OPERATING INSTRUCTIONS

FOR

TOOL ROOM
AND

INDUSTRIAL SHAPERS

MEWARK (IRVINGTOM), M. J, U. 5. A




GOULD & EBERHARDT shapers are shipped

with all the finished surfaces coated with
grease to prevent moisture and dirt from get-
ting on the machine in transit. All surface
grease should be removed with kerosene.
DO MOT use naphtha or benzine. Clean ram
ways, attach rear ram guard, and coat all fin-
ished surfaces with oil.

The shaper must be set level and secured to a
concrete foundation or good solid wood floor
to obtain the best results. An accurate spirit
level should be used on the work table to make
sure the machine is level. Remove table front
support (when furnished) and attach an indi-
cator to the table so that as it is meved hori-
zentally the parallelism of the front of the base

BEFORE STARTING, BE SURE THE RAM
WAYS ARE WIPED CLEAN AMD ARE WELL

OILED TO PREVENT SCORING. The machine -

is started by pulling the elutch control away
from the machine and is stopped by pushing
this lever toward the machine.

To adjust the length of stroke, stop the ma-
chine so that the zero mark on the stroke indi-
cator is upward. Apply the crank handle to the
stroke |angih contrel and turn clockwise to in-
crease and counter-clockwise to decrease the
length of stroke. A dial indicates the length
of stroke.

* SETTING UP MACHINE *

may be cbserved. If foundation is uneven, use
steel shims adjacent to the bolt holes fo obtain
parallelism of base and table. Be sure that the
base rests equally at all bolt hole peints before
tightening the bolts.

The pulley shaft on the machine must revelve
at the speed specified on the plate attached
to the |::n|.1!|rag|I guard and in a counter clockwise
direction viewing the pulley side of the ma-
chine. If the motor is improperly wired, or
the belt improperly attached, the pulley will
run in the wrong direction, lubrication system
will not function, and machine may be dam-
aged mechanically or thru lack of cil. The feed
selector handle should be positioned at zero
feed until the correct rotating direction of the
pulley is determined.

® OPERATION o

The ram is positioned by first loocsening the
ram clamp and then revelving the ram posi-
tioning contrel by means of the crank handle.
This can be done while the machine is in mo-
tion. After making adjustment tighten ram
clamp.

The tool head is unclamped by applying the
crank handle to the head lock and turning
counter-clockwise. The tool head can then be
swiveled and set te any desired position in 120
deg. Turn the handle clockwise to clamp and
lock the head. A teel slide lock is provided te
prevent the tool slide frem creeping.

It is essantial for accurate shaping that the vise
be set square with the ram. The vise should be
accurataly aligned and squared by clamping a
square against the solid jaw and indicating the
blade with a dial indicater attached te the tocl
head.

‘When cleaning chips off the vise or table, al-
ways brush them away from and not toward
the frame to prevent chips from getting inside
the machine.

Each shaper is given a thorough running test
before shfppfng and is vary t:.ara‘fu"'_.r inspaﬂiﬂd
for accurate operation. It is advisable, how-
ever, to run the machine at slow speed for
several hours before using.

To raise or lower the table and crossrail, first
locsen table front support, then loosen clamp-
ing strap nut on operator's side of machine and
reveolve the rail clamp one turn counter-clock-
wise. Do not loosen the other strap bolts as
they are adjusted to hold the crossrail slideably
to the frame.

Apply hand crank to table vertical position
contrel and adjust table until work is as high as
possible consistent with safety so as to mini-
mize overhang of the teal.



GPERATION (Con

When table is in position, clamp the strap nut
on the operator's side of the machine and re-
volve the rail clamp clockwise to clamp the
strap on the opposite side of the machine.

On machines equipped with a front support,
always use both the support and the stress
block. After clamping the front support, insert
the stress black directly under the table on the
inside of the front support. If the table is set
at or near its lowest position, or if machine is
equipped with a universal table, the stress block
will not fit beneath the table and should be
applied to the clamp cutside of the support.

Eight speeds to the ram are obtained by means
of the transmission speed and the back gear
selectors. To engage the back gears, push
downward on the back gear selecter to release
the lock and then move selector about 90 deg.
Always disengage the clutch control when shift-
ing gears or when changing from single gear
to back gear.

The feed selector controls the amount of faed.
A plunger locks and indicates the feed se-
lected. The feed may be changed whether the
machine is running or idle. A feed direction
control is provided at the crossrail. Setting this
contrel away from the machine, feeds the table
toward the operator. Setting the control in the
ocpposite direction, feeds the table away from
the operator. The feed is disengaged by set-
ting the contral in the midway position,
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OPERATION |Can.|

Rapid power traverse is always available
whether the machine is running or idle, as |qng
as the pulley is retating. Traverse is engaged
by pulling outward on the rapid traverse con-
trol. Releasing the control disconnects the
fraverse and automatically reinstates the feed.
The direction of the rapid traverse is always
opposite to the direction of the feed set.

