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B-1640 TDF Rolliformer

Features

TDF® Fiange

> Sixteen (16) forming stations produce an integral flange on straight ductwork and fittings.
> No adjustment required when changing from 18 to 26 gauge material.
> AT7.5HP, 230/460 volt motor produces speed of approximately 75 FPM.

> Corners “snap” in without crimping.

> Asmall parts feeder is included for parts with a minimum length of 6 inches.
> One set of outboard tooling and one set of inboard tooling can be added,
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Standard Tooling

18 GAUGE MAX.

M-TDF®
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SPECIFICATIONS
LENGTH: 127 IN.
WORKING HEIGHT: 3434 1N.
WIDTH: 27 121N.
MOTOR: 7 1/2 HP, 230/460V, 3 PHASE, 60 Hz
SHIPPING WEIGHT: 3,000LBS,
GAUGE RANGE: 18 TO 26 GALVANIZED
PITCH LINE SPEED: 75FPM
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Roll Machine Instruction
Single Head Roll Former M-1640
Index

Receiving Machine —p.1

1 Unloading Procedure —p. 1
2 Positioming Machine —p.1
3 Blectrical Connecticns —p 2
4 Lubrication —p.Z
A Disconnection
B. Roll cover
C. Gear grease
D. Light oil
E. Returning power
F. Units with oil bath reducers

Roll Capacities and Material Requirements —p.2
1. 1DE

2. Clip Alternate

Operation —p.3

Roli Ciearance Setting and Head Iension —p4

i. qul Clearance
2. Head Tension
3. Model 1640 O/S only

Maintenance of Engel Roil Formers —p 5-6

1. Forming heads

2. Speed Reduction
A Open gear type
B Right angle typs

C. Jackshaft
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3. General
4. Suggested Lubricants
Starting Gauge —p 7

Settings for TDF Rolls —p 8-10

1 #9, 15 and #16 side rolls
2 #1 top and bottom roll
3 Lance knives

4. Racking Precedure
5. Hem Adjustment Setting
6 Adjustment roll

Small Parts Feedez {1640°s only) —p il
1640 TDF Side Roll Adjustment —p.8
Trouble-Shooting Guide

Parts 1 ist/Assembly Drawing

Assembly Drawing
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ENGEL INDUSTRIES, INC.

ROLL MACHINE INSTRUCTIONS

Receiving Machine

s Visibly check machine for possible shipping damage.
e  When damage is evident, insist on the freight bill.
If repairs are necessary, contact Engel Industries, Inc.

Unloading Procedure

Infecd Takble

Cutfecd Tabic

A

TR |
Se————

-

Side Pancls__

Bottom Frame
Members

=

When it is necessary to lift the miachine off the transport vehicle and lower it to the ground, Lift or
support the machine by using the skids or by removing the side panels and lifting the machine by the

bottom frame members (NOTE: Lifting the machine by the in-feed or out-feed table would result in
extensive damage to the machine). If the machine is unloaded onto a loading dock, then rollers can be

put mmder the skids, or the machine can be slid or dragged on the skids

Positioning Machine

Move the machine to its desired location.
Remove the skdds.

Level machine before operation {leveling feet are provided). Once leveled, lock the jam nut at each

corner of leg of the machine
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Electrical Connections

L]

starter box (located under the in-feed table) in accordance with local electrical

the inside of the starter box. (NOTE: If the machine is powered
he motor In reverse. 1f this happens, switch two (2) of
Be certain that the machine is wired with a

Supply electrical service to the
codes Refer to the connecting instructions on
by a three (3) phase motor, it is possible to initially wire
the three (3) supply wires. This will correct the rotation of the motor.

ground connection )

Lubrication

After approximately every 400-500 hours of use, o1 every three {3) months, Jubricate the machine in the

following manner:

1. Asa safety precaution, disconmect electrical supply.

2. Open the top roll cover {guard)

type gear grease to the exposed sul faces of all the gears.

