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CHAPTER 1
MACHINE INTRODUCTION

CHAPTER 1 — MACHINE INTRODUCTION

SSR MultiPro Jr.™ ROOF PANEL MACHINE
Manufactured & Distributed by: New Tech Machinery
1300 40 St
Denver, CO 80205
USA
Phone: 1-303-294-0538

Machine Summary

This machine is designed to take in flat coil stock and roll-form it into finished roofing panels of
any desired length. It is a portable machine and as such will be mounted on a trailer or a truck
bed (or other suitable support) and be transported to the jobsite. On site it will produce all the
panels that are needed to complete the job.

Training for operation and maintenance of this machine is conducted through a video that is
provided with each machine. Additional copies of this video may be obtained by request at the
contact shown above.

Lifting the Machine

The machine ships on a custom designed skid that allows it to be picked up from either the side
or the end with a fork truck. Important: If it is to be picked up from the end it should only be
picked up from the exit (shear) end since that is the heavier side, and with forks that are at least
727 (1.8 m) long. To lift the machine off the skid insert the forks on the side of the machine
between the bottom of the frame and the skid, drive the fork truck forward until the forks are
completely under the machine, remove the nuts holding it to the skid, then lift the machine.

Mounting the Machine

This machine is meant to be mounted onto a solid surface such as a trailer or truck bed. To
prevent injury it is necessary that the mounting surface does not allow access to the moving parts
of the machine through the open underside. If the machine is to be operated in an indoor setting
it should be mounted on a cart to bring it up to a comfortable working height. The cart must not
allow access to the moving parts of the machine through the open underside.

The machine must be bolted to a support structure such as the trailer, truck, etc. while being
operated and transported.
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CHAPTER 2 - SSR SPECIFICATIONS

SSR Dimensions: Length 12’ 6” (3.8m)
Width 3710”7 (1.2m)
Height 4> 3” (1.3m) w/Over Head Rack
1’107 (.6m) w/o Over Head Rack
SSR on Trailer: Length 1811~ (5.8m)
Width 727 (2.2m)
Height 6’ 3” (1.9m) with reel
SSR Weights: 1715 1bs. (780 kg)  Base Machine with Roller Set, Power Pack,
and Rib Rollers

2260 1bs. (1020 kg)  Trailer
316 Ibs. (143 kg) Overhead Reel Rack

80 Ibs. (36 kg) Expandable Arbor, each
29 1bs. (13 kg) 10-foot Runout Table, each
60 lbs. (27 kg) PVC Strippable Film Applicator
Speed: 30 ft./min. Approx. (9m/min.) Approx.
Noise Level: <70 dB(A)
Drive: Electric via chain, sprocket and gears using 8 polyurethane drive
rollers
Shear: Forward pulling manual rack and gear w/ hardened tool steel dies
Coil Width 15 t0 20” (381mm to 508mm)
Materials Formed Steel 28 Ga to 24 Ga (.4mm to .6mm)

Painted, Galvanized, Aluminized
Note: -50 ksi maximum for 24ga.
-50 ksi recommended, 80 ksi acceptable with
adjustments for 28ga. to 26ga.

Aluminum, painted .027” to .040” (.7mm to 1.0mm)

Copper 16 oz. to 20 oz. ¥ Hard
(.5mm to .7mm)

Terne-Coat Stainless Steel 26 Ga (.5mm)

Controls Push button entry and exit end manual controls with “JOG”
feature and power interruption safety wiring.
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CHAPTER 3 - PRECAUTIONS

1.

10.

11.

12.

13.

14.

15.

16.

17.

Make sure the operator of the machine as well as maintenance personnel have read
and understand this manual in its entirety before attempting to operate or perform
maintenance on this equipment.

ALWAYS keep covers, guards and lids mounted to machine during operation
OBSERVE and OBEY all safety and warning signs affixed to the machine.

ALWAYS adhere to and follow all local, national and regional safety codes concerning
the loading and un-loading of reeled coils.

USE ONLY properly rated devices for lifting reeled coils into or out of the reel stand.

DO NOT wear loose clothing, jewelry etc. that could become entangled in the moving
parts of the machine when operating.

ALWAYS wear cut and abrasion resistant gloves to protect the hands and lower
forearms. Sharp edges are an inherent danger in handling of sheet metal.

STOP THE MACHINE and disconnect the power before attempting to make any
adjustments, perform any maintenance or changeover procedures.

The machine must be attended at all times while in operation.

The machine must be bolted to a support structure such as a trailer, truck, etc. while being
operated and transported.

Follow the safe handling instructions of the lubricants according to the SDS.

It is the responsibility of the end user to take into consideration safe instructions for
loading the material, safe access to lubricating parts, changing the roller sets and
maintaining the machinery.

Machinery is to be operated and maintained by qualified personnel.
Machinery is to be operated in a properly lit environment.

AVOID storing the machine outdoors for long periods of time. Cover with a tarp but
provide good ventilation to prevent condensation and rust.

DO NOT USE SOLVENTS TO CLEAN DRIVE ROLLERS!

ALWAYS EMPTY MACHINE OF MATERIAL BEFORE TRANSPORT AND
STORAGE.
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CHAPTER 4 - MACHINE ORIENTATION
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CHAPTER 5 - GENERAL MAINTENANCE

1.

10.

11.

12.

13.

Always keep covers on during operation and storage. The covers are for operator safety, but
also protect the internal components of the machine from the environment.

Avoid storage of the machine outdoors for long periods of time. Cover the machine with a
tarp to protect it but provide good ventilation to prevent condensation and rust.

Keep the machine clean. This will increase the life of the machine and make maintenance
easier. A clean machine will provide a clean product.

Before operating the machine visually inspect for foreign objects, debris or anything unusual.
If something doesn’t seem correct, inspect and remedy prior to operation.

Keep chains properly tensioned. This will add to the life of the chains and sprockets. The
chains should be just snug. An over-tightened chain is just as bad for the machine as a loose

chain. Idler sprockets are provided on each chain for this purpose.

Lubricate the chains a minimum of every 40 hours of operation. It is preferable to use a dry
motorcycle chain lube or equivalent.

Keep Entry Guide Carriage clean and lubricate as needed with Spray Lube.

Keep Bead Roller Carriage Shafts (Figure 16 on page 29) clean and lubricate with Spray
Lube.

Keep Arbor Cradles (Figure 7 on page 14) lubricated with Clear Grease.

Lubricate Arbor Nut (Figure 6 on page 12) using a grease gun with EP Grease when threads
begin to look dry.

Clean Forming Rollers as needed with a Scotch Brite Pad dampened with a small amount of
solvent. Take care that solvent does not contact the Drive Rolls.

Clean Drive Rollers with soap and water or mild solvent free spray cleaner. CAUTION: Do
not use harsh chemicals or solvents or damage will occur.

Lubricate both faces of the Shear Blades and Dies (Figure 11 on page 22) a minimum of once
daily with Spray Lube. More should be added as needed before the cut edges begin to
deteriorate.
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Recommended Lubricants and Fluids

The following lubricants will preserve proper function of your machine and are available from
New Tech Machinery:

Spray Lube for:

Shear Blades, Shear Dies, Entry Guide, Bead Roller Carriage Shafts and Carriage Rails
Super Lube - Multi-Purpose Synthetic Dri Film Lubricant with Syncolon (PTFE)
NTM PN: LUBE-SPRAY - 110z Aerosol Can

Clear Grease for:

Arbor Cradles

Synthetic Extreme Pressure, High Temperature Grease with Syncolon (PTFE)
NTM PN: LUBE-GEL - 400-gram container

EP Grease for:

Arbor Nuts and Pillow Blocks

Grease - Lubricants Type: Moly Ep Grease
NTM PN: LUBE-GREASE - 14 oz Container

Lubricant for Roller Chains:
Any lubricant for industrial or motorcycle roller chains will suffice.