Always place feed direction control in neutral
when positioning work table horizentally by
hand, to aveid damaging feed mechanism.

POWER DOWMFEED
s TO TOOL HEAD e

After the stroke length and the ram position
have been set and the tool slide lock (E) is re-
leased, the power downfeed can be sef.

Locsen hand screw (B] and position cam (A) so
that when the ram is at the end of the return
strake, lover [C) will have traveled not more
than one or two inches on the horizental per-
tion of the cam. Then tighten (B). Feeding oc-
curs on the return stroke as lever (C) rides on
cam [A).

To prevent damaging dewnfeed mechanism,
cam [Al is provided with a safety lobe which
locks lever [C] harizontally when cam is lacated
teo far forward allowing lever to pass beyond
the cam. To reset lever [C), pull cut pin (D)
which will permit returning lever o vertical
position. Then reposition cam so that lever

dees not travel more than an inch or two on
the horizental pertion.

The feed selector contrals the amount of down-
feed. A plunger locks and indicates the feed
selected, The feed may be changed while the
machine is running or idle. For manual opera-
tion of tool slide, lever (C) must be vertical
and not in contact with cam [A).

Always move the cam [A) to its extreme rear
position on frame when not in use, when chang-
ing the stroke length, or positioning ram,

POWER RAFID
® VERTICAL TRAVERSE e

On machines equipped with the power rapid
vertical traverse unit, the table can be raised
or lowered by power. First loosen table front
suppert clamp and stress block, then loesen
clamping strap nut [F) on operator's side of
machine and revelve rail clamp (Sl ene turn
counter-clackwise. Do not locsen the other
strap bolts as they are adjusted to hold the
crassrail slideably to the frame.

Raise directional vertical movement control to
raise table and lower contrel to lower table,
then pull eutward en the rapid power traversa
control. Releasing the control disconnects the
fraverse mechanism. The directional feed con-
trol must be maintained in neutral while using
the power rapid vertical traverse. When feed-
ing, the vertical traverse is not used and the
control must remain in neutral. Reset table
front support and adust stress block.



¢ LUBRICATION »

The sustained accurate service of which this
machine is capable depends upen the proper
lubrication and attention given to its bearings
and the working parts. As far as practical,
lubrication has been made automatic.

Each machine is equipped with a circulatory
pressure oiling system which automatically sup-
plies oil to all essential moving and rotating
parts, including the crank pin block, ram guide-
ways, crossrail, and the transmission gears.
The oil is pumped from the main reserveir in
the base through an oil filter and is distributed
to the varicus outlets through several pressure
lines (see diagram). A filter-cleaning mechan-
ism is connected with the clutch contrel so that
starting and stopping the machine automatic-
ally cleans the filter. A drop in pressure will be
observed through the sight oilers and indicates
lack of oil in the base, cleaning mechanism not
working, or sediment covering the filter cart-
ridge. The oil reserveir in the base should be
checked weekly and cleaned out about twice
a year. Wipe off filter cartridge when clean-

ing reservaoir.

CIRCULATORY PRESSURE LUBRICATION

SERIAL HUMBER ;

OIL ACCORDING TO

MOTOR |MSTRUCTIONS

— |

AUTOMATIC SELF-CLEANING FILTER

R—Reservoir, Check wookly. Use oil 450600 seconds 5.U, wiscosity af 100° F.
Clean oul twice a year.

O—0il cups or grooves, Same il a5 above.

S—Groase cups or housings. Use soft grease,

5—Sight silers. To regulate looson or tighten wick.

*—5ee opposite side of machine.



LUBRICATION [Con.)

Sight cilers are provided at each of the four
corners of the ram guideways in the frame to
constantly lubricate the ram bearing. Ancther
sight oiler is provided at one end of the cross-
rail for lubricating the ways, raising screw, and
feed screw. Oil flows through wick packing
from the oilers to the bearing surfaces. If the
flow is excessive, remove the transparent caps
and pack the wicking tighter. Locsening the
wicking will increase the il flow. Allow motor
to run until oil flows in all sight cilers before
engaging the clutch control to operate the
machine,

The main reservoir is in the base of the ma-
chine and is filled by removing the fill and lovel
plug shown on the oiling diagram. Always keep
reservoir filled to bottom of plug. The following
approximate amounts of lubricating il are re-
quired and should be put inte the machine
before starting:

Machine Gallons
|4" and 18" Tool Room Shapers 4
14", 16-20", 20" and 20-24"

Industrial Shapers 4/,
24", 78", 32", 32" heavy and 38"

Industrial Shapers rL

* OIL SPECIFICATIONS e

We recommend using a highly refined straight
mineral oil of 450,600 seconds Saybolt Uni-
versal Viscosity at 100 deg. F., if scoring of the
rams is to be avoided. It is particularly impar-
tant not to use the ordinary grade of "ma-
chine” oil or red engine oil generally found in

machine shops as this is usually from 200,400
seconds viscosity at 100 deg. F., is enfirely too
light, and not sufficiently refined. The fellowing
oils of reputable manufacturers are suggested,
although other good oils of these specifications

may be suitable.

