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1. Shaft-Mounted Rotary Cutter
(1a) Rotary cutter with alignment lip
(1b) Rotary cutter without alignment lip
NOTE: Castings machined together (must remain together/not interchangeable)

2. Stainless steel socket head drawn down screws
(2a) Draw down screw for lip side
(2b) Draw down screw for clamping side
NOTE: Model A-E (screws only) Model F-F3 screws with 3/8 lock nuts, F4 5/8 screws with lock nuts
3. Stationary Cutter Ring

(3a) with blade
(3b) without blade

4. Stationary cutter screw and hi-collar lock washers

5. Long-life anti-friction bearing (water lubricated)

6. Holding block wedge various sizes available {custom holding blocks upon resquest for additional charge)
7. Three (3) mounting screws and hi-collar lock washers for holding block

8. Propeller shaft (3/4” - 10" or 20mm - 255mm)

9. Anode (stationary cutter is isolated and requires independent zinc)
(9a) 10-32" x 9/16 socket head cap screw

10. Sound dampening plugs (pressed into stationary cutter blade wedge) models A - D have
separate plugs for each hole, models E-F4 have one piece for each side pressed into stationary wedge.

Model: Holding Block #:




STEP 1

Clean Shaft & Check for Taper
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A. Using sand paper, scrape and clean the shaft thoroughly. (Photo #1)

B. Use a dial caliper to determine where the taper (if any) ends from the propeller hub. The cutter can not be mounted
over a taper, it must be clamped onto straight shaft. (Photo #2) For acceptable installations, please refer to diagrams
A, B & C below.

C. Re-check the shaft diameter and make sure that it matches the cutter size that was ordered. The shaft should measure
approximately 0.002" (0.051mm) over nominal. (Photo #2)

CONSIDERATIONS WHEN SHAFT TAPER EXTENDS INTO CUTTER MOUNTING AREA
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Diagram A shows a straight shaft under an Diagram B’ shows part of the shaft taPer Diagram ‘'C’ (DO NOT ATTEMPT THIS IN-
area where the cutter is to be mounted. under the cutter. Asyou can see this STALLATION) Cutter cannot clamp on to
This assures full clamping of the cutter on to allows approx. 3/4 of the cutter width to‘ a full taper. The cutter follows the taper
the shaft. be‘clamp‘ed on to straight shaft, however it and causes loosening and spinning on
still provides adequate clamping force for the shaft
the cutter.

**NOTE: WHEN A FULL TAPER IS IN THE SPACE WHERE THE CUTTER IS TO BE INSTALLED, THERE ARE OTHER OPTIONS: (1) CUT A RING FROM THE STRUT
BOSS OR (2) INSTALL A “SPURS” SPACER BETWEEN THE TRANSMISSION AND SHAFT FLANGES. (REFER TO SPECIAL CONDITIONS ON PAGE 9)

*ALLOW MINIMUM OF 3/16” BETWEEN THE STRUT AND LINE CUTTER FOR END PLAY AND WATER FLOW. (WHEN THERE IS EXCESSIVE END PLAY OR LOOSE
MOTOR MOUNTS, ALLOW FOR MORE SPACE ACCORDINGLY).

NOTE: DO NOT APPLY PAINT TO ANY PART OF THE SPURSCUTTER.



Step 2

Installation of Rotary Blades
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A. Place the two shaft-mounted rotary cutter castings as close to the propeller as possible (cutter blade next to propeller hub)
considering exposed shaft taper (photo #3). Cannot clamp on taper.