Tools Needed for Routine Maintenance:

5/16” wrench or socket
3/8” wrench or socket
7/16” wrench or socket
1/2” wrench or socket
9/16” wrench or socket

Phillips screwdriver

5/32” hex key
3/16” hex key



CHAPTER 5
GENERAL MAINTENANCE
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CHAPTER 6 - ELECTRICAL CONTROLS AND
OPERATION

POWER CORD REQUIREMENTS

It is very important to follow the power cord requirement prescribed by the motor and
electrical control manufacturers to maintain their respective warranties. Make sure the
cord being used is marked properly. Do not assume that because an extension cord looks
heavy enough that it is the right gauge. Use of the wrong gauge extension cord will
void the warranty on motor and electrical controls.

GENERATOR USE FOR ELECTRIC MOTOR MACHINES

If a generator will be used to power the machine it must be large enough to handle the
amp draw requirements of the motor. A 4500-5000 watt generator is recommended.

Use of an improperly sized generator will cause a low voltage situation of the electric
motor and controls which will void the warranty.

The minimum extension cord wire size for the 1¥2 HP electric motor are as follows:
Up to 25 ft (7.6 m). 12 AWG (4mm?)
25 ft. to 100 ft. (7.6 m to 30.5m) 10 AWG (6mm?)
In addition to the minimum wire sizes shown above, the user shall confirm the selected
cord and wire meets all applicable local and regional regulations.

CONTROL PANEL OPERATION:
(Figure 4 on page 10)
The Main Control Panel is located at the exit end of the machine, on the left side. The Remote
Control Panel is located at the entry end of the machine, on the left side.
A. FORWARD-REVERSE Switch
This selector switch controls the direction of movement of the material through
the machine. Select forward to feed material and run panels through the machine.
NOTE: For operator safety, the machine will not run continuously in
reverse. Located at the Main Control Panel.
B. JOG-RUN Switch
This selector switch allows the machine to run continuously, or jog material
through the machine. Select JOG to load coil into machine and to move material
through the machine in small increments until it clears the shear. Select RUN
after material has cleared the shear and the machine is ready to run panels.
Located at the Main Control Panel.
C. START FEED (Green button, Black on CE machines)
Activates the drive system of the machine. Located at both the Main and Remote
Control Panels
D. STOP FEED (Red button)
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Stops the drive system of the machine. Located at both the Main and Remote
Control Panels.
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g BUTTON
el I
paal L
J /  PANEL LENGTH
T LIMIT SWITCH
- CORD
- MAIN POWER
[N CORD

o7 © _— GREENSTART
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Figure 5: Remote Control Panel
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CHAPTER 7 - REEL STANDS, REELS AND
EXPANDABLE ARBORS

EXPANDABLE ARBOR

(Figure 6 on page 12)
The Expandable Arbor adjusts to accommodate coils with 16” (406 mm) or 20” (508 mm) inside
diameters by expanding into the ID of the coil.

THREADED NUT

The threaded nut should always be on the right side of the machine and the tail of the coil should
always be routed over the top and pointing toward the entry end of the machine.

The threaded nut is used to increase or decrease the outside diameter of the arbor. Turning the
nut clockwise will increase the outside diameter of the arbor, and counter-clockwise rotation will
decrease the arbor size. There is a grease zerk in the collar of the threaded nut that should be
lubricated at least twice a year, or whenever grease in not visible on the threads of the shaft.

END COLLAR

The End Collar has two positions.
Position “A” is used for coils with inside diameters of 16” (406 mm).
Position “B” is used for coils with inside diameters of 20” (508 mm).

To adjust from one position to the other, remove 2 cap screws “C” until end collar is free to
slide. Slide it to the inside position for 20” ID or outside position for 16” ID coil. Align it to the
respective threaded holes in the reel shaft. Re-insert and tighten "C" cap screws to lock the end
collar to the shaft.

LOADING EXPANDABLE ARBORS WITH COIL

1. Using the Threaded Nut, collapse the arbor small enough to fit into the inside diameter of
the coil.

2. Slide the Expandable Arbor into the center of the coil making sure the threaded nut is on
the right and the tail of the coil is over the top and pointed toward the entry end of the
machine.

3. Turn the Threaded Nut clockwise until the Support Bars on the arbor are just snug against
the inside of the coil.

4. Using the Reel Set Up Chart, (Figure 6 on page 12), find the “B” dimension that
corresponds to the profile being used.

5. Slide the arbor left or right to get the correct “B” dimension measuring from the edge of
the coil to the end of the Support Bar on the Threaded Nut side.

6. Finish by rotating the Threaded Nut clockwise until the Support Bars are very tight
against the inside of the coil. Verify that dimension B” is correct and re-adjust if
necessary. The Coil and Arbor are now ready for loading. (see LOADING REELED
COIL on page 15)

11
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LEFT SIDE RIGHT SIDE
PROFILE "B" B
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POSITION

REEL SHAFT
CAP SCREWS "C"
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Figure 6: Expandable Arbor Set-Up
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CAUTION: Always use properly rated lifting devices to load and unload coils.

1.

2.

3.

Maximum Capacity / Reel: 3,000 Ibs. (1360 kg)
Total Capacity for Reel Stand: 6,000 lbs. (2720 kg)

The reel shafts must rest in the arbor cradles on the reel stand. Keep the arbor cradles
lubricated with clear grease to minimize wear. (Figure 7 on page 14)

Use the Hold Down Bars on each cradle to secure the coil and reel to the reel stand
during both operation and transport of the machine. The Hold Down Bar should be used
to keep the coil from uncoiling too fast during the fabrication of panels. Apply just
enough drag to keep coil tensioned.

Caution: Do not over tighten Hold Down Bars during machine operation. This will
cause excessive load on the drive and electrical systems and premature failure will result.
DO tighten Hold Down Bars tightly prior to transport of the machine.

If a Remote Decoiler is used it should be placed 8 to 10 feet behind the machine. Align it
as close as possible to the Right-Side Entry Guide line of fire, making the side of the coil
and reel parallel to the machine. NOTE: The closer the Decoiler and reel are set to the
machine, the more critical this alignment becomes.

13
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HOLD DOWN BAR LOCKING BOLT

WEAR PAD
REEL SHAFT

LOCKING
HANDLE

—
i
e T
T CRADLE
iy
el e
' ™ / LOCKING MECHANISM
& % Y, CLOSED
/ APPLY
7 CLEAR GREASE /
/ AT BOTH ENDS { i
/ \\ // REEL SHAFT
‘ LOCKING
: |/ HANDLE
|/
\\ ///
GREASED ARBOR CRADLE //
% WEAR PAD
s

S
~-__ _—-" HOLD DOWN BAR

SLOT WITH RETAINING PIN

LOCKING MECHANISM

OPEN

Figure 7: Expandable Reel Support and Locking

14



CHAPTER 7
REEL STANDS., REELS AND EXPANDABLE ARBORS

LOADING REELED COIL

Caution:

Always use a forklift or other approved lifting device to load or unload Fixed Reels or
Expandable Arbors loaded with coil.

The Lifting Holes in the Fixed Reel sides are provided to make loading safer and easier.
DO NOT use lifting straps through the lifting holes as the sharp edges may cut the straps.

1.

2.

Prepare the reel stand by making sure the Hold Down Bars are in the unlocked and open
position (Figure 7 on page 14).

Using an approved lifting device, lift the reeled coil into the cradles on the reel stand
making sure that the tail of the coil is in the correct position to route the material as
shown in Figure 8, then remove the lifting device.

