., 10, Training, Training manual and Assistance to
11. 12. i T  the BML factory. Standardization of saw blades

and Testing and'Quality Control (Post 1 1 - 0 * 0 ___

1.2, •»,6,7,8,9,10, Furniture designs: two bedroom, two dining11 rooms, two reception rooms and two cabinets.
12,lt, Production and testing of prototypes.

Preparation and printing album Of furniture 
designs.

Selection of testing methods for furniture 
assemblies.

Cost AcoQuHting anft Production Control (Post 11-02)
Training, Training manuals in English and 

Laotian, Assistance to the BML factory.

1.2, *• ,6,7,8,9,10, Selection of testing equipment.
Use of measuring instruments in the manufacture 

of furniture components.
12, l1* Testing of furniture under simulated control

heating conditions of export market countries.

Installation and Testing Equipment (Post 11-03)
Other Activities (Posts 11-01. 11-02. 11-03.
~ S a  li-QI*)-------------- ----- -----

1, 7, 10, 11, lU

2 ,  9 ,  1 0 , U , 12

3 , 9 ,  1 0 , U , 1U 

1 ,_2 . 10, 11, 12 

1. 10, 11, 1U
6, 10, 11, 1L
1, 10, 11
1 ,  2 .  7 ,  8 ,  12

2. » io. ii. il. Ü

Country-wide survey of handicraft techniques 
to be utilized in the design of furniture 
for export.

Training in product engineering.
Training in machine operations and selection. 
Training in tool and cutter grinding. 
Standardization of machines and tools. 
Machinability studies of furniture timber. 
Standardization of hardware.
Prototypes and pilot batch production. 
Trouble shooting services to industry.

Final report and winding-up of project.



I
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Artcndix 17

Selection of additional oroducticn machinery for 3ML factor*/1

Ref. So. 
plan layout Descriptions Quantity

Unit Price
C + ? Vientiane Amount Remarks 
(Dec. 1979) USS USS

15 - 1 6 - Spindle Moulder 2 6,750 13,500
17 - 18 - Router 2 7,975 15,950

19 - Multiple Borer 1 5,000 5,000
2 0 - 2 1 - Drill Press 2 2,500 5,000

22 - Jointer \ ^,250 ^,250
23 - Thicknesser 6,375 6,375
2U - Radial Sav ^,375 375
25 - Cross cut sav 2 ¡*,500 9,000

26 - 27 - Band sav 2 3,750 7,500
28 - Round Tenoner 1 6,100 6,100
29 - Slot aortiser 1 3,050 3,050

30 - 31 - Stroke - sander 2 3,000 6,000
32 - Wide belt sanding m/c 1 55,000 55,000
33 - Edge Belt sander 1 5,000 5,000
3*» - Circular Sav 1 3,900 3,900
35 - Air Compressor 1 10 ,000 10 ,CC0
36 - Dust Txbaust 1 75 ,000 75,000

Total
20 * Contingency

23 235,500
1*7,100



specifications
Spindle diameter 

Size of table 
Height of table 

Tenoning heads op to 
Vertical adjustment of spindle 

Tilt of spindle 
Spindle speeds 

• Mam Drive Motor 
(upon request) 

Motor for Spindle Lift and Tilt 
Net weight 

Gross Weight hacked 
Cubage

STANDARD EQUIPMENT 
l '«  or ' 3 8 loose top solid spindle with No 

5 M K fitting and spacing collars; independent 
micro-ad|ustment to fence fnd 360* movement; 

fence fitted top and side pressure springs:
ring guard, 

service spanners 
EXTRA EQUIPMENT 

Slotted Spindle 
7 5 HP or 10 HP motor instead of 5.5 HP unit 

Overload switch protection 
Tenoning attachment (weight 395 lbs • 180 kos )

t 3 /8 " or 1.1 /4 
39 3/8"x39.3/8" 
33 1I T
16.1/8"
4.3/4"

35 mm or 31.75 mm. 
1000x1000 mm 
850 mm.
410 mm.
120 mm.

1740 lbs 
2136 lbs. 
65 cu.ft.

t  45*
2900-4400-6000-7a00 ' 0000 r p.m

5.5 HP
7.5 HP 
0,3 HP

790 k o s  
970 kos. 
1.8 cu.mts

Selection
for BML

of Production Machinery
factory .

woodworking

data
sheets

Ref;

15- 16



\
specifications

Maximum thickness of workpiece 
Maximum height from table to spindle

(type RO-116G) . . 
Distance from column to center of spindle 
Vertical travel of .able by foot pedal 
Vertical travel of table by hand wheel . .
Table area.............................................
Revolution of mam spindle ...................

Collet chuck .........................................
Belt ......... .........................................
Motor .................................................
Floor area ...........................................
Overall height, width 4 depth .............
Net weight.............................................
Gross Weight . . . .................
Export shipping measurement

145 ____
195 ____
::o  . . .
Ó70 . .
95 (Max.) 
L35 (Max.) 
810x500

12

..................................  44-”

.......................................

..................................  S+"

.................................. 26 a-'

........................ 3 4"fMax.)

........................ SA ’ tMax.)

...................  311~ < 19-}'

........... 20,000 RJ».M. (6 0 ^
16,600 R.P.M. (5<K> 

or ...............................  ;
38 * 2235 .................
2 P 1.5KW ...................
1060 '610 ...................
1450 ■ 810 '  1510 . . . 57"
750 KG.............................
950 KG.............................

If" ' 88
. : p 2 HP
41 +  " '  24 
32 « 59 t ' 

1650 Lbs. 
2090 Lbs. 

110 eft.

Selection of Production 
for B M L foctory

Machinery
woodworking

data
sheets

Ref :

17.  18



specification

Table tilting up to 45» 
and fence. !
The guide am center remains 
aiweys on me same axis of 
the cutter during taoie s 
tilting.

Clearance oetween somdle and frame 
Spindle speed 

Motor
Smgie-soeeded motor 'on reouestl 

Spindle vertical stroke 
□epth end stoos 

Taoie dimensions
* Max distance Between taoie and somdle cnuck

Max. table s height 
Table s vertical strode 

itractue guide om with 4 sositions 5 diam availoo * 
, i Overall dimensions

\  Net weignt

750 mm 119.1 2"1 
•0 200/20,000 r p.m.
3.4.5 HP
5.5 HP
:02 mm (4"1Mr 9
505*713 mm (35.5/8"*30.5. 16 ",
3i0 mm ' : 2J / t 6" i 
(040 mm (4 i")
200 mm (8"1
from 5 to 18 mm (3 /IS”  to ; 2"1 
905*1380x1500 mm (35.5, 9' *54 5 /16'*59 i 
550 kgs (lbs. 1215)

Selection
for BML

of Production Machine 
factory .

woodworKmg Ref :

data
sheets 17-18



FM 25 specifications

Number of spindle heads 
Max. centre distance between outer spindles 

Centre distance between spindles 
Table dimensions 

Max. vertical boring septb 
Max. horizontal neignt of spindles 

Motor oower 
Spindles soeed 

Max horizontal heignt of spindles 
Working pressure uf pneumatic system

Net weight 
Gross weight

25
35.: /4 "  - 396 mm. 
t . i / 4 "  • 32 mm. 
48” x30.3/4" - 1220x780 mm. 
3.15/18" - 100 mm.
2.3,8" ■ 30 mm.
3 HP
2800 ra.m.
2.51 54" • 75 mm.
38. lb /in 5 to 117 5 Ib /in5 
6 -r 3 atm.
1520 lbs. • 390 kos.
1925 lbs. - 375 kos.

Selection of Production Machinery 
for В M L factory  .

woodYfor4ing Ref ;

data lo
sheets 19



-  31 -

S P E C I F I C A T I O N S

Maxiaum thickness of workpiece ..........  ... 1 4 5 nm
Spindle diameter . . . . .  ...................... 5 0 m m  (Max)
Spindle speeds R P M .............................1000 - 5000
Distance from coluom to center of spindle . . . .  700 mm
Vertical travel of table (Max)........ .. . , . 700 mm
Table a r e a .....................................  750 X 750 mm
Floor space.....................................  900 X 700 on
Overall height ..................................  2 0 0 0 mm
Motor power ................... ................ HP.

Selection of Production Machinery
for BML factory.

woodworking

data
sheets 20.21

Ref:



I

Selection of Production Machinery
for B M L factory .

woodworking Ref:

data
sheets



I
specifications S  5 0

T ib ie  w e  
Planing w id th  

Thickness c » n c ity  
Cutterb lock speed 14 knr.es) 

Cutterblock d ivne ie r 
R ites of tatti 

M o to r 
Met w n ÿ i t  

Gross n e iÿ i i  
O venll d im e n io «  

Shipping dimensions

E X TR A  EQUIPMENT 
Adtustio le  taut rollers - S ection* infeed ro lle r 

Autom etic raising in d  lowering o f the table 
Grinder ■ M o tor 7,5 HP Sharing hood 

Overload switch protection

15 T 1 /1 6 " k 3 l1 /2 "  5 0 0 *8 0 0 mm.
15 11 /16" 500 mm
9 4 "  235 mm
4500 rpm
4 3 .4 " 120 mm
25-43 ft/m m . ■ 7.5-13 m ts/m in.
E 5 HP
1280 lbs - 580 kg  
1540 lbs - 700 kg
35 i3 4 " a 3 7 "  - 980*880x840 mm. 
1 50 cu.mts.

Selection
for BML

of Production Machinery
factory .

woodworking Ref:

data
sheets
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Radial A rm  Saw RS 65

This machine -s one ol rhe new RS series deveiooea ay Stromai
It combines simoucitv sno elegance ot design with remarkable
Qualities mgrovec sower ana nign caaactty
This Javanese ana wenaesignea machine ¡s rooust. accurate and
economical

H
OpIMMt «MTS:

Technical Specifications
Three-pnase motor 

ino-volt controls) 
Motor speed 

Blade 2  
Motor arbor 

Cross-cut capacity 
Cross-cut caoacity at 45* 

Oeptn of cut 
Depth of cut at ¿5’  

Rio caoacity 
Miter locating stops 
Sevei locating stops 

Column 2  
Searings of roller head 

Taoie size 
Overall dimensions 

Net weight

3 HP

3000 
300 mm
20 mm / 30 mm 
640 mm 
450 mm 
90 mm 
55 mm 
960 mm 
—45* 0* -4 5 ’  
0*'45* 90*
36 mm
4
1150 x 370 
1150 x 1200 x 1500 
165 Kg

Smçie 0nts« m otor. 2 HP TrQ0iCJl<$#6 motor ■ Motor 3f 0ttCt»0n switch
Pisóe 9u»ro w itn  sMf-kicx-Otcft ««vice »no »diujtabi« smeid 

Automatic return ot motor Hvdrostsnc art«« Pneumatic m te m  for 
•u iom  (««e of s ito«  to n e rs  ctoi« Soeciei motor »roor Tools 9utro 
Wooden taoie «»tension

Selection of Production Machinery
for B M L factory .

woodworking

data
sheets

Ref :

24
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TECHNICAL DATA -  DATI TECNICI -  DATOS TECNICOS
MOTOR r p m  socv 

60 Cv MOTORE G lH i'M lN  SO MZ 
60 HZ

MOTOR V f l  OCIDAO SO HZ 
60 HZ

3000
3600

HP SINGLE PHASE SO CV
6o cv MP MONOFASE $0 HZ 

60 HZ
PV MONOFASICO 40 U / 

60 1Z ~ l u  !
HP THREE PHASE SOCV 

60 CV
MAX CROSS CUT CAPACITY

HPTHIFASE M H Z
60 HZ

" l a r g h e  ZZA MÀSSIMA DM ÀGI IO "
PV TRIFASICO ib HZ 

60 HZ
ANCHO M AXIM O DE CORTE —  - l i —  J610 mm W

MAX CROSS CUT CAPACITY  
AT 41

LARGHEZZA MASSIMA Di TAGUO  
A 4 !/

ANCHO M AXIM O  DE CORTE 
A 41 «41 mm

DEPTH OF CUT W ITH  
STANDARD 01 AOE 
MAX O B IADE

PROFONDITÀ DI TAGLIO CON 
LAM A STANDARD  
MAX 0  LAMA

PROFUNDIDAD DE CORTE CON 
C IR C U IA R  STANDARD  
CIRCULAR 0  MAX

06 mm
110 rnm

DEPTH OF REVEL CROSS 
CUT AT 41 STANDARD BLADE

PROFONDITÀ D i T A t . i lO  CON 
l  AMA S I ANDAR» IN O  FI

PROFUNDIDAD D i CORTE 
CIRCUI AR STANDAR» IN C l 41 60 mm

MAX RIPPING CAPACITY LARGHEZZA MASSIMA A 
RE F I I  ARE

ANCHO MAXIM O DE CORTE 
A l HILO IZO mm 1

BLADE 0  STANDARD  
M AXIM A

lA M A  0  STANDARD  
MASSIMA

CIRCUI A R O  M A N  RQ 
MAXI*

900 mm
310 irmi

UJV/l
BLADE BORE 0 FORO LAMA O OJO C IRCUI AR 0 90 mm

GUARD STANOARD c u f f ia  s t a n d a r d PROTECTOR!: STANDAR» 310 mm 1
ARBOR O AND LENGTH ASSE M O TÓ R I F I  —  

LUNGHEZZA
"Á R 0 Ó Í MOTOR O V  

LARGUEZA
90 mm
60 mm

OVERAI L SIZE DIM EN S IO N I DI INGOMBRO MEDIDAS DE ESPACIO 1040 « 1100 mm

NETT WEIGHT 
SHIPPING WEIGHT

PESO NETTO  
PESO LORDO

PESÓ NETO  
PESO BRUTO

141
CA 170

SEAWORTHY PACKING IM BALLO  MARITTIMO EMBALAJE MARITIMO 0 0) M3

R O U E R  M E k O W IlH » »  BEARINGS l E S I A l  A POR t A l A DA t i t  C U S C IN E U I A SFERA C AR R O  M OTOR C O N  <'• C O JIN E TE S  A Rill AS



