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BME, Inc. Shave Holder Features

FASTER SET UP...All adjustments simple and
conveniant o operator.
QUICK ELIMINATION OF TAPER...Adjusting

screws in head are located off-center and
close to shave tool.

POSITIVE CHATTER CONTROL. . .Both gib and
spring float adjustments are easily accessible.

ADJUSTABLE BASE...Base permits use on
machines which do not have slide adjustment.
UNIVERSAL USAGE OF BASE. . .Simple reversin
of head permits using same base for all norma
shaving positions.

NO FLEXING OR LOSS OF ACCURACY. . .Heavy-
duty head is made of 6150 steel and heat
treated to Rockwell 40-45C

SIMPLE TO RECONDITION. . .Can be recondi-
tioned by using only a surface grinder.

AVAILABLE IN EIGHT DIFFERENT SIZES...%"
through 3 %2 capacity.

IMPORTANT-HOLDER NO. CODE

letter after the roll no.

It different roll rest is needed L.H., R.H., or Wide add the

macking S weap  ROUL mopnr BASE Example:  AS-28-10.H.-41-68
AS 249 1 1 68 o
AS-29-1W-41-68
H_
[ -I"" !
T R - l 1 -EZ_ h
b~ s [l B
u_.u“ L :L. —p
STD. STRADDLE A Lﬁglffnﬁrr/m RH. nﬁm/ﬂ |
AOLL REST Jn i ROLL REST Lod
*TOOL HEIGHT ~J= E} E}
OME-HALF THE SMALLEST E | Lyl L_ |
DIAMETER TO BE SHAVED ] A
s () Lx+  TOOLING CHART
HEAD CODE No. 29 36 51 48 49 75 47 40
MAX. CAPACITY Sg" " X 158" 2 25" 255" "
MIN. CAPACITY -0- 0 -0- e %" 1" " 158"
DOVETAIL SIZE £ 1" i 1" 1" 1" 14" 11
A B 1.00 1.12 1.31 1.50 1.62 1.81 2.25
B 1.3 1.68 1.75 1.75 1.81 1.81 1.88 1.94
c 914 1,289 1.289 1.289 1.557 1.657 1.789 1.789
D 36 53 53 53 53 53 41 41
E 25 34 34 Y] 42 42 42 42
F 75 1.25 1.25 1.25 1.25 1.25 1.25 1.25
G EX a7 a7 a7 50 50 50 50
H 1.62 237 237 237 262 2.62 262 2,62
| A2 19 19 19 .28 25 25 25
J 56 R B 81 R4 . 91 Rl
K 1.00 1.38 1.38 1.38 1.56 1.56 1.56 1.56
L ] -06 - 06 -.06 .M 0 .0 m
M ar 57 57 57 66 66 66 BB
N 81 1.19 1.19 1.19 1.32 1.32 1.32 1.32
P 43 1.18 1.18 1.18 1.30 1.20 1.30 1.30
[ B 1.81 1.81 1.81 196 1.96 1.96 1.96
R 1.3 2.43 2.43 2.43 262 262 262 2,62
5 3.38 4,43 5.06 5.25 5.68 5.93 B.44 7.97
| ROLL REST CODE No. No. 1 No. 3 Na. 3 No. 3 No. 5 No. 5 No. 5 No. 5

IF ADDITIONAL INFORMATION IS NEEDED, CALL BME, INC. AT 810.937.2974




‘ Screw Machine Solutions

Model “B” Shank Shave Tool Holders

SPRING
'UI RETAINER

BEFORE MOUNTING shave holder to block, set
spring retalner and gib pressure. This is done
by adjusting glb adjustment set screws which
pushes the gib against the side of the head

