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OPERATING AND MAINTENANCE MANUAL

INTRODUCTION

Thls manuat ls intended to provlde operating instructions for'your COLE-TUVE
Machlne. These instructions do not purport to cover all the detalls or varlations ln
equtpment and do not provlde for every posslble contingency to be met ln contunctlon
wlth operatlon or maintenance. Should further iirformation be deslred or should
partlcular problems arlse whlch are not covered sufficiently for the purchaser's
purposes, the matter should be referred to COLE-TUVE, lnc. Thls manual contalns
valuabte tnformation directly relating to the safety of the operator. lt Is the purchaser's
responslblllty to famlliarize the operator and malntenance personnel with the content
of this manual.

This cannot be over-emphasized:
- Most breakdowns are due to exceeding the rated capacity of the machine or other

incorrect use by the operator.

IMPORTANT NOTICE

Providing a safe and proper ivorking environment consistent with the use and operation
of the machine is the sote responsibility of the owner and user of the machine. All
operating and maintenance personnel should be specifically instructed by the user in
the operating principles. The owner and/or operator of the machine should be

constantty aware of this responslbltlty for the safe operation of the equipment. They
must be constantly alert to the danger of possible injury points, hnd should never leave

the machine unattended while lt is operating. When pbwer ris not required, lt is
recommended to TURN OFF the Power Supply Control. .

To assure proper performance and SAFETY FORTHE OPERATOR, any minor problems

noticed should be immediately corrected
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Owner (or lessee in case of a leased
machine) and machine operator jointly

and severally assume,all responsibility for
damage and/or injury resulting from use

and operation of this machine in any
manner inconsistent with the cautions and
instructions in this operating manual and
with normal trade practice for the safe use

of this type machine.
Owner (or tessee) and operator are
responsible for knowledge of such

instructions and trade practice and agree,
by allowing the machine to be used or by

operating it, to hold Vendor (and lor Lessor)
of the machine harmleis from any failure

to comply with such instructions
and trade practice.
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SAFETY INSTRUCNONS

PN,ESS TTIE STOP WIRE AT THE BASE OF THE IIIACHINE TO STOP I:HE
TACHINE IN ANY EMERGENCY.

pnEssffG THE EMERGENCY STOP BUTTON GOLOR RED) ON T'HE

OPEMTWG CONTROL WILL AI'SO STOP THE IVIACIIINE

ONLY TTIE OPEMTOR SHOWD CONTROL TIIE OPEMTING CONTROL

TIIE OPERATOR SHOULD NOT WEAR GLOWS.

T'HE OPEMTORMUST KEEP HIS HANDS, FEET,IAIRAND CLOT-HES

AWAY FROM THE ROLLS WHEN THE MACHINE IS WORKING.

NEWREXCEED T'HE CAPACNIES OF I:HE MACHINE.

NEWR DISCONNECT OR REMOW OR OTHERWISE TAKE OAT OF
SERWCE THE STOPWIRE ORT'HE RED BUTTON IN T-HE OPEMTING
CONTROL

O ALWAYS TARII T'HE IVACHINE OFF WHEN LUBRICATWG' MAINTAINING
OR REPAIRING IT.

NEWR LEAW I:HE IVIACHINE RINNTffG WHEN NOT IN USE OR WHEN

NOT ATTENDED BY AAI'HONZED PER'SONNEL
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COLE.TUVE
METAL FABRICAilNG MACHINERY

Plank

LIFTING AND PLACING THE MACHINE

Lifting and placing the machine can be made easily by following

the recommended steps below:

1) Move the top and bottom rolls together as shown in above figure
and be sure to add the plank between the lower rolland the tie rod.

2) Use a strong rope or nylon sling.
We do not recommend steel cable.

3) Do not hit the machine against anything.
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TIIE SPACE TIIAT TTIE MACHINE OCCUPIES

The machlne shouLd be mounted on and anchored to an

adequate foundation prepared accordlng to you floor

thlckness and below-fLoor conditions.

Ttren refer to following Drawing 1 for suggested

niniual space allowances around the maehille. There

must alwavs.be enough SpErc6'fbf'the'opdratof to work

safely and cornfottdb

Space must al'so be allowed for the length of materLals

thar will be worked on in the nachine and for the

finished cylinders to be nemoved.
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THE SPACE THAT THE MACHINE OCCTIPIES
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COLE-TUVE
METAL FABRICATING MAGHINERY

INTRODUCTION

Refer to the drawing on the following page (Figure 1).