I

Circular saws with Diades 0  400 tiltaois up to 45* for-i 
chipboards, plastics and light alloys. ,

Th« tilting and hsignt adjustment of tha saw-blade oocura 
through saparaw handiss. Ona high precision guide tsnce allows 
quick adjustment of tha cutting length. Psrallei guide tanoa a d ..; 
mitre-lanes and graduated. “ J '

273 ASPECIFICATIONS: 273 A 273 8
Cast-iron taoia 870x1000 870x1000
Edging table, light alloy 
Cross-cutting attachment 
Stroke of the cutting 
attachment 1300
Cross-cutting lengnt 2700
Panel cutting 1000x 1000
1 speed motor 5.5 HP 5.5 HP
Spaed of rotation of 
me saw-oiade 
Cutting width Detween 
guide-fence and o>«<3e 1100 mm 1100 mm
Max. Cutting height 125 mm 125 mm
Cutting neignt at 45* 75 mm 75 mm
st of the spindle 30 mm 30 mm
Micrometnc parallel
guide-fenca indued indued
Mitre-fence indued indued
Space required 1827x1000 3860x1750

*1100 xilOO

273 C
660x7000 1700x2557*if,

1200x460 1200x45b

‘  1500
2700

1500X1500 
5,5 HP

3600 PPM 3600 PPM 3600 PPM

1100 mm 
125 mm 
75 mm 
30 mm

Indued
Indued

3300x3200
X1100

Machine equipped with an electro-magnetic end no-voltage 
protecticn. - ; _
......_.......  . - ...  itiifTfr fi* wà

Selects.. of Production Machinery
for B M L factory . daí 3 

sheets

woodworking Ret :

25
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T echn ica l data Datos técn icos TCN 900 TCN 1000 TCN 1200

Diameter ot sawwheels
mm

Diámetro de la polea 
de sierra de cinta mm 900 1000 1200 I

Sawblade width up to mm Anchura de la hoja hasta mm 80 100 120 •
Sawblade length mm Largo de la hoja mm 6300 6850 8000
Feed rale m/min Velocidad del avance m/min 0 - 40 0 - 40 0 - 40
Culling height, max mm Allura máxima de corte mm 400 500 600
Culling w idth. max mm Anchura máxima de corte mm 220 270 380
Max opening ol spiked leed roller mm Paso del cilindro de avance mm 300 300 300
Total opening mm Paso tola) mm 520 570 680
Power requirement

HP
Fuerza necesaria, según 
rendimiento CV 10-15 20-25 25 30

Weight net kg Peso nelo kg 1300 1600 2000
Shipping volume m3 Dimensiones de la cafa 

maritima m3 4.8 5,7 7,7

A c c t i i o r l t i  inc luded w ith in  delivery: Accesorios com prendidos:
1 bandsawblade, Ihe required proleclion devices, tools, grease gun 1 hoja de sierra, los necesarios dispositivos de protección 
. herramientas y prensa de grasaHada »i liar many *



TECHNICAL DATA

Soindle speed 
Max. tenon length
Max depth of tenon ..................
Max tenon th ic k n e s s ...................
Cutter block motor
Motor for the table movement
Motor for the cutter block rotation
Net w e ig h t ......................................
Gross weight
Overall dimensions
Export case s i z e ............................

1
r p.m. 5700
mm 120* 2R
mm 90
mm 38
HP 4
HP I 1
HP I 15Kg 1 1085
Kg 1355
mm 1900x1290x1350
mm 2050x1310x1500

Selection of Production Machinery 
for B M L factory .

woodworking

data
sheets

Ref :
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CHARACTERISTICS 
Maximum m ortising depth 
Maximum mortising fengfit 
1 rsn iversa l stroke
Two*dl reel ion? rotation oi »he longitudinal carriage on 
(he table
la b ié  vertical stroke iopettabie)
/a b le  iwo-direction rotation 
Universal voltage m otor HP 3

Approximate w e i g h t ...................................................

OUTFIT
I chain-sharpening apparatus
I device for mocking sluts on doors already assembled 
i /Automatic pump lo r chain lubrication 
Service-spahners.

mm. I i  
nuit. 23 
nun. l i

mm. lé M
p .m . 2 .M  
LBS. 172 

kg. 33

Selection 
for B M L

of Production Machinery
factory .
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TECHNICAL OATA 
tJD« «WH«»:

I  OKI m otor

L*(ivm«« tm Doit

800*600 mm. 
2/3 MR

0«»mR
10-20-30 mm. 

70/mMi.

80 mm
1200 mm. 
ISO mm

800/1600.’? 400/<

240 8».
T h t ■ o io d o m m ^ p t f ld im  to «• himmhii or«
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specifications SI15F S I15FS
Standard saw diameter 133/4" ■ 350 m m 13.3/4” ■ 350 m m
Max. saw diameter (1) 15.3/4“ - 400 m m 15.3/4" - 400 m m

Max. depth of cut
(with blade 0 13.3/4" - 350 mm) 4.1/2"- 115 m m 4.1 /2"- 115 m m
twith blade 0 15.3/4 " - 400 m m  1 5.1/2“ - 140 m m 5.1/2" - 140 m m

Max. depth of cut at 45*
(with blade 0 13.3/4” - 350 mm) 3.1/8 " - 80 m m 3.1 /8” - 80 m m(with blade 0 15.3/4" 400 mm) 3.3/4 " • 96 m m 3.3/4" - 96 m m

Standard spindle diameter 1.1/4“ - 31.75 m m 1.1/4" - 31,75 m m
(other diameters on request)

Standard motor 5,5 HP 5,5 HP
optional 7,5 HP 7,5 HP

Speed of saw shaft 3200-4500-6000 r.p.m. 32004500-6000 r.p.m.
Two-speed motor (on request) 4,8/6 HP 4,8/6 HP

Speed of saw shaft 1600-2250-3000- 1600-2250-3000-
(with two-speed motor) 32004500-6000 r.p.m. 32004500-6000 r.p.m.

Width of dado cut 2“ - 50 m m 2“ - 50 m m
Max. width of cut with rip fence 33.1/2“ - 850 m m 33.1/2" - 850 m m

Size of fixed table 45.1 /4“x31.1/2“- 45.1/4"x3l. 1/2“-
1150x800 m m 1150x800 m m

Size of sliding table 53.1 /8“x9.1/2"- 53.1/8"x9.1/2"-
1350x240 m m 1350x240 m m

Sliding table stroke 51.1/4" - 1300 m m 51.1/4" - 1300 m m
Overall dimensions 52"x53”x39" 93"x53"x39"-

I320x 1360x 1000 m m 2350x 1360x 1000 m m
Net weight 1233 lbs - 560 Kg 1365 lbs - 620 Kg

Gross weight 1607 lbs - 730 kg 1718 lbs - 780 Kg
Shipping dimensions 83 cu.ff. - 2,34 cu.m.'s. 83 cu.ft. ■ 2,34 cu.mts.

SCORING UNIT (ON REQUEST)
Scoring unit blade 4.1/8“ : 4.3/4” 4.1/8" i 4.3/4"

105 -. 120 m m 105 ; 120 m m
Scoring unit int. diameter 20 m m 20 m m

Speed 8300 r.p.m. 8300 r.p.m. (
Motor 0,75 HP 0,75 HP

(On request) 1 HP 1 HP ‘
Tni> Dijoe canncu ciisaooear cumon-ieiv jncer me laoi«.- mm« tm  ternMW«

woodworking Ref:
Selection of Production Machinery d a ta
for B M L  fa c to ry . sheets 34
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TECHNICAL DATA

Modal

Oidoi No. 
(wlttioul 
motori

Mo
(kW)

lof
<HP»

R4UO
m

•n « *)

Mo«.
Praaaura

(Barai

Dliplaca
inani

ctm/l.mln.

F.A.D.

clmll.mln.
N.P.M. Olmanalona (mm) 

ILonglh Wldllt Hatgli»
Nal

wolylil
(•>0)

KA2SA200 3M0 ISO 20 200 i l 200 60 170 1040 1270 x 900 x 960 149
KA2SA300V 30/0 ISO 2.0 21» T.t 200 •  0 I/O 1040 060 x 645 x 1366 159
K A U # 300 3144 3.00 4.0 300 I2» 302 110 335 MO 1770 x 500x 10/0 229
KA13B27SV aiita 300 40 273 12.0 302 110 336 090 1060 x 04S x 1070 236

_^KA13C10Q 3146 400 9.5 300 15 XV 485 1S.2 430 №5 1770 X 500x 1070 225
KA13C27SV 3160 400 SS 27S U l 405 152 430 •29 1060 x 645 x 1070 230
KA13C S0Q 3140 400 SS SOO 17.1 Oos 15.2 430 •20 1060 x 000m 1100 310

-  'y t lA llW  W I 3162 5.30 /5 500 24.4 MO 2t.» 020 «MO 1000 x 000x1210 030
KA2QA50Q 3197 ISO 100 SOO »1.3 055 200 n » 1900n eoom 1340 394

uu
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Acoenàix V n*WJEnYs
REMEDIAL ACTION

i
Isrjn'njociB'imanMjj camatlav'^'in 

UNDP/UNIDO INTEGRATED WOODWORKING PROJECT
o . ,  “  domsîj'imu oc'.a'ioirr'ìijj csa caeotianaii
Woodworking Technology and Equipment

taonnuSnaio 
Training Programme

ìijnau .  Snsaw'i at so 
January -  May 1980

•  » .  • • «uiu ana oa. eirnsnu, utjg09*iu caisBOJi'uiwinam ens'incrn 2 9 3 stmatJaq'ui'Ki 
by A. Sumarokov, UNIDO Erpert

/antn a s  ,nu/aio/oco/oo-otimcarjcc'iu 
Post No. DP/LAC/7 4/OIO/II-O4

sflagtq^u aosrimanò1Cij caa tgigmuSninn 
Woodworking Ecmipment Training Programme

nmtnn /anm 
Activity No.

qncsaEjaucnaugaa qtSnoiiatu 
Miltiole rip saw

( i d  *'•*, ’ *' a J «» •
0 . /aaooiaou^moltl snnotm'UicnucaauoDcnau
1. General information on circular saw operations

-  a  * ' d¿. aiujaiisstcw'ia sesn'iacnij c aonutoseGmuiJan caa 8 113)
2. Working characteristics ( R. P. M, feed speedsf etc.. )
, j*'а. ramiiu r*njjis*i3
3« Principles of construction

* •* • © s
i. nnunon po'iutinciaocuuau saumufinna
4 . Checking accuracy of mounting

a d ~ d 1
1. muEociiao^r cueognmas
5* Setting of machine for different opeSations

o •> ’ d ~ d a£. munci2 nno3 3 2 8 3Ciie3^n, s'lacuinmeocui cat ;.nijcni2
б . Operations troubles! possible causes and remedial aations

. «  d u -r. mumaosns'i cuedeonw
7« Preventive maintenance

a  d
2 . CicnuUeotiL tun^ucoucpao
5. Safety of operation

V 
71
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<?n* guguooonstuuo

Automatic lathe

к - J , , ' * « rf - •
csssednvsasid эзпзоязясоясазз зя*гм
General information on latninr operations

¿. aaqsusftscms вазязысои
2. Working cahract eristics ( liar turning lentcii, swing, ]t max speeds, etc..

•  *  1 о  В
й. язияэо аззпплпвзвииви ввзлзипппз
3* Checking accuracy of mounting

. 1 »  rf '  . -  -  в  «' в
й. оэлязияазз. гаазаги с й*1зизип^з лзисоисязш! )
4. Principles of construction. Latne tools ( Preparation to operation cal;

в rf . rf '
i. азипзсаеззя сывзгяоззз
5» Setting of machine for different operations

« ^  в  в  w
й. язиповопзээ ввзаавззя, азосшоивзса zss ялисп1в

6 . Operating troubles, possible causes ana remedial actions
W rn

П* язаа^ззвадз сзв^взяя
7. Preventive maintenance

J a» •
9« язио^ззазаз сив<)озлз

8 * Safety of operations

зяевз * аззяякаи *
Dovetailing machine

k  o rf w
9. csssssu^asld  anasujnucaucass'W
1. General Information on lathing operations
4. an* Purse s m s  sastmenu c 8333 Is, us33, asr sus )
2. Working characteristics ( Speed, power, etc... )

i, aaa»3uns33
3. Principles of construction

V rf « rf 1
i. n3U03C8fl3?n 6W83jnC1333
4. Setting of machine for different operations

i. nnunosofl^cs&asstn, 83t»can«i93cui sa= nousnls
5. Operating troubles, possible causes end remedial actions
£. n3U3333snS3 iwsboonu

6 . (Vuv-ertiva maintenance

Xun3ucouee83
7. Safety of operations

I
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page 3 of

1
w/aog^ncsnnga
Tapping ana, screw machine

9.
1 .

¿.
2.