3. Ifthe gears appear diy, apply open-
by National Chemsearch Corp. in Dallas, St. Louis, New York, Los

Recommended: Chem-A-Lube (made
Angeles, and Montreal) ot equivalent
4. Apply light oil to the forming roils to prevent galvanized build-up. This should be done as required

5. Connect power, turn machine on, and with a pressure-type grease gun, apply greass to lube fittings.
side plate for idler gears) Recommended:

(NOIE: Look under the right apron for access to fittings on
1 ubriko Grease (made by Master Lubricants Co. in Philadelphia, Boston, Chicago, San: Francisco, Los

Angeles, and Monfreal) o1 equivalent.

For units with oil bath reducers, change oil at least every one (1) to two (2) years. Check gear reducer
manufacturer’s recommendations.

Impo%‘tant: Do not use hypoid grease, as it will cause extensive damage to reducer gears.

Roll Capacities and Material Reguiremenis

IDF

Capacity

Shape Material Re_quired

18-24 Gauge

2 1/16”

Clip Alternate

20 Gauge

21/4”
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Operation

Press the start button on the starter control. The machine will start running with an initial noise that of a
slightly loud contact closure on the electric starter. It will then run very quietly.

1 Prepare sheet metal duct pieces as follows:

Al Cut the flat sheet panel and notch it as required for the lock seam {Pittsburgh or

snap-lock).

CAUTION: The notch depth for the TDF flange must be 2 11/16” deep The
TDF flange uses 2 1/16” material but MUST be notched 2 11/16” deep in order
to keep double or triple thickness of metal from passing through the TD¥ rolls.
If this haopens the machine can be damaged and also the warranty ends.

B Roll-form the lock seams on the sheets with the beads or cross breaks facimg

Down

2 Told the ends to the formed against the in-feed guide and feed the metal into the rolls. Be sure to
keep the metal securely against the in-feed guide as it is being formed. Support the meta] as It

comes out of the forming rolls so that it does not fall to the floor.

DANGER: Be sure to keep clear of the part as it forms. Harm could occur if you were in front of
the part as it would press into anything in ifs way with great force.




M-HB-1640 Roll Machine
Roll Clearance Setting And Head Tension

The 1640 Roll Former is factory set and should not requize adjustment Should it be
necessary to adyust the machine, the following proceduze should be used.

Roll Clearance:

Set 1oll clearance at .015 using feeler ganges. 1o raise oz lower rolls for setting clearance
use item #51 (adjusting put with set screw). Loosen the %-20 set screw and twin the
adjusting nut counterclockwise to 1aise the top 101l or counterclockwise to lower the roll.
Adfter achieving a desired roll clearance, retighten the ¥-20 set sciew.

Head Tension:

Spring deflection is designed into the machine for running 26-18 gauge material without
the need for adjustment. To adjust head tension, loosen the uppez jam nut item #50.
(NOTE: Do not make adjustments by loosening or tightening the threaded spindle
housing post, item #3) After loosening the upper jam nut (item #50), tighten the bottom
jam nut (item 50) as snug as possible using a 1 1/8” open or box end wiench Back the
bottom jawm nut off three flats to allow for the appropriate spring deflection Use two

1 1/8” wnenches to lock the jam nuts back together. Recheck your roll clearance settings

(0157).

==
==
=
Py 5 =
fEn ==
O . e .
NP i{ 50 TOP T
/{\zo }
~ 50 BOTTOM o 7
’f“-\‘
[ —
’ o

% 40 |
o
il = 22— L L : “‘“‘"%——1"*‘[_“
i | Ny e iih
an
! | ] P
T CERRTEA: o ——— SANTARRCH P —— - =
s T l i \: Yo
T A =
:_/“\\ N 1/4-20 SET SCREW
“xi;*:]l
L‘?__L
A o
rﬂ — T R |
R il =




o]

Lubrication and Maintenance of Engel Roll Formers

1

Forming Heads:

The forming heads of all standard Engel Roll Forming machines are the same basic construction ,
and the Iubrication procedur€ is common to all models. Roll shafls have Torrington Inner Races
fitted on each end and rotate in Torrington Needle Bearing pressed into the side frames. These
bearings are packed with the proper lubricant at assembly and need no further attention for
approximately two thousand (2000) to three thousand (3600} hours of normal service.