B. 3and 5 bladed propeller: Position one cutter blade 1/4” - 1” behind the leading edge of propeller blade; the other cutter blade will auto
matically be in position (photo #4).
2 and 4 bladed propeller: Position cutter blade approximately 2" behind leading edge of propeller blade {photo #4)

C. First, tighten the screw on the lip side, closing the alignment lip completely {photo #5). This automatically aligns the groove
perpendicular to the bore

D. Second, tighten the opposite screw. This clamps the rotary cutter to the shaft.
NOTE: Only one side of the rotary cutter has an alignment lip. When tightened, this automatically aligns the stationary cutter groove

perpendicular to the shaft bore, allowing the stationary cutter assembly to spin freely in the groove without binding.
Rotary cutter castings are paired and must remain as a set (DO NOT INTERCHANGE).

Positioning Diagrams of Rotary Blades to Propeller Blade
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DIRECTIONS:
1) Looking aft, position edge of cutter blade slightly
behind leading edge of propeller.
2)  Cutter will cut in any position; however, it becomes

more efficient when positioned correctly. Example of wrong rotating blade location

3) Positioned correctly, cutter will also be more effi-
cient when reverse cut is made.

ALL PROPELLERS ARE
VIEWED LOOKING AFT—p=-

CUTTER BLADE POSITIONING with reference to the

CUTTER OPERATION

The leading edge of the propeller blade PROPELLER BLADES WRONG

draws the line into the cutting blades mak- Arrows on propeller blades below point to leading edge of ; ) )

ing positioning of driven cutter blade (%) propeller. VIEWED LOOKING AFT. When the cutter blade is forward of propeller blade, the line will lay on
important. top of cutter blade during this revolution of propeller. It will not be cut

until next revolution



Step 3
Bearing and Stationary Cutter Installation
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A. 1) Mold size cutters A through F, insert stationary cutter into U shape bearings. (Photos #6, #7, & #8)
2)Insert stationary cutter with bearings into groove of mounted rotating cutters.

.,,.m

A1. 1) Mold size cutters F1 through F4, insert each L- shaped bearing into cutter groove. (Photo #9 & #10).
2) Insert stationary cutter (with 4 side bearings in place) into cutter groove.

B. Tighten the socket head cap screw with lock washer in place (Photo #11). The lock washer is necessary to
keep the screw from hitting the bottom of the bearing.

Electrolysis prevention and ANODE INSTALLATION
sound dampening for 10-32" x 9/16 Cap head socket screw Cap anode in place
stationary assembly. - "

To prevent electrolysis, an
anode has been installed on
the stationary cutter assembly
and must be replaced as
necessary.
(Stationary cutter is isolated)

The Driven Cutter assembly is
clamped to the shaft and get its
cathodic protection from the REINSTALL: Lower anode over stationary cutter
shaft anode or propeller anode blade and screw down gently.
zinc



Step 4

Holding Block Alignment
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PURPOSE OF THE WEDGE HOLDING BLOCK

1. The wedge holding block, being firmly attached to the strut, provides the means for holding the corresponding wedge that
makes up the forward part of the stationary cutter.

2. When a line is caught between the stationary cutting blade and the rotating blade, the wedge forces the two blades tightly to-
gether, overcoming the resistance of the bearing and instantly cuts the line. Normally the stationary and rotating blades never
touch; they are held apart by the teflon bearing which purposely isolates the metals from wear.

3. At the instant of a cut, the blades come together.
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Mounting the wedge holding block

1. The wedge holding block is mounted on to the stern bearing tube or strut and held by stainless steel screws (provided with cutter). Holes
are to be drilled and tapped to receive these screws. The holding block is to be used as a drilling template held in place after the first screw is
installed.

2. The wedge holding block is to be mounted on the opposite side of the strut as the rotation of the propeller

3. The holding block must be positioned to accomodate the stationary cutter wedge, with the stationary cutter wedge inserted only half way
into the V of the holding block stopline. This is important to assure there is enough cleareance.



STEP 5
Drilling and Tapping
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NOTE: Mount the holding block on the port side of strut with a left-handed propeller, and on the starboard side of strut with right-
handed propeller.