L/ creating a definite drag noticeable while float-
FOR TAPER ADJ. SHANK & MOUNT ing head by hand.
HEAD
The cutting tool is held by the dovetall clamp.
*FLOAT I"_B Locating with a scale or straight edge on the
iDJUSTMEHT\_\ DOVETAIL CLAMP face of the head, move the cutting tool forward
BRACKET to the highest point of the cutting edge. This
TMENT CUTTING TOOL will place the tool on the center line of the roll
Gl AoJusTME \ rest, Then lock dovetall clamp.
i l- — bemmmen “I .~ WORKPIECE Three roll rest positions are available: Left,
A ; = 1 center and right. If a second roll rest is required
! Vi it may be added (Left side then right side).
With the roll rest in the correct position, break
Zs,.m“ & MOUNT tension on T-bolt nut and adjust the adjusting
ROLL REST screw to the approximate position in relation
to the diameter to be shaved. This may be done
FOR TAPER ADJ. with a gage block between the roll and cutting
ARRER e edge. Then secure by tightening T-bolt nut.
*FLOAT ADJUSTMENT
SIHE T-BOLT NUT
ORDERING MINIMUM
HOLDER CODE NO. HEAD SIZE & DOVETAIL CAPACITY A B REF NO. NOTES
29-2 5/8"" Capacity 5/8" D.T. —{— 1.000 2.50 f2-2
36-62H 1" Capacity 58" D.T. —0— 1.250 312 G2-62H
36-4H 1" Capacity 1" D.T. —0— 1.250 3z 62-4H
51-5 1 1/4" Capacity 1" D.T. —0— 1.250 3.50 62-5
486 1 5/8" Capacity 1" D.T A7 1.500 3.50 62-6
49-7 2" Capacity 1 1/4” D.T. il 1.500 3.50 627
757 2 1/4" Capacity 1 1/4" D.T. 1.00 1.500 3.50 62-8
479 2 5/8" Capacity 1 1/2" D.T. 1.25 1.500 375 62-9
40-11 3 1/2" Capacity 1 1/2" D.T. 1.62 1.750 412 62-11

MOUNT HOLDER to block on machine and secure holddown
bolts on block after locating sideways to spindle.

Square head to workplece by taper ad). screw on block (oppos-
ing). Break tension on bolt clamp on block if necessary to permit
swivel of head ass’y., then retighten.

To adjust holder endwise: move cross slide cam to the high
point, with bolt clamp on block slightly tightened. Slide shank
forward or backwards until the cutting tool reaches centerling of
workplece. Be sure to adjust the float adjustment screw* so that
the roller touches the workplece first. This will pull the cutting
tool into the workplece (approx. 116 float). Re-set spring retalner
pressure. The cutting tool can pass the centerline of the work-
plece by only a few thousandths. This will help maintain size.
More than a few thousandths will cause drag back of the tool
and tends to break down the cufting edge prematurely.

After all adjustments have been made, be sure to tighten dove-
tall clamp, bolt clamp on block and holddown bolts.

*IMPORTANT - When float adjustment bracket® in-
terfers with cross slide as in FIG.-1, remove the
bracket and use the float adjustment screw.*

In positions where float adjustment screw cannot
be reached, back-off float screw (approx. 3/8") and
use float adjustment bracket as in FIG. 2,

Only one float adjustment may be used.

\ A‘r ADJUSTMENT BRACKET

“FLOAT ADJUSTMENT SCREW

IF ADDITIONAL INFORMATION IS NEEDED, CALL BME, INC. AT 810.937.2974
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\"“" "’:ﬂ inu BEREWS 1K)

BACK ADJ, FLATE

FIG. 1 & 3:

FOLL MEST

ARJUSTING SCRDW

FOR:
NEW BRITAIN
MACHINES

LaY-pur

Model “*B"' Shave Tool Holders are factory assembled as in lower front slide and top rear slide.

FIG. 2 &4

To use holder In top front slide and lower rear slide as in FIG. 2 & 4, remove cap screws (A) and cover plate, detach base from lower base. Now! detach
back ad]. plate from lower base, pul back adj. plate on other side of lower base. Remove back ad]. screw, and put in other tapped hole on base. Re-
assemble lower base with back ad). plate on top of base, replace cover plate and cap screws (A) from other side, as shown in FIG. 2 & 4.

BEFORE MOUNTING holder to cross slide! See if holder is set-up for that
position (See lay-out).

Set spring retainer (not shown) and gib pressure. This is dong by adjusting
gib adj. set screws which pushes the gib against the side of the head creating
a definite drag noticeable while floating head by hand.

The cutting tool is held by the DT. clamp. Locating with a scale or straight
edge on the face of the head, move the cutting tool forward to the highest
point of the cutting edge. This will place the tool on the center ling of the
roll rest. Then lock DT. clamp.

Three roll rest positions are available: left, center and right. If second roll
rest is required it may be added (left side then right side). With the roll
rest in the correct position, break tension on T-bolt nut and adjust the
adjusting screw to the approx. position in relation to the diameter 1o be
shaved. This may be done with a gage block between the roller and cutting
edge. Then secure by tightening T-bolt nut.