The roli shaft bearings can be repacked by removing the outboard rolls, sliding the inner races
toward the ends of the shafts and filling the void between the shafts and the bearings with a proper
bearing grease*, by means of a grease gun equipped with nozzle that can be inserted in this void
The jnner races are then slid back into place and the roller dies reinstalled in their proper relation.

WARNING: It wili be noted that the extended spindles on one side of the machine will be
flushed with the outer face of the 1olls, and also the end cap washers “bottomed out”. Be swie that

this is the case before attempting to operate the machine.

The idlez, or transfer gears, that complete the gear train of the lower shafls rotate on Torrington

Bearings and are inbricated through grease fittings located in the side-plate underneath the
outboard rolls on the right (gear side) of the machine. These should be lubricated with the same
grade of bearing grease* used on the roll shafts every forty {40) to every eighty (80) hours

Speed Reduction:

All models come equipped with the open gear type speed reducer bolted to the forming head, are
lubricated through grease fittings located in the sheet metal panel on: the left side of the machine.
These should be lubricated every (8) houts of operation with the same grease™ used on roll shafts.

All models equipped with zight angle oil bath gear reducers have oil level plug. This level should
be maintained by adding, when necessary, manufacturers recommended oil that contains no

harmful additives. E.P. or hvpoid grease is not to be used.

Power is transmitted from this reducer to a jackshaft mounted to the underside of the forming bead
by atoller chain, This chain should be lubricated sparingly with 10-20W engine oil when signs of

diyness appear.

The transfer shafts rotate in heavy-duty needie bearing assemblies and require the same lubrication
schedule as the idler shafts.
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General:

to cap-screws that retain tolls on shafts and

Keep all fasteners tight, with particular attention
een top and bottorm rolls and see that they are

vertical roll adjustments. Check clearances betw

maintained

Keep all roller dies clean, with special attention to zinc and chip build-up.

Oil roils daily with light machine oil. Keep all rolier chains tensioned properly Replace when

excessively worn

Avoid impact or heavy loading on enfrance and exit tables

Suggested Lubricants:

*1 ubriko — density M-6 — for al} shaft bearings
s+ anufacturer’s Recommended Oil — for all ol bath reducers

Melcolube for all open gears

In the event the above are not readily available, consult your local supplier for equivalents.

If trouble shooting is unsuccessful

ot additiona! information is needed, simply call the factory for assistance

at (314)-638-0100.



1# material runs out aleng the edge being formed, proceed as follows:
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Set the in-feed guide off outside end of tooling using straight edge, measure from stia

[ STARTING GAUGE

Check the straightness of the sheared edge of the metal Any bow or camber along the sheared edge will cause

the material to run erratic through the rolis
Check the starting gauge to be sure that it is straight and not bowed

CORRECT INCORRECT

i

STARTING GAUGE . SIARIING GAUGE

STRAIGHI EDGE T [—,, STRAIGHT EDGE

Drawing No. 3

Check the alignment of the starting gauge with the rolis
(NOTE: Mis-alignment of the starting is the 0ost COmMmon cause of run-out. This gauge must be aligned to

contzol the amount of metal as to width to be passed through the roller dies It must also guide and hold the
metal in 2 straight line as the metal is passing through the roller dies.)

Instructions for aligning starting gauge: Refer to Drawing No. 4
ight edge to in-feed guide

NOTE: 2 5/8” for dimension “A” and 2 91/32™ for dimension “B”.

View logking down on in-fecd
guide
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In-feed Ghide ] ]
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Straight edge i L !

\ 1) Place straight
- edge against roller
dies as shown L

Y
2) Set in-feed guide bar to dimensions shown
with respect to the straight edge

Drawing No. 4




Settings for TDF Rolls

Set side rolls #9, #15 and #16 as shown. If overhead rubber cushion rolls are not adjusted properly
(approximately .120) above the tie plate, you will niot be able to obtain 90 degree {langes.