Rotate the Hold Down Bars to the closed position and thread the locking bolt into the slot
in the end of the hold down bar and secure with the retaining pin. If the coil is going to
run panels, tighten the left and right handles just snug. The wear pads pressing against
the reel shaft control the coil tension. Final adjustment of tension should be made while
running a panel to keep reel from unwinding material too fast. As the coil becomes
smaller, re-adjustment will be necessary. Caution: Do Not Over-tighten Hold Down
Bars. Drive and/or electrical system failure may occur.

If material is loaded onto the Expandable Arbor, tighten the Hold Down Bars securely to
keep coil from unwinding during transport and secure the loose end of the material to the
coil.

. Before transporting the loaded Reel, using two straps or ropes, secure the coil around the

outside and through the inside diameter to prevent the coil from telescoping (Figure 6 on
page 12).

NOTE: Make sure Hold Down Bars are tightened securely and coil is properly tied off
before transporting machine.
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PAINTED SIDE OUT

Figure 8: Material Routing
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CHAPTER 8
DRIVE SYSTEM

CHAPTER 8 - DRIVE SYSTEM

(Figure 9 on page 18)

The drive system in the machine consists of four top and four bottom polyurethane drive rollers.
They are connected via chain and sprocket. There are chain tensioners on each assembly.

1.

Clearance between the top and bottom drive rollers is factory set at 1 % turns past the
point of contact. This will drive material up to 24ga. (0.61 mm) though the machine
without the need for adjustment. If adjustment becomes necessary due to slippage,
add pressure. NOTE: Do not add more than %2 turn beyond the factory setting. It is
important to adjust only one end of each assembly at a time to maintain side to side
alignments.

To add pressure: Loosen two Lock-Down Bolts “B” 1/8 of a turn. Loosen lock nuts
on two corresponding Jack Bolts “A”. Tighten Bolts “A” 1/8 of a turn. Re-tighten 2
lock nuts on Jack Bolts “A” and re-tighten Lock-Down Bolts “B” to lock in
adjustment. Repeat this procedure on the other end of the Drive Assembly and repeat
for the other 3 drive assemblies. Test for results and repeat procedure if necessary.
To remove pressure: Loosen two lock nuts on Jack Bolts “A”. Loosen two Jack
Bolts “A” 1/8 of a turn. Tighten two corresponding Lock-Down Bolts “B” 1/8 of a
turn. Tighten two lock nuts on Jack Bolts “A” to lock in adjustment. Repeat this
procedure on the other end of the Drive assembly. Test for results and repeat
procedure if necessary.

The chain tensioners used on this machine are located near the shafts of each Drive
Roll Assembly. To adjust, slightly loosen the bolts holding the tensioner in place.
Using a dead blow hammer or pry bar adjust the tensioner until the chain is snug.
Lock into position by tightening the bolts on the tensioner assembly.

The chains used in this system are #40 Roller Chains. See Figure 10 on page 19 for
chain locations and lengths if chain replacement is necessary.

The polyurethane drive rollers require occasional cleaning. The need for cleaning will
become evident when the drive rolls start leaving a stripe the width of the drive roller
on the formed panels that is not easily removed. Avoid cleaning the drive rollers with
harsh chemicals or solvent. These products will attack the polyurethane and cause
irreversible damage. Use of any of these products will void the warranty on the
drive rollers.

Clean the drive rollers only with mild soap and water and a rag. Caution must be
taken around the moving parts of the machine during the cleaning process.
Covers should be kept on the machine during operation and storage. Ultraviolet light
will attack the polyurethane drive rollers and cause deterioration. Again, this type of
damage is not covered under the warranty.
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CHAPTER 9 - SHEAR ASSEMBLY

The shear uses a unique rack and pinion design. This design requires less force to operate than
the pulling action associated with the guillotine dies. The shear is designed to cut up to 24-gauge
steel.

DANGER:

THE SHEAR IS A VERY DANGEROUS APPARATUS. THE SAFETY PIN MUST
BE IN PLACE WHEN REMOVING THE SHEAR FROM THE MACHINE.
FAILURE TO DO SO WILL ALLOW THE BLADE TO PROTRUDE THROUGH
THE BOTTOM OF THE SHEAR AND CAN CAUSE SEVERE INJURY.

SHEAR ADJUSTMENTS

Bottom Shear Dies (Figure 11)

1. Bottom dies should be adjusted 1/32” (about 1 mm) below the bottom corners of the
panel. Loosen the (4) “B” bolts on the left and right Front Vertical Plates. Loosen the (2)
lock nuts on the (2) Height Adjustment Jacking Screws “A”.

2. Tightening bolts “A” will lower the shear, and loosening them will raise the shear.
Adjust each side as needed to properly set the bottom dies to the correct spacing from the
bottom corners of the panel.

3. After adjustments have been made, tighten (4) “B” bolts and (2) Lock Nuts on Height
Adjustment Bolts “A”.

CHANGING AND ADJUSTING SHEAR DIES AND BLADES

The Entry and Exit Shear Dies are specific to each roller set and they may need to be
changed when changing profiles. The Dies must be adjusted to the proper distance from the
vertical legs of the panel. The outside vertical leg of the male and female Entry Dies should be
approximately 1/32” (about 1 mm) away from the outside of the vertical legs of the panel. The
Exit Dies should be slightly to the outside of the male and female Entry Dies so that after a cut is
made, the panel does not hang up on the Exit Dies. Follow the procedure below to make the
adjustments.

ADJUSTING THE ENTRY AND EXIT SHEAR DIES

(Figure 11)

1.  Run material through the machine until it is about 6 inches (15 cm) away from the shear,
then shut off the machine and disconnect the power.

2.  Sight down the legs of the panel to find the approximate location to install the ENTRY
SHEAR DIES. Hold them in place with the “C” bolts but do not tighten them yet.

3.  Plug in the machine and carefully jog the material forward while looking through the dies.
If it looks like the panel will hit the dies, disconnect the power, then adjust the dies as
necessary so the panel goes through cleanly.

4. Continue jogging the panel forward until it is about an inch or two past the shear dies, then
unplug the machine.
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SHEAR ASSEMBLY

Adjust the Entry Shear Dies until they are about 1/32” (about 1 mm) away from the
outside of the vertical leg of the panel, as shown in the figure for your panel found on pages
22 through 26. Tighten the “C” bolts.

If the Entry Shear Die has a Mandrel, it should be positioned as shown in the figure for
your panel on page 24. If necessary loosen the “E” bolts and adjust the Mandrels. Retighten
the “E” bolts.

Install the Exit Shear Dies and adjust them so they are about 1/32” (about 1 mm) to the
outboard of the Entry Shear Dies, as shown in the figure for your panel found on pages 22
through 26. Tighten the “C” bolts.

Adjust the Mandrel on the Exit Shear Die as needed, if it has one.

In order to cut properly, the Top Blades need to be positioned so that one of the #2 Blade
tips is just to the inside of the male leg, and the tip of the #1 blade is positioned to the
inside of the female leg as shown in the figure for your panel found on pages 22 through
26. The rake or angle of the blades should cut in a scissor action outward against the legs.
If necessary, loosen the 5 “D” bolts and move the Top Blades left or right to get them in the
correct position. Retighten the bolts.

Plug in the machine and shear off a piece of panel about 12 inches (30 cm) long, then jog
the material forward a few inches (about 10 cm). Make sure the panel is not scraping on the
shear dies, and inspect the quality of the cut on both sides. If any corrections need to be
made disconnect the power then adjust the shear dies as needed.
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MAINTENANCE

1. Clean and lubricate the Top Blades, Bottom Dies, and Male/ Female dies at least once a
day during normal use, or whenever cutting surfaces look dry. Proper lubrication is
essential to clean cuts, rust prevention and longevity.