MOUNT HOLDER to machine cross slide and secure lower base by tightening
cap screw (B) after locating sideways to spindle.

Square the head to workpiece by taper adj. screw (opposing). Break tension
on head bolt if necessary to permit swivel of head ass'y,, then retighten.
To adjust holder endwise: move the machine cross slide cam to the high
point, with cap screws (A) slightly tightened. After starting the machine,
adiust the back adj. screw forward or backwards until the cutting tool reaches
centerling of workpiece. Be sure to adjust the float adjustment screw so
that the roller touches the workpiece first. This will pull the cutting tool
into the workpiece (approx. 1/16 float). Re-set spring retainer pressure.
The cutting tool can pass the center line of the workpiece by only a few
thousandths. This will help maintain size. More than a few thousandths
will cause drag back of the tool and tends to break down the cutting edge
prematurely, After all adjustments have been made, be sure to tighten DT,
clamp and hold down both (A) and (B).

POSITION T0 ORDERING
MACHINE MODEL BE USED HEAD SIZE & DOVETAIL HOLDER CODE NO. NOTES
51 Ea.ﬂ 52 1,23, 4& 5 5/8 CAPACITY  5/BD.T. NS-29-1-41-518
51452 3.4,45 1" CAPACITY 17 D.T. N5-36-3-53-1
60 1§, & 4§
51 & 52 .03, 4.5 1174 CAPACITY 17 D.T. NS-51-3-53-71
60 1§ & 4§
1.3.44 11/4" CAPACITY 17 D.T. NS-51-3-33-49
61 1.3.44 15/8 CAPACITY 1" D.T. NS-48-3-33-49
1,3, &4 21/4 CAPACITY  11/40.T.
1,2.3.4,5 1174 CAPACITY 1" D.T. NS-51-3-33-49
62 1.2.3.4.5 15/8 CAPACITY 1" D.T. NS-48-3-33-49
1§.3.4,5 2* CAPACITY  11/40.T. NS-49-5-33-49
1,2,3,4, &5 21/4 CAPACITY  11/4D.T.
625, 627 1,2,3,4,&5 25/8 CAPACITY _ 11/2D.1. NS-47-5-32-558
635 1.2,3.4.&5 31/2 CAPACITY  11/2D.T. NS-40-5-32-55
812, 816 1.4.5 &6 11/4 CAPACITY 17 D.T.
817 1.4.5.46 15/8 CAPACITY 17 D.T. NS-48-3-33-65
816 & 817 1,4.5 &6 7" CAPACITY _ 11/4D.1. N5-49-5-33-65
1.4,5 &6 21/4 CAPACITY  11/4D.T.
82 4.5 &6 2" CAPACITY  11/4D.T._ N5-49-5-33-65
4.5 &6 2 1/4 CAPACITY 1 1/4D.T.

IF ADDITIONAL INFORMATION IS NEEDED, CALL BME, INC. A'i' 810.9

§ = ALTER CROSS SLIDE

Fd= MAX. DIA, WILL NOT CLEAR INDEX WITH 1 1/4° Siock

37.2974



BME;NC MODEL “B” SHAVE

Screw Machine Solutions

B

RE. 1
LOWER FRONT SLIDE

LAYDOUT

IWNSTRUCTIONS

FOR:
ACME MACHINES

AG. 1

Model “B" Shave Holders are factory assembled as in lower front slide.

FIG. 2

To use holder in top front slide as in FIG. 2, remove hold-down bolts (A) and plate (B),

detach base (G) from lower base (D). Put lower base (D) on top of base (C), replace

cover plate (B) and hold-down bolts (A) from other side.

FIG. 3

To use holder in top rear slide, as in FIG. 3, remove as (shown in FIG. 2}. Tighten set

screw on gib (E), so head (F) does not move. Remave spring retainer (G) and spring

(H}. Back off float screw (I). Detach head (F) from base (C) by removing head bolt (J)

and backing of taper adjusting screw (K). Rotate base (C) 180° to correct center height

and re-assemble.

