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How to Order Parts

I. Look up part wanted on Plares | o [0 of the Pares Manual in
order to obtain part number. Diescription of part is given on fol-
lowing page or pages,

2. When vedering parts, give part number and name, and serial num
ber of machine,

3. When ordering electrical parts, give the voltage, and state whether
current is alternating or direct, Also give eycles of alternating
current,

4. Please specify whether shipments are to be forwarded by Arstclass
prial, aie maidl, paseel post, express or freight.

Place your machine Serial Number
here, for convenience in ordering parts:

Serial Mo,



Installation of the Model K Elrod

The minimum space requirements for the Elrad are as follows:
Tastal space required, 6 fect by @ feer, Tn this space the Elrad should
be placed the long way 1o leave a space of at least 18 inches between
the back of machine and any obstruction, to provide for cleaning and
oiling. & space of at least 2 feet should be allowed at the left end n
order to provide room for manual operation of plunger and adjusting
of pressure oiler. Also allow a space of 1 foot at the right end for
working room. The operatar works in front of the machine and
requires & minimum of 2% teet of space, If possible; more room in
which to work is desirable.

Elactrical Connactions
For electric-heated machines, the power wires are connected 1o the
rear of fuse and switch panel. Use Na 8 paupge wire foc [0 valts, and
=

No 10 gauge wire for 220 voles. Far gas-heated machines, o No. 14

l_’iiLl;,:(' 'r'i."!.Tl'. 15 I.'t!{'lll'irt'(l. rFIT rl’!f‘ motar.

Gas Connections

AL aneh pipe s used for gas-heated machines: and this should be
connected to a supply line of sufficient capacity to prevent pressure
Buctuation, particularly if other machines are connected to the line,

Water and Drain Connections

Connections for both inlet and outler are made ae the rear of the
machine. A shut-off should be provided on the main water supply
pipe line, This warter supply line should be V4 inch pipe, which is
reduced to ¥ inch ar the machine. The drain pipe should be % inch
pipe or larper.

The Eleod is shipped assembled, except for the following parts:
Motor pulley, metal drip eup, mold cover, molds, pressure oiler
weight, water drain sight gliss and starting strips. Accessories are
separate, In the case of some export shipments the motor is separate.

CAUTION : When uncrating and moving the machine into posi-

non; it is very important that the material mble NOT be vsed 1o lift
the Elrod; as this may damage the gavge rod.

The Elrod should be placed on a sheet meel plate, preferably on
Eltod Base Tray ECL000, which is furmished as an accessory. This
base tray hus reinforced edges to keep it Aot and to hold oil drippings
s0 they do not spread on the floor and create a slipping hazard,

In placing the Elrod in position, take care to sce that theee is no
twist in the frame as it rests on the fleoe, The right end of the machine
should be lifred about V5 fnch off the foor by means of a jack or a
block, and a wedge placed under the center of the cross member of
the right leg, Place a piece of paper under each foot of the right leg,
and then lower the machine vntil one of the papers is lightly gripped
by one foot. Then place shims of leads or slugs under the opposite
foot, Do not force this shimuming material into place. Then remove

the jack or block and wedge,

Motor

Except in the case of some export shipments, the motor is mounted
in place with the motor lead wires connected. The moetor pulley
should be placed on the motor shaft, with the smaller diameter of the
pulley roward the moror. The set serew 1o the pulley should bear
against the far surface of the motor shaft, and be firmly tghtened.

Where the motor is shipped separately, it should be fastencd to the
motor table with the four screws provided, the pulley side of the motor
being away from the crucible end of the machime. The screw connec

tions on the lead wires should be taped with mubber and friction tape,
Direction of Rotation

The tnetor armature must rotate o a cleckwise direction when
facing the motor pulley,

Speed
When the belt runs from the small pulley on the moter o the lurge



pulley on the counter shaft, a speed of approximately 56 strokes per
minute will be obrained, When the belt rims from the large pulley on
the motor 1o the small pulley on the connter shatt, a speed of appros-

mately 84 strokes per minte will be obtained;

Metal Drip Cup
The metal drip cup should be kept on the tep of the main ahle,

under the mold hovsing, w eatch metal deippimgs.

Mold Caver

The mold cover drops ever the onter end ot the moeld chamber and
should always be in place when material s being priduced, for
protection in case the strip breaks, This mold cover supports a sliding
plate thar is held in place by the material as it passes through the
machine. When the matenial breaks inside of the mold, this plate
autematically slips down by sraviey and prevents the malten metal
trow splashing out, [F the strip of marerial breaks outside of this eover,

no metal will splash out,

Molds

Each mold bears a secial and o style nomber, The intake end of the
mold has o short slot, o round bele, or several holes, The opposite
end Bas i long, beveled slot and this opening corresponds o the shape
of the mmaterial to be produced.

The intake end of the mald should be inserted in the mald chamber,
with the heads of the screws on the side of the maold facing the Front

af the waching, The meld protrudes abour 32 inch when placed in
I:"H'H'.!'i“l:l.
The molds should he kepr in the mold container, and Elrod maold

il should be poured 10 untl e just covers the meld haskers,

Pressure Oiler Weight
This is placed i position as shown in illustravon on Plate 7. The
pressure oiler comes filled with oil. See thar cuffictent Elred mold il

i in ol cop.

Water Drain Sight Glass
This is placed in position over the water drain cup.

Starting Strips

Startangsteips are furnished with cach machine. These stops are
rot samples, but are reguired for the staring operition, When the
mrachine is in operation it is important Lo set aside several full length

serips Lor use as starting serips beiore the machine is shut down,

Tesling

After the machine is set up and all electric, pas and water connec
tions are made, remove the Plunger Pin 13188, Plate +; Turn the
machine over by hand a few thoes, and if evervthing seems o be
tunctioning properly, turn on the mator switch and allew the ma-
ching e run o few minuges,

Observe the action of the machine and the function of edch part.
See that all bearings and moving parts are thoroughly lubricated. For
bearing lubrication use o good grade of machine aill, S.AE, 20 s a
woot] viscosity to use, The main shatt bearings are lubricated by four
pressure grease fiings located in back of sight-hand side of front
pancl. A pressure grease yun is supplied as standard equipment, and
a goad grade of high temperature grease should be vsed. Tt is recam-
mended that the main shaft bearings be Tubricated weekly, Newer
wie Elvod mold ool for Searing labvication.

If the machine operates smoothly and withoue effart, tuen off the

miotor switeh and replace the plunger pin.

Heating Crucible

As the machine is shipped, there is just enovgh metal in the dectric
crucible 1o cover and protect the crucible heaters, XNo type metal 15
inelidded in the gas crucible. If possible, mollen type metal should be
put in the gas crucible before lighting the gas burners.

Betore turning an the heat be sure the machine i in the regular
idle position. with the plunger at the botton of its travel. This pasition
will bringr the wero marks on the hand wheel and on the left end of
the table in alignment. The Sealing Valve EC13960 should be in the
closed position—which mieans toening it to the fight, or clockwise
in order to prevent the metal from Aowing out through the mold
housing atter it hecomes malten,



O the eleerric-heated machine, turn on the crucible heater by
closing the switch on the control panel,

CIn the gas-heated machine, light the “crucible burper

The metal level in the crucible should be about % of an inch from
the top. Tt takes abeur | hour and 20 minutes to mele a full crucible
of type metal on the electnc-heated machine, and 1 hour and 30
minutes on the gas-heated maclune,

The thermaestat on the electoic-heated mackine 5 adjusted when it
leaves the factory, and should avtomatically maimntain the temperature
of the metal in the crucible between 390% and 60° Fahrenheit when
heated and the maching isidle. Use a thermometer to check the opera
tion af the thermestat when machine s installed. 1T the thermostat is
ot of adjusiment it may be readjusted by removing Dial 3315-1,
Plate 3, and locsening the holding screws and changing the adjuse
ment to either raise or lower the setting w correspond to the hot

metal thermometer reading,

The Gas-Heated Elrod
The gas crucible, which s shown on Plate 4, has a crocible burner,
a throat burner and a mold housing burner, The arrangement of the
gas supply and heiting system 15 shewn in its entirety on Plate 5.
The crucible burner 35 avtematically contrelled by a thermastat,
which maintsing the temperature between 3857 and 600° Fahrenheit,
The gas thermostat is adjosted at the factory, but may have to be

ceadiusted for local pas condivons by wrning the Gas Governor

Adjusting Screw ECI816, Plate 5. as desired, using o thermometer
o check the thermostat,

The throat burner is used to maintain the temperature of the metal
i dts passage fron the erueible through the throat to the mold, All
variation m heat 15 by manual control of the throat burner.

The mold housing burner 15 used for sealing and unscaling the
mold, and should not be used when materizl 15 being produced. To
avaid overkeattng the mold and consequently damaging it, the oper-
ator should never leave the machine during the sealing or wnsealing
r.l|i'?r.'l'r|'.".-'r.'.l'.'.

The spud 1 each of the burners calibrates the quanriey of gas. Twa

extra spuds are furhished for each burner, so exace control of gas can
be made. The air mixer sleeve on the burners contrals the amount of
air. The proper mixture of air and gas is one that will burn ¢lean
\

thout “popping” and that will divect the howest porton of the
Harne to the surface to be heated, A piece of Yie inch iron wire placed
in the path of the e will disclose the hot and dead portions of
the pas Hame,

Aside from the fact that perhips @ lide eloser aention must be
given to the proper regulation of heating and conling conditions
which the nature of gas fuel makes necessary, the operation of gas-
heated and electrie-heated machines i very similar, and instructions
for the operation of the electric-heated machine will apply to the
gas-heated machine.

How to Start the Elrod

1—Prepare Mald

The Mold Container AECI020A js mounted on the rear of machine.
Elrod Moeld Ol AECIIS0A is poured 1n the container until it just
cevers the Mold Badkets AECL022 and AECI023, The maolds should
be placed in these mold baskets when not in use. To prepare a mold
for use, remove it from s meld basket and set it vpright, small end
down on tap of the remaining molds, L will be drained and ready for
use if this is done as the frst operation in starting the Elrod.

( Additional informatien on molds 15 contamed 0 the section on

“Mamntenance")

2—Turn en Heaters

When the tvpe metal i the crucible is cold, the crucible heater
should be turned on T hour and 30 minutes before starting the Elrod.

Oin the electric-heated Elrad, the switch on Panel A3350, Plate 3,
should be nirned on and the crucible heater switch should be turned
to “On” position. Thae switch is a combination thermestat-and-heater
“On' and SO switch, After the switch has been turned to “On”
position, the thermostat-switch 15 actuared by a meecury bulh in the
ceucible; and a capillary tube from the crucble to the thermostat

switch, Set the thermostat knob o 8007 Fahrenheit. The lighted small

-



neon “glow lamp™ indieates thar the heater 15 “on.” When the switch
is wn the “On™ posicion and the lamp is not lighted, the erucible tem:
perature has reached the point indicated on the thermostat knob, and
the crucible heater is Yofl.” On the gas-heated Elrod, the "crueible
burner” is turned on,

When the type metal in the crucible is molten, turn on the “throar™
and “eealing’’ switches on the front of the eleciricheated Elrod, The
throat heaters are also controlled by a thermuostat-switch, and the
throat temperature s regolated by a separate mercury bulb in the
bottomn af the mold housing, with a capillary tube 1o the threat
thermostat-switch.

The temperature settiing of the throar switch is governed by the
size of material to be cast, and may vary approximately 137 F plus
or minus [rom the following recommended temperatuzes:

Size af matersal to be cast Teniperature
l-pt. te 6-pr. inclusive 623" F
above f-pt, 573YF

This setting of the threat thermostat-switeh depends to some extent
upon the line voltage, the temperature of the water which cools the
mold housing, the temperature of the metal in the crncible, and the
guality af the metal being used,

The sealing heaters SHOULD NOT be turned on until the crucible
is melted out and machine is ready 10 be used for the production of
material, as the cartridge scaling units are high-hear, fast-acting
heaters requiring a minimum of time hefore bringing the mold cham-
ber o proper temperatuee for operation {average five minutes ).

Cin the gas-heated Elrad, Gight the “throat burner” and the “mold
housing burner.”