Super Lube - Multi-Purpose Synthetic Dri Film Aerosol Lubricant with Syncolon (PTFE)
Catalog No. 11016

11 oz. Aerosol Can

Available from:

MSC Supply at 1-800-645-7270
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CHAPTER 10 - BEAD, RIB AND STRIATION ROLLER
ASSEMBLY

(Figure 16 on page 29)

1.

The Bead / Striation Roller assembly is located behind the shear and is accessed by
removing the top cover. These rollers can be engaged or disengaged as needed and can
also be moved left or right to accommodate different panel widths.

The bottom bead or striation forming roller should be set 1/32” (about 1 mm) above the
drive roller to ensure proper panel entry into the shear. If adjustment is necessary,
loosen the four frame mount bolts “B”, and lock nuts on the two vertical adjustment
bolts “A”. Raise or lower the roller assembly by using the vertical adjustment bolts “A”
to obtain the proper height. Then re-tighten the mount bolts and lock nuts on the two
adjustment screws “A”.

Next loosen the eccentric shaft lock down screw “C”. Place a 5/32” Allen Wrench in
the small hole at the end of the eccentric shaft and rotate the top roller up until it clears
the bottom roller. Loosen the two top and two bottom slide lock down screws “D”.
Bring the panel material up to the rollers but not past them.

SHUT OFF THE MACHINE AND DISCONNECT THE POWER BEFORE
CONTINUING.

4.

Locate the bottom rollers to the desired position by sliding the assembly on the bottom
slide bars. Tighten the bottom slide lock-down screws ”D”. Restart the machine and
back up the panel until access is gained to the top slide lock-down screws,

Loosen the top slide lock-down screws and slide them into position so the top roller is
directly over the bottom roller. Tighten the top slide lock-down screws “D”. Next
rotate the eccentric shaft down to the desired bead depth. DO NOT go below .045”
(1.1 mm) minimum clearance; excessive bead depth will distort the panel. Re-tighten
screws “C”.

Keep slide bars lightly greased to allow bead or striation assemblies to slide smoothly.
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CHAPTER 11 - ENTRY GUIDE ADJUSTMENT

(Figure 17 on page 30)

The entry guides are used to set the material to the correct position in relation to the forming
rollers of the machine. They also hold the material and feed it straight into the machine. If the
entry guides are not set correctly the material will not feed into the machine properly.

1.  To align, loosen the “B” Bolt on the Right Entry Guide. Slide the entry guide to the left
or right until DIM “C” is in the correct position that corresponds to the desired leg
configuration as noted on Figure 17.

Retighten the “B” bolt.

Loosen bolt “B” on the Left Entry Guide.

Cut a 12” long piece of gage material from the coil that will be used.

Slide gage material between the left and right entry guides.

Slide the Left Entry Guide to the left or right to accept the new coil width. Make sure
that the coil is captured snugly between the entry guides and re-tighten the “B” bolt.
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CHAPTER 12 - CLIP RELIEF ROLLER ASSEMBLY

(Figure 18 on page 31)

1. Clip Relief Rollers provide a raised area next to the male and female legs of the panel.
This helps hide the clip and screws used in installation. The rollers can be engaged or
disengaged as needed.

2. Find the Tooling Rail Sheet corresponding to the profile installed in the machine (Figure
33 to Figure 42 on pages 49 to 58).

Note the location of clip relief assemblies on left and right tooling rails, and locate
them on the tooling set in the machine.

3. To engage the clip relief rollers, loosen lock down screw “A” and insert a 5/32” Allen
wrench into the small hole on the top eccentric shaft “B”.

4. Rotate the eccentric shaft to engage or disengage the top roller assembly from the bottom
roller assembly. Adjust both left and right bead assemblies to the desired depth using a
feeler gage. Recommend factory setting is 0.080 inches gap between top and bottom
rollers.

NOTE: The clip relief rollers must always be engaged with the FF100 and FF150 profiles for a
proper male/female lock to occur.

TOP ROLLER
HOLES FOR ASSEMBLY
HEX WRENCH \ (ENGAGED)

ECCENTRIC
SHAFT 'B"

LOCK DOWN
SCREW "A" @

PASS LINE

BOTTOM ROLLER
ASSEMBLY

Figure 18: Clip Relief Roller Assembly
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CHAPTER 13 - ENTRY DRUM ASSEMBLY

(Figure 19 on page 33)

The Entry Drum Assembly is necessary when feeding coil off the optional DR1/ Dual Overhead
Reel Stand. It allows the material to be routed around the drums to get the painted side of the coil
on the top as it enters the machine. The Entry Drums need to be adjusted whenever a width
change is made.

To adjust the entry drums:

1.

2.

3.

Using a 3/16” Allen wrench, loosen the four Shaft Collars “E”, on either side of Left
Entry Drum and Center Entry Drum.

Slide the Left Entry Drum over until it is lined up with left edge of the new coil and align
the Center Entry Drum equally spaced from the Left and Right Entry Drum:s.

Slide the four Shaft Collars “E” against the sides of the drums and tighten to lock them
into place.

If changing profiles, it may be necessary to move all three drums using the same
procedure described above.

32



CHAPTER 13
ENTRY DRUM ASSEMBLY

ALIGN ENTRY DRUMS TO ENTRY GUIDES
EACH SIDE
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Figure 19: Entry Drum
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CHAPTER 14 - WIDTH AND PROFILE CHANGE
PROCEDURE

The profile changeover procedure consists of removing the tooling assemblies and shear dies
from the machine, replacing them with another set and realigning the rails and shear dies. A
change in coil width can also be done at this time. The following procedure will be a guide
through this process.

CAUTION: Always make sure the machine is shut down and unplugged prior to making
any adjustments. DO NOT reach through the opening of the shear while the machine is
running. EVER! To do so could result in serious injury.

Tooling Changeover

(Figure 20 and Figure 21 on pages 35 and 36)
Tooling rails are stamped with an ”L” or ”R” for installation on the left or right side respectively,
and with a profile number and sequence number. For example, a rail stamped SS4-#1 R would be
the number one right tooling rail for the SS450 profile.
1. Disengage top cover latches on #1, #2, and #3 top covers. Remove and set aside.
2. Remove Shear Cover and set aside.
3. Locate and remove the “A” bolts on the right tooling rail #1. Remove rail and set it
aside.
4. Using the same procedure as above remove the remaining tooling rails and set them
aside for storage.

S. Locate #1 right tooling rail of the profile to be installed.

6. Carefully lower it into the machine and set it on the right carriage slide #1.

7.  Align the tooling mounting holes “A” and start one “A” bolt into threaded hole beneath.
Snug this bolt enough to hold tooling in place but DO NOT TIGHTEN. Align second
hole and start bolt into threaded hole beneath.

8. Tighten “A” bolts.

9. Locate remaining right tooling rails #2, #3 etc. and install in the same manner as above.

10. Repeat the above procedures on the left side of the machine until all tooling rails are

installed.
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Entry Guide Adjustment

(Figure 17 on page 30)

The entry guides are used to set the material to the correct position in relation to the forming
rollers of the machine. They also hold the material and feed it straight into the machine. If the
entry guides are not set correctly the material will not feed into the machine properly.

7.

10.
11.
12.

To align, loosen the “B” Bolt on the Right Entry Guide. Slide the entry guide to the left
or right until DIM “C” is in the correct position that corresponds to the desired leg
configuration as noted on Figure 17.

Retighten the “B” bolt.

Loosen bolt “B” on the Left Entry Guide.

Cut a 12” long piece of gage material from the coil that will be used.

Slide gage material between the left and right entry guides.

Slide the Left Entry Guide to the left or right to accept the new coil width. Make sure
that the coil is captured snugly between the entry guides and re-tighten the “B” bolt.