Manufacturer

Atlantic Refining Co.
Cities Service Qil Co.
Colenial Beacon Qil Ce.
Gulf Oil Cerporation

E. F. Houghton & Ce.
Imperial Oil Ltd. [Canada)
Pancla Inc.

Pure Qil Ca.

Shell Union Qil Cerp.
Sinclair Refining Co.
Secony-Yacuum Oil Ce.
Standard Qil Co. (Indiana)

Standard Qil Co.'s of Ky.; La;
M. J.; and Penna.

¥ 5un Ol Co.
The Texas Co.
Tidewater Asseciated Oil Co.
Yalvoline Oil Co.

SUV.@
Trade Mame of Qil 100° F,
Eureka Oil H 500,515
Pacemaker £5 525,/5315
Esstic &5 E50,540
Gulf Seneca Qil D 500,510
Cosmolubric =840 490,510
Imperial D. B. &1 500,525
Esstic &5 550,560
Klendyke Heavy 500,530
Shell Carnea Qil 41 500 /549
Gascon Qil C 500/510
Gargoyle Etna Extra Heavy 490,520
Stanoil =50 500,515
Esstic &5 550 /560
Seolnus Heavy Medium 500,600 £-
Texaco Texol E 500,520
Tyeol 119 510,530
WYalvoline Product R506 500./510




* ADJUSTMENTS »

Wear on the ram guideways is taken up by first
slightly loosening the clamping bolts that hold
dewn the |eft wedge [viewing front of machine]
then adjusting the screws along the side of the
frame. Any increased wear foward one end of
the quideways may be readily compensated
for by means of these screws. |t is essential that
this adjustment be carefully made to have the
ram snug at both ends but not so tight as to
bind and score.

A taper wedge is provided for wear on the
guideways of the tool head. This wedge is lo-
cated on the operatar's side of the head and
can be adjusted by loosening the top screw
and tightening the lower serew.

The adjustment of the table slide upper quide
te the crossrail is made by removing the strap
running across the top of the rail and peeling
off a lamination from the center and.or end
sections of the shim. Localized wear may be
compensated for by this means.

To adjust the lower guide to the crossrail, trav-
erse table slide to the extreme left pesition,
loosen the lock screw at the back of the slide,
and turn the adjusting screw at the end of the
wedge.

Adjustment means are available to compen-
sate for wear of the clutch plate. By withdraw-

ing the plunger provided, the toggle unit can
be turned in a clockwise direction until the
plunger drops into the next hole, which in-
creases the plate pressure. It may be necessary
to advance the plunger several heles to obtain
the proper pressure between the plates when
the eluteh is engaged. Excessive plate pressure
will make contral difficult to engage and cluteh
will drag.

On moter driven shapers, the meotor is at-
tached to a bracket on the rear of the ma-
chine, Serews in the bracket permit lining up
the motor and adjusting tension of the ¥ belts,

SERIAL NUMBER
® AND REPAIR PARTS e

The machine serial number is stamped on the
frame in the front upper right-hand corner,
directly below the ram guideway. [See dia-
gram Page 3.) When referring to your shaper,
always mention this serial number.

When ordering repair parts, please refer to
Parts List Bulletin for instructions. It is impor-
tant that the serial number be indicated to
assist us in filling your order correctly.

® UNIVERSAL SHAPERS #

The preceding instructions likewise apply to
Universal Shapers arranged with swiveling
tables having tilting work surfaces.

To swivel the table, first locsen table front sup-
port clamp, stress block, and the four swiveling
table clamping nuts. Apply crank handle to
swivel control and after positioning table to
desired angular setting, tighten table clamping

nuts. Reset table suppert and adjust stress
block.

To tilt table top, loosen four tilting-surface
clamping nuts and apply crank handle to tilting
control. Set top at angle desired and tighten
tilting surface clamping nuts.

ﬁ:‘
W

&

20

13
2594



| GZE]

® PRODUCTS »

METAL SHAPING MACHINES
SPUR AMD HELICAL GEAR HOBBING MACHINES
WORM GEAR HOBBING MACHIMES
CONE WORM GEAR HOBBING MACHINES
GEAR AND RACK CUTTING MACHIMES
SPECIAL MACHINERY g

Wulletin 226
Primted i UL 5. A
321042