IMPORTANT : Because of the high temperature that can be gen-
erated in the mold housing and the possihility of damaging the molds
by woverheating, never leave the machine during the sealing or un-
sealing operation.

If the metal 15 cold and the maching is not set at zero, it would mean
that the mald was carelessly Jeft in when the mator was turned off,

It this case turn on the heat in the crucible only, and as soon as the
type metal 15 melted, set the raachine ro the zero position and see thar
the sealing valve is closed before turning on any other heaters. 1f this
is not done, the metal will Aow out of the crucible,

The metal level in the erucible should be kept to about ¥ of an inch
from the top. A metal feeder 15 desirable in order to maintain proper
metal level, even temperature, uniform product and saving of oper-
ator’s tieme.

The temperature of metal in the ceuable s mainmined between
S90% ancl 6007 Fahrenhent by the thermostat.

3—Check Operating Adjustments
The following parts are supplied tw be used with the various size
materials to be produced:

Puller Wedge Plates
Thete are four poller wedge plates markead or various point sizes,
Foe the 18-pt, size the puller wedpe is used without 2 plate.

Release Plates

There are twa release plates. The one with long extensions i5 wsed
up tevand incloding 4-pt, For sizes alwve 4-pr, use release plate with-
oLl extensions.

The same Knives and the same Material Holding Carch are wsed
for all sezes of marerial,

The Cutter Head Guide Plate ts adjusted by loosening the kourled
knob and moving the plate forward or backward to the thickness of
materidl to be produced. The setting is by “eye.”

Material Guide Plate 3604, Plate 11, 35 located at the rear of the
material table and 3= adjusted by means of the two knorled wheels
located at the rear of the guide plate. The material table is marked in
point sizes from 2 o 18-pt jost in front of the guide plate: Adjost
each cnd of the guide plate to the point size of the material to be run,

Puller Mechanism
The length of suoke 15 regulated by a screw-and-nut arrangement
lecated to the lefrand the rear of the puller mechanism. When staring



the machine, the screw s adjusted so thar it just touches the wedge,

In this position the wedge s moperatve and wo “pall™ resules: To
merease the lenpth of “pull” or stroke, the konoarled nut 5 turned so
that the screw moves toward the left. The opening between the end
of the screw and the wedge indicates the length of stroke, which
should be adyusted to the required stroke for the various thicknesses
of miterial. This cin vary from three to seven picas, depending upon

size of maternal and operating condmons.

Motar Pulley
Higls speed (54 strokes per minute) may be used for all sizes (rule
or base taterial) except 12-pt. and 18:pe, for which low speed (54

srokes per minute} is recommended,

Plunger Prassure

This adjostment is set at the factory and need not be changed for
various size materials, However, when casting from 12-pt. and 18-pe
molds, it i important that the plunger gag be vsed for at least the

Frst twe of threee steips.

4 —Prepare Starting Strip

AN starting steips must be shaved wndersize so they will enter the
mold easily, therehy avoiding any posahilite of damage 1o the inner
surtace of the mold,

The sLEip of matermal 15 lad an a fEat sucface and an Elrod Material

Seraper 15 pulled over it three or four tmies, removing a slight amount

of material on the two sides. and the wop and bottom, for a dise

of abour 4 inches from the end,

s, proceed s [ollows: Using the propes

For 18-pr. cored  mol
reamer. ream the core holes for a distance of at least vwo inches and
seripe of about one-hall point of material from each of the four sicles
of the material for a distance of aboot four inches from the reamed
end.

When properly prepared, the starting strip should shde easily 1nto

the mold for about two inches, 1 it dossn't, this strip has been
im|1rrn| Wwrly '_:|'L-J1;-.r-;||, Never force the stafing P iRto the niold.

Cored molds are particularly easy to damage i torce is nscd.

When Starting Strip is Not Available

Llse two or mare smaller size strips that will total the point size of
mold, Shave the ousides of the combined SITips.

For 12-pt. hallow slug mold, use a 2-pt. lead and fept, slug for the
center-and a 2-pt. lead [or each side, Serape the side leads and push
them into the mold, Push the two middle strips amainst end of core,
Adrer the mold is heated, keep shoving the twao outside steips into the
mold as you open the sealing valve, meanwhile being sure that the
center strips are kepe frmly pressed against the core
5 —Clean Mold Housing, Insaert Mold

When metal in cooling indicator is molien, dean out the mald
housing with Mold Housing Scraper AECIFISE,

Take the mold which has been deaining, wipe off exeess oil and

i
insert in mold housing, with the intake end pushed lightly against the
diffusion tube, and the heads ol the screws Bacing the front of maching
If it does not slide in Treely, use the mold housing sceaper again.

Puller wedge shims and release plates for sizes below 6-pr, are made
longer than for sizes Gept. and larger, The mold cannor be inserted
when these parts are in place, so they must be inserted atrer the mold
15 in place, and must be mbken oue before the mold is removed,

6—Insert Starting Strip

Place the prepared starting strip in pesition, with the puller wedge
out. When this is done. the strip can be pushed through the puller
mechanism, Never diive the starting strep, ae this will always damage
the mold. IE starting strip does net goin easily, remove it and scrape
it some more,

Lay a 2-pt. strip on the material table and let the right-hand end of
the starting strip rest on it when sealing the mald, This helps to keep
the mold parallel during the sealing operation,

Then place the sealing plate aver the end of the mald, pressing

against the mold housing,

T Open Scaling Valve, Seal Moid
At rhis point the metal in the cooling indicator should be enrirely
melied.

£



Wair until the meld is hot enough so that the starting stop which is
held gently against the mold hegms to melt. When this point is
reached the starting strip will slide in treely.

Then, while pressing the strip slowly and constandly into the mold,
open Sealing Valve ECI3260, Plate 1, by mming o counter-<lock-
wisc, Qoe-quarter of @ [,

Afer a fow seconds the molten metal will sarr to flow around the
top and sides-of the mold and trnickle 1aie Metal Drip Cup AEC1337E,
Then slowly turn Water Valve EC3227, Plate 1, to the “On’™ position,
This will allow a stream of water to flow around the mald chamber
and will stop the How of metal by “freczing” it

B—Pump Alr from Mold Chamber

Ag spon s the metal iz *frozen” around the front end of the mold,
close the sealing valve and then pump aire from the mald chamber by
vperating Plunger Lever Flandle EC131500 Plate 1, vpoand down
LHBCE T H'I.";n:'r E'll‘,' ]];1[1:]_

If this is not done, with the sealing valve closed, air trapped between
the mold and the mold housing may prevent praper, salid sealing i
of the mold, which is so important, or trapped air inside the mold may
prevent proper jemitng of the starting steip, which weuld necessiite
SCATEING OVEr aganut,

When the water flows evenly in the water drain sight glass, reduce
the How so that the mold hovsing will not chill too quickly,

Adjust the water as indicated on chart on page 14, "This chart is
hased on unusmally cold water, so it may be necessary ta use a sliphtly
smaller stream of water. The matier of water regulation is very im-
portant, and after experience 15 gained a5 to the best regulation under
the particular conditions in the plant, a spectal chart should be made
up to fit these condivions. See “Correct Appeatanee of Strip” on page
(M) for information on how to recognize the best operating conditon.
Now remove the sealing plate, and put Mald Cover AECI3280C an
place, This covers the end of the mold, and has a sliding plate that
rests on the strip.

Note—Never leave the machine during sealing operation.

9 Adjust Heaters

Turn off “sealing” switch on elecrric-heared machines, shut off
“mold housing burner’" on gas-heated machines,

Adhjust throat heater dial to required temperature on electric-heated
machines, and the throat burner on gas-heated machines. On gas-
heated machines a lugher operating temperature is reguired for
smaller sizes of materal as compared to the larger sizes. This adjust
ment is nude by setting the throat heater dial,

The exact adjustient is obtained by observaton of the cooling
miark on the streip of material, When heat is toa low, the cooling mark
will be almost steaiphi. When hear is correct, the cooling mark will
be crescent-shaped. When heat is wa high, the cooling mark will be
arrow-shayped.

10—Set Plunger Lever Lock

Serting the lock is done by pressing dewn on the plunger lever han-
dle wath the left hand and turning Planger Lever Lock 131605, Plates
3 and A, into posttion with the right hand, This holds the plinger in
an moperative position at the top of its streke, and metal Aows into
the mold chamber by gravity through the part hole,

The 1se of the plunger lever lock is a safery measure on sies G-pt.
and larger, because if too large & part of the metal in the indicator is
molten, the congealing puine of the strip is near the front of the maold,
and if the plunger is operating when startng, it is possible that the
down stroke of the plunger will push the steip out of the maold.

[0 not use the plunger lever lock Tor sizes smaller than 6.pt. Howe-
cver, it s very important that the plunger lever lack be used when
starting 12-pt. andd 18-pt. material,

Insere puller wedge in position, making sure that the proper shims
are installed and proper puller release plate has been placed in puller
assermbly.

11—Turn on Motor

Before turning on mator., recheck setting of belt speed, hear contral.
plunger gag (il material being cast is 6-pr. or above) and emperature
of mold housing, The metal in the indicator on top of mold housing



shows the point m the housing ot which the meal solidifies. The

indicater should be “frozen” approximately 14 inch on right-hand
H Yirds i
end tor 1-pt. and 2-pt. materzal, 3 inch for 6-pt. materal, and 1 inch

for larger sizes.

12— Gradually Adjust Pull to Maximum

After several revolutions of the maching, turn Korled Kool 3423,
Plate 9, on the stroke adjusting mechanism, and then gradually in-
crease the pull of the puller wedge 1o the specified ems indicated on
the chart on page 14, The smualler sizes of marerial can be brought up
to the maximum pull faster than s possible with Jarger sizes of
material.

Sometimes when starting, the ficst few strokes will carry too much
oil, which frequently eanses the puller wedge o slip. I it continues
to ship, the puller wedge can be helped along by pressing its handle
slightly to the rear of maching to add pressure against strip being cast
at each stroke, until the oil disippears from the poller wedge and from

the st ip of marerial.

13—Unleck Plunger Lock
Afver runming two or three strips of O-pr. or larper marerial, unlock
Plunger Lever Lock 131655, Plate 1, by swinging it out of locked

position while the machine is running,

14 —Adjust Pressure Diler

Allow the machine to operate long enough 1o use up the cxcess oil
w the meld housig, and then wen on Pressure Oiler ShutO0 Valve
ECI25Y, Plae 7.

the proper amount of oil appears on the strip,

Set Pressure Adjusting Lever 12778, Plate 7, so that

Move the pressure adjusting lever to the left (a5 one faces the front

of the machine ) 1o decrease the pressure, and tothe

ight to inerense
it. Larper materials, wath preater shnnkage, require less ol than
smaller marerials with less shrinkage.

Too little oil or the absence of cil is indicated by the material having
an cxcessively bright, dry appearance, particularly at the top of the
sidewalls of the sirip. This condition is very injurious to the mold,

and the machine muost not be operated without oil o the steip,

Excessive oil appears as a heavy, greasy film on the maresal, and

the prinung surface prabably will bave a ragged and irregular edpe.

or may be marked av intervals with a “break’ or “pit” i the face.

[deally-lubricated material shows a uniform gray sheen on the upper
part of the sidewalls of the steip, the balance of the strip being smooth
and bright, with a smooth, unbroken printing face.

With a little practice the operator will be able o gange quickly and
correctly the proper setting of the oiler to obtain ideally-lubricared
miaterial.

As the il under pressure is consumed, the pressureadjusting lever
will be pulled dewnward by the weight until 1t reaches the bottom
limit of its teavel. Just before this takes place, close the shut-off valve,
ratse the lever to the top of its travel, and again open the shuroff valve.
This recharpes the oiler for severa] hours,

Be sure to fll the cuter section of the ol reseevoir an least rwice a
day when machine 15 in operation.

[E the Jevel of ol 15 allowed o fall below the port in the pressure
cylinder, airwill be drawn into the evlinder when the piston is rased
for recharging. An air bubble will interfere with proper functioning
of the oiler.

