


SAFETY PRECAUTIONS

Before attempting operation of your new melal forming machine, carefully read the Desaripbion and Paris Manual

Balt maching on siand, anc stand on the foor sacuraly, to prevand injury i the oparatar by the machine's sliding off tha
stand or having the stand top oves For nght b~ aperation pasilion 1o allow handie 12 be clear of tha right end of
stand. The factory stands are drilied

 for nght or left hand opecation wilhout modifizaton)

The fiotr around the machine showd be clean, and free of scraps, il or grease A suitsble nonskid material showld be
apoked fo the ficar & the wark steton

Femavs presenvatives rom (e maching Keep cear of he shear blades when moving. Instzling or daaning $ie equipmant
Keer guard in place when nol using the sip roll,

Do ot permi? [@king ar horseplay with the opsrator,

Do not operate the maching when ather persons are in contacl wilh the machine or the wark piece.

Keep fngers clear of the area In fronl and rear of the shear blades.

Keep dear of the 'shp” roll "nlp’ painis.

Keep hands clear of press brase dies whan forming metal

The maxmum capacity of this maching is 20 gauge mild sies! Exceeding the capacity of the machina may be
hazardous & the cperator

CHECK LIST

The machine is assamblad wihout the exception of the falowing parts in the Equipment Package

EQUIPMENT PACKAGE

Back gauge sgsembiy including 2 pes of rods and stop wilk micro adyusting nuts

Descriahon and parls manusl

INSTALLATION

STAND

Seleci 2 slurdy stand, preferably a haavy-duly stee $1and, 12 locate ihe machne so the operaling handie will swing
cigar of the eng of the stand, Securety ball machine ko stand usng 1-1/8° leng hex head bolt with washers and nuss{ If
you alss bougnl machine wilh siand, the bolts and washers. nuts will be included for free charge) Machee stand mus!
he bolad on oo Place maching clear of cbstructions to permil access o all sides.



GENERAL

Install back gauge assembly inaithers  he ¢ i@ Bngle ron points down) of the prass brake | the angle ron poing
up] position. Insigl handie on eifherend, 2 ‘gitend, when faong the machmna, is proper for ngh- handed cparasors.
Lock the hreaded roas with the 1/7° LH nufs. - rovided in front in the shear position, in back in the brake posilian.

The profective coating on the bare metal parts may be deaned by using kerosene. Exercise caution when using
inflammabie salwanis.

MACHINE DESCRIPTION

CAPACITY

Thi machire is raled io shaar-brakesof 20 gauge mild steal o equal in other matarials. Exceeding the rated capacity
of the macking « any widih of matenals is hazarous

1) HANDLE

Thee porm =t procecure wil began at side of the hande in he ecceniric boss and cap assamibly 51 thal shear or press
brake ape-ration funclions with the handle in the down siroke mooe, The hendle may be in ether positon when foming
with the sip noll

2) PRESS EsTAKE
Seclional fingers allaw box and pan woek up o 30740 width by incramends.

Al Place a piece of 407 or 307 lorg wood on fhe boflom die ard clese o contact with the upper ®es. Locaan the
retaining screw(s] io make fhe propar salection of dies for the job. Set the brake supper! beam. Casting By roletng fe
handie until the woed forces Bie dies b seal unifermly in ihe upper beam. Lock &l 7 pes of clamp screvws seclnaiy

B) Ta adjust brake beam fo make 30 degrae bends at the botiom of $e sifoke, loasan ocking cap sorews slightly
Adjust braka beam adjusting scraws, located al #ach end abowva beam, untl 1es1s refiect & 30 degree bend at both
ends of braka. For special repetitive bends or other dies, the braks beam may be adjusted to over bend the desired
angle since the metal will have some ‘spring back’,

C} When figrming, there will be slight seratohing affact on Ihe Battem of the work piece caused By he comers of the
female die. This can be eliminaled by using me wear pad accessory. This 5 paniculerdy meeded when bending
anodized or pre-fnishad surlaces,

3) SHEAR
Cuts full 307407 widih of 2Dgauge mild stzel or equal in ofer malerials,

A) 'Whean shearing, the wark should be squared against the squaring guide. The holddown should be adjusied not mone
than 1/4" abave table when the shear blade is in its fully 'up’ posEon. When the blade stan dowmeard [ravel, he
holddown =hould immedialefy rest aganst fe work piece, hoidng @ in piace. Do not reéch 8round maching to grasp
the cul-fall piece, The out-fall should ba aliowed to drop on & spesial [able previded to receive the work & piece
exceads size of the avadable tabia.

B) To grevent tstortion, 'Enun'.r'mdla facifiate piercing when natching. The maximum notch thal can be cut al cne
tima is 3/4". By prograssing in 5/8” steps, deeper nolch can be cut
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(1 To adust lower shear biade, keosen screw ioceed in each 2na of 1Eblke. Two adjusing scraws localed on ledt and
nght side under table. By agusing screw in ar out the Iower biage can be brought in contact with tha upper shear
blade so & siiff paper can be cul.