Rolls numbered 1 and 2 are driven by motor, gearbox and chain.

Rolls numbered 2 and 3 are adjusted by respective handwheels.

Roll number 3 is an idler roll.

TO MAKE A BEND

Place the sheet beneath roll number 1, square to the rolls.

Then roll number 2 is moved upward by the handwheel to clamp the sheet.
Now the sheet is between rolls number 1 and 2, ready for bending.

To start bending, roll number 3 is moved to desired position for the required radius
of bend. lt should be adjusted as may be necessary as bending proceeds.

Operate the foot pedal to cause rolls number 1 and 2 to rotate for the bending process.

THE MACHINE IS EQUIPPED WITH AN EMERGENCYSTOP PALM BUTTON
ON THE FOOT CONTROL STAFF AND WITH AN EMERGENCY STOP
BAR ACROSS THE FRONT AND REAR OF THE MACHINE.
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COLE-TUVE
METAL FABRICATING MACHINERY

TO PREPARE THE MACHINE FOR OPERATION:

Connect the movable foot controlto the machine by inserting the plug on the end
of the trailing lead into the receptacle at the center front of the machine.

Connect your power supply to the main control box of the machine in accordance
with the govemmental electrical code of your area. Be especially carefulthat
your power suppty is proper for the electrical circuit for which the machine was
ordered and supplied.

The bending process consists of three steps. These are:
a) Prebending
b) Bending the end of the sheet
c) The bending process

Use the foot control as necessary throughout the bending process
to advance the sheet or to move it backward.

PREBENDING (refer to Figure 1)

1) Roll number 2 is moved downwards by the handwheel.
2) Roll number 3 is also moved downwards by the handwheel.
3) Sheet is placed upon rolls numbered 2 and 3.
4) After the sheet is placed, roll number 2 is moved upward

to clamp the sheet. (Figure 2)
5) Roll number 3 is adjusted upward for the required bending radius.
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Figure 1
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TTIE ROLLS

1 - TOP ROLL
3 - REAR ROLI .

2.- BoTrou RoLL

The. rolls have been crowued as shown
above.
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COLE.TUVE
RIGATING MACHINERYMETAL FAF
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Figure 2

BENDING THE OTHER END OF THE SHEET OR PLATE

1) Bending is done as shown in Figure 3.
2) Rolls numbered 2 and 3 are again moved upwards. (Figure 4)
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Figure 3
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COLE-TUVE
METAL FABRICATING MACHINERY

I
L

Figure 4

BENDING PROCESS

Bending is continued. (Figure 5) until it reaches the position in Figure 6
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Figure 5
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CONE BENDING

TO BEND COIIES ' THE REAR ROI,L CAII BE TfLTED AS FOLI,OIIIS TO GRIP TTIE

GRIP THE PLATE IN THE BEST POSTTTOI{ TO MOVE IT THROUGH THE MACHI}IE:

Release the coupling at rrb'r with a $rrench.

Use the handwheel which is used to move the ro11 "a" up and

down to tilt the ro11 to the desired position.
Re-join the coupling.
The cone plate should have been cut to the configuration required
to obtain the desired cone.

The cone pJ-ate is put into the nachine and bent using normal

bending procedures.

After cone bending and before normal bending is resumed, the

rear roll must be returned to its normal position by aoain.

releasing the coupling, using the handwheeL to return the ro11

to leveL position and re-joingging the coupling.

b
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REI'{OVING I'IIE BENT CYLINDER

1 - lfh'en the bending operation is conpleted' C ro11 is lowered;
and space is Left.between the rolLs

2 - A roLl is ieleased fron its locked posltion; and then it is
arrung open; aod the benu syllngder can be removedr sLow1y.

NOTE: IIIIEN THE BENDING'OPERATION' IS'C0MPLETED. TIIE']{ACEINE

MUST BE STOPPED'COMPLETELY .EEFORE BEGINNING' TTTE REMOVAT

OPERATIOI{.
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COLE.TUVE
METAL FAB RICATING MACHINERY

LUBRICATION

Lubrication is important for the moving parts of the machine.

Working parts are lubricated at the lubrication points indicated on the machine

tt is recommended that the machine be lubricated twice a day.

Use normal lubricating grease.

)
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