To remove air from the otler, close the shut-aff valve, put ol i the
cup and pump the pressurcadjustng lever up and down, and con-
tinue putting oil in the cop unul it remains full, after pumping. Then
lopsen the union at the top of the diffusion wibe one tirn and apen
the shut-oll valve siowly so that the oil and bubbles of wr will be
farced out of the end of the oil feed line. As soon as the bubhles stop
coming out, close the shut-off valve and tighten the union,

Then open the shut-off valve two or three turns so that @ very small
quantity of ol is foreed our of the botom of the ol diffusion tube,
This will be visible in the form of smeke coming out of the mold
chamber. Then close the shut-off valve, and the oiler s ready to
pperate.

It is exceedingly important that the right kind of oil be nsed. The
use of any other than Elred mold oil will resule in poor matertal,

damaged molds and unsatisfactory results. The necessity of asng this

11



particilar ool canpod de sireesed too mneh, The Ludlow Typopraph

Company carrics a supply for the convenience of its customers, packed

in one and fve-gallan cans.

How to Stop the Elrod

Following are condensed imstructions to be uesd as a puide for the
sequence of operations, Complete instructions for performing cach of
these operations are on the following pages, and they have the sime
congecutive numbers as helow:

15, Shut off mator a r“ll:‘r.:‘L"ll].ri;_: aside starting strips.

[6, Turn hand wheel w zero pasition,

17, Open and close sealing valve,

18, Change heaters 1w maximum heat, and tirn on sealing heaters,

19, Shut off water,

20, Shut off oil

21, Wait for mold seal to melt out,
22, Remove and clean mold and put in oil.

23, Shot off heaters, except crucible heater,

24, Clean mold housing,
25, Pull plunger rod clevis pinn A1319A.

26, Shut off motor,

27, Pull |:'-!.‘|n1gt'l' |I:“.'I2:|' all !ll.l;: Waly up |:|}' hanel.
15—5hut Off Motor
Motor switch is focated on left end of panel on front of machine,
Be sure thar several full fenpth starter strips have been laid aside
before stopping the machine,

16—Turn Hand Wheel to Zero Position

Turn hand wheel lacated at lett end of machine until zero mark on
hand wheel is in alignment with zero mark on the left end of the
table immediately above it

17—0pen and Close Sealing Valve

When the machine 15 stopped on zero position as previously in-
strueted, the plonger is on the downward stroke and there is metal
under pressure beoween the maold and the bottom of the plunger,

To relieve this pressure, open up Sealing Valve 3396, Plate 1, by
uEniig 3 one-guarter mrn counterlockwise,

Then pull upward on Plunger Lever Flandle AISIED, Plae 1,
which will force Plunger 13278, Plate [, to the botwin of its travel
and will relicve the pressure belaw it 1 this is noc done, a considerable
quantity of metal will Bow ont of the mald chamber with removal
af the mold.

Then elose the scaling valve by tuening it one-quarter turn clock-
wise, or toward the rear of the machme. [f this is not done, the metal
in the erucible will Bow out swhen maold s unsealed.

Remove mold cover and leive the metal dip cup i place.

18 —Change Healers to Maximum Heat
On the clectrie-heated machine tuen on séaling switch, and on the
mas-heared machine torn on sealing hemter and adjusr throat burier

[0 AR,

189 —Shut Off Water

Turn Warer Control Valve 3227 counter-clockwise so that point is
opposite the deamn marking on the plate. This will remove all water
trom mald howsing and speed up the melting out process and prevent
the formation of a scale depasit in the water jackets,

The operator must tet Ieave the machine untsl the mold is removed

and the heaters shun off.

20—Shut Off Oil
When the cooling indicator is entirely melted, the el seal will
alzo be melted and will run into the drip cup.

As mentioned before, do not leave the macline @ this time.

21—Remove and Clean Mold and Put it in Oil

[f the mold does not come out readily, da not try to foree it but
wait & manute sr 5o until it is hotrer and the metal around the sides of
the mald is moee ligquid, The mold can then be pulled out casily with
the special pliers,

[ Tolding the mold with the FIHL‘I':G_. imnerse it i the erucible with
the large opening downward and hotd it there until the chilled el
is miclred. Pour some af the Elrod mald o inte the small openiig and



dlip the mold vp and dewn 2 number of times in the metal: Then,

with the Lirge end dosenward, tap the mold gentdy ona block of woaorl
to remove metal and dirt,

Hald the mold up o the lighe, look through the small end of the
mold cavity to see if any metal or foreign substanee adheres 1o the
inner strfaces. [ there s reheat, ol and tap on wood uotl the inside
of the mold is absolutely clean,

Wipe off the outer surface of the mold with a clean rag and im-
merse the mold, while still hot, in mold container. This container
should have suficient Elrod mold ol 10 i o cover the baskets ar
all nmes,

[t the mald should stick in the housing so it cannot be removed
with the pliers. the special Mold Remover AEC1635A can be vsed.
If thus has to be done, there 15 an accumuolation of dirt or drogs in the
mold housing that must be cleaned cut.

The cructble throat behind the mold houwsing should be cleaned
every three months to keep the METAL PASSAGE frec from dirt
and dross. Retnove the diflusion tube and remove the dirc and dross
with a long, flae metal tool. The stmall opering to the craable well
can e cleaned wath a 347 star dnll. Be sore all loose earbon or dross
is removed from mold chamber before resuming operation. and it is
advisable to run one of the larger pointsize molds after cleaning the
crucible throat.

WNOTE: Do not leave mold tn machine over might.

22 —Shut Off Heaters Except Crucible Heater

As soon as the mold is removed, shue off the “sealing™ heater on
electeicheated machines, and turn off the “maold howsing burner™ on
gas-heated machines, vnless another mold is to be inserted imme
diatcly,

IF machine 1s 1o stand for some time, wen off &l swiches except
control panel-switch on the electric-hted machine, and turn off all
burners except the "crucihle burner” on the gas-heated machine.

If machine 5 1o be shur down, then tuen off all switches an the
front of the machine, and the cantrol panel switch on the electric

heated machine, and all burners on the gas-heated machine.

23—Clean Mold Housing
After the mold is removed the mold housing is well heated, this is
the best time to vse the mold housing scraper for thorough cleaning,

EMERGEMNCY S5TOP

[t sometimes happens that the machine is stopped with the plunger
i raised posston, or o moeld lecsens from impropes sealing o the
starting operation. The metal in the crucible will drain out through
the mold chamber or the mold under these conditions unless this
crergeney stop s used prompely.

24 —Pull Plunger Rod Clevis Pin AT313A

The quick removable Plunger Rod Clevis Pin has been designed
to permit the plunger w be lowered, regardless of the position of the
machine, [t is necessary only to grip the knurled head of the clevis

pin and pull the pin our,
25—Shut Off Motor

26 —Pull Plunger Lever All the Way Up by Hand
By pulling the handle of Planger Lever 131344, Plate 1, up, the
plunger is forced down, closing the pert. If the sealing valve is also

closed, no metal can escape through the mold chamber.



Operating Conditions

: Particin
1 2 zamerer of Tnelicator

in ol Whacli is

Marerial Specel € Woater Stream Meloed

1 Pr. High i 023 b ar less 14 inch
2 Pr. Leads High i fil” 2" or less 4 anch
2 Pr. Rules : ; Hiph f 25" 12" or less L nch
3P or 4 Pt Leads High fiio 7 il ba" or less L5 anch
3 Pr.or 4 Pt. Rules Iigh i 23 2" ar less L4 inch
6 Pr. Slue | L . 1 Iii-[h fy A" Le" orless 14 inch
6 L. Rule I |i_:_{f'| 5106 (25 L' or less 14 i|1._'|'_
12 Pr. Slog or Rule . : Law }toh B3 o orless 14 inch
1 Pr Slug or Rule Lo 4103 TP e or less 14 nich

*Due to vanations inowater temperacure, neetal and beanng condinons, the stroke and water shouhl be adjusted 10 mdivadual plane conditons o thar corea
appearance of strip 15 ohtined as explained on




Maintenance and Adjustments

Fixed Adjustments of The Elrod

Clamp Mechanism Adjustment

Set machine to zero position, See that Materigl Clamp Flate is in
the machine,

The smount of travel given the Material Clamp Plate {movable)
132614 45 eontrolled by the Material Clamp Lever Fulerwm Pra 1510,
Plates: 10 and 11,

The Mulerum pin may be tuened after loosening the Ser Screw
132614, Blate 11, The proper adjustinent is one that enables the clamp
Lo just grip a picee of the thinnest material w be produced, Then lock

the ser sceew,

Cut-Off Eccentric Stud Adjustment

Set machine to zero position. Pull oot Flunger Clevis P 13194,
Phates: 11 and 4. See that Movable Kmife Spring 1621, Plawe 11, is
connected to s sprang studs. Move the Cutter Head to the right 25
inch and block it there with a strip of 18 poing material dnseroed
between the cutter head and s left stop.

Mow turn the machine aver until the Cu-00 Lever A3610, Plat
11, has pushed the Movalile Kaife 3634, Plate 11, as far toward the
front as i will go. In this position the hottom of the movable kiife
should pass the stationary knife approximately 14 sth of an inch.

[T this adjustment is not correct, loosen Set Screw 1322 and wen
the Fulerum P 1510 until the hottom of the movable kipife [rsses
the stationary knite approximately Yysth ol an ipel, Then lock

the set screw.

Plunger Height Adjustment
The correct setting of the Plunger 13178, Plate 1, 15 wath the
bottom of the plunger #4;ths of an inch above the wop edge of the

port in the well, when the plunger 1t the highest point of the stroke

Turn the machine unol the plunger is at the top of s stroke,
with a meld i the machine; and the witer tarned on,

[Msconnect the Plunger Connecting Rod 13178, Plage 1, by pulling
out Plunger Connecting Rod Pin 13188, Plae 1.

Take o prece of 1 4th inch rod and bend o right angle at one end
about ¥aths inch long, Push the rod dewn in the molien mietal
between the heating element and the rear wall of the well, Turn the
rod soat enters the port hale,

Pull the rod up tightly against the top edge of the port hole and
push the plunger dawn soin touches this rod, This lines up the bottom
of the plunger with the top of the port hole.

[on this position check the hole in the lever, The upper edee of the
hole in the plunger connecting rod should be in the middle of the
hole in the lever. I is i this position, the plunger will be 35 ths
of an inch above the port hole when connecting rod and lever are
connected,

[f the holes are not in position as described above, loosen the Check
Nut 11133, Plate 1, at the top of the Plunger Lever Rod and screw

the Plunger Rod Clevis 13164, up or down as required,

Plunger Spring Adjustment

The distance between the bottom of Plunger Rod Clevis 1316:4,
Plate 1, and the top of Plunger Spring 1323, Plawe 1.5 31 inches
for all -:mlin.u'j-' aperatiofs.

The Adjusting Nur 11134, Plate 1. which ts on top of the plunger
spring, is adjusted up or down for the following conditions:

Sometines conditions gre i|n|:a_7u1.1'x| o | puil'ﬂ material and 2 point

hairkine by inereasing the plunger pressure. When this is required,
tury acdjusting nur down, so there 15 a clearance of about 35 inches
between the hattam of plunger rod clevis and the wp of plunget

spring,



When new carcd molds are vsed it is advisable to reduce the
plunger pressure. When this s required, turn adjusting nut up so
Il}tft 153k L'!.l_'.:l.] tnce |.:|.|- ..||.:II.:IL||. _:":'E '||:I|:|:-'.'fl";- |:l|:t"|‘|'|:xr'| ||\I;' |.'|I;_'Itt|_:l|'l|' (K] ETIHH_L‘LLZF
rod clevis and the top of plunger spring. When cored molds have

L'IL'L'l'l El'l WEe Tor smme 1.iIIIL', L5 EEI-L' \l-.llll.l.'l1{i gl._-; Elil.'ll .Il]j'.l.‘ill'nll“l[.

Stationary Knife Adjustment

RBemove Plunger Red Pin 13188, Turn machine over by hand
until movable knife is as far forward as it will go. Loosen the two
Stationary Knife Holding Screws 3633, Plate 11, move knife to the

left, and 1nsert two thicknesses of newspring between the movable

and stationary knives. Move the stationary knife tothe right undl it
i5 beanng aganst the two thickoesses of newsprint and movalile
!