I bj I b .) w
/aecaau^mald oino'jirapcsnr^c
General information on i apping anc screw ooeraticns

гячгигагсьпг гвзпглсгу c ^¡сохЛс, £гг~з, гаг au- ) 
Working characteristics (¿>в“с. р--чег, etc.. j

, * *■“2. зюллоцлачз
3. Principles of construction
„ v 4 « «I
i. jnuciociie^n cuea^i..:^^
4. Setting of machine for operations

о — * J . d a  **.£. пяипп8£1спсз2 сзся8с^я, злисгюшэяс^ гаг пгцггЛ.г
5. Operating troubles, possible causes and remedial actions
. . » d *i »a . nouteassnse caaiJecnu
5. Preventive maintenance

n. «icoijdooia ta леи спас газ 
7» Safety of operations

/¡!вЗ ^л dn ко ’:J 
U.-iyer sal grinder

.» * 4 . • ** a d « . •< ,/-¿слза^каW  оооойЛ',.ислисг,аз'ча'_ааа ::J
General information on universal grinder nachira operation;;

1. HnqtyraSCU'lS 293n^ucnu
2. Working characteristics

* iM 9 * ^ 1
2. announnuns^oi sonilsneutaiti sat «:&ctsVaa
3* Principles of construction of main p^rts a:..i spur a parts

j ll t 0 w
a. novnon na'iutmciflccuyou 2S3 nrjrr!r3
4* Checking accuracy of mounting
 ̂ V J ~ d •£. n*njci3 cn0 3'in cueogjinto« :
5. Setting of machine for fiffersnt operations s

¿.a ntudu
5.1 Grinding of slotted disc with siraight knives

1.1 noy3u caesnnsrScits
5.2 Grinding of chain cutters

#* 9 « wi.J n»rjdu ciensE-ns'uj on.-ioty
5.3 Gfindi”:’ of router cutters
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p a r -  4 o f  5

1 . 1  npuüu Scinti
5 «4 Grinding cf planing knives

•• d c d ' **1.1 mutiti 2 0 2 0 2 uocro^orsc
5«5 Grinding of chisels» relating knives
4.Û n'ttiSu or.ÔlICÎl'JĈ pr
5.6 Sharpening of arrow planing knives in pairs
fi.Jl r*m5u ScinudU CcOOCtiïÔl.r.P C02 «•'•■triti
5.7 Sharpening short planing ki.ive«? of steel and carbide

•» ** J «I Q
( ¡ .3  fl'iubJuaso caaticponsu
5 .8  Sharpening of teeth circ— _r ~aw blades

i .  munciaon'i33883Ciao~h, a'lticjicis'iciS coo niuanls
6 « Operating troubles» possible cu^es and remedial actions

il. n*iutna3 esisti spnu
7. Preventive maintenance

S. iKnutlso’lsi tunoucnuctap
8 . Safety of operations

Qqn sJu vo
Kaife grinder

S . 1 u  a  •» *» a9. /aS3 POUStnOIti 0'IC0tjn<'ycnu'ïPCuiüid
L* Gemerai information on knife grinder machine operations
d. an^suosscuis 2S3 n*iuc®u
2* Working characteristics
. •» 4°ü. awnmu n'iuna'13

3. Principles of constriction
« ' si. munon îiOPLi^r^ocou’oo’j

4 . Checking accuracy -i ox c-io-g
u j ~ d ’4. neyrocr.ss^h c?-'0C;r.r.r '’3

5. Setting of machine for aifferont operations ,
,  O  •» * <Î Qt3. noupnacic.^csisoc, v.. , teas novanta

6* Operating troublée, ; : vacilla c.mses and remedial actions
. w iln. mutnaesnao etisia?- -■

7* Preventive maintenance

/ /
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^  n  ^  v

tuyci «JUPCU 
Cap grinder

% a d -  o S ,«. /ao^iiou^moW oonawnu cnuc iiss cJu qruonsir.t
1* General information of cap grinder machine operations

¿. amitutatcii'ts 2esn#iucnu
2* Working characteristic a
, t"i. marri'Uj ninnano
3* Principles of constraction

a “ ’ o S
i. n'iunsn nasyunnaoccuuou saonnuncnc 
4« Checking accuracy of mounting

« 4 - 4  ’
ì. nounscnas-w cuaasnnoss
5. Setting of machine for operations
, o « * J « d a  wU. n'iunciann<13388ccn8 3'int aotlCTfliTSOnu cat nouttiltg
6. Operating troubles* possible causes and remedial actions

. -  4 “  -n. niuuoassnso cuetasnu
7« Preventive maintenance

3 . naoudsniu tunoucaucilas
8* Safety of operations

d » o h ./883 tJu <?r U(i ClQtCir
Bench grinder

St u4 1 ■> a d «  o S »
9.  /sssnou^ncia concuroucpyc^astiu sjrjnnctns
1. General information on bench grinder machine operations

¿. aiM̂ sutatcu'it 2<3',n'vjcnu -2* Working characteristics

¿1. oannsu nonna^s
3. Principles of construction

J « “ * o ei. nounon iioouunrasffljusu a&snounons
4* Checking accuracy of mounting

■ S 4 — 4 *i. nounscass^n ciiso^nneos
5* Setting of machine for different operations

o ~ 1 4 * d a  w,£. nounngnnossaascnsson, ao&cmntnsony car nouccnia
6« Operating troubles* possible causes and remedial actions

( •  4 u —n. nouuoasgnas eusiJasnu
7* Preventive maintenance

s. JlOOUllSnUl tunOUCnuCiSS
8« Safety of operations



3
0
V
7
d
 

9^
/A

//
V-

VX
 

Л
Ы
\
?
Ъ
=
К
Э
с
т
 3
J











I

" J T

Multiple 
Kip Saw







I



*♦«





Miniatry o f Agriculture UNDP^JNIDC
INTEGRATED WOODWORKING PROJECT

WOODWORKING EQUIPMENT THAI NINO programme 

i m  s c h e d u le  ja n u a k y  -  may 1960

M 0 R N I  N a
COUNTERPART

A F T E R N O O N COUNTERPART

LATE TIKE SUBJECT staffing TIME SUBJECT STAFFING

MONDAY OfKO -  1000 Theory Bounnty 1400 - 1700 Practice A Bounnty

1000 -  1200 Practice A 
Servicing

Bounnty 
Bour. thong

Servicing Buunthong

TUCS-Af OJm . -  IOOC 

IOOO -  1200

TheDiy

Practice A 
Servicing

Kh an>|hoi; ang

Boumij,
Boil lit hung

1400 - 1710 Practice A 
Servicing

ri- *r
.i1

WEDNESDAY 0000 -  1000 Practice A 
Servicing

Bun nifty 1400 - 1700 Troiibl e 
Shooting

LUllllllty
bounthong

1000 -  1200 II II Bounnty
Bourithong

TKURSh/.I 0800 -  1000 
1000 -  1200

Theory
Prnetice A 
Servicing

Khamphouang
Bounnty
Bounthung

1400 - 1/00 Practice A 
Servicing

Bounnty
Bounthung

iTUO/Y CtiOO -  1000 Practice A 
Servif in;

Bi‘unity 1400 - 1700 Practice A 
S«fvicing

b: amity 
ti unthong

1000 -  1200 II 1 Bounnty
Uountliong

SATURDAY otioo -  1000 Practice A Kll; 1 . hull , I 40O - I/O* i r. ■ lien ?■ : mr

-  11-00 Servicing boill.-iy Servicing i- lit nm.f



-  57 -BOUNPETH SAWMILL FOREST ENTERPRISE N’? 3 .

INSTALLATION OF SAW MAINTENANCE EQJIPT ^ n i ix  v n i

2 0 -  C O  A1

i-

J.ÛÛ______________ £*ÆC--------- f -------------------7- 4o , S2. 6o

S E C T I O N  1



T

L EGEMD ■

0  CIRC SAW TENSIONING MIC.

(5) BENCH FOR SETTING BLADES 

(3 )  WELDING EQUIPMENT

®  TENSIONING M l C FOR 8.B

©  AUTOMATIC BAND SAW SHARPENER

©  BLADE SHEAR Ml  C

0  FLY. PRESS

(B> AUTO CIRC SAW SHARPENER

©  BENCH FOR CLEANING BLADES

0 )  GRINDING M/C

(O WORKER

Appernx VIII

,  n  . i ’ i ’  A 1  ^  ______  ̂ 3 3 .  B O

/Z.£o

S E C T I O N  2





LA O  P E O P L E 'S  D E M O C R A TIC  R E P U B L IC

D ir e c t io n  o f  F o r e s t r y  / D i r e c t io n  o f

U N D P  /

U n iv e rs ity  an d  T e c h n i c a l  E d u c a t i o n

U N I D O  In te g r a te d  W oo d w o rk in g  P r o je c t L A 0 /7 4 / I0

T R A I N I N G  M A N U A L S  F O R  T H E  W O O D W O R K I N G  I N D U S T R Y  

G r o u p  J  W O O D W O R K I N G  M A C H I N E S

section 1 U T I L I S A T I O N  E T  E N T R E T I E N

o e s  M A C H I N E S  A B O I S
II I

X

S o u r c e  U t i l i s a t i o n  e t  E n t r e l ie n  dee M ac h in e s  a  Bole

J. H E U R T M A T T E  .

T ro n s lo te d  b y  : S o m la n e  }  K h am p h en g  , K h a m p h o u a n g
B ounEm  a n d  K h o m p h len g  

(T e c h n ic a l S c h o o l )

The views expressed in the monual ore those of the author and ore not necessority shored by U N ID O

RD.P.L. MAY 1 9 8 0

Annendi:



INPRODUCTION K) h U »1
—  -*0 0«s-

This is  the tenth Bilingual training manual produced 
so far by the UNDP/UNIDO Integrated Woodworking Project. 
Beside being the f ir s t  texts ever produced in the Lao 
language in various woodworking subjects the manual 
provides cross reference in an international language 
in order to fa c ilita te  the transfer o f technology. Many 
woodworking terms have been introduced in the Lao 
language in connection with the context of the manual.

This manual has been integraly reproduced from the 
hand book "UTILISATION ET ENTRETIEN DES MACHINES A BOIS" 
written by J.HEURTMATTE and translated in Lao language 
by teachers from Vientiane technical school and Project 
coordinator counterparts.

The manual besido being used us a reference hand 
book in the industry has been introduced by one o f the 
Project O fficer in-charge'a counterparts in the regular 
curriculum o f technical school.

q53nmncBbU cilumom So tu^uououifoouin 9!№''!rtii!)nnu 

qromhiMu «smstfeci'tq'in tnuucuuauoon. (Vtf^huu, uon'i'mt 

cthjuo iuoun'wutn'inSijoenctlu tnUhaoo nfionuov'imunonr) ear)
** i# i i i,“ a d 14 14qnid'unsn’itu, iju?ton'K>e}3CtJui}ue'i3e3 <j3tne,iuof;iio'u/«cn;in1!mma'io

tun^umhucmcon cnnunoq'unu'VwrnoiJEcmo.

^c^utnuuaormnlL gas inuBoasBnciHP^HCGntij"
8iuto6 f}. cencuncn aa^ atJeoncBuu'Utaa'wXns o'munou 

Tnuii'iQtl'MuJnSnoaô u aas Bun'Vj6ouD3uee3 yoamoutaou'iu.
uon^n^EcBu^enooneneuuD fl̂ aunn'itn'Ujfjosi'imEjMuciao, 

qunamoutfaYwimjfuntq, Ins tjeojJO'iuoeDtjoSnioutfion'iu, nfionuinu 

nouSnaou fJu3otu\636fiumuv,>3 aunao.
ONO
I

Vientiane, 3 June 1980 Ofittfu, Sum A cutju txugo

ca. ^untenu

Alexandor U Sumarokov 
O fficer in-charge 
UNDP/UNIDO Integrated 
Woodworking Project

moocSe qnmsata 
nsusiujqunoD ttas

H | K
qnautMu
Thongleua SOUTHAVILAY 
Deputy Director o f 
Forestry Department

m£u ujjuz^u
mamu'fflKusa’tuaun'iu
\606fiun*iui}'>oU')miniin ofiô u
Hiem PHOMMACHANH 
Director of Vientiane 
Technical school
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In tro d u ctio n

We strongly advise you to study tr.e 
machine for the time, sc that you w

eratmg instructions carefully before using the 
raoidly become familiar with its layout and

y-vw. W V H i Aw AW 4* •
So as to ensure a clean job -nd to avoid overloading the motor only well-sharpened to 
should be used. This is particularly important in the case dovetail joints of large 
pitch and depth.
The following data should be nctea:
Maxinun ooeratinsr width:

a) for dovetailing ojCmm. b) for drilling dowel holes 6CCmm. 
Clamping width 8-25 mm, with rectangular rressire beams turned through 90 degrees 
C1• ?ig. 3) 25-40 mm.

’Pitch S
Feeler : 11. 
diameter

f largest 
icutter
i diameter

: iaximuE Turtable for *doard
¿.tine 1 Thicknesses of-*)~  ̂ Vi

2C mm aa [ l e v . 11 mm Fncm 8 mm upwards
25 mm id, 5 mm | 14 mm! 17 mm Prom 11 mm -" - |
30 mm 19» 5 mm 1 I"7 mm lc mm Pnom 15 mm -" - 1

3C mm From Id mm -** - j
+ ) Smallest thickness of beard clamped in the vertical position 

A pitch of 25 mm is Standard. If tne ritch has a pin distance (s ) of either 20 or 
30 mm, both the compensating stops (d, Pig.l), which have been supplied and the cor
responding feeler pin (?) should be usee.
The lateral stops (2) are set 12.5 mm apart, whicn is naif the 25 mm pitch of the stan
dard template. For templates with ? 2C mm pitch, the compensating steps are screwed 
to the vertical stop surface (2), wnilst foi* templates with a 3C mm pitch they are 
screwed to the horizontal stop surface. In this way the beards are always displaced 
by half the dovetail Ditch. . .

' vtuV.v

Fig !
16 17

ToftftngerHoltor Th« f

i
8

f  '9 • 2
r*'9 3



. \'1. i Securing the .T̂ chir.e :r. position
Fcr this turróse vTe~wcuiT reconmenc. tr.e swivel support tyre 
ST tdC, wr.icr. is indisrensible for towel operations. The machine 
can siso be secured to a t tie cr screwed on to a board and damp
en cr. a work bencn. It can be used to cut any tyre of open or con-
sealed rounded-off jcints 1 .•«> v ..6S6 plic.-ticr.s as well =s its US6
for ctr.er types of cutt::.g oberati.:., such as tr.e formation of groo—
ves, tongues, dowels m d mitre jcints are described below.