BEFORE MOUNTING — Holder to slide!! See if holder is set-up for that position. (See
layout ), set gib pressure against head by adjusting set screws (E) to create a definite

drag noticeable while floating head (F) by hand. Cutting tool (L) is held by clamp (M) and

should be positioned with cutting edge flush with face of dovetail seat. With roll rest (N)

in correct position then adjust adjusting screw (0) to approx. position to the diameter to

be shaved and secure by tightening T-bolt nut (F).

MOUNT HOLDER — To machine slide and secure lower base (D) by tightening screw

() after locating to spindle. Skde upper base (C) to locate tool to workpiece and secure

by tightening two top screws (A). Square head (F) to workpiece by taper adjustment

screw (K) opposing. Break tension on head bolt (J), if necessary to permit swivel of

head, then retighten. Position the head carrying the tool and roller to center ine of work

piece by adjusting float screw (1). Move slide back from centerline of workpiece so that

roller and head pulls approx. 1716" float into the workpiece, set with float screw (1),

Re-set spring refainer prassure (G).

POSITION ORDERING N\ v/
MACHINE: SIZE & MODEL 0 BE HEAD SIZE & DOVETAIL HOLDER CODE No. NOTES ®@ 0O
USED
% RA A 1" RA- “ 283 4
%" RN 200,34 4 %" CAPACITY % D.T. AS-29-1-41-68
G16”, 1" AA & RAN-6 200.3 & 4 ® @
%" RAS 200,445 - —
% RAG 1" RA4 283
%" RN 200,344 1 CAPACITY 1" D.T. AS-36-3-25-30
916", 1" RA & RAN-6 200,34 4
%" RA-8 200,445
1% RAG 20D, 3 & 4 v J
1%" RE-8 20D 4 &5 1% CAPACITY 1" D.T. _ AS-51-3-33-42 ® ®
1% AGS 200, 3 & 4 1% CAPACITY 1" D.T. AS-51-3-33.60 a
1%, 2 RAS4 283 1% CAPACITY 1" D.T AS-48-3-33-42
1% RBN-8 20D, 4 & 5 @ 6 ®
1%, 2" RB & RA-G 200,384 15" CAPACITY 1" D.T. AS-48-3-33-39 =
1%, 2" RB- 200,445 @ @
2" RAS-B 200,3&4 2" CAPACITY 1% D.T. A5-49-5-33-43 a '—1
2" RA-B 200,354 2" CAPACITY 1% D.T. AS-49-5-33-40 1
2" RB6 200, 3 & 4 2" CAPACITY 1%" D.T. AS-49-5-33-39
2" AB-E 200,485
2% RB-4 283 2% CAPACITY 1% D.T. AS-47-5-32A-50 ~
24" RE-B 200,344 ,@ @
2% RAG 200, 3 & 4 2% CAPACITY 1% D.T. AS-47-5-32A-38A
2% RB-8 200,445 2% CAPACITY 1% D.T. AS-47-5-37A-69 ® r"
% RB-4 2 -1 a
- &3
%" RA & RB-6 200, 3 & 4 3% CAPACITY 1% D.T. AS-40-5-32A-50 ® @
3% RE-B 200,445 @
4" RB-6 200, 384 4" CAPACITY 1% D.T. AS-00-5-32A-50 ] _l I_