Turn machine to zero J:-m:.!inn and remove the I'LI'.".E-'\E:AF;IH. I{::p];u:c

Emfe, hald in this prosalig and lightr.ll the two movable knile screws,

the Plunger Rod Pin.

CAUTION: See that the eut-off eccentric stud 15 properly ad-
justed so that the bottom of the movable knife just passes the sta.
tionary knife at the farthest point of its tavel,

Gas Thermostat Adjustment

Turn off all burners except the erucible burner. Place a thermom-
eter in the crucible and adjust the Gas Governor Adjusting Screw
ECI816, Plate 5, as necessary to oltain a tenperature between 3585°
areed 600~ F,

Maintenance of The Elrod

Crucible Threat Cleaning

The crucible throat behind the mold ':u:-usfng should be cleaned
every month to keep this metal passage free from dirt and dross,

."'l. 1;. 'i|'.L']| S!Hr I}fil] l! i|l(:]1l:h !(III;: Ldn ]H.! Il!‘iﬂ‘i [-I.:ll' l:]\'.'{l.'ll'ill;: -...l'l.t
srnall opening from the mold honsing to the crucible well, This drll
is inserted in the opening. While rotating the drill, tap gently wich a
small hammer to remove any accumulation of carbon or dross. Be
sure 1o remove these particles before resuming operation by opening
and closing the sealing valve and allowing metal to fow into the drip
Cup.
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When molds are ditheult 1o nsert or remove, a thorough cleaning
of the mold housing 15 indicated.

Diffusion Tube Care
Installing a Diffusion Tube

The Diffusion Tube 1281C, Flate 7, fits into a standpipe on the
|'E:.;|T[ l.lf [l:ll'. L"T'.l';.'il.]l.".'. 1-]1.[.' [{!I.J l!l‘ll LEIi‘; :it:i.l'l(lrlirlf.' s H]?U'\.‘E |.]|.L' |:L"|'T.'] |:'l:-
the metal m the crucible, There is an .-‘kd;t_r!trr 13325513, Plate 7,
between the diffusion tube and the standpipe that scrves as an
inexpensive wearable plece.

The diffusion tube should be put in when the crocible s hot, and
the inside threads of the adaprer should be well graphiced, Then
insert a wire into the hole ar the top of the tube and keep Glling this
hole with Elrod maold wl, slowly removing the wire until the tobe s
entirely full, Connect the Feed Line 3261, Plate 7, at the oiler and
the diffusion tube, With the shut-ofl valve cosed, raise the end of
the pressure adjusting lever unal i stops, This will charge the ailer,
?\-';l"-'l' lf:l[:l:il:'l'l '.lll.' ll]'lu:(:ll'l al 1||.I.' r.I:'IE'l {ll: rh'f' 1“H'-|:ﬁ-il—.|l-l ||]Ek': one Trn, '.'|:'II|
open the shut-off valve slowly so thar oil and bubbles of air will be
forced out of the end of the oil feed line. As soon as the air stops
L":I:II]i.]I;-_E out, close the shut-off valve and I!i;:_hl-::l: the wmion. The

diffusion tube 15 now ready to eperate. Remove all excess oil.

Removing a Diffusion Tube
The best tame w do thes s just after a mold has been removed, as
the standpipe 15 at its hottest and all metal 10 the standpipe is molown.
Close the shut-off valve, disconnect the union on top of the dilfusion
1'|.|IJ|.:., ]UU:\.CH 1||.|.' "r:li'.:'[l 18 ll;.\'_' U';E‘ll.:: |'.'|||:| “I- l]l.l.: !-l'_'(:“E l:ir'lf'. .'”'I':E H'ﬂ'i['l_'._r

I;H‘ Ft'i!(l |i|1|!" o1l I:ZI|- ||"|t' WELY . Th:'n TN SCTCW .‘11!‘ {!'il'fl!iil.'\ﬂ T1I|_‘|I:‘.

Cleaning a Diffusion Tube

After a diffusion tube has been in service for some time, there will
be o deposit of dross and diet around the lower end of the tube, which
may interfere with the proper How of oil, requiring higher oil pres-
sUre fo aperate,

When this condition exists, remove the diffusion tobe, scrape o
the deposit from the cutside of the tube, remove the serew i the

deu



I’:".—'r'[l:“'l-l (a}} rl'-l.' r"l?:'.' i'll'l'i:. l.'ll'LZI.JI. oL Li:l'.: L::'I:C..Il.l.‘- :.JI. 1][':' ot o = g '|'r'!'.'||. el
the threads in the lower prrt af the tube, usinga N3l Tap, Iw'{r!-|:|:'r;
the screw and tighten firmly, Do not distuch the asbestos packing in

the tube.

Packing a Diffusion Tube
.l'l.r[{":' ||IL' lIiJl:.'.I.‘ZiI:III ll.Il"': |'|.I5 I'lL'l.'Il 11 S0

¥ SeEVIGe [OC S0ie e

(ustsally a4 matter of several weeks), it iy dlevelop that the ail does

not feed quite tast enough, When this happens return the diffusion

tube o the Ludlow Typegraph Company at Chieago, 1llinois, for

repacking, or repack it with o Repacking Set AECI720A. Instruc-

tions are sent with the repacking set, Tlave spare tubes on hand tor

Fl'|:‘|iili'l'.'l'.ll.'ll[.

0il to Use in Diffusion Tube

Use Elrod mold ol only. It is sold by the Ludlow Typopraph
Company in | and 5 gallen cans, is red in color, and especially pre-
pared for the purpose. Keep oil can clesed, as dirt seriously interteres

'|‘-'I|:i1 ||"|l.' (IlJL'T.'IlZ(l]I H" |.|'.l_' Llifill:{(ﬂl lli‘:h’.‘.

Pravent Drying Out of Diffusion Tube
I the Elrod is kept heated, bor not operating, the diffusion tube

should be removed. The tbe drics out through pralenged hedating

'.'|'i|.h“-|.:|| IIl:l ||H".\.I.I'.‘é_=| [I.'I.:H-I.':;_'l'n 1L,

[itfuston tubes should be well oiled betore ben ;:|:u_'-_'d {1 slor

Gas Burners
|::||'| acconnt of rl"lt_" '\.':I.r'!.'lr'l:_{ ';:1|;|:.i|:|' af _L{i]:i TR i:"l \'.'irr-!'rl'lll ETLNS,
routing of regular inspection of the gas burners must be determined

in cach p|.|:||.

A spud in cach of the burners calibrates the quantity of gas. These
seldom need 1o be -.']l:lngcd after installation, but the haole m them
pradually becomes smaller alter a year or ol and they should be
cleancd or replaced.

The air mixer sleeve on the burners caontrals the tmount of air
The proper nuxture of air and gas is one thar will burn clean with

out “popping,” and that will divect the hottest portion of the Hame

to the surface to be heated, A plece of 14 inch iron wire El|il,|_'|_;l._| in
the |,m1|l of the lame will disclose the hot and dead porticns of the

s fame,
5

Machine Lubrication

Begular lubrication is imperative if the machine is to give goad
resules for any length of thine. Use a posd prade of machme oil.
Sk 2015 a pood viscosity boouse,

1
L

The main shatt and counter shalt bearings are lubricated through
the pressure prease ftngs i back of the front panel door opening.
A pressure presse gun is inchuded with each machine, and should be
flled with a good grade of cup grease. Place head of gredase gun on
|iTl:1'n|:;. and sy hendle il |it‘.i|1:,1 aried ]:n|:1xli|. line are hlled. These
fttings should be checked every week that maching 15 i aperation.

Cither moving surfaces and cam faces can be lubricated cirectly or
by means of the ol holes provided in these parts.

NEVER USE ELROD MOLDOIL FOR LUBRICATION, as

it is absolutely unhited for this type of service,

Mold Care

['he sides of Elrod melds are made of hne grain cast iron. They

require 2 thin oil Alm on the inner surface of the mold w permit the
waterize] to pass through the woeld smoothly. This eil o will e
stand up mdenmitely, bue will dey oue if exposed to the aic any length
af time, or it the mold is subjected 1o excessive heat in sealing ar
unsealing operitions.

The mold should be cleaned thoroughly after removal from the
mgld chamber, per instructions on “HMow to Stop The Elrod.™ When
elenning aomold, do oo tap icen any other surtace than wood. Failure
to handle the mold with care in the c'|t':|||1r:5: aperation 1 the most
frequent causc of l.-r-.'ll'l'l'.'IIL."'L'.

Maold trouble 15 also cavsed by forcing stacting strips ioto the mold.
which eauses damage to the inner surfaces, or by overheating the
rnold when it iz being removed from the machine,

A mokd should never be left in the mold chamber more than o
very shore oime after the inside reaches a metal-melomg emperatare.

MNOTE: When the water is turned off, and the throar and sealing



heaters are turned on, the aperator should not leave the machine,
Molds may be easily damaged by careless handling, resulting in
the production of 1mperfect strip material, or in extreme cases, the
inahility to produce any material ac all from the dunaged mold,
It satisfactory material cannot be obtained from a mold, it should
b sent to the factory at Chicago {or reconditioning. The meld should
not be opened except at the Bactory, Decause of the difficulty in re-

assembling without the necessary tools,

Mold Cooling Chamber Care

The water in some sections of the country 15 highly alkaline and
will in time dog the coaling chamber, [F this is allowed to happen,
the only remedy s to remove the water jacker blocks on the sides of
the mold howsing and sceape out the deposit.

A g preventive, the following methad will work i it is done
repulardy each week+nd, Tt will not clean out deposits that have
acenmulated, but will prevent other deposits from forming.

The first thing to do in alkaline areas s o insert a globe valve in
the upright supply pipe, at the union.

Then obtain a bottle of cder vinegar, or in areas that have & very
bad alkaline condition obtain seme “botler compound™ From the
plumbing supply house, power house or Bwetory. having steam bailer
installations. These compounds are macde 1o suit local condirions:

The procedure would be to shur off the main water supply valve
located in the warer line befere water line t5 connected to the ma-
chine, and wirn the water control valve on the front panel of the
machine to “en” position,

Remove the Water Outlet Pipe 3233, Plate 8. by disconnecting the
Union A301, Plate B Tnsert a small funnel 10 the opening on top of
the mold howsing, and Al with cider vinegar or boiler compound and
leave ivin over the week-end.

Before starting, mirn the supply valve to "ol position, replace the
water outlet pipe, and open the globe valve on supply pipe,

Plunger, Wall and Sealing Valve Cleaning
The Crucible Well 1904A; Plates 1 and 4, and Plunger must be
cleaned at least twice weekly,
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Upon completion of a run of matertal, shut the machine off, turn
it to zero position, turn off the sealing and throat heaters and let the
waler run, It is necessary that the meld and material be in the mold
chamber when the plunger is pulled out of the well, otherwise the
mietal i the erucihle wall drain owe.

Litt the lock bolding the Connecting Rod Pin 1318H, Plate 1, and
pull our the pin. Open the scaling valve, Pull stroight up on the
plunger link until the plunger is nearly out of the well, then pull the
plunger link slightly to the right so w will elear the plunger lever,
and then Lit the plunper out of the crucible, It may be necessary to
press down on plunger lever bandle while deing this to make n
EASICT,

While the plunger i still hat, wipe or brush it off. Tf all metal and
dross does not come off readily, dip the plunger in the metal, swab
on some CLubriclean™ Fluid A%45, and then wipe or brush again,

Place the Crucihle Well Cleaning Toal in the malten metal vntl
it is thoroughly heated, and then swab some “Lubriclean™ on the
sirface of the tool, and msert it in the crucible well. Operate the
cleaning tool with an oscillating and wp-and-down motion the Tull
length of the crucible well, removing the deaning tool frequentdy to
wipe off the sccumulated dross, Apply more “Lubriclean”™ cach time
the toal is wiped. Repear this operatien unol ne teace of dross remains,

Skim: the dross and “Lubriclean” residue from the metal in the
crucible, and apply a thin coat of “Lubriclean’ to the outer surfice of
the plunger and replace it in the well. Move the plunper up aml
down i fesy times by fend o see that it moves Treely, I it docs not,
repet the cleaning process,

I the twrmng of the Sealing Valve hecomes sluggish or difieul,
clean it also when the plunger is cleaned.