Fitting the electric ."not ers
The electric rotors of Type KM 1c and HM dC D are attached with 
their base plates to the sup-ort of the dovetailing and dowel hole 
attachment and secured. With the threaded belts provided for this 
purpose. Cnly one such bolt is used fcr the motor of Type HM Id, 
wnere opposite side is secured with the turret stop which is removed 
before assembly. An extension piece of Type LI,' 2C1 which is mounted 
on a hall hearing should be useu with the latter type cf motor, al
though this is only advisable in the case of Meters of Type HM 16 and 
HM dC D. The following sr.culd be noted when fitting a motor: After
the extension piece has been securely attached to the motor, the ball 
bearing should be inserted ir. the large cere of the supporting plate 
and held fast with the clamping lever (c), Cnly then should the base 
plate be secured to the support.
d. Height adjustment
The height of electric motors HM Id, HM 1c and HK 4C D is adjusted 
by turning a knob in accordance with the attached scale.
f. Fitting other maxes cf motor
Cther makes of motor require adaptors, which can be supplied by us 
with the machine, it we are notified of the make and type. However 
we strongly advise customers to use SCHESR motors, as they guarantee 
a perfect fit and smooth operation.

6. Clamping the bc;rds in position
Boards to be joined together with open or concealed joints are cut in 
one operation, during which they are clamped in pairs either on the 
l«jft or right hand side of the machine. They nust be cut perfectly 
at right angles. First the vertical board should be slid in from below, 
brought into contact with lateral stop (2) of the machine and the front 
clamping knob tightened. The horizontal board should then be made to 
touch the vertical board cni to come into contact with the lateral stop 
when the rear clamp is tight :ed. After this the front clamping knob 
is released and the vertical card is made flush with the horizontal 
board with the left hand. The clamping knob is than tightened.

3



7. Setting the machine for open and concealed Joints *)
1. Set the machine to the required cutting depth (a) shown in 

Pig. 4. In open joints (a) corresponds to the thickness of the 
horizontally clamped beard, whereas in concealed joints it is 
slightly scalier than the tmekness of the horizontally damped 
board.

2. Move the cutter laterally towards the vertically damped board 
until point 3 (Fig. j) is flush with the front edge. Then lock 
the guide carriage crossways or. the cross carriage with the 
wing nut (16). Separate the clamping lever (ll) from the fee
ler pin (?) and turn the bread side of the oval finger hori
zontally (zero point) sc that the mark (5) of the finger rests 
on the zero point (5) of the scale attached to the feeler fin
ger (12). Then bring the tip of the feeler firger (fig. 5'1 
into contact with one p m  of the tern plate (3) and retighten 
the clamping lever (ll).

3. Set the cutting length "L" with the locating collar (id) so that 
”L" is twice the thickness of the vertically clamped beard less 
approx. 2 mm. Then release the locked guide carriage again by 
loosening the wing-nut (16).

4. Move feeler pin holder (12) (according to the width of the board) 
far enough from the zero position of the scale to bring the 
outer tongues or grooves oi. the left and right hand sides of the 
board into the diesired position. When cutting at the opposite 
end of the machine, the feeler pin holder m s t  be moved in the 
opposite direction through the same number of gradations from 
zero.

Small illustrations
Open rounded joints; Half concealed joints



Catting cf ;;
Swaton on meter

To prevent spi —
to le ft . At the
index template.

he vertical board from righ

2. A test cut is tier, made from left tc right. Make sire tuet the guide fin
ger runs directly along tae row cf template tins, i.e along tae left band 
pin when travelling forwards and along tae right band pin when travelling 
backwards; it sbculd also neve around tae pin with its rounded-off tip.

d. Unciatip boards and put (stick) them together.

5. If the tongues are tcc tigat increase tae amount of finger play (?ig*£), 
wnereas if they are too loose it should be reduced. The amount of play 
is adjusted by turning the oval fi-ger. If even with tae smallest *- 
mount cf play a tigat fit is net obtained, tbe diameter of tae cutter 
sbculd be reduced by grinding or tbe next smaller size of cutter should 
be used.
Pig. 6
Position of finger with Position cf finger with
minimum amount of play. maximm amount of play.
If after a period of continuous operation, the clamping cams cause innen— 
tations to be formed in tae pressure beams (1) which could lead to a loss 
damping pressure, the demagee surfaces should be cut smooth or sanded.
o. Setting the machine for straight joints 
Straight joints are cut with a grooving cutter.

Pitch 20 Cutter dia. 9mm. Piten 25 Cutter dia. 12mm. Pitch 3C Cutter
dia. *4 mm«

n © n
\

Fig.

Stellung des Tastfingers bei 
kleinstem Pirgerspiel

Stellung des Tasfingers hei 
grobtem Pingerspiel

Setting■ of tbs
« • '•The’bo ard s
2. The cutt m g

Tbe cyliner:
plate pins :
Tbe oval pi;

* • After tne f
tbe first a

macaice
are cut separately, whilst clamped in the vertical position, 
depth corresponds to the thickness of tbe oounterboard. 

rical section of tbe feeler pin must be located between tbe temw 
i tbe cutter with tae wood (Pig. '’).
finger) is rotated to give the joints their correct size. 

After tae finger bolder has been set according to beard width when cutting 
first boards, as described m  section i, page i (centre), it imst be

moved through
out according tc scale 1'

 ̂ ** a * ̂V» * Tr Í a
the pitch when cutting tne second board; this is carried

e. a distance of 12.5 a 25 mm is used.*4



1 .* i. Vw • Setting the machine for sharp-edged, open jcir.ts
Sharp-edged open joints are made in two stages; one beard at a time is 
clamped vertically into the machine and the cutting ooeraticn begun First 
a dovetail cutter and a standard—type feeler pin are used to cut a groove 
as shown in Fig. 8 on page 6; then the feeler pin is exchanged for a tape- 
red pin and the operation is completed with a groove cutter as shown in Fig. 
9. For the setting of the machine see section 9* Straight joints", 1-5*

Binsteilen der Frasiange
The setting of the cutter length

11. Setting for r.on-rectangular jcints
When cutting non-rectangular joints, the board clamped in the vertical 
position is first cut to the desired angle, and the side edges of the 
board clamped in the horizontal position are then given the same angle.
A wooden wedge (a ) is attached to the vertical stop (2) (Fig.l) with the 
hole provided so that it i s  jn line with the desired angle (w). At the 
same time a Btop board (B) should be screwed on to the horizontal stop cf 
the horizontal beard (?i¿. 1 )• The setting of the machine is as described 
on page 3 (Concealed and open jo in t s ) .

Son-rectangular joints



■*1 lr\

12^NSe~~mg of the T.a.c-ir.a for more ;c:r,s
Mitre joints are formed owe 3tcges using a single cutter; before the cupping

1
operation begins, however, the eores to be ;cm i 3hcuid be bevelled. :he -wors
is carried out
0 3evelling

s follows:

1. The beard should be damped 1r.d1 v1 du.all7 ir. the vertical position.
2. The preliminary cutting cf the beards should then be carried out with a 

groove cutter (Pig. II).
3. The edge should be bevelled with a yC degree bevel cutter (?ig. 12). Point 

Z should be left in the sane position as snewn on the diagram and b snould 
be the sane distance or. both beards (Pig. 13)» Id).

3) Gutting Board
1. The beard should be clamped in the vertical position.
2. The cutter snould be set to depth C.
3. The cutter tip should be made to touch the wood (point Y, Pig. 13).
. The cutter length L (?ig. 5) should be cade ecual to (a) on the support.
. The feeler finger snould be inserted between the template Pins as shown in
(?i*. 7).

6. The joints are given the correct tnickness bu rotating the
7. The beard should be cut from left to right whist making use of the set 

amount cf play as described on page 3» section 5 (below).
C) Cutting Board 2
1. The board should be clamped in the horizontal position.
2. The cutter tip should he brought into contact with the wood (point Z,Pig.l4) 
Cthewise the procedure is the same as for the cutting at 3card 1 (Point 4-7). 
The surfaces printed in black on the sketch should he finished with a ripping 
chisel. Pig. 11; Pig. 13, Board 1; Pig. 14; 3card 2.

~Y//_ - A

Ft'a. // Fig.lZ



133 Setting the machine for dado ’pints
for the formation dado joints the feeler finger holder is removed, by loas»- 
ning both the wing nuts. A dado cutter is used for this purpose.

A) Setting the machine for groove formation
1. Clamp the horizontal board in position.
2. Set for depth (approx. ■$ of thickness).
3. Lock crossways travel (screw (16) of crosB carriage).
4 . Pull the cutter rapidly through the wood.

3) Setting the machine for tongue formation
1. Clamp vertical board into position sc that it extends to the Bame 

height as the upper surface of the horizontal board.
2. The cutting depth is the same as for groove formation.
3. The front cutter position should be limited by the collar (13). 

cutter.

Fig. 16

14« Setting the machine for mitre-tongue joints
Make a wooden work rest V with a lateral fence A, and make sure that an 
angle of exactly 135 degrees is maintained between the two parts of the 
rest. (Pig). 17) The width of the rest will depend on the width of the 
workpiece. After removing the front clamping ¿aft from the joint cutter 
(uscrew studs on both the clamping corns and pull out the shaft), clamp 
the work rest V into the machine at right angles with the rear clamping 
shaft. Then clamp workpiece W to the standing section of the work rest 
with a screw clamp and cut the mitre joint with a facing cutter or a hea
vy groove cutter. The guide carriage mist be locked to prevent cross tra
vel. (Screw 16) When the cutter has been exchanged for a groove cutter of 
key size, the key-way can be cut.



« Cucting ««rawer « circs 
Important cete:

acd of tee front section should 
tee «codec pieces should always

30 that it cakes contact on the 
right hand end of the caccine. Then clamp right hand drawer sec
tion vertically, sc that contact is cade on the righ with the 
grooved side for concealed jointing. The correct setting is des
cribed on cage 3*

2. Clan® front section horizontally, so that contact is cade -with the 
grooved end on the left hand side. Thee clamp the left hand drawer 
section vertically sc that contact is made with the grooved end on 
the left hand side for concealed jointing.

3. Bring the right hand drawer section horizontally into contact with 
the groove end on the right, and clamp the reardrawer section in 
in the vertical position on tne right. Place a piece at wood bet
ween the rear section and the stop surface (2) sc that it corre
sponds to the height of the bottom groove; then from open joints.
Make sure that the number of grooves formed does not exceedthe num
ber of dovetails. Before completing the formation of the last do
vetail, remove the drawer section clamped in the horizontal position.

4. Clamp the rear section in the vertical position or. the left hand 
side and insert a piece of wood between the rear section and the 
stop surface sc that it corresponds to the height of the bottom 
groove. First cut the dovetail and after resting left hand drawer 
section horizontally against the grooved section on the left hand 
side, clamp together, Here again make sure that the number of groo
ves does not exceed the number of dovetails.

16. Boring dowei holes
The long do welling fences of Type LA 318 which .nist be ordered special
ly and the special feeler finger of Type La 313 are filted to the 3  
Ó3C machine for the efficient boring of surface and front dowel holes, 
fe strongly recommend the use of swivel support Type ST 6hC for this 
purpose, as surface and front boring can then be carried out in work- 
pieces of any length.
Securing the attachment to the swivel support and fitting the 
do wel1ing f enc e s:
First assemble the swivel support (which to facilitate packing is deli
vered in sections) by screwing both feel to the lower angle iron and 
the upper part of the frame. Make sure that the point of rotation of the 
frame is located on the stronger sloping feel. At this point fit hexago
nal bolts with cup washers, screw the nuts down lightly by hand and then 
with locknuts. Beth the locking bolts with the damping lever are moun
ted on the grooved side of the swivel carriage.

The bottom groove of the irawer sides 
always be visible after clamping, and 
make contact or. ::e groove side.
1. Clamp front section horizontally



When fitting the attachment to the supccrt with the 4 clamping belts 
provided the rear side of the attachment must be placed over the stronger 
sloping feet of the support. The set s-rews of the end of the feet are 
used to take up any uneveness in the floor. The uowelling fences ccro- 
sate for the movements of the fixed stops, which are necessary for the 
jointing operation. First insert the left hand dcwelling fence (intro
duce the vertical stop post mic the vertical clamping plane with the 
horizontal post parallel with the guide rod of the support and then ro
tate the horizontal cost through 9C degrees in the horizontal clamping 
olane) and then secure 1 *. or. the left hand side with the screws which 
have been provided. When the right hand dowelling fence is fitted, th* 
cross rail (corrisge) (which is separated when the unit is packed) 
should be secured with both countersunk screws, and the soweiling fence 
then inserted into tne machine from the rear (fig. 15) rotated and bolted 
to the right hand side wall. The cross rail should then be attached to 
the end of the left-hand fence with a wing nut. It should be noted that 
when the two horizontal stop posts are fitted for the first time, they 
oust lie exactly parallel (this should be checked with a scale and any 
discrepancies eliminated when the cross rail is secured). If a small 
notch is made on the cross rail, there is no need to make a 
further check with a scale, when the dowel ling fences are 
again fitted.
When inserting the dowel feeler finger make sure that it is not 
fitted and that it runs easily between the pins of the template.

Fig. 18.