#9 and #15 side roll selting
Top clearance-.020

Side clearance-.025
—— GENIERLINE OF TOP ROLLS
| ‘LLHH rm&“L PASS LINE
L F A LA
L] 7 _T:%“_“ -1/8"
SIDE AND
T0P CLEARANCE — BOTIOM OF RUBBER
/" "~ ™~ SIDE ROILL
' - ~~— BEARING IS PRESS-F¥IT WITH

"LOCK--TIfE BEARING MOUNT

- LOCK-TITE BEARING THREADS TN
SHAFT AND SMAIL SET SCREW
1/4" SET SCREW INSIDE SHAFT

‘v\ | ON BEARING THREADS

— 1LOOSEN THESE SCREWS TO ATIOW
ADJUSTHENT

#16 side roll setiing "S- ECCENTRIC FOR SIDE ADJUSIMENT

Top Cleerance-020 |, ‘ . LOOSEN THESE SCREWS TO SET VERTICAL
Side Clearance- 030 OR TOP CLEARANCE

HOTE:
FRONT OF PART IS OVERBENT APPROX Z DEGREES
CENTER SHOULD BE 80 DEGREES
EEAR OF PART IS8 UNDERBENT 1-2 DEGREES.

2. #1 top and bottom rolls are factory set such that the cutting edge of the die roll i$ approximately 13/327 away
from the bearing housing




3. Seiting lance kuives.
003 - 005 side clearance
bl I e

Y |
I )
A i
i
g See sectiongl view \
Al 1 -
Ui 4 iﬁ T ! !
4
A
1 ] l . !
M T

Stgtlen 1 {ooklng through
Infesd end of maching

4. Set the in-feed guide such that the buttons are punched as shown

318"

T‘A 7

Shost motal wdge

5. Precision shims would often be placed behind roller dies for precision alignment A straight edge
is used to determine if shims are necessary. Bead alignment from top reil bead to bottom roll bead groove is

also often improved by shimming either roil.

Typical shims used are 1 %” LD. with a thickness of .005” 01 .0107

NOIE: THE BEADS CAN BE VIEWED FROM THE IN-FEED END OF THE MACHINE LOOKING
SIRAIGHI DOWN THEM THEY MUST BE IN A SIRAIGHT LINE

A STRAIGHI EDGE ALONG THE ENTIRE ROLL-SEI HAS AS SHOWN ON PAGE 7,
DRAWING #4, ALSO SHOWS HOW THE ROLLS SHOULD BE IN A STRAIGHT LINE

PARTICULAR ATIENTION SHOULD BE GIVEN TO STATION #1 IN THAT THE BEAD
MUST LINE UP WITH THE REST QF THE ROLLS. SHIMS MAYBE NECESSARY
BETWEEN THE THREE (3) ROLL SEGEMENTS FOR STATION #1 IN ORDER TO
ACHIBVE THE SETTINGS SHOWED IN #3 AND #4 ABOVE,
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*When material moves away fom in-feed guide, or material mns out of the in-feed guide, see #6
PRECISION SQUARE

Rack head 015 to 020 with adjusting bolts. AT 8/4 0.D. POITS

gl
L7 [ [ST& [ [T a4 Il
END ADI BOLES —— 016-.030" GAP

NOTYE: Rack opposite if tooling is on other side. Theze are bolts underneath
Loasen these bolts and furn end adjustment bolis to set gap to .$15™- 0207, Loo
and afterward retighten the three (3) bottom bolts to maintain position setting

machine head - (3) on each side.
sen 1 side and tighten the end bolts

ps will not fit. If too much metal is fod into the rolls by means of

7. if the small edge flange is too large, the cli
the in-feed guide being set too deep, the hem is then too long and can cause dimension “A” fo be toc large
Dimensions ate - 1.437/18Ga.
{(tor-).015" % 1.420/20Ga. - Approximate Dimension
-1.390/26Ga
5 M - ‘
% ° A35/18Ga

il
Ay _—i © 420/20Ga.
i-r - 365/26Ga.