Tooling Rail to Entry Guide Alignment

(Figure 17 on page 30 and Figure 21 on page 36)

The #1 tooling rails are adjusted in and out on the slide carriages to line up to the entry guides.
The #2 tooling rails are adjusted in and out to line up with the #1 tooling rails. Finally, the #3
tooling rails are adjusted in and out to line up with the #2 tooling rails. If the tooling is not
adjusted correctly the material will not be fed into the forming rollers properly.

1. Loosen the two slide lock bolts “D” on right carriage slide # 1.

2. Move Right Carriage Slide # 1 into position using the side of the right entry guide and
the scale on the marker plate to set the correct “A” dimension as shown on
corresponding tooling rail set up chart. Tighten the “D” bolts.

3. Repeat the above procedure for the left carriage slide # 1 using the correct “B”
dimension on tooling rail set up chart.

4. Align the # 2 and #3 Left and Right Carriage Slides by loosening the two “D” slide lock
bolts on each rail. If there is a spacer bolted to the side of the previous rail, align the
carriage rail flush to the spacer. If not, align the rails flush with each other. Tighten the
“D” bolts.

5. Proceed with each rail in succession from #1 to # 2 to #3, right and left as stated above.

Shear Changeover

(Figure 11 on page 22)
There are four shear die holders (female entry and exit and male entry and exit). The dies must
be removed, replaced and re-aligned utilizing the shear dies for the new profile.

1.
2.

3.

Locate and remove two “C” bolts on exit female die holder. Set die holder aside.
Repeat the above procedure for entry female die holder and male exit/ entry die holders.
Set all four die holders aside to storage.

Locate the four die holders corresponding to the profile that was just installed into the
machine. Install the new die holders with the “C” bolts but do not tighten as the shear
should be adjusted with material fed into the machine.
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Loading Machine with Material

1.

2.

Load material onto the Expandable Arbor and align it to the correct position using the
chart on Figure 6 on page 12.
Note: Also see CHAPTER 7 - REEL STANDS, REELS AND EXPANDABLE
ARBORS on page 11 for more information.

Load the reeled coil onto the machine using a fork lift or other rated lifting device.
Making sure the tail of the coil goes over the top and points toward the shear end of the
machine. See coil routing diagram on Figure 8 on page 16.

Cut a 1”7 (2.5 cm) triangle off the 2 leading corners of the coil and feed it into the entry
guides as shown in Figure 22 on page 38.

TRIM CORNERS OF LEADING EDGE
Figure 22: Feeding Material into Entry Guides

Start the machine and use the Jog button on the manual control box or computer
controller to jog the material through the machine 6 to 8 inches (15 to 20 cm) at a time
until it exits the last forming stations and the leading edge is about 1” (2.5 cm) from the
Bead Roller Assembly (if equipped).
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SHUT THE MACHINE DOWN BEFORE PROCEEDING.
- e e ™

Bead Rollers (if equipped)

(Figure 16 on page 29)
If the machine is equipped with a bead roller option and the panel requires beads to be on the
panel, use the following procedure to adjust the bead rollers.

1.

7.

8.
9.

Determine the spacing needed. For Example: a 12” (30 cm) wide panel with 2 beads
centered on the panel would need 3 equal spaces or 12” (30 cm) divided by 3 equals 4”
(10 cm) from center to center of each bead. Hook the end of the tape measure on the
outside bottom corner of the female leg. Use a magic marker or grease pencil to mark the
4” and 8” (10 cm and 20 cm) locations on the panel. There are now 3 equal spaces.
Loosen Bolts “D” on the top and bottom bead assemblies and slide each bottom and top
roll assembly left or right to center them on the marks on the panel made in the previous
step.

Lock the top bead assemblies in the correct position by tightening the slide lock bolt “D”
on each assembly. Next align the bottom bead rollers to the tops so that the ends of the
top and bottom rollers are flush with each other and tighten the bottom slide lock bolts
on these 2 assemblies.

Check the gap between the top and bottom bead rollers using a feeler gauge. An
approximate setting of 1%2 times the material thickness is recommended. This setting
can be adjusted slightly in either direction according to preference.

To set or change the gap between top and bottom beads, loosen the "C" bolt on both top
rollers.

Insert the correct feeler gage between one of the top and bottom rollers. Locate the feeler
gage on the flat of the roller next to the side plate of the assembly.

Rotate the top shaft from the 12:00 position toward the shear to decrease the gap, or
away from the shear to increase the gap until the feeler gage is lightly captured.

Tighten the “C” bolt to lock the position of the shaft.

Start the machine, jog the material through the bead assemblies and stop 2 to 3 inches (5
to 8 cm) from the entry shear dies.

10. Inspect the beads for depth and re-adjust as necessary.
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11. Start the machine and jog the material through the bead assemblies and stop 2 to 3 inches

(5 to 8 cm) from the entry shear dies.
SHUT THE MACHINE OFF AGAIN BEFORE PROCEEDING.

Shear Alignment
With material loaded in the machine and stopped before it gets to the shear, use the procedure
detailed in the Shear Adjustment Section starting on page 20 to adjust the shear dies to cut the

material.
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CHAPTER 15 - PROFILE ADJUSTMENTS

Care must be taken when making any adjustments to the roller systems. A slight change can
have dramatic effects.

ECCENTRIC SHAFTS

Every roller set is equipped with eccentric shafts on selected sub stations for adjusting the angles
and gaps in the panel.

L&

Figure 24: Eccentric Shafts

O

To adjust an eccentric shaft, use the following procedure:

1.

Mark the current orientation of the shaft to serve as a starting point of reference and a
point to return to if the adjustment yields negative results.

Loosen the set screw and/or bolt that holds the shaft in place.

Rotate the shaft to the desired angle. (See Figure 26 - Figure 28).

Re-tighten the set screw and/or bolt.
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D

Figure 25: Adjusting Eccentric Shafts

/= 0/

Figure 26: Eccentric Shaft Proper Adjustment
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Sy S|

Figure 27: Eccentric Shaft Too Loose

M M

Figure 28: Eccentric Shaft Too Tight
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CAMBER STATIONS

Every roller set is equipped with one or more camber stations toward the exit end of the machine.
The camber station adjustment can be used to make the panel run straight if it is going uphill or
downhill.

Figure 29: Camber Adjustment - Uphill/Downhill

If the panel is going uphill or downhill, ensure that the run-out stands are properly adjusted for
height and that the panel is able to run straight out of the machine. If the run-out stands are in
the correct alignment, adjust the camber stations as necessary using the following procedure:
(See Figure 30)

1. Create a base point to start from by marking the top camber bolt as well as scribing a line
across the center block and the two uprights.

2. If the panel is running downhill, adjust the 2™ to last station down by turning the top bolt
counter-clockwise. If the panel is running uphill, adjust the 2™ to last station up by
turning the top bolt clockwise.

Note: It is recommended to make small adjustments such as a 1/8 turn. Then run a panel to see
the results after each adjustment. Over adjusting the stations can have unpredictable results.
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Figure 30: Camber Adjustment
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CHAPTER 16 - RUN OUT TABLES AND REMOTE LIMIT
SWITCH

(Figure 31 and Figure 32 on pages 46 and 47)

The Run-Out Table attaches to the Exit End of the Shear assembly and is used to support the
panel as it exits the machine. It is available in 10 ft. (3.05 m) long sections that fasten together
and have adjustable legs so they can be set to the correct height. The Remote Limit Switch is
designed to be used with the run-out tables for controlling panel length.

1.

2.
3

Set the first Run-Out Table on its side and in front of the machine with the leg assembly
away from the shear.

Open the leg assembly and set it upright on the ground.

Lift the attachment end of the table and drop it over the 2 threaded bolts on the Shear Run-
Out Table Bracket. Lift the other end of the table to be about level with the attachment end.
Loosen the 2 knobs on the leg assembly and allow the feet to fall free to rest on the ground.
Sight the height of the table on the left and right sides, adjusting it level to the machine
using the knobs to lock the legs in place. See Figure 32 on page 47 for correct and incorrect
set up and details.