To remwove the sealing valve, back off the retaiming screw as far as
it will goo This screw faces toward the front of the sealing valve
bracket. Then remove the sealing valve, clean it with a rag, and coar
with “Lubriclean™ and replace it in positton in the well, rotating it
several times untl 0 turns freely, Remove and repeat the process,
and then serew in the retaining screw as fur as i will go.

—— T —




The Plunpger Cleaning Chuthi consists of a hettprool Swab Y464,

a stiff Brush 943, 2 Mold Housing Scriper AEC1715E, and a Ljurl

of “Lubriclean™ A%43.

Thess tools, together with the Crueible Well Cleaning Tool; should

be used for cleaning the plunger, well and mald chamber.
“Lubriclean™ may be used to lubricate all of the hot parts on the

Elrodk, as v is especially made for use ar high temperature,

Pressure Oiler Care

After the pressure oiler bas been i service for some months, it
miy be necessary o replace the leather packing at the bottom of the
pston.

With the Shut-Of Valve A1259A4 closed. remove the Adjusting
Lever Fulerum Screw 230, Plawe 7. to permit sliding the Adjusting
Lever 1277R. Plate 7, through the slot in the Piston Pin AEC1268.

Remove the three serews which Fsten the cover to the oiler body,
and the piston may be pulled ot of the evlinder. Remnove the screw,
recaining washer and worn leather packing from the lower end of
the piston, Put oo o new leather packing and reassemble, tightening
the screw very lishtly,

[nsert the piston in the well and move it up and down a few times
to centralize the packing. Pull the piston out and tighten the screw
firmly, heing carelul not to move the leather packing,

Replace piston, cover, sorews, adjusting lever and weight, Put
Elrad meld oif m the oil cup and pump the adiusting lever upand
down, and continue to put ail in the cop uncl i remaing tull, after
pumping. Then loosen the union at the top of the diffusion tube ane
turn, and open the shutoll valve slowly so that the oil and bubbles
af aic will be forced our af the oil {eed line. As soon as the air stops
coming out, ¢lose the shutoff valve and tighten the unon. The oiler

is now ready to operate. Remove excess oil,

Electrical Troubles of The Elrod
Test Lamp
A Test Lamp AY32A j5 the most convenient and time-saving toal

for locating electrical trouble in the crucible, This test equipment

consists of 2 red prod containing a neon glow lamp, and a black prod
and atcachment plug, When plug s m the recepracle, it is short-
circuited, Plug s taken oot of this receptacle and plugged inta the
electrical supply line (90 w G0 volts) for some tests, as indicared in
tollewing instructions,

The red prod containing the tieon glow lamp s the live test point.
Cheek the test lump by touching the red prod e 2 ground. IF the
neon lamp does not light, remove the plug from the receptacle and

reverse points, Recheck,

How to Use Test Lamp
The test lamp may be used to logate a “ground.” and “open cir-
cuit,” a “short circuit,” or 2 Mdead™ beating element, An explanation

of thess terms follows:

Ground
A electrical connection between an electrical circut and the

crucible or frame of the machme.

Short Circuit
A connection between the twa sides of a circuit so thar the current
tikes o shorter path than intended,

Open Cireiit
An incomplete dircuit, one breken at any point, so thar current
docs not flow throwgh any part of 3t A broken wire or loose connec-

L CEL CANISE AN Opcn Circuit,

Dead Heater
A heater that has an open circuit,

Fusa Tast

Place the fuse to be tested on a picce of dry paper or wood. Con-
nect test lamp to lighting ciremity and place a test point on cach end
of the Fuse. IF test lamp lights, the fuse s 0.k,

ees following,

CAUTION: In making the tests described on pa
note carcfully whether the test pones are 1o be placed on “wires” or

Fermuinals.”

G



Preliminary Tracing of Electrical Trouble

Indicarion of cleetrieal trouble will be variations of wemperature or
stopping of machine, Variations of temperature have tw do with the
crucible, side throat or sealing heaters, Stopping of the muoter 1s con-

[ined to the motar circuit,

Fusas

The Brst source of trouble to look for is o the Fuses. Tari off the
miin switch, There are [our sets of fuses, as indicated on the bos bar
insulator bowrd divecly helow the fuses, From left to righr, the firs
three ar second and third fuses are the moter fuses, depending on
whether operared on single or three phase cacrent,

The next twe, in order are for the sealing heaters, crucible heaters
and throat heaters, Remove cach set of fuses independently and cheek

with the test lamp. Be sure that the fuse used for replacement has the

sape amperage mting as the one replaced. Cheek fuse elips tor good
Sprang lension,

[f the fuses are zood, the wouble nay bein the wiring or in the
units themselves. To check heating vnits and wiring, wen maim
switch o "D poesition and remeve the fuses. With test hghn
plugged into the light areuit, place pomes on upper fuse clips. Turn
heater switch or thermostat to “0n™ pasition. If the heating units
and wiring are satisfactory, the neon lighe tn the test prong will
glow, When circuit is not complete, remove covers al [rant of crucible

and check wntts and wiring direct.

Crucible Heater Circuit

If the meral in the crucible fals o melt ook, check the crucible
heating unit fuses. IF they are found satistactory, cemove fuses and
check in the same mannee as throat and sealing unis, The connec-
ticns of the crucible heating anits to the wirmng arear back of croeilile

covered by inspection plate,

Motar Circuit
[f the motor fails 1o start, slows down, stops, or overhbeats, it s an
mdication of trouble in the motor or motor circuit. Before making

any tests, take off the belt and see if the rouble persists. 1f moter

2()

runs satisfactosly with the belt removed, then ook for mechanical
traubde i the machine, When motor does not run, first check: the
mator fuses, T they check out smtisfactorily, make sure there is power
at the motor termunals, This can be dooe by clostng motor switch

and using test hht with plug inseoted in the test lamp,

How to Calibrate the Thermostats

I for any reason you find that the temperature reading on the
cial of the crucible thermastat dees not correspond to the reading of
the temperatire of the type metal in the crucible, calibration may be
muacle by pulling forward on the dial e remove it and by loosening
the two small serews on the front of the hub, The small slaed and
indexed dial may be rotated toward “R 1o rase, or wward 1" o
lower the temperature of the tvpe metal. The indicator lamp above
the dial should go on at the temperature reading of the thermomerer,
Toadjust the thermastat of the throat heating uns, set the indicating
knoh s that the nean light will go out at the same temperature setting

as the crucible theemostac.

Mechanical Troubles of The Elrod

Cutter Head Sluggish

When cutter head is sluggish inoics recuen, setting of Adjosting
Wt 3644, located on Cutter Rod Bracker 3603, should be checked.,
To increase tension, tuen MNut 3644 clockwise from A7 o “B. 07
or "0 To relieve tension when casting the smaller size materials,
reverse procedure is required,

It there 15 a defimte bind on the cutter head rod, check the fol-
lowing:

Accumulation of dirt or metal chips between the stationary knife
and the material talile,

Lack of lubrication on the cutter head guide rod and cu-off gange
rod,

Cutter head guide rod bent or oot of line, Tao check this adjust-
ment, remove Adjusting Nut 3644 and spring, pull puide rad to the
right and release. Tf guide rod fails to return freely, check for straighe

TIC5E,

<t o —



Hairline Rule Broken

Diecasional breaks may be noticed o the Face of rules, The couse
of this usually nay be determined by noticing whether the breaks
are sharp or routd i character,

Rounded edges indicate that too much oil is being vsed, or that the
oil 15 not properly distributed over the entite sueface of the strip.
This may be corrected by shutting off the oil supply for a short time,
or by a reduction of heat, or by an imerese in water fow,

Sharp breaks are coused by a lack of oil or oo long a stroke, Other
causes may be from o dansaged mold, or from improper heating or

cooling conditions.

Machine Jams and Stops

[t sometinies happens that the machine jams or stops with the
plunger in a rised position, or 4 mold loosens from improper sealing
i the starting operation. All the metal in the crucible wall deain oo
through the maold chamber or the mold under these conditions,
unless prompt action is taken,

When this happens, grasp the kourled head of the Plunger Red
Clesis Pin AL319A, Plate 1, and pull the pin out, Then pull the
landle of the Plunger Lever 13153, Plate 1, all the way up by hand,
and shut off the motar,

By pulling the plunger lever up, the plunger is forced down, clos-
ing the pore. If the sealing valve is also closed, no metal can eseape

through the mold chamber.

Material is Bowed

The operator should be careful tw clean off the underside of the
mald and the bottom of the meld chamber belore inserting the mold,
and hold the mold firmly against the hattom of the mold chamber
and parallel to the sides of the mold chamber while the sealing is
taking place, and thereby avoud the experience of producing “haowed”
material,

When sealing a mold, it is advisable to lay a strip of 2 point on the
matertal table and ler the right end of the startog srip rest on
This tends 1o keep the mald parallel 10 the bottom of the mald

L'] il HIE“‘F.

A defective mald or improper lubrication can cause bowed mate-

rial. If either the top or bottom of the <rip is lubricated while the
opposite edge is dry, this will cause a strerching of the material along
the dry eclre and will produce a bowed strip,

An abnormal amount of water will cause the matenal to bow.
Checl water Row to the proper amolint,

If the material 15 bowed down or concave as delivered, aod lubei-
cation and water are apparently ok., it is an indication that the
wold i improperly sealed, and this operation will have to be done
OvET.

If the material is bowed up, or convex as delivered, and lubrication
aned water are apparcotly ok, it will he necessary to adjust the
Material Guide Roller 3529, Plate 10, by means of the Adjusting
Screw 3527, Flate 1), s the roller will press down on the material

and straighten it

Material Buckles

When preducing the thinner point sizes, such as 2 point twin, and
one or bath strips buckle between the mold and the pulling mecha-
nism, it indicates that the pulling mechanism is not releasing prop-
erly after the material has been pulled to the right. This may be due
to metal or other material adhering o the Puller Wedge or to the
sliding Release Plate.

These parts should be removed and thoroughly cleaned, making
cerrain that the release plate slides freely back and fourth,

I£ the trouble continues after cleaning, the Material Clamp Plae
(mavable) A3H5 or A3250, Plare 9, may not be properly adjosted,
Check the instructions for “Clamp Mechanism Adjustment.”

Another possibility is that Materal Clamp Spring 1504 15 broken.
This 1s housed within Material Clamp Bracket 3501, Plate 10,

Puller Slide Removal

Remove the three screws beneath the table holding the Pulles
Mechanism, Remove the Positive Retarn Mechanism A3407 from
the puller slide. With the plunger down, plunger pin out, and the
puller slide o the extreme lefy, Lift the puller slide mechanism up o

FEITIv e,



WOYTE: I the above cannot be accomplished easily, doe w bind-
ing, then remove the clamp bracker by remaoving the twa screws
beneath the table, and with the curer head pushed to the extreme
n'g‘|'.'.. fift the I.'I.l':l'll:'l bracket aff. Then lift the puller mechanisan up
10 TEMOVE,

The puller slide can then be moved wward the letr, and pulled

straight upand out when ot reaches the proger position.

Puller Wedge Slips

Sormetimes when starting, the first tew strokes will carey too much
ail, which frequently cavses the putler wedge o slip. [ it continues
o slip, the puller wedge can be helped along by pressing toward the
left on the wedge at each stroke vntil the ol disappears from the

- . .
E1Il| I-;-r '.'\L'I:I.IL":: ZIIII:l from the st rli)ﬂ| I!Iiill:!FIil:I.

