WUNDERCUTT 10
MANUAL

The Wundercutt10 is an all purpose tool designed to be able to complete cutting operations of a
project from start to finish.

BY MUNRO TOOLS LTD NZ






SHAFT: 58" STAIMLESS STEEL KRR WITH M2

CUTTER HEAD: DUPLEY STAIMLESS STEEL

HAMDLE: ALUMIMIUN WITH FOAM SKIM,

.

SCREWS:

SHAFT SCREW

SHAFTTOLINK -

M X 1IMM - CAP M5
DEFTHGAUGE LINK SCREVY

LINE TO-CUTTEREASE -

S X T0MM - CAF M

CUTTERBASE TS DEFTH GALIGE
MENEMM - TP MIS

CUTTER SCHEW -
SPECIAL M5 ek

ITTER SCREWY
CUTTER




CUTTERHEAD CONFIGURATIONS




LATHE SET UP
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Holding the Tool and Posture
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Depth Gauge
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Bowl
Internal Work
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