


Operating Instructions
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The 14701 Adjusting Dial sets the proper clearance between the
Knurled Forming Roll (11613) und Plain Forming Rell  (11612) . To op-
erate machine properly, adjust the dial to thickness of material to be used
and feed material with lead edge preformed into the rolls. (Preforming can
be done by inserting material into slot cut into lower right of machine table
top.) Proper adjustments will result with o smooth reqular flange. Too much
pressure will create a *‘buckled'’ flange showing a heavy knurl marking on
flanged edge of the material. Insufficient pressure will couse material to
slip in the rolls dnd not be powered through the machine.

The buckled flange can also be caused by too much pressure being ex-
erted by the pressure arm (40070) . Consult setting chart in manual or
data on machine. A slight change of the above settings may have to be
made to suit variances in material.

An irreqular flange on curve surfaces would be caused by not enough
pressure on the pressure arm and the dial setting should be increased by a
clockwise adjustment.

A section of material formed with a buckled flange can be corrected by
moving Auto Guide lever arm roller assembly back and out of position. Then
start flange back through the machine. Do not apply any pressure to ma-
terial — but only support piece as it goes through machine.

To eliminute galvanized accumulation on knurled forming roll it may be
necessary from time lo time to apply either kerosene or a light machine oil
to the knurled rell. This will aid in keeping the roll from an over deposit of
galvanized material. If galvanized material packs into knurl recesses it is
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When running materials, other than cold roll steel or galvenized, e.g.
aluminum stainless or copper, a slight modification of the standard
settings may be required to operate properly.

For Running:  Aluminum, Copper (soft) Materials:

The above materials will require a looser setting on both the front
gauge (thickness) setting end pressure setting (spring pressure). Ex-
perience or test settings will be required. Should material shear at
the corner, the damage could be caused by excessive pressure or
metal pick-up and "‘galling’’ on the lifter button.

Where ‘‘galling’' or metal pick-up is evident, the material will re-

quire lubrication to the part of the material being formed. Lubricants
such as kerosene or a light machine oil should prove udequate.

For Running: Stainless Steel or Hard Brass Materials:

Increased spring pressure may be required for running certain types
of stainless. A standard thickness setting is adequate. A drawing
compound may be necessary to eliminate pick-up. A special aluminum
bronze lifter button may be necessary for prolonged tise of stainless
materials. (A special quotation would be required for this button.)
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