ClsjBcizg tie workpieces and setting tie machine:
Workpieces with lengths of up tc 1 n., in wnich front dowel ioles 
are to be drilled can be clamped vertically mtc position wien tie 
machine has its normal sett .nr. If a corner joint is to be made at 
tie same time tie ctner piece is clamped horizontally into position 
so tiat it makes contact witn tie vertical piece. Tie front of tie 
vertical workpiece should be laid flush with tie horizontal work
piece by a retightening process. Both workpieces should be made 
to fit against tie fence at tie side. Tie point of the dowel drill, 
which is screwed into the electric .meter should be brought into line 
witi tie zero point of tie scale fitted tc the fence (stop), the 
feeler finger displaced far enough axially and fixed with a clamping 
handle, sc tiat the section in the finger lies between the template 
pins. The dirller tip should then be set tc the middle workpiece 
thickness and this position held in the support with tie front lateral 
collar. In accordance with this distance the support for the airface 
dowel holes is limned by the rear cellar.
After setting the cutting depth (2) through tie turret stop) and fixing 
tie desired dowel spaoings (markings should be made on the template), 
a dowel hole is bored on the end step by forward aid backward motion 
and by tie lateral travel of tie support (Fig» 19)* Corner joints which 
are diagonally opposed to each other should always make cant act or. one 
side of tie machine, e. g. left. When drilling cn tie opposite side 
(right), the feeler finger holder should be moved through the same number 
of gradations from the zero point of the scale in the opposite 
direction*
The drilling of dowel holes on ohe front faces of long workpieces
If dowel holes are to be dilled cn the front faces of workpieces 
which exceed i m. in length, the attachment cn the sippert should 
be retated through 9C degrees after the release of the clamping 
lever. A horizontally clamped beard can be used as a lever tc 
facilitate rotation. Before the attachment is rotated, the rear pressure 
beam should be blocked with the rear clamping 1 ever so that it does not 
br/eak away.
When the drill has been set to the centre of the workpiece thickness, 
the support should be secured. The lateral process is carried cut by 
lifting the motor lightly and at the same time removing the feeler 
finger from the row of pins* It should then be moved in the long, 
tudinal direction, re-inserted in the marked p m  hole, and drilling 
can then be proceed (?ig. 2C).

F*g. 2 0 /
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£ Direction cf ret at i in toward critter, sc that the 
grinding wneel ices net 1 1 = ir. at end cf flute or 
groove.

8 Aisscr.iei?9n der\Uon cnis f
OOertras=rs

c Fir hailing the universal sharpening machine «?S I/ il 
tee Same inatureticns apply us f ir  Figs« 1—3, also 
refer to illustration on t
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Operating Instructions for the AlT'CMATIJ LTDBRWAT55 331 3 i :;g mac:-:i:rs

Mounting :
The prerequisite for faultless operation of the machine is its being properly 
mounted. It should be aligned exactly in vertical and horizontal directions by 
means of a precision sir level. Uneveness of the concrete floor are to be fitted 
with cement mortar.

Trial runj
The standars machine is equipped with two motors for an operation voltage of 
220/380Volts, 50 cycles. It should therefore be checked whether the motors are 
switched to the relevant operating voltage. It this is the case, the sense of 
rotation, which is designated by arrows, is set by a trial switch-on on the basin 
has to be fitted with cooling liquid mixed with water in the ration of 1 : 1 0 0  sr 
the lower border of the grinding wheel dips into it. Before switching on the ma
chine, it has to be checked whether the grinding skate is running smoothly - the 
let era! guides should glide smoothly in their tracks» This can be adjusted by means 
of the existing regulating screws»
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Inserting knives:
The machine is equipped for the sex-wise grinding of strip-planning kr-ives 
(35x3mm). Each machine is supplied with six stairs for the clamping-on of 
several kinves. This allows for a full grinding of the knives up to 15mm 
width by offsetting the stairs. When inserting the kniveB, it should be 
taken care that they are preciously cleaned from resin. The holding strip 
should be tightened according to the grinding pressure. The Btairs should 
be inserted as far as ?0 6Bible towards the end of the knives. In order to 
equilize differences, it is necessary to select the same over the stairs. 
3y grinding the knives alo^g the edge, it is possible that the knives are 
bent through at their backs either concav=iy or ccnvexly.

Perm  onent -me.
b l o c s  f o r  a i m i n g

&'S£i/^ce M u  Sikh's carai,
3s wear and roar o f nni ves

Aamova Me. dzvic.2. during 
the grinding procedure

Special ^ s a p ' n g__
d ev /’c 6 far knives
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Setting tc work:-
Before setting the machine tc work, it is necessary tc see tc it that the 
grinding wneel has a distance of about 3 to Jam from the knives. If this 
has been checked, the operation cf the machine may begin. The grinding 
wheel is put into contact by a slight turn cf the hand wheel. At the заme 
time, tne water level of the ...achir.e wist be checked. Grinding is allowed 
only whan the ciivee are totally surrounaed by water. The automatic grinding 
is switched on by setting catct an control by one dent only. The depth ad
justment can be Limited to a certain grade ?nd is set by turning the small 
l^ver at the hand wheel. By means of the supplied stairs, the Jciives can 
be ground to 4G°. The knife b r is to be set at bhe marker by means of ad
justing screws.

Servicing cf the machine:
All mevabacie parts-must be lubricated with cil. Particular care should be 
taken that the lateral guide tracks are always clean. Importans they sh'*’’̂ 
be lubricated daily with a mac. m e  cil cf i-6 ciscosity. The tail teari. -
of the grinding skate is equipped with 
replaced at the end of their service 1 
should be done by an electrician after 
motor has to be serviced according tc

permanent lubrication and should be 
ife. The servicing of the electromtor 
about p years o' operation. The gear 

a separate lubrication instruction.
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OPERATION MANUALS SPARE PART LISTE FOR THE
1

MULTIPLE BLADE CIRCULAR SAWS 
ROMA l!3 a n d  ROMA 113 s"

37

D

32

35

31-

29

30

, it
' -UnZ ».

J. -f -Vi/ - ” î*_

18 11 20

'S*
2 1 T

V
\

\ o

-9 , .
"'— 15 ■ 2 1

>
0-

19 17
/

::o-r- —  —  ¿co —
—  ---- - 4.0 ---- ”5 -

AO C R 2 T1 C I
Marie sore tr.at tne utax.dard accessories vacc. to offer', and 
tne special accesocrits (acc. to panning list} a-e correlate.

A concrete fcunantion will only become necessar; 
is -n a bc.a condition, witr. uneven concrete flc 
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h-1: ter.siouir.-, i-brie&tior., cnec'emr tbs note 
cr.ir.e snould be :r:our.ted ir. suffici?r.t disdsr.ee 
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After the handwheel (l) being 
it fence is

in connection with a pinion (2) is 
ru_leu outside and the toothed fence 

(i) is put on. T..e handwheel (l) is cusr.ed in ana tue pir.ior. (2) 
is geared ir. with the toothed stop fence, so that it can easily be 

the recp.-red width and arrestee with the clamping 
lever (d'. The :.)&c:.:ns fence (c) is towar-s the outermost saw

cir.t-.r (o', which it tied ur. to the hand wheel (l) 
t, li .1 ace* into the provided fix case (7) of the 

o-» ftiid-j 1 afyisted to" scr- * oi. the rule .. the fence guide 
arid tightened with the threaded pir. (7).

pulled out, tue
(a) is put or..
is .pearea ir.. wv
adjusted to the
lever (d'. The
blade z m z. t- e -■
during tr.jicp.or'
fenc> puid-a
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The meter -lite (h,' le urrer.,-ec. „xvacly «n t..& twe 

Í /i er rer..̂ 0— »re зer serrèie
(hh'. Zeit tension is e:'f acte- vise the nejc*¿or.ai 
sere-/, (.‘.i.; with a S' r;r.er S". '°.



sawis :.rr co.rei cn a saw ci al s сиза (22; tnat сап
:e snicce-a en еле saw scinde i,l-'. Гле following cinta are

nr effect eu: "se saw ’d ailes» which 
ani ecci::ec with a base, exactly 
artci r.sr tier, tc set лег, the surface 

Les and the intermediate rings snculd be carefully 
cleaned. Make sure tne intermediate rmss are exactly clac^-parallel. 
In addition, care sncu.lt be trisen that tne total saw blade, 
раскате incieline tr.e saw blaue flange (lì) with the groove nut (2i)
(wirh left-nonc. t.re-c.) arrangée or. the sew bl-ie busn (22) is 
dampen sturdily. Than tne saw blade busn (22) is clarped together

,11) by menas of a saw spinila лат (1C).

given to er.sL'.re c:
are well grcur.df 1
mat ching- tr.e husr*
of tne saw blades
cleaned. Maie su:
Xu ôdc.1* xor., care

is sr.w scir.~.e V-

Heirnt u~;u st-.ar.t cf tne saw blades is effected by means of the crank «
i y r W -4 .. is  an a lly  t ic Vade or. t:ne st indie (2 ") for the purpose
C » Sm ftw y * » ■- m end cut, By turning cf the enrk  ( 2b) the total
saw зр indl^f -enudu..; •_, regate can be caang ai m heignt. Aft er
effect-d heignt a-just.ment tue arabi: (2c) is pulled outside, s<sc
that it r.ar.ge no we. moseiy,

-/ -

During height adjustment of t;.o saw blades the ••ccian lay-ir. 
plate (2b), which is i..ser*-m m  the T.ncnme table, is cut tnreugh 
Tc паке cure m m  it re-nains m  its trsiticn, a ciece cf wc-i

• ■ “ ‘ Гао voder. lay-i:
. with the feed rd.ers, 

= at rot:. P/Ci” »
'• ar Г.Г...-1' г 1* * Л . . . . . . . .  . . . .  ____ ^

saw stii.u»e cenaumm (ii, is 
arrested by sliwr.tj-. nu.-r.iru.- d- ...t tne sto- lever V'?) :-r t..e 
dic'-har'e side the .-.aer.m.e t tne ~--:nc..e st id, wr.ereby 
a s-yne.t (3C) m  -nsced tc *.r.e -ei.iilu.T. (11) via s-mdle ( '1\
At the front side the s-indie ar. adjusting sertw net., counter
nut is -reviled, sc that the > "  r (2f) ms;' always be aujusted 
in sum a tanner tint it iocs net leave its vertical position -men 
b-'. or arrestee.

sJ. 1 support eu m t ' г
— • cj c » € c ar w—.1

! Г-U t_c.....c t : V..
•C W L .at i:.fe-d mu. ■W* ̂
.e~;u st >..eu » ..a  saw S’)

•etere caci no.- tne height acjuatmen- me saw c .aies
pu li tne с:. 
: з release-1 .

(Z ; •’.-warne, sc tust m s 1 секта uer.ee



At.*i-kick—back Devices :

Tiers should always he sent sc clear. t..ot the single latches swine 
slightly. Tne 1'.tones of th. upper a.ti-kick—back device (¿1) should 
be adjusted in such - .::anr.er tnnt cae tips are only just above the 
nacnir.e table. The two screws and counter nuts (hi} serve for 
adjust.tent.

c

Suction :

The suction should he chosen as strong as possible. The socket, cast 
or. at tn e  ciucburye cine of ti.a .-„¿.'Hue 3t _r,d, c:rv*s for th e  connec
tion cf the suction.
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■saw o.aues :
*¿*6 SO' *-< ̂ &.C. 6 o rr'U- eu 3*' w o * * (21i' til.r.tt car
te shipped cr. the oa.v: swindle (IT'. 7;.e foilowir.e- hints are
giver, tc ar-cure :he -eat sawing effected: Use saw blades, wr.ich 
are well grout, i, e r. all.- set a m  equipped -..it-i a base, exactly
..;C1 -

. I

cf ine saw tides a-.. . i..ter -.elide rings should be carefully 
cleaned, ic-.e jure :..e - tei .r.euinie rings sire exactly pi ana-pars 
lei. In auuiticr, care s....ulu be tarier. that the total saw blade. 
Package i-iclu -ir. * *r.e m: :]
{ V*1  ̂  ̂°****~F' u'.- ̂ .
closed s~-r.ii^ • rr.ei* t*.e :
with the ¿_w i- ... -a. i (l'' ty .tie

¿'1 c C with the _reeve nut (id) -
. c c. r*»1 • blade tush (22) is
11 fi t  fcueh 1[22) is cla.-nped togetr.er
.¿>3 w i a Sw.V* spindle r-ut (12). •

ci is eu:teu ty means 0:
"cvarle cr. the stmale (2'7) f
t • 2.«. ef the ernak (
-rerr-t 2 Car. be chana-ed in he:

r-eirr-t _::j’-st:..ci-t ci t..e u«.w 
cram  ̂2t j « i'/.. —c*. *s ex... 
partese of an . . m  m  ,n_ oi 
total saw s..i-.-l= ¿..tu.lu.r «*,
After effectec neiant &«-ka_tr.e:it the crank (l£; is pulled outside, 
sc tint it hu-r-e d e n  locceiy.

J . n n  :.ii,;: 
title
To .t K2 ~~ —

:e a*.- ■ pnorm. 
s~. -u 1 o a., w ̂. ■ s
r e the “ d r  iile

-c at that iufeec an.. .liscnarre-siue. -After at

- o * <-
plate U C , ir*.. icr. S-.
s: -uli rrc; b.v e
1/ •’ -jr.~ cnarif er -a a
cc pli.-eu ■ g. ̂ ” ' • *
c-wrest : v a- -: . -.1 -

aier m e  wooden lay-i:
m e  table, is cut t.-T:
s*t *Cn j a. p i ee e e f wo
6 2 f The women
a" lei with the feec r

r. tr.e sroo iever (?9) at the
disch ge eide 0f the machine a' ti
se. '.~-er 2 (' ! :.. reseed to tr.e re:.'
¿it t..C f . • ̂ • i ■-• 1 .-i S': mule ( )
••u 2 « i w v * "tv-f ¡aO t*̂ c les'/QX*
SUu;:. . • ,_ _ r^  t. r tr .1 it aces r.ct le-.'
C 6. i*n" arrest ed.
' 6 • ccf cr16 c...xmi-.g the r.cin.t

cull tr.e at.,. Ir/er (:') up
vice * s reieacec.

-::t er

a ij-S* rr.Sr.t 01 tr*<i Saw 01=0.6:'.: 
w4.. i.ûT — Sf SC 'the ŵwlCxTl̂  :-.
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nucncating rents:
Nipple A ani 3: at tue ss.« spinale pendulum for lubricating 
ball bearings every b.l— :
?un.

the
-ter at ion hours 2 strokes with, the grease

.ppie Cs L-brioa-ir.g tue heignt adjustment cf tr.e pendulum, one
rcciie wit.o tne grease gun per rn.cr.tr..
pci e I/: Lubricating the heignt adjust ~ent of the feeder, one strcle
.xh t -3 r m  se spin p er me nth.