Out-feed Straighteners

For bow up o1 bow down, an adjustment roli is provided at the exit end of the machine.

 RANE OR LOTER AS NEEDED TO FLIMINATE
B T PARY. LOOSEN OLAMP SCREFR 10
BN ADTUSTMERT KNOE UP OR DOYK.

ADY EXNOB

CLAMP SCRER (D

10



it

—

Use of Small Paris Feeder
{1640’s only)

Ihe 1640 TDF comes from the factory equipped with a small-paris-feed-system. A small part is anything
less than 18 inches in length (direction of flow). (NOIE: Nothing less than 18 inches can be run

independently on any TD¥ roll form machine.)

To feed small parts through the 1640 TDF, move small paits feeder up to the in-feed

1.
guide on the tie plate

2. Place small part on the feed assembly with the 1aw edge against the in-feed guide.

3 Use two (2) clamps, one (1) at each end of small part, always clamp small parts to small
parts feeder as far away from the 10lls as possible, to insure there will be no interference
with guard or overhead rubber cushion rolls

4 Push feeder and part into the first station If part is smaller than eight (8) inches, you will

need to push the part compietely through from start to finish If larger than eight (8)
inches, you will have to help it out of station #15 and #16.

If over head rubber cushion rolls are not adjusted properly (approximately .120) above tie plats, you will
1ot be able to obtain 90 degrees at point #5.

11



Troubleshooting

Metal mns away from in-feed gnide

A Fasteners meay have come loose

B. Check in-feed guide adjustment (p.7)
C Machine must be level

D. Roll adjustment (p 8-9)

E Check rack adjustment (p.10)

Flanpss are not 90 degrees

A, See page § for side 1olls

B See page § for rubber cushion 1olis

Hem is too shoit o1 foo long

Move the in-feed guide in accordance Wwith instructions on page 7 and page 10, #6

Machine will not start or motor makes loud humming noise

See page 14

Severe jam occurs and parts are broken

Call the factory for assistance

12
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DISCONNECT SUPPLIED BY CUSFOMER

1L3 [

FeTm T
. L1l [ ir ]
] ——lﬁo\;(} I T L
: I I
/ A ey B i
| l 44{[
l

FUSES

1 AMP ——  un
3 1 1 p
GREEN GROUND

e |
! sTap START {

- oL
i s —1— 5 | RED (I;;“\ 6 ‘

7/ RED JUMPER A

16 AWG

PENDANT CORD IS 16/4

ST REVISION]
TTER{ DATL
B 5-17-~97
M REGD PUR}JAKE DESCRIPTION
DATE S-*9-95
E“ II@@& @ SCALE 4 PHASE PREWIRED STARTER
INDUSTRIES DRARN - oM '
ST, LOUIS, MISSOUR! SEGED ASSY. oSl EL-760-4




WARNING

NEVER PUT YOUR HANDS IN THE POINT OF OPERATION OF ANY
MECHANICAL OR ELECTRICAL DEVICE.

IF A MACHINE IS JAMMED, NEEDS ADJUSTMENTS, NEEDS DI
CHANGES, ETC. ALWAYS DO A LOCK-QUT/TAG-OUT PROCEDURE
WHICH MEANS THE POWER MUST BE OFF AND LOCKED-OUT AND ANY
RAMS OR BEAMS WILL BE BLOCKED TO ENSURE SAFETY. THIS IS A
FEDERAL OSHA REQUIREMENT AND MUST BE A WRITTEN AND

TRAINING TYPE OF PROGRAM.
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VIEW LOOKING FROM INFEED OF MACHINE

14 | 2 44541 . [ [ BRONZE THRUST WASHER
i3] 2 4631 ¥ | SPACER RAGE SUPPORT
1212 4030—2 X | SPUNE SHAFT SPACER
1]z 4457 X{ 3" 18 T00TH SPUNE GEAR
0] 4] 4032 ¥ | SPLINE INSERT
94 TP 511037 x| | IrR4018
8 | 4 | EP 511038—1{x| .| B4416-CH
| 711G | 4494 % { BRONZE THRUST WASHER
5 | 4 4033 x| CAP RING
5 |12 ¥ 11420 X 5/8" FHCS
471 4 X 11/2—20 X 3/4 LG HHCS GRADE 5
374 421919 | |X} END CAP WASHER
212 B-11713 X] SPUNE SHAFT
iz 8-11718 X | TRANSFER BEARING CAGE
e =D TN TEERTTCN