Repeat the above procedures for each succeeding table and attach it to the bracket on the
end of the previous table.

“— MATERIAL
FLOW

SWITCH
ARM

~— LIMIT
' SWITCH

Figure 31: Runout Table and Limit Switch
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MATERIAL FLOW
INCORRECT EANEL <4

; [ RUNNING DOWNH[LL/
MATERIAL FLOW

INCORRECT PANEL\; <& ﬂ
RUNNING LTPHILL/

PANEL

MATERIAL FLOW

CORRECT <=

i

™ .
RUNOUT TABLE PARRALEL /

TO PANEL

)

KNOB (2 EA) RUNOUT TABLE
ADJUSTABLE RUNOUT TABLE B
LEG (2 EA) MOUNTING BRACKET |
DETAIL A DETAIL B

Figure 32: Run Out Table Setup
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CHAPTER 17 - TROUBLESHOOTING

Some of the common problems that occur with the manual shear, and their solutions follow
below.

1. After making a cut, the male or female leg of the next panel gets caught on the exit shear
die and damages the panel.

SOLUTION: This problem normally shows up after making a roller
system/shear die change. The entry dies (both male and female) should be as
close to the vertical leg of the panel as possible without touching. Once this is
achieved, the exit die should be set just outside the vertical leg of the entry die
so that as the fresh cut edge of the panel passes by the exit die it doesn’t get
caught. See the Shear Adjustment Section starting on page 20 for more
information.

2. The male and or female leg gets crushed when shearing.

SOLUTION #1: Check the Shear Blades directly over the male and female
legs to make sure that the points of the blades are in the correct position
(Figure 11 and

SOLUTION #2: Make sure that the shear blades and dies are well lubricated on both
sides with the proper lubricant (See CHAPTER 5 - GENERAL MAINTENANCE
on page 6).

3. Manual Control Panel buttons do not work.
SOLUTION: Check the fuse on the outside of the Contactor Box Assembly (Figure 1 on
Page 4). Replace if blown with a 10-amp fuse. For CE machines, check the

circuit breaker and fuses in the Power Supply Box (Figure 1 on Page 4) and
reset/replace if necessary.
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PROFILE DRAWINGS

_ EXIT END

L-13
LEFT RAIL 4 — - — RIGHT RAIL 4

R-12
R-11, CLIP RELIEF

L-12
STEP SPACER . RELIEF, L-11

— 1/2" [13]
» RAILS FLUSH

1" [25] L-10 RIGHT RAIL 3
RAILS FLUSH Lg y B2
LEFTRAIL3 ——_ _ o - kxﬁ i
RAILS FLUSH — 1§ B o
LEFTRAIL2 . m
o5 8 — ALIGN FLUSH WITH
L7 5 72 3/4" [19] SPACER

53] \ [

= : =

2 S

s R-4 R

= |
ALIGN FLUSH WITH —_ oy SUIESEETEE
- R
| I = RIGHT RAIL 1
LG
LEFTRAIL 11— R2
- MATERIAL FLOW
DIMENSION A
- = 19/16[40]

DIMENSION B
e e 13/4"[44]

' \ ENTRY END Vi J
— BOLT "B" BOLT "B" — -t 119/16 [294]

DIMENSION C
LEFT ENTRY GUIDE RIGHT ENTRY GUIDE

Figure 33: SSR100 Roller System

49



CHAPTER 18

ROLLER SYSTEMS AND PANEL PROFILE DRAWINGS

[ww] you| :SNOISNIWIAQ T¥YNA 'S
‘37aY1IVAY SNOILVIYLS

HO 91y dv3g HONIN T¥YNOILdO '+

'd39OVONT SHITTOY 431713
diTO HLIM NMOHS SI 1INVd '€

“13NVd SIHL HLIM QdVANVLS
JHVY SH3T1T0Y 431N3d dITO ¢

X0dddY [2'9.] .€ 'XOUddY ‘FOVSN TYIEILYIN 'L

‘S31ON

1431

800¢/veiv0 = arv 0z LS BgEz o S
G |12} d00L-1dS i LR P veize v |za
e e s | oo [wCE/L F = NOILOVH ar Z102/10/50 T SvMoaT | £ |52
B002/F2IV0 500" F = XXX ar L10e/ezIZ0 “olazaav | z |92
I71404dd 1aANVYd 001 SS mﬂa L0 F = XX ar 8002/L0/20 Wiad¥a3aav | | <=z
0N Leve|  Ag NmMweg SAONVHIT0L) AH d3sv3d13y d1vd ON mm.w_.z_\j q>mw_
d3ddODMN
. N
d¥0D \\ ,/I\\.N%//\Hl o - Q3INIVJN33LS Q3INV, o
A¥ANIHOVI HOHL MAN e
LHOIY 30IS AYLNT WOH4 AIMIIA SY
JOVHIA0D [8'1Er OL 8'70€] .LL OL . "HSS
- 3OVHIN0D [#€€5 OL 8'40€] .12 OL.ZL HSS
JOVHIACD [9°609 OL 8'+0¢] .#2 OL .21 ‘DSS
[rgel .l —=
l— ['52] _._|l‘ { J J
o141 ,91/bY il R e Lo T \ \\4
ezl lo6l.eg [¥zd] uzered

[00- 80+ .0~ wze/L+ [L2L] 2L

[RRS] IR RS 1/;\

[ozzl.ouL 1

[8'0- 0'0+] .2€/1- .0+ [S'6] .8/€

SHL1AIM T3NVYd YSS ANV HSS a3aay A_

SS100 Panel Profile

Figure 34

50



CHAPTER 18
ROLLER SYSTEMS AND PANEL PROFILE DRAWINGS

EXIT END

R-13

LEFT RAIL 4 ---—— RIGHT RAIL 4
R-12
L-12 R-11, CLIP RELIEF
CLIP RELIEF, L-11 R-10
STEP SPACER e RAILS FLUSH
12" [13) L-10 ——  RIGHT RAIL 3
1" [25] Rt ; ALIGN FLUSH WITH
R7 /  3/4"[19] SPACER
; L | 7‘
LEFT RAIL 3 " T R 1
R-6
RAILS FLUSH ”
o
R-5 =
&8
s =
- <
E R4
b :
= ~~—— RIGHT RAIL 2
LEFT RAIL2 -

" RAILS FLUSH

- RIGHT RAIL |

ALIGN FLUSH WITH —

MATERIAL FLOW
1" [25] STEP
DIMENSION A
DIMENSION B ‘

- = 13/4"[44]

i = Y

B  s—
BOLT "B" SRR / = 1115/16" [303] -~
L. BOLT "B" ~ DIMENSION C
LEFT ENTRY GUIDE RIGHT ENTRY GUIDE

Figure 35: SSR150 Roller System

51



CHAPTER 18
ROLLER SYSTEMS AND PANEL PROFILE DRAWINGS

[ww] youl :SNOISNIWIA T¥NA 'S
‘JGVTIVAY SNOILYIELS

dO 91y av3d JYONIN T¥NOILHO 't
‘d39VONT SH3TT0Y 431713

dIT0 HLIM NMOHS SI T3NVd '€

VY SY3110d 431N134 dIND ¢

‘S310N

8002/21710 = ary 020271119 gocz-o ]
G |1 d0S1-6dS e i oeiza [+ =z
NoiSIA 35 st | osmgn  |wCE/b F = NOILOVHA ar Z102/20/50 I SYMo3T | € |B%
Z002/92/90 500" F = XXX’ ar 1102/22/.0 Jola3aav | z (S8
J714d0Hd TANVYd 0G1LSS T 10" F = XX ar 6002/20/20 mawaIaav | | |<=
NN L6ve] A8 NMwHO SIONVEIIOL A8 a3sv3Tad 31vd ‘ON w_m._w_.ﬂ,_ JAEL]
. = d3ddOIANTININN I “1ANVYd SIHL HLIM QYVYANYLS
dH0D %X/\\d\\‘//\ﬁl NS s QIINIVATALS QIINVd,,
ANANIHOVIA HOAL MAN \lhﬁ XOdddV [9'10L] .7 "XOHddV :F3DYSN TYINILYIN L
LHOIY 3AIS AYLINI WOYS Q3IMIIA SV 1437
39VHIN0D [#'90¥ OL #6221 .91 OL bl HUSS
- 39vY3N00 [0'805 OL 8'%0€l .02 OL.ZL HSS Ar
39vH3IN0D [9°'609 OL 8'¥0€].¥Z OL .2} ‘DSS
lt— [#'5Z] vl'_ R_ L ﬁ AFgel | —=