Heccmmended tTfiase: CJ.:~;ol Vi I 1’.

Feed A.~ qts If If. i d SL in d-l-ller Hoc-cut ior. :
3efcre leaving the factory, tna machine liCMA 113 with oil-filled 
feeder had been -nicriair a t.-rough trial run, Nevertheless, 
tie oil level of the fe_-er should be chucked before putting it 
into service. The oil should reach up the middle of the oil level 
gauge (32). After the year ir run ir. after about 5uC operation hours 
the oil should be exchanged, further oil exchange after every 2CCC 
operation hours, hr.on e cuoiijtng m e  oil. it is advised to rinse 
t;.e gear wit.: Diesel oil or rinsm./ oil. The drain plug for the 
oil fillmg he 1 e (33) is planed between the switch levers (3d), and 
for tr.c d r m  rrtuiug (3r ) :-Tew L..e oil level gauge v32)

lecorrr'.en-ed ml: inter oil oAh i ,
Cil quantity : about 0 1 it - .-s
The 3 la-ricaticn r.:p;les ) f :r t..e ..emu Tim, bearing of the rci- 
le: s at the ui-s of th : app ara:ue rr.-uld be greased after about
1 —... e . .. » — — > ■ — - - * - - - — u.. —— — -1 — ~ —  ̂W t —. 0 ot.vCO c?U W . - T.
the <r_s‘' ' An •us* t t...; ruui. m  fe&d speed at the 

c the table at tne apra-S'.ritch lev Si S (:•') of toe "a  
ratus a-.ouis. always b-e extended when i-_le run:.-, g. Care should 
prre-.t t.-.e pear wheels from being oa^ogou. Cls-.trinjp-cver of t..e 
poie-cnor-'eable mct..r C;u. be affected under 1-ad. 
heignt au yu st tent of tne f ee :er is actuate-; via tr.e htuidwT.eel (o '; .  
Ine 'Tessi:, power .un. l i  be cr.cse.. .;unt so strong to ensure " 
s-.-e—free uor.v :.. ance ci tne wtr.-.rieces» After ei'fected he: rht 
an .-st.oent tr.e slide g-i-e is to be loc--°i via the knurl screw ( i t ) .  
Lateral aij-st ...an- of tne femer is done via the handwheel ( 3’r }.
To er.ju: s that the c-u.y_—.1 jr.od ti...'ccr moves closely along the m.a-

u *'*2 Cc*',(5

-..ll.d 1 tir.C C| t..s feeier rn.'ulu be Hdi ̂ c4 3"t eù
-c-wares t..s i C-.L .f -. vi*'-1 at ion is ef f -fCt cd
(dl), wni-n ic secured by by 2 tnr e^dcu nii
When rubber r-llers rre worn, tr.ey sheuid be ground 
diameter. .,e-w rollers rre available sioch.

;g '.er. cutting e.-.o op’.i by he./y or wet ti.toer, it is rectrrr ¿-.dec 
to insert c i-dcie rc'1 nr plate met eoi of the standera wosdan la;.--in 
pi ate mto tne ope.in, of the Tuonine table, ft:.tr.sracre, also the 
f e~J r-llsrs c m  be cr.c sen or sav: bl.-de roll oro. bhen cut tin- .¿:tr.

"*S CluU es, it x f -f 0CV c;̂" è tr cfymt the ?p- -rafur 1... ter:!
cr. V.’ĉ* X fe..- I -/, i rc : jec* ; . T g v m y  little above

le. d s v. wU' e • T..1S aurei toe feed rower ¿C"̂r*6 c
centrally to t..e sow bl '- **• tif- è e



N \T IO N S  I '  N IK S

• Country Protect No. __M T /V *v/ i t r  m
APPl'.NPIX XIV 

Page l ... - of 7

I IN IT K I I  N A T IO N

I N 1 1 »  I I  > W M » . N N  I M i l  -  l » « l  *1 v *  |  N T  I H U  • > N » f  » |  M I .N

Protect Title n ^ n ^ i r g g B n f L M i | « | _________________Period ending Daoanibor I f i tO  NON - EXPENDABLE PROPEHiV CONTROL RECORD

HO
Req.
R«#.

Item
No.

Q«y- Om| D escrip tion US Ooliar 
Equivdleni

P.O. Shipping 
Advice Ref.

—  
Co'wjt • 

1*00

Otv
00

ha«xl
Remarks

l o c a t i o n  1

Qiy. M V t . « L V T L

i n (2| (31 i-i) iSl (6 i (7> (81 (9| (101 i n i (121 113»

74/1 1 1 u PROJECT T1HICL1 C IT  HO E l  DALjT 1974 (ow n  04 0 ) ^  2 ,80 0 LP 1 3 75 • 1 0174010/001A l K

SR B o . 8 6 3 0 * ^ 7 0 * 7 ^ 5 5 .  8R ■ « .  051018691 )

1 u "T H o m a " p a d »  s p Ra t i b ,  hod  d . t . i / t  dt/ i /1 1 * 9 « - LP 0 ) 1 6 74 P 1 0 )  « p o o  t g r u a n t *

(  0 0 *  1  1 ) t r i l l  l o o .  l o p .

1 u MAKlTl DRILL S P A *D, R0D/64OO-B DV/49 137 «• LP  ♦ ) 1 7 74 0 1
(L a t t e r  o f  5 D oo . 
7 4 ) th oo o  l t o o o

X

1ST. H o. 0174010/003 1  * h u r t  b aaa  t r a n a fo •ed

1 I I h i k i t i  g r o o v e  c o m a  (  004 •  3 ) d t j/ b o ) 4 * 0 ^ LP 0 ) 1 7 74 0 1 f r o o  LAO/73/006 . X

1 I I POWER BHXT 3 AID ER  HaK R A  HOD, 9401 ( 005* 4! 1 7 74 1

* E l TYPEWRIT EH Sf 0i.7V i.T fI ,  MODEL LIKE A 88/ 380« 7 0 6 ,- L P 2 1 75 p 1 0174010/006Cl K

S a r .  1 » .  19 0787a and 8471670 0174010/007C2 X

1 E l 1IRC0N9R10BKR, S « r .  H a .  C o . 539177 500^ L P 1 2 75 r 1 OB74010/006C3 ^
9 J

K

T 4 A 1 1 K i p r o j e c t  v h b ic l *  c R R o a  D a l i t  1975(010  041 )  * «7 5 0 .- L P 1 3 75 B 1 0174010/009A * A '■ 1
SR. H o . 86302867/ eHQ. 8R. H o. 0501008301

73/* 7 1 1A HOISTOR* DETECTOR, HODKL RC-1B BDOR» 190.- 15 -5 -00553 1 10 75 0 1 0174010/010B5 *

1 E l BIRD SAW HHRIBQ HACK IB B , HABD OPOtlTED 1 9 4 ^ L P 1 7 75 0 1 0I74010/011B6

TOLUHEB WEHKf

7 5 /* 9 1 KA SPRAT OUB, 001- 502- 84* * 84 *■ 15 -5 -00554 1 76 r 1 0174010/ 012» ? *  l

7 5 / * 14 1 11 PAIHT ARRESTOR SPRAT BOOTH, D r-6209 918.- 15 -5 -00554 1 1 76 0 1 0174010/ 013*8 K

7 5 / * 5 1 11
U M 1L0193
UK CTR I BaHBSAB B O R  WiXDINQ HACH1HB,
IDEAL T T P t B8 * , 220/ 380? 775 *■ 15 -5 -00555 1 3 76 0 1 0B74010/014I9

7 5 /* 3 1 LOT UHITKR3AL ORIBDIBQ RAO.IBB, T T P I I T s / l I , 2 ,6 8 6 * 15-5-00551 1 12 75 0 1 0174010/ 015*10 K

% WIDHA
75 /* « 4 1 11 CO MB IB  KD SAW SP1BDLB MOULDER ABD T1R0BIB0

HACH1BB H RH  ACCESSORIES AMD SPARB PARTS 2,227.-1 15 -5 -0079 ; 1 4 76 0 1 0174010/ 025*17 X

N
#

j £ I 1



CoimHv LAOS- ---------------------- Pioieci No. ____J fA i9 / f4 Q !P / ___ Paijo

ftoiec« Tula mrBGBgTHl HXlllMORIfTNfl PROJECT___________________ Par.oU a.Klim, Daoomb
MQ

R»<|.
*•1.

lltni
No. Otv. Un*| Deicnplion US Unit*

(it (21 01 141 iSl .61

75/2 15 1 K i V U -L IT B  I I I  0P A 4 JB  PROJECTOR MODEL 12305 
S R . N o . 93233

7 1 7 . -

7 5 /2 6 1 BA C0MB1BM W00D0WRKIM0 NACH1NB WITH 
ACCESSORIES ( j o i n t e r  ) / t h  ic k n k s / s l o t t  I  NO )  
LUREN

2 ,3 5 7

75/2 2 1 BA AUTOMATIC GRINDER T I P S  6GOT J T H IL B 2 ,5 4 9

7B/2 1 1 BA ROUTER "L* IN V IN C IB L E "  R -0  SCN 4 ,4 0 2

15/2 4 1 BA BRAZINa S H IP M E N T  VODO B -6 0 0  WITH ACESSOfcA 
IB S  ♦ SAPRSS VOLINBR DCRNHAM

1 ,0 9 7

75/2 0 1 BA MANUAL S1DB QRINDER VODO MF-600 W ITH ACE33- 
0 R IB 3  AND SPARES VOLIHER DORNUAN 2 ,6 1 2

75/2 10 1 BA TO TO  VIEW  D45N 4 "  x  5 "  CA MKRA WITH LE№B 355.7C
75/ ; 11 1 BA DRTINO OVEN MODEL 1070 MOORS 1 2 1 . -

12 1 BA MOISTURE C O W Q TT SCAI.B MODEL P03O MOORE 2 9 7 . -
7 6 /j 1 1 BA CHUCK IN SER T 7 -1 3  MM W1DMA 

(  f o r  g r i n d a r  MF3Z )
7 6 . -

7 6 /: 7 1 BA m o r s e ,  c o n k  t a p e r  mk 2 r  r o t  g r in d e r  m o d e i 
MKS2 WIDMA 0 3 -

76/: 3 1 BA REDUCTION OEAR FOR MBS 2 GRINDER S U ITA B LE  
FOR GRINDER OP H3S "SPOON T T P E "  ROOTER 
COT.-ERS WIDMA ( T o r  g r in d a r  N P S l) 3 3 7 -

77/1 6 1 BA S IZ IN G  CIRCULAR SAW T T P B  P45 A1TEND0RP 4 ,1 4 1 .-
* 7 7 / l 6.1 1 BA SCORING U N IT  (FO R  ABOVB) 3 9 6 .-

77/1

»7^1

5 1 BA M ILLIN G  C U TTE R , PL AN I NO K N IFE  AND C U TTIN O  
TOOL GRINDING MACHINB WIDMA T T P B  UW3320/3fl( 
VOLTS 5 «  H Z TR O P IC A LIZ E D  1 HP I

)
2 ,3 5 0

5.1 1 BA F IX TU R E  FOR PLANING KN1PB3 UP TO  65O NN 
(  f o r  abova )  |

2 7 5 .

I



7
h N I T K I I  N A T I O N S  ^ * . J ^  N W H I N S  (I .N I K S

I M I M I  N  i l l u s i  i m  • -  t « H  » I I S  > M ' > | ’ V O  N T  И И 1 Л М  /  % Г I I  >Л#

e r  1980 N0N EXPENDABLE PROPERTV CONTROL RECORD

PO $h»|>pt«<} 
Et 4tl.

Г
Oly. 1 м

MÍ
V

C'MMfi-l'OII
Gty
onhan«! Reindfks ucc

>541,
ATI OH 

VTL
i/i tei |9I (101 > di' c?i IM I

1 5 -5 -00 7 76 i 1 2 75

1

I ' i ÜH7 4 0 10 / 0 16 C4 \

1 5 -5 -00 7 75 i 4 76 Li i UN74010/026B18, 4
1 5 -5 -00 6 75 i 3 76

1 0
i UII7 4 0 10 / 024B16 «

1 5 -5 -0 0 5 9 9 i 2 76 ' 0 i UH74010/021B13 5
15-5 -00 6 85 i 5 76 ' 0 i UN74 0 10 / 0 2 7B1 9 К

*
15_5_оо685 i 5 76 1 o i LTN74010/0?8B20

« M0  
К Л1

1 5 -5 -00 7 77 i 7 7< a i UN7 4 OIO/O3OBI К
1 5 -5 -00 5 52 i 2 76 0 i UN7 4 OIO/022B I4 X
1 5 -5 -00 5 52 i 2 76 0 i UN7 4 0 10 /0 23B I5 \
1 5 - 6 -0 0 4 0 0 i 3 71 a i UI174OIO/0 34B22 X

15 - 6 -0 0 4 0 0 i а Г a i UH7 4 OIO/0 36B23 A

1 5 -5 -0 0 4 0 0 i 3 7 UH7 4 OIO/0 3 7B24 *

15 -5 -00571 i 4 71 a i UN74010/045B32 4
1 5 r7 -0 0 5 l7 i 4 V. a i UN74010/045B32 A

15-5 -00526 i 4 ; т a i UH74010/ 044B31 A
_  *1 _

‘ I
4!