Shearing Pin Breaks

The Shearing Pin 13188, Plates 1 and 4, which connects the
phunger lever and the plunger connecting link, is made of soft steel
and is so designed that should the machine be turned on while the
metal i the cruable s solid, this pine will be sheared, thereby pre-
venting damage to the machine, [f this pin is sheared while the
metal in the crucible is molten, it is an indicaton that the plunger
anel well need: cleaning, and this should be done before another

shearing pin s vsed,

Stationary Knife Jamming
If instenctions tor adjusting the stationary knite are not carned out
as shown n “Fixed Adjustments.” 1t may result 1n i:|:|::-:-|:-'.::r cut-off

and ‘or jamming of cut-ofl mechanism.
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PLATE 1—Electric Crucible Parts
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ELECTRIC CRUCIBLE PARTS

Puart ™o,

42
54
145
'-il_l|:.|_.i
717
UlH
s ER
TElES
1138
L1
1 2028
| 1203
1115
1207A
1211
12114
12124
i215
1244
1311
Al315D
13154
1310A
13165
13178
13158
131815 A
Al3IEA
1320
1320114
1321
) I%"’
33
| 333 o )
13248
| 132414 R
13278
1332
1363
1381
, 138014 3
1391158
139415 4
139555
| 1398

W hear -_:sl':.'rl'.'-'.':_: i

[l.-_ cripranm

Style 3,05 ] 3 Hexagon Fead L,lp Screw x 17 long

Style m[ 413 Thick Hexagon Nut x 9 :ln‘k
Style 3, 574718 Hu_'nﬂun Hrmt,.l.p"'-urn,u x 1% " long
Style +:- 10-32 x 34" Hexagon Socket Cap Screw

Seyle 36, 84" round x 17 Dowel Pin

IH.lu r | mh-_r Cam Stud
I ey I'_Ll_l_l, 1 ['I|1|:]:I

Style 56, ' I}u'ﬂ.d Pin x 34 |I:-l‘|t,
I“wl-.'q_ 101, 3%"-11 Hexagon Nu . e
Style 3, 15 H Hexagpon Head Screw % 1147 fong

Main Sh; |.I Handwheel
Main Shait Callar
Plunger Cam :
]’]ull.;ﬂrr Lever HDEI 'ir:l-w.
Style 53, Ne. 5 Taper Pin x 2" long

Style 53, No.5 l.lp-c:r Pin x %" long

112" Dia.x B4 1nn--t am Roll

Style 55, No. 5% 2 4" long Taper Pin

Seyle &, No, 10-32 i"l at Hlewd Screw x 3 Jon,,
Style 3, 1420 Hexa pon Head Serew x 1147 long
Plunger [_.-:\'cr .-'&.k:n::um}' 2l
Plunger Lever Handle
Plunger Rod Clevis. .
Plunger Lever Lock
Plunger Connecting Rod
Plunger Bod Pin

Plunger Lever Lock Shaft
Plunger Risl Clevis Pin
Plunger Lever Bracket Pin
Plunger Red Pin Retainer
Seyle 56, 544" Dowel Pin x 1s" long
Plunger Rad Pin Retainer Washer

Plunger Spring

Plunger Lever Rod Slecve

PMunger Spring Washer

Valve Wheel

Plunger

Plun,__:n:r Lever Rod

Style 101, 32011 Hexagon 1\-l.ll ¥ 2" Ll'ln.}..
Style 55, 814" Dowel Pin x 214" long
Woater Jucket Cover Serews

Water Jacker Cover Screws

Sealing Valve Stem Handle .
Style 8, Wo, 836 Flat Hend Serew x 337 long
Sealing Valve Braring

ris. alaavs gree teninl mumber of phe muachme.
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ELECTRIC CRUCIBLE PARTS

Part Me,

Dlescriptian

AT3UULL A
[ 406
147314
14593
444
[512A
161454
[ 01
1048
1730
L4
001

| A3
i 3HIE
A
3201
3302
3305
3306
3307
A3315
2320
3321
1322
3325
3327
3328
1330
3331
3332
3333
A3
3335
1365
3360
1367
3304
3364
330
3902
34935

Sealing Valve Retainer Assembly S
Style 8, 10-32 & 3" long Flat Head Machine Screw
Style 36, 34" Dia. x 114" Dowel Pin

Style 2. 8-32 x %47 long Fillister Tead Cap Screw
style 7, 10-32 x 1427 long Oven Head Screws
Material Clamp Cam Roll Stud

Style 4, 545 -18 Bristo Cup Point Set Screw x 147 long

Style 7, Mo, 10-32 Round Head Screw x 17 long
Stvle 7, No: 10-32 Round Head Screw x 147 lang
Style 8, 10-32 x 14" long Flar Fead Screw
Fiber Washer

Crucithle Well

Main Frame

Flhow Connector

L.H. Bearing Grease Tube

Main Shatt Bearing Bracket (Left) .
Main Shah

Cructhle Electric |

Mold Housing

Mold Howsing Gasket. .

Warter Jacket Cover Electric

Thermaostat (Crucible & Throar)

Crucible Heater ];\’.L;:hl Hand

Crucihle Heater Left Hand

Crugible Heater Clamp,

Firerod Heaters Throat & Sealing . | .
Heater Cover Screws

Feater I{t't;l.il:uiily_ Serews Aol

Dirip Guard .

Mold Housing Cover | Right Hand)

Mold Housing Cover ( Left Hand)
Terminal Block Bracker

Terminal Block

Terminal Block Name Plate

Terminal Panel Box Cover

Crunble Heater Cover

Crucihle Cover

Crucible Cover Bushing

Retaining Serew

?.‘:C:-]]i!l".; Valve Stem 2

Sevle 43, fu-16 x 282" long Socket Tead Cap Screw
#g-24 x 1447 long Socket Head Cap Sérews

Wohen ardering puarts, slwavs give serlod ricmber of the magkene,

=

b



PLATE 2-—WtingI)kigrans)
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ELATE 3

Electric Panel Box

A-125
185
ST H—
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ELECTRIC PANNEL BOX

Part Mo,

A=
)

12104
e I,
185
1133
11461
13175
T41304
L
1h63
3227
A3315
35151
13132
A-3347
A-T34K
A-3330
3351
3333
3353
3356
3357
A-3359
A-3300
A-3361
A0
A-3302
A-3312

Deseription

MName Plare Screws

Meotar Switch Cover Screw .

Motor Switch

Stvle 7, Y%-200 % 35" long Round Head Serew.
Style 7, No, 8:32 Round I'lcad Screw x 37 long
Style 7, No. 1032 Round Head Screw x 3" long
Styled, No. 6-32 Flat Head Screw x 147 long
Style 7, 10-32 % %" long B.H. Stove Balts

HI._\.'||,: 7. W 10-32 Round Head Screw x 34" :.l:lll.ﬁ
Maotor Mame Plate

Warer Valve Handle

Thermestat (Crucible & Throac)

Thermaostat Kook

Thermastat Nean Pl Lamp.

Handle ¥nob 47

Tahle Apron

Switch .

Sealing Ieater Name Plite

Cructhle Heater Name Place

Throat Ileater MName Flae

MName Plate Extension

Water Control Wame Plate :

Muotar and Sealing Switch Flush Plate Assembly,
Sealing Heater Swach (220-volts) .

Sealing Heater Glow Lamp ( 220-vols)

Pilor Light and Switch Mounting Steap

Buss Bar Assembly

Tube Block

Wken arderng paris, always geee serial number of e mackine,
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PLATE 4—Gas Crucible Parts
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GAS CRUCIBLE PARTS

L Dlezcripricn
42 Style 3, 42713 Hexapon Head Cap Screw x 17 long
54 Style 101, 44713 Thick Hexagon Nut % 55" thick
148 Style 3. %) 4718 Hexapon Head Cap Scrow x 1347 long ..
252 Plupger Connecting Lever Pin Holder Stud
557 Style 36, %7 Dowel Pinx 3" long
717 Style 36, 14" round % 17 Dowel Pin. .
G184 Slug Pusher Cam Stud
[003-1ER Lep (Lelft Hand)
|5 Style 36, 147 Dowel Pin x 34" long
111384 Style 101, 33 "-11 Hexagon MNut :
1116 Stvle 3, 15713 Hesagon Head Screw x 1447 long Hea :
12028 Main Shalt Handwheel . e
12003 Main Shalt Collar ’ N T i
1205 Plunger Cam
107-A Plunger Lever Rod Yoke
1211 sty s P 2 | e i e U e SRR ]
12114 Style 33, No. 3 Taper Pinx 17" long
[212-A s e B T e T e i e e
1215 Seyle 35, No. 5 x 2% long Taper Pin .. ... ... :
1311 Style 3, 14720 Hexagon Head Serew x 1847 long
A-1313-D Plunger Lever Assembly
131514 Plunger Lever Handle,
1316-A Plunger Rod Clevis
13als Plunger Lever Lock
1317-B Plunger Cannecting Raxd
1318-B Plunger Rod Pin. . .. ..
131844-A Plunger Lever Lock Shat
A-1310.A Plunger Rod Clevis Pin
[320) Plunger Lever Bracket Pin
132045 Plinger Rod Fin Retainer .
1321 515']{' 54, ‘_']“" [_}L,I'L\'L'I Min [Ii % ]Cll‘iz_f_‘ ............
33215 Plunger Rexf Pin Rerainer Washer
1323 Plunger Spring ..
1323158 Plunger Lever Rod Sleeve e iy
1324-K Flunger Spring Washer e S
1324151 Valve Wheel
1327-B Plunger
1332 Plunger Lever Rod
1363 Style 100, 34711 Hexagon Nut x 357 thick
1380 Style 56, 31 . Dowel Pin % 246" long
[38015 B Woater Jacket Cover Screws
139115-B Warter Jacker Cover Screws
13941454 Sealing Valve Stem Handle
1349515 Stvle 8 No, 836 Flar Head Seeew x %" long.
139614 B T P e oo = e s s el R P R )

W' fen drdering pares, afniays geve serial nimber of the machine 3l




GAS CRUCIBLE PARTS

Parr Mo,

| 3UE-F
139814
AL 30LAL A
13909554
14006
[44434
|43
1212-A
64
| il
a7 s
| 730
1783
1933:-A
1H82-B
[ P04-A
301
A3
nns
A0
320
3306
3367
T3R8
309
3304
IR0 A
A805-A
43T
3832
35017

25

s
b

[escriphien

Sealine Valve Braring. . I
Sealing Valve Lock Serew

Sealing Valve Retainer Assembly

Sealing Valve Reainer .

Style 8, 1032 x 37 long Flat Head Machine Screw

Sight Hole Cover Stop T'in

Style 2, 832 x %7 long Fillister Head Cap Screw

Marerial Clamp Cam Roll Swd . :

Stvle b, &y -1H Hexagon Socket Cup Poine Set Screw x %" long
Style 7. Mo, 1032 Round Head Serew & 147 long

StylcH E1032 el on e Tlat H cad-Saremrs LU0 S0 DB ST
Fiber Washer

¥
b4
oF

Spring—Compression 4. din. x #" long

Sight Hole Cover

Water Jacket Cover

Crocible Well

Mz Frame

Elbow Connector

I..H. Bearing Grease Tuhe

Main Shalt Bearing Bracker {Left)

Main Shaft

Mold Housing Gasket,

Crucible Cover ,

Crucible Cover Bushing

Fetaining Screw

Sealing Walve Stem

Crucihle 1 i R A A T L
Mold Housing .

Wlalkd 1 lowsing Cover { Frone)

Maold Hevsing Cover (Rear) A

Style 4%, #-16 % 247 long Socket Head Cap Screw
Aa-2d x L4 # |n:|||;_r Seecket Heaud L'.:||1 Serew

Hohen

arderrng perds, alouys gree sevied anpber of the nra
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GAS HEATING SYSTEM

Pa T _\-ll_

BV Mame Plate Screws

ARG Cias Crovernor Assermbled o .
A9 Cras Mixer . i
302 Cras Mixer Spud Adaprer

734 Style 7, 14720 Raund Head Serew = %" long

L1353 Stvle 7, Mo, 832 Rownd Hewd Screw 5 547 long

1349115 E Style 3, 14-20 % 12" long Hexagon Head Cap Screw

[454 Style 7, 10232 & W7 long Oven Head Serew

164614 Style 7, Moo 10-32 Round Tead Screw x 3" long

[ 648 Style 7, Mo. 10-32 Round Heasd Serewsx 147 long

Y-850 Cats Crovernor Expansion Tube Assembled

1512 Cias Covernar Carbon

1416 Cias Lrovernor Adjusting Screw

1829 Cias Governoe Adjusting Stop Screw

3105 Sepuirt Shield

A-3106 Splash Guard Assembly.

3330 Dreepy Gruared

3801 Cins Burner

EhLIE] Cruable & Throat Burner Bracket. . . .