D) Shargening af the shear blades should be dona according to standand practices by a compelent grinding sarvice
using wed grinding lechrques. The biades are made of SK-4 sieel or agual

E} The shear Diades are nlarchangeable. The Srglief of pesition es ihe cutling edps 15 in the upper blace, The 5 relief
i5 not wsed on fe loeer Hada,

4)SLIP ROLL
158 1-172 diameder rals provided with wire farming groowes.

o) The sip roll guarg must cover the sip rolls excepl when malenal & beng fed inta the ralls. Close (e quard when the
aling operation is completed,

B} The slip rall may be used fo form straighi cylindrical peeces down [0 approximately the diameter of the rolls, Cones
af limited size and wire loops can be formed by using the wirg fzrming grooves

C] The miligl bending process can be simglified if 2 shght band is made on the press brake die on the kading 2dge of
he metal il this does nat inlerere wih fhe proposed fnal shapa or dasicn on the lormed part.

O) Whean removing closed cylindrical pieces, the upper roll may be relessed al the ight hand end by opening the rol
latch. Releasing (he ension in the lop dive rall & both ends will permil the roll fo be angled forwerd at the right end

and the cybndrical plece removed,

E} Whenever oparating the siip roll, the upper roll must provide sufficent pressure an the work 1o feed properly.
Bewara of the "NIF point and inbersaction of the upper and lowar rolls,

GENERAL

Thiz maching has besn made wilh the best materials available. '"With proper care and lubrication, #l will provide many
years of satisfactory serwca. Remember, even a hand opeealed maching can cause injury if tfhe operalor is careless on
altempts o parfoern an cperation for which the machéne was nol infended.

MAINTENANCE

Tha shear biades are-interchangeable. The 5 ralisf i eiways the upper tlade cutiing edge. The lower tlata culting
edge has no reliel ard the blace is netaled with te 5 relisf sgeinst e Eble adge.

LUBRICATION

Agrease, such as bricafion, shauld ba kepd on e rod gears on (he end of Ihe rols. Grease the surface batwean the
shaar blade support anc the back spacer bar. Graasa shear sugport beam balt an tha front side of the shaar suppart
beam. Greasa e balks and plieg an (he shear mederial holdoown quard

The parts of this mahcine which are pround should be costed with 2 ght film of ail. 4 very light fim of oil on the =lip
rodls will inhibit rust
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ELIMINATED OBSTRUCTICONS

" Handle wil not rofate 360 degrees
* Upper shear baoe sar may be loase. Tighten bar locking screws frmly, Crvar hghtening will cause siff speration,

* The male and famale die may be adusted foo close or on ooject betwesn [ha mae and female dies. This iy ba
preventing relabon of the handle.

" Top rolis may be locked by cwer-Bghiening acusiment knots

" The lower tabée may be sef oo close ta plane of Me nipper shegr blade.

SPECIFICATIONS
MODEL SFECIFICATION 40" 30"
PRESS BRAKE Bending length 40" (1000mm) 30" [7BZmm|
Mnx.Band capacity 004" 1mm) 0.04"(Ymm)
in mikd steol
SLIP ROLL Slip rall capacity 0.04" [1mm} 0.04" [T mm])
in mild stesl
Dizmater rolls 2" [486mm) 1-412"{ 3B}
Wiregraaves S34mm) 164" [4-1/2mm)
T3 E-A7Zmm)
SHEAR M. Shear capacity 004" imm} ﬂ.ﬁ#‘{1 mrm)
Max. Cutting langth 40" (1000 mmy| A" (FE2mm)|
Back gauge range 1216”1 L. Tmm----406mm)
Front gauge range 12" =187 12.Tmme~--406mm)
SIZE OF DIE SETS 3 1727, 3% 47, 4", 6%, 10"
40" 1" 4,6 T 1
OTHERS Packing size a7 21"x 19" 40"x 1 B x 27"
Met waight &40LBS(I00KGS)  2BELBS(130KGS)
Gross weight STOLES[240KGS)  JIDLBS[1S0KGS)
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PARTS LIST

DESCRIPTION

FRAME, SI0E CASTING R
FRAME, SIDE CASTING L
ARM ACTUATING

BEAM, BRAKE SUPFCRT
TABLE

BAR. SPACER

BAR BLADE

ANGLE

ROD THREADED

BAR

DIE, BRAKE FORMING 1071 2"
DIE. BRAKE FORMING 578"
DIE. BRAKE FORMING 477"
[ME, BRAKE FORMING 478"
DHE, BRAKE FORMING 374"
DEE, BRAKE FORMING Z72°
DIE, BRAKE FORMING 191"
BLADE

HOLD DOWH, SHEAR
BLADE

HAMDLE, AZSEMBLY
GUARD, ROLL

ROLL, UPPER WGEAR
ROLL, BACK

ROLL, DRIVE{BAR) WITH GEAR
ECCENTRIC

BUSHING

CAP, ECCENTRIC
BUSHING

. BUSHING

BUSHING

BUSHING PIVOT

GEAR

GEAR

BUSHING, ACTUATING ARM LEVER
LATCH, ROLL LOCK

MUT, QUICK SET ASSY.

ITEM MO

B2 RaRIRERSGReRRYEEESEEE

DESCRIPTION

STOP. ENC
KNCE

SCREW SCKT. HD
STUD. TOGGLE
KEY

SCREW

SCREW

SCREW HEX HD
SCREW

KNOE, LOCK
SCREW, HEX HD
SCREW

SCREW, HEX HD
SCREW

SCREW

SCREW

SCREW
SCREWHEX HD
PLUG

SPRING COMPRESSION

SCREW
SCREW
SCREW
SCREW
SCREW
WASHER
WASHER
WASHER
WASHER
BOLT
ADJUSTING NUT
WASHER
WASHER
WASHER
BAR CLAMP