D 5/20/02  TRANSFER CAGE ASSEMBLY

Elﬁ]@@&:@ :'f'_: 3./8 HP—1540
INDUSTRIES PR e
7. LOUEE, Mismous) T e { l %‘: D—i1722—1 i




& DMIT THIS PART WHEN TUOLING IS USEDR INBDARD
é OWIT THIS PART WHEN TODLING IS UsEl OUTEDARD

EY C 8/18/03 SNP DELETED ITEM 14,

| REV & 8/18/03 SNP CHANGED TTEM 51 FROM i675934-1 TH 1096742 2-REQD AT TRAMSFER STATIONS

SEE LEADER A" ABOVE

53 | 18 | 1086742 X ADJUSTING MUT W/ SET SCREW

=g |32 ¥ 1 JaM MUY 3/4-16

431 g A BOLT 3/8-24 X | 1/27 LG, HHCS

48 | 64 X BOLY 3/8—24 X 3/4" LG HMHCS

47

45 1 AR | DEQBER X SPROCKET (30 CYCLE MOTORY 1w2Bassk
45

44 | 4R X MO 807 WOHDRUFF iKY

3132 N 803 WHOODRUFE KEY

42

41§ 18 SPRING PIN 174 X " LG

40 |32 | 7-15 DISC SPRING

39

38

37 {32 | Siitlo-H HONED INNER RACE (125" X 1259

£ ] 32 | 511098-H HONED INNER RACE (L23" X 19

as | -

34 164 1 B—2416 X NEEDLE BEARING

33 | % | B-20l6 X| { NEEDLE. BEARING

32 | 2 | TRC-2831 X THRUST RACE

3l

36 | 64 | TW-126 X| | THRUST RACE

7?9 1 30 | TRB—2031 X[ | THRUST RaCE

29 | 32 { TRB-17¢20 X THRUST RACE

27

2¢

25114 | 4165-1 ¥| GREASE BOLT

24 | 14 | IR-152020 %] INNER RACE

221 2 | IR-162016 %} INNER RACE

22 | 64 | 4219-p Al END CAP WASHER

21128 | 42181 X| END CAP WASHER

20 1 14 | 1712 %1 GEAR-TDLER

12 4 | 171 ¥| GEAR-UPPER SPINDLE TR L G I & 16
18 |16 T 11711 ¥ | GEAR-LOVWER SPINmL b ]
17 1 118261 X{ BOTTOM SPINDLE HOUSING — NOM-GEAR SIDE
&1 2 A-11712~1 %| TRANSFER IDLER GEAR

5128 [ 923502 X | SPACER—SPINDLE INBUARD

4 ALL UPPER STA W/O0 GEARS
13 { 32 | 93082 %] SPACER-SPINILE INBUARD
Ti2 {32 | 93072 %[ SPACER—SPINDLE .5,
T | 4 (=075 x| TRANSFER IDLER SHAFT SPACER
10 | iz | 9512 ¥ IGLER SHAFT
_i_ 2 1 B-l11714 %1 TRANSFER IDLER SHAFT

g

7 3 | 5453 X| SPINDLE-TOF BOTH OUTBDARDS s1A 9, 15, & 15 B
3

S 129 | 9452 A} SPINDLE-ROLLER DIE
4 |2 a7 ¥ LDWER SPREABER

3 15 | 1086253 ¥ | SPINDLE HOUSING POST

[ g 98212 X1 UPPER BRG. CAGE

i I 11826 Xi BOTTOM SPINDLE HOUSING — GEAR IIBE
ITEM REQn] SYMBOL M VESCRIPTION

+/B/02 3 DUSING ASSTY
FENGEL WDUSTRIES, INC. vETED s Hgﬂ_si(}; ROLL MACH
ST LOULS, MISSOURI N qsgg. vaa: -
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H 8/21/03 SNP ADDED 17i8-2 ITEM 40