3810 Vialve Cover

1511 Mame Plate

3813 Space Block

A58 14 Compression Elbow—34 3" Tube x 14" pin

A-3H1F Compression Elbow—5 3" Tube 2 14" pipe

ARl Cras Burner Bracket

3517 Ciovernor to Burner Tube

iK1 Valve 1o Governor Tube

ELARY Valve to Threat Burner Tube

FHI0 Sealing (as Burner ]

3821 Valve to Sealing Burner Thbe

3422 (ras Valve Handles

A-3H24 Cias Burner Valve

H34 Marfald Clips

3835 Cias Manifold S, e
A-3538 Fuse & Switch Box Assembly . . i
BRI A pron Bracket 2

3913 style 7, 1032 1157 long Round Head Machine Screw

A0 H-32 Steel Hexapon Nus

6304 Style 2, 10:32 %17 long Owval Pr. Filister Head Screw

34 Wlien ardering pares alwaye proe sevind nnpber of e maclie




PLATE 6—Gas Panel Box
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GAS PANFEL BOX

Fare Mo, [Ieseriprnmn

3715 Mame Plate Screws

12115 Motar Switch Cover Serew DL e R
A-129 Mutor Switch ‘ e

A-13038 Moter Switch Cover Sub-Assembly

183 Style 7, 4420 x 35" long Round Head Screw

133 Style 7, Moo 8-32 Round Head Serew x 327 long

1862 Fuse Box Name Plate e

1363 Motor Wame Plate . .| . e

i Water Valve Handle : ek A

Y3547 11" Handle Enob : e e ey s e L S rnem P re b A LT
3810 Valve Cover

a8l Mame Plate

1822 Cras Valve Handles . L. y

A-3848 0 LTI oy 312 St 1 Lo ] b e e S e
A-3R5R Fuise & Switch Box ;‘mstmbl'!.r_ i e

3
i ' i I : y
36 W ken arderzng parie, alwavs give sevtal nrmber of the meacfine,
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PRESSURE OILER AND DIFFUSION TUBE

Barc™No. Descriptinn
0l Style 3, 89 -18 % 1" long Hexagon Head Cap Screw.
192-A Style 44, -'”; B by E-:m,: Hexapon [ up Pr. Sct Screw
23 Stvle 102, "! 201 f-:-u;,rml ”\hu x Lt rh (o e
613%4 Style 202, 3 IL:a‘l.| " Wide % 34, ||L1rL_ Plain | r.‘;-._‘.’n asher
74 ":-['~|L _”'_1 61 1 Lock “J:LLL ...... S
744 Style 55, No. 2 Taper Pinx 1347 long
1245 Style 2, L6720 Fillister Head Cap Sceew x 4 long
1255-A Pressure Oiler Cup ...
A-1Z59-A Pressure Oiler Shut OfF Valve .
1260 Pressure Oiler Body
1261 Pressure Oiler Body Slecve
1262-A Pressure Oliler !31 ac k-.i it
126214 Style 3, 35-16 x 22347 long [!l.,).mf:n Hend Cap Screw. |
1263 Pressure Oiler i"lwtun Sleeve Plug
1264-A Pressure (iler Cover,
1265 Pressure Oiler Mounting Bushing
| 26f- A Pressare Chler Piston Stap
1267 Pressure Qliler Piston Stop Stud |
[268 Pressure Chiler Prstan
[FHRLS Pressure Oiler Piston Seal
1269 Shoulder Screw (for Pressure O ]{“r Piston and Roeller) .
1250 Pressure Cliler Packing
1271 Pressure Oiler I*.'u:king Retainer
1273 Style 202, 5.7 % 14" Lock Washer x 844" thick
1274 Pressure Oiler Adi justing Lever Link
1275 Shoulder Screw (for "Ldummn Lever and W r:ght | mkj
1276 Pressure Oiler W {"!j_l!l Link .
276 Shoulder Screw {for both ends of Pressure Chiler "|.d|1|.\t\|1;:] .ever)
|1277-B Pressure Chler Adjusting Lever.
[278-A Pressure Oiler Weigzhi
1278% Pressure Chler Feed Line Close Napple
|_"“:' Pressure Oiler Feed Line Connector
1281-C Pressure Oiler Diffusion Tule . ..
128114 Pressire Oiler Iifusion Tube P mkl'jg Pellet
1282 Pressure Oiler Diffusion Tube Packing Retamer
[ 28214 Pressure Cliler Packing Retaining Screw
[33215.D) Pressure Cliler Diffusion Tube Adapier
|342 Style 2, No. 10-32 Fillister Head Machine Screw x 3 " long . .
648 Style 7, No, 1032 Round Head Serew x 14" long
A-3261 Feed Line Tube Assembly
3265 2" % 907 Street Elhaw
3243 f}-mL ket :
3305 Elec, Maold Housing I:] ln.l.li.ll.," :
3E0EA Gas Mold Housing { Gas)
38 When ardering paris alsways give sertal namber of the macke.




PLATE 8—Driving Mechanism and Mold Cooling System
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DRIVING MECHANISM AND MOLD COOLING SYSTEM

Part Ma, Lrescripoon

A Style 3. 14"-13 Hexagon Head Cap Serew x 17 long

[ 28 5l % 18 x 157 Hexapon Head Cap Screw

o Style 3, 50 :"-18 Hexagon Head Cap Screw x 3" long

MoZ3E Style b, 147 #5390 Union Elbow { Galyv, )

A0 2" Tube Half Union—Use A3232A for Replacements—({ Heavier Doty Ficting )

451 Stvle 8, 14720 Flat Flead Screw x 147 long

362 Sevle 102, 50718 Hexagon Nut x99 ;" thick.

Ehi Seyle 200, 347 Washer x 14,7 thick

73l Style 53, No, 2 Taper Pinx 17 long - T

AL1002-1 Les Assembly ( RE1)

105 Sryle 36, 147 Dowel Pinox 3" long

LOn-F Dirive Shaft Bushing S —

1024 Style 4, 595 -18 HI P Hexapon Sacker Ser Serew Half Dog Pomne Ser Serew x
I long

1100-A Farive Shaft Pulley

1110-A [Dirive Pinion

11134 Leg Brace .

111284 Stvle LOL, 32" 11 Special Drilled Hexagon Nurx 33" thick

1113 Motar Table Adjusting Caollar

1103k Seyle 101, =11 Hexagon Nut

1114 Stvle 3, 14713 Hexagan Head Serew s 14547 long

1133 Syle 7, No: 8-32 Round Head Serew x 3% f sy . ..

[ 136 Dirive Pinion Key

[ 142 Drrive Pinton Flange (right hand)

1143 Brive Pindon Flange (left haned)

All7R 22" Union ;

1154 Stvle 7, Mo 532 Round Head Screw x 327 long

AL10415. 1 Stvle 20, Elbow Connector 45" tube x 44" Female IPT

|98 Special Nipple .

1159885 -A Woater Ldeain “Tee

[ 208 Difive Gear

120854 Crear Cruard Cover Plate

12084 Crear Cruard

1214 HE'!.'||- 7, Mo, 10632 Round Head Serew x 347 Inn:_;

1231 Seyle 14, Mo, 23 WoaodenlT Key—2," x 875" thick

| 245 Style 4, 318 HI» I Hexagon Socker Ser Screw Hall Dop Poine Set Screw «
B long

132014 Style 44, 89518 31 2" Texagon Socket Set Screw

1612 Srvle 56, 14" Dowel Pin % 3" long

A-l1641 Motor {give specifications )

1642-A Matar Pulley [ give specifications )

1040-R Motor el .

1444 Crear Gruard Bracke

D303 Fiall Union Connectar

Aoy E.H. Bearing Grease Tibe

AU I fen drdering paris, mlgane mee serial muedber of the maihine,




Part Mo,

008
3004
3104
3104
3201
A-32260
A3227
A3224
3229
3230
3231
5232
3233
3234
3236
3237
3238
1230
3240
A9
10014

When ardeving paris, always give ool womber of the machine.

Ligr Bearnng Grease Tuhe

Main Shalt Bearing Bracket (Right) ..

Motor Base

Motor Table Handle.
Main Shatt

'.i " Three 1'--'l':ij-' Valve
Water Valve Handle
Compression Elbow
¥ " Dram Tube
Yalve Bracket

Spacer Black

Y Pipe Clamp

7 Dhutlet Tube

3" Tonler Tube.
Spring Clip

Drain Sight Glass. .
[Iran S
Dreain Cup
Seyle 6, 347 x 334 Nipple.
Style 45, & p-18 x 2% " long

==}

Seyle 45, 14-20 % 34 Socker Head Cap Serew

MECHANISM AND MOLD COOLING SYSTEM




PLATE 9—Macerial Puller Mechanism
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MATERIAL PULLER MECHANISM

Part

-

142
26514
(5915
6811
717
754

| 1084

[12%
1231
[441
1446

]

Mo, IIssenption

Style 55, No. 5 Taper Pin x 214" long
Seyle 36, 34" Dowel Pin o 114" long
Spring

- Style 44, Y20 % %47 long Flexagon Sncket Chval Point Set Serew

Style 4, 14720 Hexagon Socker Ser Screw x 3" long
Style 36, 14" round x 17 Dowel Pin

Seyle 56, #” BRawel Pin x e long

Style 3, 14713 Hexagon Head Screw x 154" lang
[Drive Shaft Girease Cup

Style 14, No. 23 Woodrufl Key—"." x 3" thick
Slug Puller Wedee Ball

Style 56, Puller Wedge Ball Retainer

Main Frame

S - 3004 Ellsow Connector

3005
3T
08
3201
1706
340
3402
3404
3404
F401E
3407
34118
Jabl
34170
3412
1413
3414
4415
16
418
3419
421
3422

a o
3423

424
3425
426
3427
428

L.H. Hq':l'in\;__'h Cirease Tuobe ¢ ."l.|;prr:x. _'_' ]m:]_- i
BH. Beaning Grease Tube (Approx. 177 long)
|_|_-:___: Beari ng irease Tube | .-"l.!?|'lr|:-‘\.. o |nr1;:]
Muin Shah

Puller Cam

Puller Shede !‘-:=.||1|'-r1rl

Puller Slide Rod .

Puller Slide

Ware Plate ;

Pasitive Return Tension Screw
Spring and Pesitive Retarn Housing

Plunger
Sprig

Spring Guide Pin
Shide Black
Cirease Cup Bracket

A Beuring Bracket

Puller Slide Lever
Puller Shde Lever Shalt
Cam Roll Stud

Carn Roll

Stroke Bracket
Adjusting Screw
Adjusting Nut

Bearing—( S B
Bearing—i B =10 187 ," (0[]
Slide Guard—Front

Slicde Guard—=HRear

Return Rod—Replace wale 34254

A5 Puller Wedoe Assembled

EERLL

Pudler Wedpe

' s i e
hen cvdeviny partscalways pve seniad unmber of the machine

43
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MATERIAL PULLER MECHANISM

:_".lll: N"J. I .Il.'.‘-l.'.ri::'l;.lrl
3442 Stul
A-3443 Handle with Fe Ir1|.]: e
A-3443 Slug Puller Release Mate Assembled
3448 Puller Woedge Shim—2—Point
M-345l0 Siugr Puller Release Plate Assembly 6-18 pr,
3451 Puller 1'.‘-"1.1.];_'4: Shim—4-Point
3433 Puller Wedge Shim—~6-pount
34353 Puller Woedge "1]11||1—]:‘ paint
3902 Style 45, 3 |f| x 2 ]un- Socket Head ap "u e
3909 Mo, 10-32 x L4 Socket | lead C ap Screw
3916 1132 x 35 Socket Flar Head Cap Serew
3917 Styvle 44, Woo 544 53 Socker Sert Screw . e
3‘3 il Adjusting Screw Retainer
3922 Style 45, 14-20 % 112" long Ilexagon Socket Cap Screw
_‘J1r1 Stvle 36, 347 diamet Cr X 17% Diowwvel
3947 'ﬁtﬂ 50, 4 x 16/ |hm'.,| i
3961 Wave Washer (1 ' “OD x4 1D x 010" thick)
3981 Oiler ... . e e s
1036 \n 13 (854 ") x ] leng Heateheon P
3900 " Dia, Stee] Be: |"||:'|-'r IJ1]|
G459 ‘_‘&tk](. 44, '4 2x b lh long Hesagan Socket Cup Point Set J;'p-'ru_w_
154 ‘\I'-]-' 43, 1 -200% 3" long Hexagon Socker Cap Screw
4 Waen orgertng parrs, alvays pive serna! mennier af the machine,