A) Move the holding block into position until the wedge tip of the stationary cutter is half way into the 'V’ of the holding block. Stop lines are
marked on the holding block. This positioning is necessary to take up forward and aft shaft end play, allowing the stationary cutter to
move forward and aft. Shafts move slightly forward when the vessel goes forward and slightly aft when in reverse. We refer to this as end
play.

B) Drill and tap center hole first (photo #12 & #13). Mount holding block with one screw, then drill and tap the other two holes with the holding
blockin place

() Holding Blocks #4, #5, #5A
First - Drill and tap the upper hole. Second - drill and tap the lower hole. Third - Drill and tap the forward hole.

Drill and Tap sizing chart
Table of drill and tap selections necessary to drill and tap holes for mounting holding block to strut
SCREW SIZE TAP DRILL SIZE TAP SIZE
5/16" X 18 17/64" ORF OR1-.257" -.272" 5/16" X 18
M8 X 1.25 Metric 5.5 M8 X 1.25
3/8"X16 5/16" ORP-.312" -.323" 3/8"X 16
M10X 1.5 Metric 8.5 M10X 1.5

NOTE: Holding blocks: #AA, #A #1 #2 #2A - 5/16”" X 18 OR M8 x 1.25
#3, #3A, #4, #5, #5A - 3/8" X 16 ORM10X 1.5

Drills and taps are available for an additional charge



Installations for Special Conditions
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Condition #1

When the space between the propeller and the strut is too narrow to mount the cutter

Option #1 Removal of a ring from the strut boss of the width necessary to allow enough space for mounting the cutter, including any end
play.
Procedure is as follows:
A) Scribe a ring around the strut allowing space for the cutter and end play (Photos #14, #15 & #16).
B) Cut the strut through the bearings, stopping at the rubber. Using a knife, cut through the rubber and remove ring. Make
a side cut before a complete cut when the propeller is not removed.
() Remove ring and follow installation instructions.

Option #2  Install SPURS® Spacer between the transmission and shaft flanges. A 1” spacer will lengthen the shaft, allowing an
additional 1” for the cutter to be installed. (Photo #18) Custom thicknesses are available.

SPURS® Spacers are available through Spurs Marine:
Contact us for sizing. We will need the Make and Model # of your transmission.
SPURS” Spacers are solid steel, machined parallel within 0.001"

SPURS SPACER
/

Photo #18 Photo #19

Condition #2

Too much space between propeller and strut or stern tube:
(Photo #19). Contact manufacturer for special instructions. When a vessel with an unusual arrangement is encountered, send drawings for factory
installation assistance. A zinc collar between the propeller and the cutter may act as a filler.



Installation Requirements for

Fiberglass Struts

Fiberglass will not support screws drilled and tapped into it. The shearing force of a line cut is too great; therefore
the screws that hold the holding block will pull out.

We recommend when installing the holding block onto fiberglass that a metal plate, approximately 3/8" thick, be
embedded into the fiberglass. The plate should be stainless steel.
1) The installation is achieved by first measuring to determine the depth required, then routing
away the glass to receive the plate. Using stainless steel flat head screws and epoxy, mount
the plate into the routed area.
2) Drill and tap into the plate and mount the holding block.
3) Bond the plate and holding block by screwing a small zinc anode onto the plate.

Photos below are examples of a completed plate mounted into fiberglass.

Plates are fabricated at the boat yard to suit individual vessels.

Custom fabricated holding blocks are available as in the above photo.
Dimensional details of the vessel are required.



SPURS

Line & Net Cutter Systems

We have dealers worldwide!
You can locate a dealer near you or contact us
directly!

Please visit our website
WWWwW.spursmarine.com
+1-954-463-2707
spurs@spursmarine.com

Spurs Marine Manufacturing, Inc.
201 SW 33rd Street
Fort Lauderdale, Florida 33315

United States of America
Spurs Logo is copyright of Spurs Marine Mg, all rights reserved
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Registered to ISO 9001
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