IF ADDITIONAL INFORMATION IS NEEDED, CALL BME, INC. AT 810.937.2974



Model “B” Shank Shave Tool Holders
FOR: DAVENPORT MACHINES

ALSO: 7/16 ACME, B&S & OTHERS
N
0

®TOOL HEIGHT - A" MINUS ONE-HALF THE
SMALLEST DIAMETER
TO BE SHAVED

T =1
T —t+ S DIa
] ] = i
—H— |
LH. OFFSET RH. OFFSET 3TD. LH STRADDLE I I
ROLL REST ROLL REST ROLL REST Q—
716 ACME, ORE MO G shave holder to block, set spri
MACHINE B&S DAVENPORT|DAVENPORT E&ill:ir:rEan J ;ETFE:W;_"?“H is ;mm by 8 ;liﬁ:z !;:E
ustment set screws which pushes the gib against th
HOLDER No. 121-79 111-87 95-87 ik of e oot coatng 8 Gofnit cag oGceso whle
floating head by hand.
REFERENCE No. 62-1H 62-72 62-77 The cutting tool is held by the dovetail clamp. Locating
with a scale h the face of the head,
MAXIMUM CAPACTTY [ 172 55" 7 e culting 1ol orward 1 the highet pot of B uting
= =()- =)= This will place the ool on the center line of the roll
'NOMINAL DOVETAIL SIZE | 1/2 7% /7] |t ok e .
AT Ti Il rest it jlable: Left and right. If a
“TOOLING CONSTANT™A" | 0.62 068 08T | | T ot et trs s i Lt w1
C 0.72 0.72 0.72 B L L I ot
e = ng screw in
D 0.20 0.20 0.20 T o 1 Bt o bo Shved. s may o oo il
B 0.22 0.22 0.22 a gage block between the roll and cuting edge. Then secure
STD. ROLL “F1” 0.62 0.62 0.62 by tightening T-bolt nut.
w“ erﬁ 0.75 0.75 MOUMNT HOLDER to block on machine and secure
G 0.31 0.31 0.31 holddown bolts on block after locating sideways to spindle.
head to iece by taper ad|. screw on block
!il é?é EI gé E}gé f:pf:;ing}. Ere::'r:nsiun an hu:l: clamp on block if
J H‘th 0_04 0‘04 necassary to permit swivel of head ass'y., then retighten.
K 098 | 098 | 098 | | Bubaraaroan oo siecnione e
L Ugﬁ 0.26 0.26 forward or backwards until the cutting toel reaches
M 0.67 0.67 0.67 centerline of workplece. Be sure to adjust the float
N -0.05 -0.05 -0.05 adjustment screw* so that the roller touches the
P 277 2.90 3.15 workplece first. This will pull the cutting tool info the
* : . workpiece (approx. 1116 float). Reset spring retainer
Q 2.75 2.00 2.00 prassure. The cutting tool can pass the centerline of the
R 2.12 2:25 _25 workplece by only a few thousandths. This will help
S 0.87 1.00 1.00 maintain size. More than a few thousandths will cause drag
T 1.98 1.98 1.98 back of the tool and tends to break down the cutting
edge prematurely.
W 0.37 0.37 0.37 After all adjustments have been made, be sure to tighten
ROLL REST ASS’Y No. 15 No. 15 No. 15 dovetall clamp, bolt clamp on block and holddown bolts.
ALTERATIONS & SPECIFICATIONS REQUIRED FOR DAVENPORT SHAVES TO RUN
_l—'\_:-hh“‘.. 1187 1732 CLEARANCE
&* DIA. / oM T8 BLA '|T ) 4 = T1=229 = T1=H35
STD. CaM i ; e o s
1 gl v En [ i A ey
. gt :gg -:-:‘:-—lillf:m [ _U_ _'I
& k. ' REMOVE BLOCK S0B0-413 —-*'ﬂf?L:—‘q}"— o SB0=-64=1 DAVENPORT -
ALTER STD. FORMING CAM e o e T R TR roc AR

IF ADDITIONAL INFORMATION IS NEEDED, CALL BME, INC. AT 810.937.2974




MODEL ““B” SHAVE D m ST[‘ @ @ @Tr I:I@ D\US

BEFORE MOUNTING shave holder to machine pocket slide, set
spring retainer and gib pressure. This is done by adjusting gib
adjustment set screws which pushes the gib against the side of the
head creating a definite drag noticeable while floating head by hand.

The cutting tool is held by the dovetall clamp. Locating with a scale
or straight edge on the face of the head, ,move the cutting tool
forward to the highest point of the cutting edge. This will place the
tool on the center line of the roll rest. Then lock dovetall clamp.

Three roll rest positions are available: Left, centes as shown and
right. If a second roll rest is required it may be added (left side then
right side). With the roll rest in the correct position, break tension
on T-belt nut and adjust the adjusting screw to the approximate
position in relation to the diameter to be shaved. This may be done
with a gage block between the roller and cutting edge. Then secure
by tightening T-bolt nut.

FOR:
CONE MACHINES

MOUNT HOLDER in machine pocket cross slide with spacers, to
bring the shave tool holder into position sideways. Like other cross
slide tooling, using wedge adjustments.

Square the head to workpiece by taper adjustment screw
(Opposing). Break tension on head belt if necessary to permit
swivel of head assembly, then re-tighten.