[1'geluz/L 1

511911

=

l
[s6] .81€

‘/ [2l weerey

[o- 8+l 0-u2erb+ [L'21] W2/)

rr

}

Jdoil ok

(79 € SILON 33S) \_m.ﬁ ze/ey I\&

431134 dI70 Xe

[61].91/1H I/

[2'6€].

916 |

[g- 0+] .2/1- 0+ [G'6] .0/E

SHLAIM T3NVd dSS ANV HSS a3aav A

SS150 Panel Profile

Figure 36

52



CHAPTER 18
ROLLER SYSTEMS AND PANEL PROFILE DRAWINGS

EXIT END

L-13 R-15
STEP SPACER 12 Reld
e F R-13, CLIP RELIEF
: CLIP RELIEF, L-11 BT R
1" [25] g
- ALIGN FLUSH WITH
L-10 /" 11/2"[38] SPACER
LEFTRAIL4 — RIT
L-g : \\‘\\ o
\
RAILS FLUSH "~ . — ‘R\{D |
| . R-10
; L-8 " aﬂ
LEFT RAIL 3 | — =
j R-9 .
g Lt @
7 o &
z t
) “-—  RIGHT RAIL 3 o — 1
e \
g
LEFT RAIL 2 — R7 _ RicHT S
RAIL2 |
oo \ i
; \\ “~ ALIGN FLUSH WITH
© T e o T, 3/16" [S] SPACER
L4 = "~ MATERIAL FLOW
) L3 R  RAILSFLUSH
‘— ALIGN FLUSH ) R-3
WITH 1" [25] SPACER R-2
L-1
__—RIGHT RAIL 1
~DIM B — DIMENSION A
‘ -1 1/16" [27]
i = bss
b ENTRY END
~ BOLT"B"
LEFT ENTRY GUIDE |
PROFILE = DIMB /,/
o 10 7/8" [276] J
SSR450 2 11/16" [68] BOLT "B" DIMENSION C
SSR450SL | 2 1/2" [64] RIGHT ENTRY GUIDE

Figure 37: SSR450/450SL Roller System

53



CHAPTER 18
ROLLER SYSTEMS AND PANEL PROFILE DRAWINGS

- £0/80/L L = 319NV
74 L0} d0St-+SS = A arv 02021119 892y v |zz

o w3 mannima | gy |vCE/b F = NOLLOVYS I [ww] youl :SNOISNIWIA T¥NA 'S

L0/80/L L GO0 F = XXX ar Z2102/20/50 ww g3aay Z mn% ‘F1GVI1IVAY SNOILYIYLS
J71404dd 1dNVd 0G+SS m_ﬂg 10" F = XX ar 10/80/1 1 pa1epdn [ = HO 91y av3g HONIW TYNOILdO ¥

NN Luvd|  Ad NMYNO EERCELO A8 @3sv3i=ay Jivad N_m_n_n_OODEZI_MM.WED._q =l ‘d3DVONI SHIATTIOY 431M3Y
. [r— INON dI72 HLIM NMOHS SI TaNvd '€

dd0D \/\\WW\\\, @‘ //\\u il Q3LNIVd133LS Q3INIVd, . ., St SR LA S I L
AdANIHIOVIN HOFIL MAN L YV S¥IT10W 43738 4110 2
"XO¥ddV [8%01] .8/} ¥ :3OVSN TYIHIALYN I
‘310N

LHOI 30IS AYLNT WOH4 QIMIIA SY 1431
3OVH3IN0D [2'€0¥ OL ¥'622] 8/2-G1 OL b1 ¥SS
39VH3IN0D [8'70S OL 8'%0¢€l .8/2-61 OL .ZL :HSS A\
39vY43A00 [9'609 OL 8'+0¢] .#Z OL .2} ‘DSS
[0v].zers —
; ['52] ) —
a— ['52] L
_ = J J i T
B i | [ [ I
_/ [Fidl.olid el s [#1al.giy
[z6) 2Ll | lv'sl uzeiz lo'gelern 1
] (8 € SILON 338)
[2:sel.zsict | g e B
[9€] .26/6 —o] |u—

SHLAIM T3ANYd ¥SS ANV HSS a3aay A_

SS450 Panel Profile

Figure 38

54



CHAPTER 18

ROLLER SYSTEMS AND PANEL PROFILE DRAWINGS

80/EC/P0 = ary 0202/L L9 89cZ-o G

G b 40} d1S0Sv-¥SS — .N:w“_” i o6lzd [ v |zz [wuwi] you) :SNOISNIWIA T¥NA S

NOISIASY 133K HINNN Lavd A HOIHO _.Nm“:‘ F = NOILOVYHA 19 YLIECIO viB6L-H g ﬁ W ‘J1aVIIVAY SNOILYIY1S
207211 S00" F = XXX' ar EL0Z/0ErZ) 89614 z |93 HO g1Y Qv3g HONIN TYNOILO ¥

J7140dd TINVd 1S05+SS T b0"F = XX ar 2102/0/50 wwg3day | | |<2 ‘03OVON3 SHITT0Y S3113
awn auvd]  Ag WA ssonwsziol] A8 O3SVIT3H 31va mmmao%ﬂmm_.wzz q>m_m dITO HLIM NMOHS SI13Nvd ‘€
d¥0D T 3NON o Q3LNIVd/133LS QaINIVE, ., e e

A

ATANTHOVIW HOHIL MAN == XOUddY [1'111].8/6- “3OVSN TYIILYIN I

3OVHIN0D [6'96€ OL #6221 .8/5-GL OL .kl ‘MSS

le—[1'G2] L

loel.ze/g —= _ll

39VYIN0D [§'86% OL 8'+0€] .8/5-61 OL .2} ‘HSS

‘310N

IOVHIN0D [9°609 OL 870¢] W2 OL 2L 0SS

1

J

d

[e'sel.zeisL 1

logel.zerel 1

N

logl.eerL

U

[e'e] .2e/G —m|

SHLAIM 13NVd 9SS ANV HSS a3aav A

=1

[o1].g4n1

W

L TAINN

W T
(% € SILON m_m_wv\\

4317134 dIN0 Xe

a

[Ll.oe

)

[ogel.ail L

— T| lovl.zers

SS450SL Panel Profile

Figure 39

55



LEFT RAIL 4
L-19
L-18 [
CLIP RELIEF
L-16, HEM-3
L-15, HEM-2
L-14, HEM-1
PUNCH, L-13
LEFT RAIL 3
L-12 P
RAILS FLUSH L-11
LEFT RAIL 2 L-10 &
E L-9
5
= L-8
=
ALIGN FLUSH WITH
2" [13] SPACER L-7