G 8/18/83 SNP CHANGEB ITEM 23, Pg 11841 FROM OTY. 8 TO Q7Y 4

F 8/18/03 SNP CHANGED ITEM 33, PRIIS44. FROM QTY 4 TO ary 1

E 8/18/03 SNP CHANGED ITEM 7, P% 592950 FROM 4TY. 2 O @YY, 1

B 8/18/03 SNP CHANGED ITEW 8 FROM B-H7i8-2 TO 1086737 HOTOR/REDUCER MGUNT
C 8/18/03 SNP CHANGED ITEW 18 FROM A-3503 TO 1086741 LEVELING FOOT MOUNT Fab
B 11/18/02 PLE CHO'T DWG 10 SHOW “C° CHANNEL ERACE, TIEM 18 WAS A-1084849

& 6712702 PLE ITEM 8 WAS 1718, ITEM 9 WAS S01428-1, ITEM 15 WAS 1°3/4° BORE

REBUCER MOUNTING PLATE

2 B

/A URDER GTY (25 1 ROLL MACH DDES NOT HAVE INBOARD CLIP ROLLS

/2 USE DMLY IF RULL MACH. HAS TNBOARD CLIP ROLLS

Ly fuzig-2
g _| AwaAsEZ 3/8 LOCK WASHER
8 | AWALOEZ 3/8 FLAT WASHER
8 | ABBIO&OIZS 3/8B-16 X 1 /4" LG GRADE S BOLT
1| B-1i84z x| BENT INFEED GUIDE - CLIP
4 | B-11843 x| INFEED GUIDE
2§ A-11844-1 x| CLAMPING BAR
i | A-B4A X| CLAMPING BAR
| 31767 Xi BENT DUTFEED TABLE
1 | B-9413-5 X! HANDLE
1 1 B-S413-1 x| SLIGE GUIBE PLATE
1 ] 31794 x| SLIDE GUIRE
1 | B-9413-3 X! SLIBE GUIDE BAR
1} B-11755 %| SLIDE GUINE MOUNT
t | B-iiga7 x| SLIDE - SHORT PARTS FFEDER
4 1 a-11g41 x| TIE PLATE SPACER
2 | p-ngeg xi CROSS BAR - INFEED/OUTFEED TABLE
REF | C-1184% %| REDUCER SUPPORT BRET
12 | ANATORZ X1 [ &8-13 No7
12 | AWABSSZ x| | 1/2” LOCK WASHER
12 | avaleszZ x| | 1787 FLAT wASHER
12 | ASBI0B0IS Xi{ | &2 —13 X1 /2 LG BOLT
4 | 1688741 x! | LEVELING FEli7 MOUNT PAD
4 | =A-370205 xi [ LEVELING FOOT
11373 HODR
21 514455 x| | 80824 X 2 SPRUCKET W/ KEYWAY
2 | Si4201 X|_| 60818 X 1 i/2* SPROCKET W/ KEYWAY
2 [ B-usm-2 GUARD MOUNT BAR
2 | ss3008 R | # 60 CHAIN COMNECTION LINK
8 | 563053 K] ] # 60 CHAIN B
REF | 50i427 X| { FOTOR 7 172 HP CFACE
9 |REF| saisze X1 | BROWNING 516 GEAR REDULER a0d QUILL
8 | 1 | 1085737 x| MOTOR/RESUCER HOUNT ASSEMBELY
7 11 | B-u17104 X} TI¥ PLATE (552950
| & 2 | B-11839-1 %] CROSS BRACE
5 12 | B-ii709 %| BENT MOUNT PLATE <592827)
4 |2 | ec-u7ss ¥ BENT LEG FRANE
3401 | s-uryo7-d X| BENT INFEED YABLE
2 11 | piiee X|] TRANSFER CAGE ASSY
t {1 i p-1iges X| SPINBLE HOUSING ASS’Y.
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