PLATE 10— Material Clamping Mechanism
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MATERIAL CLAMPING MECHANISM

Part No. [rescription
34 Style 101, 457213 Thick Hexagon ot x %" Thick
|52 Stvle 56, 844" Dowel Pin x 147 long
433 Clutch Hrlc ase Yoke ‘-§|_1|inﬂ
337 Style 36, 49" Dowel Pin X ‘+ long
581 Style 36, '_ ])ml.g] Pin x %" long
1] Siyle 44, 316 % I lang Hexagon Soc Ltl [ U I q‘nnt Set ‘-|_j|:1.'.'
1204 Material ll lun 1 Cany
1211 Style 35, No. ‘T |JII]1II:I‘~:_" long
12124 [ 14" [)ll._\. " Jong Cam Roll
130l Style 43, ";'e [fa % |" long Hesagon Socket Cap Screw
132614 Style 44, 1 S Lkt 84" Hexagon Socket Set Screw
1350 Style 36, 8 ;" Dowel Pin x 254" long
1504 Matertal ('.Llln]:."n'prin,-_:
514 Material Clamp Lever Fulerum Pin
151ZA Marerial Clamp Cam Rall St R e s B
BN Main Frame o
3501 Marerial Clamjy Bra -.L-.I A
3502 e L i T S e e
33013 Clamp Srud
1504 Spec ial Pin
3305 Marerial Clamp Spring Plate
3306 Plug
315008 0 |.1mp Lever :
2509 Clamp Lever Brac ket B
A-3515 Clamp Lever Assembly
3517 Srud
3318-A [-.l.':lll|'1 Black |
3525 Stud -
35246 Plate
5327 Adjusting ":n_|1.1.
3518 Spring
3220 Cuide Roll A e
3907 Stvle 43, MNo. 832 x 3¢ Socket Head CapSerew. ..., .,
19711 Style 45, 316 % 114" Sacker Head Cap Serew oo 0000
3560 Na. 10 Standard Flat Steel Washer ]
3971 Siyle ||.'-=. b ] T R Ty i et S S e
300 S B S e e e e B e S
JUH3 1' 1:|,_~f_ " Elbow
A0ET B oy V1 a5 11 50 S e
30849 .-|€,|1|;; ..................... ,

16 Flhen ardering parts, elways give serial mecenfior ol the macking
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MATERIAL CUT-OFF AND STACKING HECHANISM

PLATE 11—Material Cut-Off and Stacking Mechanism
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MATERIAL CUT-OFF AND STACKING MECHANISM

Fart Mo, Lleseriprinn
13 Seyle 30, 845" Dowel Pinox 132" long S
ECH-20 Specinl f'.hsl| iT-:m Serew B-32 x 62576107 long .
549 Seyle 101, 1413 Thick Hex: 1100 Mg x 646" thick
i Style 560, '-'”, JJum| Pinx 114" long A B R R
n-191 Hl:-.h 10-24 £ 74" long Rnum] Trea F:nl,,n,s. SCTEW .
30314 Gas 1 ube Cotnpression q Joupling Slecve (for  * tubing)
39014 Style 43, 1032 x 3" long Hesayran Socket Cap Screw
433l 15" Diameter x 17 long Rall Pin
55? Stvle 36, 845" Dowel Pin x 34" long
570 B30 Dy ":;" f'il]im o Flead Screvro 0L 74
S otyle 56, 1 ].h:-m] Pinx %" long
B1314 Sevle 44, Hl- 32 % 4" long Cup Point Socket St Sereaw
als Styledr :3 16 ”LMHUMTT: H]( ap Screwx M long L L. e
1A Style 56, 14" Dowel PJ|‘| %34 lu]'|"
1211 ":-u.lL 33, No. JT"IE"Cl‘ Pin x 2" long
1212-A 14" Diasx % long Cam Ball
1217 Cut-off Cam :
12149 Style 7, No. 10-32 ]Qnumi Head Serew x 22" long
f.’ﬁh'-} Style 45, 84 ¢-18 x 3" long Socket Head E..L]s Scrow
37 Style 201, 174" TD x 185," OD x U " long Steel Washer
| If 15 Style 43, 3-16 x 17 |-c-u|, E.J.L\..-I"I?H Socken [ ap Scrows
13521 Style 202, 410 x £ g JIIL]l X ‘ " Mide Lock Washer |
1452415 A Special Dowel
1510 Material Clamp Lever Fulerum Pin. A o
[512-A Marertal Clanp Cam Roll Stud .. . N—
1523-B Clut off Lever Shee
1524 Cut of] Lever Spring
1610 Stacker Spring ... ... S
1617 telervable s ke L e n L i  E e
1h20-A Movable Knifte Spring . !
1621 Movable Knife Speing Pin ... .. o
62714 Style 102, No. 10-32 Hexagan Nat x 14 thick
1638 Style 201, 32" 0D x 255 " x%4." thick Plain Washer
A-lid6-B Stacker Lever Fulorom Pin Assembly s
648 Stvle 7. '\.'{r 10-32 Round Head Screw x 247 long o
[ 711 Sevle 44, © ],i-l‘{ 23" long Hexapgon Socker Cup Paint Set Screw
1746 Style 8, 8-32 x '.. 'Iw-r Rmm II". uI Screw
1780 Seyle 201, 9457 holex %03% O x 35," thick plain W nh:r
]y Style 4, -'.' 0 ]lrvl gon Socker C u,l Point Set Screw x 14" long
] Main Frame
3201 Mamn Shaft
3602 Material Table
36006 St
3603 Bracker . i L
AA04 Cinide Rl B R T A : e e

y
A8 Wken ardering pares, alwavs give fenigd tnnrber of fhamasiie
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MATERIAL CUT-OFF AND STACKING MECHANISM

Part M. [ Yescriptang
:L';;IS; :ﬂ:ll“ f Sald as AZ605 only
AAG10 Cut off lever Assembly o S
612 Spring Sted R T e R i
613 Spring : : T ;
3614-A Cutter Head Bracket . e i e e
ale-A | B et B o e
26110 Statignary Fonife 00 4F . e e e
3617 Crunde Diowel — o e et a7
1615 Caver Plate
anly Adjusting Scrow
1620 Cuide Pin ,
ndl Spring S etimn g AT
3622 Guade Plare
N3 Crunde Plate Raod
3624 Ciide Plate Lever |
3623 Cruide Plate Shos
626 Ciuide Flate Kool o S ——
2T Cutrer Head Guade Bod I S i A e 2 e et
3628 Cut off Rod
3620 Stripper Blade
3630 Fulérurm Screw
3631 Cut Of Red Gage Stop
EliEn Cur C4F Rod Beturn Pin
3633 Stationary Knife Serew | - . M, S

3644 Material Table Brace

4 Crunde Bzl Bracket

Material Gage Adjusting Spring — e
Material Gare ."l.l.ﬁ“.‘i:il];_' Tube

Materia! Gage Adjusting Nt

Accessorios Dmwer

B | e e

[yrawer Pull
Dirawer Stop
Drawer Bail Pad. . .. ... ..
¥ A6HI-A Cut O Gage Adjostiment Frame
a6 A Cur O Adiustment Knob -
AZ663-4 Cut OF Gage Frame Assembly ... : ; e e i e e
604 -A Cuc O {1.:_151_: Pin
A603-4A Cut-O8 Gude—Amernican Measure
A6 A Cot-0fF Gage Lock Knab
1664 Adjusting Screw
ELiTE] Aiusting Serew Plug.
672 Material Table Bracker i B
3075 Material Stacker Lever o o T

49

Wihen vedering paree, alvways pire tenal wnpiier of the smachine,
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MATERIAL CUT-OFF AND STACKING MECHANISM

J,._.n,\._ Lesenphion -
676 Mazenal Stacker v
3677 Style 2010, %5 OD % 55" T x 15" thick Special Washer
Tirh Marerial Stacker Pivor Sood
7Y Marerial Stacker Torsion Spring
A6E0 Materal Suicker Fuleram _"\_:,'5.:_'111[1'_3'
InET Materal Stacker Fulérum Collar
3683 Muaterial Stacker Spring
it Materal Stacker Angle
3685 Material Etacker Spring Stud

39003 Style 45, Vae15 x 24" Socker Flead Cap-Screwr .. . e
305 Style 43, 14-20 x % Socker Head Cap Screw

34Ny Mo, 10-32 % 14 Socker Head Cap Screw

3911 1E32 % 14" Socket Head Cap Screw

3924 10-32 5 3" long Socker Hend Cap Screw

930 Mo, 10-32'x I__ ; :.Hlip Reund Head Machine Screw

3933 Style b, 10232 x 327 long Socket Button Head Cap Scrow
3934 832 x 3" long Flar Head Socket Serew

304 Style 56, Few x 17 long Dowel Pin

3042 Style 56, v 115" long Dowel Pin
A3 Style 56 diameter x 76 Dowel

3944 Style S0, [.l'l: x 1" long Dowel

Aty L Diameter x % long Rall Pin

3067 Wave Washer (307 1D x 84,7 O x 0207 thick)

3963 Sevle 200, L, " T x T 67 OD x 14" thick Plain Washer

3980 CRing . ...

30497 Wave Washer 915005 Dy x 77000700 11 « 104 2084 % 035 thick
Fua 1" Diameter Ball Knoh v

G0 Stvle 44, 4420 w44 4" long Hlexagon Suckel Cup Peine Set Screw

50 W ke
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NUMERICAL INDEX
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MUMERICAL IRTMFRY

Shewn Qn Shewn Cin Shown (nn

Pasy:do. Phite N, Part No. Pliate ™. Part No. Blnte M
340 Ly Fealbiy 11 RlihE] 11
3410 i A6 11 IHET Il
3412 £ 3612 11 3801 3
3413 ] | 36151 11 3802-A B
3414-A q Wlh-A 11 3803 3
3415 Y 361 5-A 11 FE05-A 4
316 9 3019 11 3805 7
3418 -I RI2-A L1 AR10 B
CRa L 1 36234 11 3511 S¥h
3421 & 3624 I 3813 3
3422 Y 3625 11 AGs14 3
3423 i 3626 11 A-3H15 5
1424 7 027 11 3816 5
3415 4q 3028 11 3817 5
3420 L 6204 11 3518 3
3427 ) 130 |1 S L] 3
1424 ) 1631 [l 3520 o]
A340 H 3632 11 3321 5
3440 i 633 Il 3822 58 fy
3442 4 3t 11 A_3R23 5
A-3443 il 3041 11 EEd | S
A-3445 L 3647 11 IE32 4
3444 0 143 11 1834 3
A-3450) 0 3644 11 3835 5
431 ] 3630 11 A-3R4E 6
3453 4 3651 11 A3R5E 5.8 )
3455 4 3652 11 1864 3
3311 11 3633 11 3] b
3502 3 10 650 I 34902 1,489
3503 I11 An60-A 11 3903 11
A504 1 6614 Il 44 b
A5G [} A-2663.4 11 305 11
3308 I F0it-A 11 807 10
3504 10 G654 11 39005 il
A3515 i I0006-A 11 3910 11
3517 14 3664 11 3911 [
3518-A 11 66 1 303 7]
3335 I ATIA il 3016 )
3314 1 3672 11 1017 G
3527 It 367604 11 34920 3
3528 14} I67T-A 11 3927 4
3529 10 3678 11 a4 i1
26112 11 G749 Il 3925 | & 44
I3 A 11 3641 11 3433 11
F6004- A 11 ThE2 11 jUa4 11
60 11 | An83 11 3441 L1
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NUMERICAL INDEX
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3044 ] | 34970 3 FUH ) y
3044 G [ 3971 T 2099 11
3047 i 304/ 10y B 11
3040 Il 3081 4 f44 Ty
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