1

- а „  It _
*



I 1

0

• Country- -  LAUS _________ Ploiec« No. ____M /L A & /7  4Q1CL--- Puije ¿ U  »• 7

^ T.Itu INTEGRATED MUODWDRKIHQ PROJECT_________________ Period ending Deoomber 1980

.'e \ I It I N I I U > > I I I .' v V  s '
I >*l I » I» S v I IM *>H IMH >||u v| N1

NON EXPENDABLE PROFERI» CONTROL RECORO

HO
Req.
Rel

hem
No. Qty* U'“t Description US

Ei)n*«4leHt
P.Ü ’»hipping
Atjvire Ref.

fl
Oly.

eonved 
M [ r

Co«4l' • 
lion

Oly
un

•»¿nd
Remarks L  OiLATlOtf

V T  |_
(>) |2) (3t (4) ,Sl <6l <7| (8) .9) HOI ! «in Il2l u n U/

77/1 5.? 1 EA MOUNTING FOR SHANK TOLLING CUTTERS 
( for above )

1•Oo\ I5-5-OO526 1 4 78 0 1 UN7 4 0 10/044B31 K

1 EA AIR CONDITIONER. P1II1.C0 
MOD. BAP 16 E 8 
SER. No. OPZN11596

1

520,- LP 1 5 75 F 1 UN74010/017C5 X
1 EA AIR CONDITIONER. PH1LC0 

MOD. BAP 16 1 6 
SER. No. 8P2N11594 520.- LP 1 5 75 C 1 UN7401ü/0l8C6 #

1 EA POWER DRILL. HITACHI MOD. 50/60H2 
SER. No. 430412 77.- LP 1 12 74 UN7 4 0 IO/0 1 9 M  1 

for LAO/7 3 /0O6

*
X

T * c t 
%

EA TYPEWRITER OLIMPIA
(LAO/ KEYBOARD) SER. No . 7-2379219

350.- D.V. 6/ 1 1 ( 1,. I ) 2 78 F 1 UN74010/054C8 K
1

EA PORTABLE GRINDER JOKEY 
(SPECIAL ITEM)

200,- l‘)-8-D0595 5 79 G 1 UN74'il(i/o76B46 K

EA ELECTRIC CALCULATOR SANYO 
MOD. Ci-2162 DP SR. No. 11402146

105.- D.V. 1 0 /3 4 (LI ) 8 78 F 1 UH740K-/055C9 N

EA HAND FLANER "MAKITA" MOT). No. 1804 
SR. No. 19723E. (WITH ACCESSORIES)

170.- D.V. 1 2 / 2 0 11 79 G 1 UN740IO/90B53

EA. ELECTRIC POWER DRILL "MAKITA" 16mm 
MOD. NO. 6016. Sr No. 14803B

90.- D.V. 1 2 / 1 0 11 79 G 1 UN7 4 0 I0/9 IB54 <

EA CIRCULAR SAW 15, "MAKITA" WITH BENCH 
MOD. No. 5401. SR No. 1717E

3l>0.-

1

D.V. 12/20 11 79 G 1 IIN74010/92B55 > V

ft
I

!



DP/LAO/74010 I ► (» NllllS INI** ■ I Ml Hi l.UH'M'M» N I I I Ml. > N 1/ » IMI.'•Country - ____. ------ Protect No.
Proiecl Title TNT'.fiRiTED WOODWORK I HO PROJECT

Prije 3 ol 7 
p-iuxi I 1)80 N O N  EXPENDABIE PROPERTY CONTROL RECORD

HQ
3eq.
Ref

Mem
No. Uty. Unit Description •1* Oi>MJF

k | i . w j l p o |
♦VO.
Atjvce

1 RiM..iiveil 
1 )tv. ! V< 1

■

Iro n

0»v 
• to 

«1
Rgrn.irks

h i t2) 13» |4) tSi .61 4) Cl) 110) till .111 m i

77/11 l BA COMBINED TURNING LATHB/SANDER VULCAN1N0/ 
ORIKNTE C/W MOTOR 1.5 HP ?80 Vl.TS 6 0IIZ
INCLUDING 13 BA TOOLS 36 BACH BANDING 
BELTS LOCATELLI 4,520.- 15-7-00647 1 6 78 G l ij N7 4 0 1 0 /0 4 ^ 3 0

77/2 1 i EA NO. 51 BARNHART BAND WHEEL GRINDER COMP LEI(B
HN74010/040B27W/4-SCHBW END BRACKETS SN 1505 1.175 15-7-00698 1 . 2 7« G 1

77/2 1.1 1 EA MOTORIZED HEAD ATTACHMENT COMPLETE V/2H.P. 
MOrOR, 380, VOLT, 50HP TROPICALIZED 
( EOR ABOVE )

775.- — M _
1 1 1

2 78 0 1 _  II _

77/l 2 1 EA “ T-AUTOMMATIC LATHE, MODEL BUPERVULCANO 
.200 BQU1PBD LOCATELLI 11,910.- 15-7-00662 1 6' 78 1 IJN740I0/042H29

77/l 1 1 LOT AUTOMATIC MULTIPLE BLADE CIRCULAR SAW, 
NO. 8437443 type 113S, 40 HP MOTOR 
TROPICALIZED 220/300 VLTS 3 PU 5(>HZ WITH
automatic FEED UNIT MODEL 145 WITH 2-SPEED 
MOTOR SENDER BUROPA 12,082.- 15-7-00670 1 4 78 G l UN74010/047B34

77/1 1 1 EA GNOM DOWEL MILLING MACHINE TYPE DKI10 
MOTOR 380 VLTS, 3 PH 50 CYCLES WITH 
STANDARD ACC. AND ONE MILLING 6mm DIAM. 
SPIRIAL-GROOVED. No. 3806 LOSER 1,132 15-7-00846 1 4 7« G 1 UN74010/046U33

1 EA AIR COMPRESSOR, SWAN
MODEL SU-1, SERIAL No. 411 390 174.- LP 1 ll 77 ST0L iN lIN7 4 0 1o/o)9 H26

78/1 3 1 EA LOROCH AUTOMATIC SAW SHARPENING MACHINE 
MODEL JLM V/C 5,670.- 15-6-00277 1 1 79 G 1 UN-MO 10/07114V

78.1

? h / i

1 1 EA EQUALIZING MACHINE MODEL EMS-B 
VOL 1 HER WSIIKE

5,685.- 15-8-00278 1 11 78 G 1 UN74010/O73B44

1.3 1 EA SAW GUIDE WITH MAGNETIC HOLDING DOWN ROLL El 439» 15-8-00278 1 1 78 G 1 _  I I  _

( EOR APOVE)
78/l

*
1 / 4 1 EA HACK FEED ARRANGEMENT (FOR ABOVE ) 979.- 15-8-00270 ll 78 G 1

ibML

X

M T U

X

X

X
I

I

X

X

K

*

be



II.)
Count.y ______ M ! S  _________________ fto iec N o .___ S P / M Q / U / Q 1Q .—

hoiecl l,«le INTEGRATED WOODWORKING PROJECT_________________
Pays 4 ‘»I 7

Period emiiixj D e o f lib e r

............ v V
I N i l  »  | l  S  V I I I I N H  ( M i l  K  |  I I I  * |  M l  I  |  |  I I I  M l  N T  O I W . A  N 1 / .  1 1  1(1. N

19H0 NON EXPENDABLE PROPER!¥ CONTROL RECORD

HQ liem Oiy. Unil Description I IJS . V P.0 Srtipuioy Recetvt d Co. 111.- Oty
o»> Remarks

U C iLATIOBl

Art. N o. I f.;.. i **‘1 Ajv c* Rel. Qly.! M t f too 3ML I T L

in 12» 13) 14» .51 71 (8) 19) 00) m i 1121 |I3)
EA POCKET CALCULATOR TOSHIBA MOD LC 

1 SPEC! A! ITEM )
60.-

7  4tt' — iv-T-<n>sil>

6 79 G 1 UN74010/069-C19X X

70/3 1 1 EA HEAVY DUTY AUTOMATIC STRAIGHT KNIFE Vj04f> 15-000535 1 11 78 G 1 UN74010/074-B45 X
GRINDER MODEL MLR LOROCR

IV-R- «roS ir
•

78/1 4 1 EA SLIDE HEAD TYPE STRETCHER, MODEL RS-16H 
HAMADA

4, 03V.- 1 1 1 5 «3 1 O H  74oiyoll. S43 X

70/l 4.1 1 SET ROLLERS ( FOR ABOVE ) 737.- 15-0-00535 -  M _ * -

70/l 5 1 EA ARSTRONG CIRCULAR SAW STRETCHER ROLL 
COMIL. NO. 3-60-C

1
11
1___________________

1 EA MOTOCYCLE UCNDA TYPE L70 - K3E
1

LOG. PurcB. 0 78 G 1 UN74i ' 1 i i / ( i 5 9 A 3 K- 1 '

FRAME No. 79 lea. - B07667 (ONU 110 plate) ' D.V. 10.45 11.

1 EA MOTOCYCLE HONDA TYPE L70 - K5E
FRAME No. 70 ks -  B0764O (ONU 109 plate)

1,040 — M - 0 70 G 1 UN74<'K)/o6()A4 <
1

1 EA AIR CONDITIONER YORK 539,- LOG. Pureh, 1 79 G 1 UN /40) (i/064C15
MOD. K7H - 15 x -  40D SR No. HP 042)56 D.V. 3/31

1 EA AIR CONDITIONER YORK 539.- _ M _ 1 79 G I UN7401O/O65C16 K

*  tt ft

MOD RCH - 15 i - 48D SR No. HP -042100
___________________|_______________________ _______

1 EA PHOTOCOPY M/C TOSlil BAFAX MOD. BD-704 2,409. • D.V. 3/3l(L. I“.) 1 79 0 1 UN'Mo)o/of.6C17 <

1 EA PICK-UP VAN TOYOTA DINA HU Z01.-JR 7,690.- D.V. 3/32(LI ) G 1 UN74010/O67A6
SR. No. 2001700 (ONU 110 plate )

1 EA DUPLICATING MACHINE CESTETNEH 420 1,238.- G 1 UN/4 0 H 1/0 6HCI8 K

1 EA PHOTOCOPY MACHINE 3M 
MOD TERMOFAX SR. No. 1500

893.30 6 70 F 1 UN74010/053C7 K

_
- V  *>m W  w , .



4 \T I О  N  S l ' M K S

LAOS..............  Project No. DP/lAO/ М / О Ю
INTEGRATED WOODWORKING Pjjfl.lECT^____________

Page 5 >* 7
Period ei'ilii i Deo ember I96 0

(  1 «%
U N I  l  l l )  n a t i o n s

I N U M I  M I I I I N 4  I M M  I I . M  I M I  M I  N I  Щ 1 1 Л  > 1 / .  » 1 1

NON EXPENDABLE PROPERTY CONTROL RECORD

I H Q  

1 H e q . 

Re»

I t e m

N O .
O i y . U n i i Description

ni Pi pi |4| |5|

i SA. Air conditioner WEATHKR1TE WESTING* 
HOUSE Hod No. AB 100 
SR No. 030467

i SA. Air conditioner ’FEEDERS " 
NOD. Bo. AJ 110 FT - 205 
220V, '50s, lllp

I»

1

i Air conditioner " FEELERS ""
MOD. No. ACB - 0HF2S
SR No. KE 001Ю0, 115V, 60 Hz

• i SA. Circular Saw "SHARPENER OULLETTER М/С 
Typer EQ/T, ф 12" to 04"
P.3. 3UOV, АС/ 3 phases 
SR No. 260

i SA. Typewriter "OLIMPIA"
SR No. 0-2602-01-0

l SA RENAULT 12 1330 
Frane // 7340701 
Engine // UNDP 033

X SA. LAND ROVER H8 1974 
Frame // 92402561 A 
Engine // 90149691 A 
Regist // UNDP 052

*

4
ê

1 ci«»* 1» 1* О. Уь|>0гмд 1 Иксе tv utl C-MUl*- QlV-
on RtflMeirkS

.|U’* A«lvx 9 H*|. Oty. M V luXt hj'41
iö| Pi (81 (9| (I0| m i (PI Mil

Local purch 1вв
DV A

140.00 11/51 1 1 79 F 1 U N74010/07^020 
( 2nd Hand )

Local purch iae
DV &

1150.00 11/51 i 1 79 F U N74010/077C 21- 
( 2nd Hand )

DV A
90.00 n / я i 1 79 F 1 - UN74010/076022 

(. 2nd Hand )

Ю51.63 15.8.D0559 i 7 79 G 1 UN7401o/o62H27

UN740IO/OUOC24 

U N740 1 0 / 0 6 7 A7

I

i UN741 Ю/062А5



• ouiiU )t ' N|IHlN«1IIISslMMv||inl Of \ M MI'M» >T IHH.ANUAIMIN• ■' i .ah s_______ Proieci No. ___Bt/ltiQjn/fllQ_ Pa ê 6 o( 7
Pioieci IiHe ^ Period ending . PeceBbe?1 1980 , NON - EXPENDABLE PROPERTY CONTROL RECORD



U N I T i : i >  N A T I O N S N A T I O N S  U N  I K S

Couniiy -  .... . M Q 3--------------------------- Piojecl N o ._____ 3M/LAO/76 / oQ9 . Page .... J . I Nt’I IO  NATMINH INIM STIMAI. UI:V Kl.nl'MKNT OMItAM/ tl Min

P*o,ect Tide M ANAGEMENT AND PRODUCTION ASSISTANCE IQ  %OOOWPMCIt»,i.iH  ending Ä 9*< »bsc. _ 1980, NON TTPETODÄBLE PROPER!» CONTROL RECORD
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7 6 / 1 5 1 EA PROFILE DRUM AND BELT SANDER. MAXB ZUCKER- 
MANN, TYPE GU SPECIAL WITH TROPICALIZE 
MOTOR AND STANDARD T0OL3 1,676.- 15-5-00533 1 3 77 G 1 UN7 6 /0 0 5 / 0 0 1 K

7 6 / 1 6 1 BA EDGE BELT S INDER HOFER TYPE B3M IV WITH 
TROPICALIZED MOTOR 1,756,- 15-6-00533 1 3 77 G 1 UN7 6 /0 0 5 / 0 0 2 A