To adjust holder endwise to bar: Move the machine cross slide cam
to the hi;ih point, with strap slightly tightened across base of the
holder, Alter starting the machine, adjust the end adjusting screw
forward until the cutting tool reaches center line of work piece. Be
sure to adijust the float adjusting screw so that the roller touches
the workpiece first. This will pull the cutting tool into the workplece
(approx. 116 float). Re-set spring retalner pressure. The cutting tool
can pass the center line of the workpiece by only a few-thousands.
This will help maintain size. More than a few-thousands will cause
drag back of the tool and tends to break down the cutting edge
prematurely. After all adjustments have been made, be sure to
tighten dovetail clamp and machine strap.

ORDERING POCKET
HOLDER CODE NO. HEAD SIZE & DOVETAIL SIZE ] c D E F | G=0m00
* CS-46N - 1-31IN - 37N 58" CAPACITY 58" D.T. 1.500 2.94 1.75 1.82 21 256 354 | .
*CS-46-1-31-37 1" CAPACITY 1" D.T. 1.500 294 1.75 212 2 2.56 354 |
CS-36-3-61-35A 1" CAPACITY 1" D.T. 1.500 375 1.75 250 15 3.26 532
CS-36-3-61-20 | 1"CAPACITY 1"D.T. 1.750 375 1.75 250 15 3.25 532
CS-51-3-24-20 114" CAPACITY 1"D.T. | 1.750 a7s 2.00 250 .15 3.7 532 |
CS-51-3-24-354 114" CAPACITY 1"D.T. 1.500 175 2.00 250 .15 237 532
CS-48-3-24-20 1 5/8" CAPACITY 1"D.T. 1.750 175 2.19 250 .15 162 532
C5-49-5-24.20 2" CAPACITY 114" D.T. 1.750 a7s 238 250 15 362 460
* CS-86-5-27A-32A 2 1/4” CAPACITY 11/4" D.T. 2500 5.00 255 275 .18 287 554 |
*CS-66-5-27A-50 2 1/4” CAPACITY 11/4" D.T. 3.000 5.00 255 275 18 aa7 554 | .
CS-47-5-27A - 32A 2 58" CAPACITY 11/2"D.T. 2.500 5.00 2.81 275 18 4.00 A38
CS-47-5-27A-50 2 58" CAPACITY 11/2" D.T. 3.000 5.00 2.81 275 18 4.00 438
* CS-50-5-27A-50 31/4" CAPACITY 11/2" D.T. 3.000 5.00 3.06 275 18 | 425 438 |, |
* CS-50-5-27A - 32A 31/4" CAPACITY 112"D.T. 2500 | 500 3.06 275 .18 4.25 438 | .
CS-40-5-28-33 3 1/2" CAPACITY 11/2" D.T. 3.000 4.75 3.25 262 k1 4.34 312
*CS-90-5-28-33 4" CAPACITY 158" D.T. 3.000 4.75 3.75 262 E 4.29 216 | .
*C5-91-5-28-87 5" CAPACITY 158" D.T. 4.000 . . . . . . .

* NON-STD. QUOTE ON REQUEST

IF ADDITIONAL INFORMATION IS NEEDED, CALL BME, INC. AT 810.937.2974




Replacement Parts and Tool Holders:

Save money - Tune up your existing Empire shave, recess
attachments and tool holders with genuine replacement parts.

* Shave Heads * Cover Plates e U-Joints

* Dovetail Clamps * Head Bolts e Splines

* Adjustable Plates e Head Pins * Bearings

 T-Slot Bolts * Adjustable Brackets e Lock Nuts

e Spring Adjustable * Adjustable Screws * Lock Washers
Screws * Bushings * Grease Fittings

* Roller Brackets e Shanks * Snap Rings

* Roller Pins * Springs (all sizes) e Base Housings

e Adjustable e Slides * Couplings
Screw Rollers * Slide Plates * Pinion Gears

* Adapter Plates * Draw-bar Brackets * Bevel Gears

* Wide/Narrow Rails * Grease Seals * Gear Shafts

* Gibs * Oil Rings * Spur Gears

* Adjustable Brackets * Snap Rings e Arbors

 Compression Springs ¢ Retainers * Lock Screws

* Bases * Spacers * Base Mounts

* Lower Bases e Threaded Pins * Base Housings

* Keys * Stationary Brackets * Head Shafts

* T-Nuts * Sleeves * All Fasteners

DIVIE, .

%
S S Screw Machine Solutions

When it has to be right! —

www.bmeattachments.com

Office 810.937.2974 / Fax 810.937.2975