76/1 6.2 1 EA OSCILLATION UNIT (FOR ABOVE ) 453.- 15-6-00533 1 3 77 0 1 - • - / 0 0 3 y

76/1 6.7 1 BA FEEDING ATTACHMENT. HOLZLBR TYPS 117 WITH 
TROPICALIZED MOTOR 1,959.- 15-6-00533 1 3 77 0 1 c1•1 *

76/l 2 1 BA PREASTRAICHTENING M01ILDSR. CUBISU TYPE 
I72-S/7 14,126,- 15-6-00555 1 5 77 0 1 - - - / 0 0 5 X 1

76/l 1 1 BA DOUBLE CROSSCUT CIRCULAR SAW, RUCO MODEL22 
WITH TWO BUILT-IN THREE PHASB 22o/300V/50H: 8,759.- 15-6-00522 1 8 77 G 1 - " - / 0 0 6 *

i
i

76/L 1.2 1 BA PNEUMATIC LATERAL MOVER AND SERVICING UNIT 
( FOR ABOVE ) 1,067.- _  It _ 1 8 77 G 1 - M - / 0 0 7 A

76/l 1 1 BA AJUSTABLE REBATING CUTTER TYPR 1353 H3S 
160 X 20 - 39,5 X 40 MM 203.- 15-6-00618 1 6 78 G 1

K

76/l 2 1 BA ADJUSTABLE REBATING CUTTER TYPB 1355 HS3 
DETTO 160 X 40 - 79,5 X 40 MM 242.- 15-6-00618 1 6 78 G 1

/

76/l 3 1 BA VARI-ANGLS CUTTER!!EAD TYPE 1194 170 X 50 X 
50/40 NM WITH 2 FLANGED SLEEVB 50/40 223.- 15-6-00618 1 6 78 0 1 X

76/l 4 1 BA SCRIBING DISC TO ABOVB BLOCK (1194 V ) 48.; 15-6-00618 1 6 78 G 1 •ip. X

76/l 5 1 BA TC KNIVES TURNBLADE DESIGN TO ABOVE HEADS 9.- 16-6-00610 1 6 78 G 4 • ip. <

76/l
*

6 . 1 BA TC SCRI HERS FOR DISC NO. 1194 V 9.- 15-6-00618 1 6 78 G 1 exp. *
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76/ 7 1 SET PROFILS CUTTER COMBINATION TYPE 43« И83, D 
40MN 324.- 15-6-00618 1 6 78 G 1

76/» 9 1 PCB ADJUSTABLE GROOVINO-CUTTER OF TÏPB 619 HSÎ 
D 4 OHM 232.- l$-6-00610 1 6 78 G 1

76/1 ÎO 1 PCE P AN ELI. INC CUTTER TÏPB 719 1IS3 160 X 20 X40|l M
Z-o, 30 154.- 15-6-0061« 1 6 78 G 1

76/1 11 2N PCE UNIVERSAL CUTTERBLOCK ТУРЕ 4«« 120X40X40MN 
AND 4 SPARE KNIVES EACH 111.- 15-6-00618 2 6 70 0 2

76/l 12 12 PCB KNIVES ТУРЕ 500 170 X 30 X 30 MM, IISS 96.- 15-6-00618 1 2 6 78 G 12
76/1 1 1 EA TENON!Nil MACHINE - ТУОВ TSP BAOCI 3,641.- 15-6-00592 1 7 77 G 1

76/l 4 1 EA MORTISING MACHINE TIPB MOH HACCI 2,023.- _  И _ 1 7 77 G 1

76/l 10/Il 1 KA SCREWING AND TAPPING MACHINE. TYPE DBA PEL! 1,975.- 15-6-00553 1 10 77 G 1

76/1 '•/1 1 EA El BCTHOHOTOR :.r 67, 2 2 0 VOLT 1 2 0 0 WAT1 
N0/70672200 (DOVETA IL1.1 NG М/с) SVN1KFLER 2«0.- 15-T-00319 1 n 77 0 1

76/l 9.5 1 EA Z1NKENKHASÜERATE 7501, NO. 68610100 
(DOVETAILLING М/с)

530.- _ M _ 1 n 77 G 1

76/l 7 1 EA HURI ZI1 NT AL COPYING LATHER TYPE ТЗМ-О 
FITTED WITH 3 CHUCKS ВACC I 5,333.- 15-7-00318 1 1 70 G 1

76/l в 1 EA CUP CUTTER GRINDER, TROPICAL INSULTATION 
220/3H0 VLTS 50 KZ RElCHbNBACHEH 1,35«.- 15-7-00599 1 1 1 77 G 1

76/1 в 1 PCB ADJUSTABLE TONUUE-CUTTER OF TYPE No. 612HS:

4
160 X 17 - 27 X 40MM 183.- 15-6-00618 1 6 78 G 1

à

T 0 T A L . = 46,770 » i

fle'-’.ifk* —
.ui

Expendible
UN76005/o«H

- " /009

- "/ou

-  "/012

- " / m 2 . A

- "/о10

- "/on

uecA ТИШ
M U

к
A

К

A
A
X

X

X

<

K

X

MTL-



Proiecl No. m/m/jfJsoi p^e 3
___________________  ' V l l i . l  c

.1 J
Deoember 1980

i

' N l  l i : l »  N  \ r i l l N S # 9
StrHl \ * f . . I v O N r u l l . ^ S I / U I I ^

N A T I O N S  I» . N I K S

NON EXPENDABLE PROPERTY CONTROL RECORD

Oiv. j_ M I 1 '
i7 - n.l. 

I -n

OW

ifl) 191 (I 'I |I1I (121

r  / 7  . / / ’¿ O

1 - W H *I  •  I •

M-l'-V* 
itl/L

?*•' |/k$
.M l



LA03
CONTINUATBD UNDEH LA0/74/010 

Orojet I 'Jo. VC/LA0/76/027 Pji;p

OF.MODULAR.
'  o» »

Period einjiey Dooflnbsr I 9BO

I N 1  l l l l  N  A  I I O N

M I M l M I I H S S i S K l

•V 9 \  \  I ' K I N H  l '  M K S

| t v | |  S  r  Mi l l .  \  % » / . ' » M I N

MON EXPENDABLE PROPERIV CONTROL RECORO
IOODEB BRIDGES

t. !•
iHv 
-,n 
1 «1

________
*0
Vq.
VI

J tom 
No. Qiy- U'1*I Description 1 jS pj*»H 1f

f.jn. |Tt*n|
P . t ) .  >n..,yii'(|
•V.lvce VI.

R
-
• Ly. 1

1 Vt
J

4
Reinjrks

Vll .

• ) |2> iji v4| i5i I'i» i/i |8 | on 0 >1 iin H2l m i

7 6 / 1 1 1 KA CUT OFF ELECTRIC SAW, HEAVY DUTY
76/1 2 6 BA CIRCULAR SAWS, HIGH JI BED ST 5EL
76/l 3 1 BA PORTABLE, ELECTRIC ARC WELDING SET UN7S01 l/oi(p.

7‘>/l 4 1 BA HEAVY DUTY PORTABLE ELECRIC DRILL
76/l 5 1 BA SBTS OF DRILL BITS FOR DENSE WOOD
76/1 6 so (;a l WOOD PRESERVATIVE OF "DIP DIFFUSIN'' TYPE I,P
76/\ 7 3 BA AUCER TO DRILL 3} (/) HOLES 10,000 . *  ! PAD 76-0355
77/2 1 1 BA HYDROLIC CULINDER PAR NO. RC308* 400.- 15-7-00293 1 8 77 F 1 UH76027/007

77/2 2 1 BA(l ) HYDRAULIC HAND PUMP. PART NO. P 80» 388.- — M — 1 8 77 1 K
I

1 - " / in  .0 3

1 Ba ( 2 ) FOWBR DRILL, HITACHI SIZE 13MM DIA 06.- LP 1 2 77 lost * $

1 BA(3 1 WINCH TRACTEL. MODEL TIRFOR TU 32» A
WITH PULLEY BLOCK A-30 ♦ WIRE HOPE 493.- LP 1 5 7 7 F 1 UN76027/0O2

l Ea ( 4 WHICH TRACTEL. MODEL TIRFOR TU 52» <
WITH PULLEY BLOCK + WIRE ROPE 463.- LP 1 6 7 7 F 1 -  "  - /O O J

1 FA(9 WINCH TRACTEL. MODEL TIRFOR TU 32*
WITH PULLEY BLOCK A-V) + WIRE ROPE 462.- LP 1 6 7 7 F 1 1 O K

1 EA(6 CALCULATOR, CANON MODEL F-51*
. SBR. NO. 449253 WITH AC. POWER ADAITER 00.- LP 1 6 7 7 (2 1 -"-/ 005

1 GA(7 WELDING MACHINE. LINCON*
SBR. NO. A801140 2,275.- LP 1 6 7 7 B 1 1 1

N
. 0 Ch *

Items 1, 2, 3, 4, 5, 6, and 7 are In tempo ■allty use • ’ with Mekong Comml . t e e ( PAN Chen i  )
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7 4 / 1 11/1 1 SA SAW DOCTORING TOOL ARMSTRONG SWAGE 2 2 5 .- 15-4-00426 1 1 75 F 1 UN73013/001 X

7 4 / 1 11.2 1 BA « " B SHAPER 2 0 3 .- 15-4-00426 1 1 75 F 1 UN73013/002 X

7 4 / 1 12 1 EA " - " WELDING CLAMP 245.- 75-4-00426 1 1 75 F 1 I'NVfO] V 0 G 3 X

7 4 / 1 IO 1 EA P1IRNCAE. MUFFLE. MjOUEL MR260 HEHAUS 815.- 15-4-o o 425 1 2 75 G 1 11 N7 301 3 / 0 0 4 X

7 4 / 1 6a/i 1 BA BANDSAW LEVELLING BLATE SPEAR ft JAKSON

7 4 / 1 6a/1 1 EA BANDSAW ANVIL " " 156.- 15-4-00424 1 5 75 0 1 UN73013/006 <
1

7 4 / 1 7a/l 2 EA CIRCULAR SAW ANVIL 357.- 15-4-00424 1 5 75 G 1 U N73013/007 * V * (

7 4 '1 9 1 EA BRAZING CLAMPS FOR BANDSAW" " 585.- 35-4-00424 1 5 lb c 1 UN 7 301 Vi >08
1

i X  I

7 4 / 1 11.4 1 EA- MEKAMAID SHARPER " " 119.- 15-4-Ö0424 1 5 75 G UN73013/009 X

7 4 / 1 1 1 EA AUTOMATIC SAW SHARPER MODEL CANA/e 3,379.- 15-4-00427 1 2 75 G 1 (’N7 3 OI3/0 IO X

V01.1MER WERKE

7 4 / 1 lc/i i 1 EA BAND SAW MOUNTING DEVICE >
469.- 15-4-00427 1 2 75 G 1 UN73013/011

7 4 / 1 6 1 EA MODEL VWM ROLL SAW STRETCHER 1,0*5.- 15-4-00427 1 2 75 0 1 11 N73013/012 <

VOl LNER WERKE X
7 4 / 1 2 1 EA MODEL JLM-VC AUTOMATIC SAW SHARPENER 2,372.- 15-4-00423 1 1 76 G 1 UN730P3/013

ROLOCH ) (
7 4 / 1 5 1 EA ELECTRIC GRINDING MACHINE - IDEAL 1 1*r\O*■4 15-4-007;3 1 2 75 G 1 UN73013/014

MODEL SM201 j
7 4 / 1 19 1 EA SAFF1HE DH WELDING SET j 314.- 15-4-00513 1 9 75 ■ F 1 UN73013/028 K

s
»

1 EA CALCULATOR, SHARP-BOIO j

1
1

39.- LP I 1

1
1

11 75

1

F 1 1 UN7301 3 / 0 2 9 <
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76/4 2.1 1 EA

76/3 1 1 EA

76/5 5 1 EA

Dr iCi'pI'uO
.St

700 314 002 DOLMAR ORIHUER TYPE 314 KITH 
220V, 50 CYCLES ( s INGLE PHASE AC.) MOTOR 
FOR 2-LINK SCRATCHER CHAINS

0. NA/E 53/N48 GanG SAW CARIUABE FOR A Bl.AljB 
WIDTH UP TO 3" '( |00 MM)
(ATTACHMENT FOR VOLLHEft GRINDER)

BENCH PROFILE GRINDER TYPE HljS SATURN. 
COMPLETE WITH MOTOR 22o/300v/50 CYCLES
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APPENDIX XV

List of staff prefect LAO/?!/010 - UNDP/UNIDC Intecrated Wocdvorkini£
?ro.; ect

N. amilv Name Post Period of werk
from to

International Staff

1 . Alexander M. 
S untaro ko v

LAO/f^/ClO/U-Cl Wood
working Technology Expert 
Project Officer-in-Charse

26 Ncv.. 1979 3 Jan. 1931

2 # Shocken
Ashitomi

LAO/7̂ /010/11-11 
Civil Engineer

1 Dec. 1979 30 Aug. 19=0

Local Staff
: f Mr ■ Bcrenta Assistant of Project 

Co-ordinator
1 Dec. 1Q7Q 30 March 19=C

. Mr. Somchin Technician 
Assistant 
Material Control

1 Dec. 1979 30 Sept. 1920

5. Ms. Tongfouan Typist 1 Dec. 1979 30 Sent. I 90C

6 . Mr . Da Droughtsrtan 1 Dec. 1979 30 Sept. 19=C
(periodically)

7. Mr. Bourmy 
. Mr - Bounthong 

9. Mr. Khasmheng

Goverment Counterparts

Fitter 1 Feb. 1900 2k Dec. i 960

Fitter 1 Jan. I960 2i Dec. I 960

Tooldresser 1 Feb. 1980 2k Dec. 19=0