L-5

L-4.5 %
L-4
L-3
L-2
LEFT RAIL 1 L-1

DIMENSION B

EXIT END
R-14

R-13
R-12, CLIP RELIEF

RIGHT RAIL 3

ALIGN FLUSH WITH
76" [5] SPACER

RIGHT RAIL 2

7~

J
|  RiGHT SIDE
|

ALIGN FLUSH WITH
3" [3] SPACER
RIGHT RAIL 1

MATERIAL FLOW

DIMENSION A
1 1/16" [27]

— 1" [25] /E/L

el

[ 5]
' ENTRY END S
BOLT "B" 11 13/16" [300] ]
L — BOLT "B" 0 DIMENSION C
LEFT ENTRY GUIDE RIGHT ENTRY GUIDE

Figure 40: FFR100 Roller System

56



CHAPTER 18
ROLLER SYSTEMS AND PANEL PROFILE DRAWINGS

= 8002Z/L1/10 = JTONY

€ Lo} k4=l — i . [ww] you| :SNOISNINIQ T¥NA '+

nosnay 1335 wemve | pspan |nC8/) F = NOLLOVHS arv 020211/ e o e "JIOVONI SYITI0Y 431713y
Z002/52/90 500" F = XXX’ arv 1102/22/60 9614 |22 dI1D HLIM NMOHS SI 13NVd '€

JNN404dd 13aNVYd 00144 Emwmmc L0 F = XX ar 80/L1/10 NMYHaTY L <= “1ANYd SIHL HLIM AYVYANYLS
Err szonol| A8 03SVIRY 31va ‘ON m_w.ws_ A3Y 3V SY3110H 431734 dIND ¢

= ————— H3ddO00MN [ £ & 3
d¥0D \‘S\_ﬂ%/ﬁ HHON i RN T O M figa] 2R GBI HEAR ._<_w_m_”._m.mﬂ.,_o_,u
AYANIHOVIN HOHL MAN 1{\\I
SHLAIM T3NVd HSS ONV HSS d3aay A_
P oel282  (youady) [51].01/ (‘x0dddv) [5"11.94/1 ; T .
¢ & L L F (19l b 7

lrezl.oust

[eql .ze/L

7\+ H roor

[szzl werL

——Il0'211.28/12 H

IOVHIN0D ['90F OL #622].91 OL L) HSS

J9VHIA0D [0'80S OL 8'¥0€].0Z OL .2} ‘HSS
JOVHIN0D [9'609 OL 8'%0€] ,¥2 OL .2} ‘DSS

(€ ® 2 S310ON 338)
431734 dI10 XT

J

[LgLl.ze/ee

k

[961] .2€/G7 — == |

v 1ivi3d

W9L/E § AY3IAT
a430VdS AT1YND3
1O1S WP/ Xl

FF100 Panel Profile

Figure 41

57



CHAPTER 18

ROLLER SYSTEMS AND PANEL PROFILE DRAWINGS

EXIT END

L-20 | {455 o | R-15
LEFT RAIL 4 -
L-19 | ] R-14
(CLIP RELIEF) L-18 | {] 2, R-13, CLIP RELIEF
L-17, HEM-3 - <
L-16, HEM-2 E A [ RIGHT RAIL 3
ALIGN FLusy =12 HEML L1 Il s
PUNCH, L-14 | Eﬂ — ALIGN FLUSH WITH
LEFTRAT. §—— P el | 118" [29] SPACER
ALIGNFLUSH 5 {1 | S f ]
T T S
[£a] A L e / 11
o L-11 |4 1] R0 !1L *” i
) (- k
= : | RIGHT RAIL 2
I L-10 |01 Y8
— EL | m— B —
: o
LEFT RAIL 2 — L_9--- = I
) e o ~ ALIGN FLUSH WITH
ALIGN FLUSH wiTH —, L8 4[| [ Yo" [ SRATHR
1/2" [13] SPACER /‘ = o | R
/L* (E i W‘L F—
77jﬁ B 4‘ L-7 | = T ‘
P g R-6
" ~= - RIGHT RAIL 1
L'S [ B \
L-4 R-5
LEFT RAIL 1 =0 ™ R MATERIAL FLOW
= 3) | R-3 DIMENSION A
L2 bl | R-
DIMENSION B L f% —hF i ? 1"[25] = =
- 1" [25] . ,_ | . :
| M T | it
[
i A . J : a
PIED S hud
| ﬂ tEs S p—— ) T
| — ENTRY END 101516 [278] =
_ "t BOLT "B" — ~ 10 15/16 [27 ]
| BOLT "B DIMENSION C
LEFT ENTRY GUIDE RIGHT ENTRY GUIDE

Figure 42: FFR150 Roller System

58



CHAPTER 18
ROLLER SYSTEMS AND PANEL PROFILE DRAWINGS

5 1 10Z/2e/60 . = J1ONY
€ Lol S L i N:‘.H arvy 0202/11/9 g9Ez-d £ |za [ww] you| :SNOISNIWIA TYNa ¥
NoIAgY s o | e |wCE/ b F = NOILLOVHA 18 1102/22/60 ] z |3< ‘03DVON3 SHITI0Y 433
2002/20/1 500" F = XXX’ SNA 8002/1.2/50 9E51-d o dITO HLIM NMOHS SI 1aNvd '€
3171404dd TaNVd 05144 o L0 F = XX MNN 1002/20/1E SAILVINGL | 0 |<= “1INYd SIHL HLIM QYYANYLS
TN 18vd| A NMva SIONPII0L A8 03Sv3T13d 31va mm&ncwﬂm_m.w?:;_q 3 JHV SHITIOH 431734 dIND T
. aNON "XOuddY 9L/ § :DVSN TVIMALYIN I
dd0D \V\\W\\\M%/x\l - Q3INIYA3ALS QIUINYd, ey i M
ANANTHOVIA HOHAL MAN I
SH1AIM TINVd HSS ANV HSS a3aay A_
- ('xodddv) [s'1].9L/1
¥ ] ("XOo¥ddv) [5° 1] .9L/L . . | [2°61].28/52
ﬁ ls's].2eiL J (1ol it _
[1ail.zerez

[L2€]uzersy b
[e'gl .zeiL —™

[021]w2ene

[roel. oLz 1

(g9 Z S3LON 338)
431734 dID X2

|
|

lo6l].z8/52

JOVYIN0D [1'ELE OL 0'+G2] W9L/LL-FL OL .0l HSS

JOVH3A0D [L'vL7 OL 8'70€].9L/LL-8L OL.ZL HSS Ar |

JOVH3N00 [9'609 OL 8'70€] .#2 OL .2} DSS

Vv 1Iv13d

[8'1eL].91/€ 6 AH3IAT
Q30vdS A11vNo3
1LO1S P9 x #szl bl X )

FF150 Panel Profile

Figure 43

59



APPENDIX A
CE INFORMATION

APPENDIX A — CE INFORMATION

For our customers in the European Union these additional regulations and instructions also
apply:

- The machine must be mounted at a height such that the control panel is between 0.6m
and 1.9m above the ground.

- The power supply socket-outlet must be in the vicinity of the machinery and in view of
the operator.

- The machine must be attended at all times while in operation.

- Electrical ratings: 230V~ 10A~, 50Hz, 19

Warning and Informational Labels

Voltages above 30Vac or 60Vdc

—_— Two persons required to lift (18kg to 36kg)

Sharp Cutting Edge

i§WD b

- Read manual before operating machine

Safety Gloves required (cut and abrasion resistant)

s

Machine jog

I Machine run
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Shear Guard

When changing the profile width or changing the roller set, the Shear Guard may need to be
adjusted so that the panel does not come into contact with it. To adjust it follow the instructions
below and refer to Figure 44 below.

1.

Jog the panel forward until it is just past the shear but not up to the shear guard.

2. Look through the shear guard and see if the female leg of the panel will clear it. If not,

3.

—/ \; \
FEMALE LEG "B"
MALE LEG IEsing

loosen Knobs “A” and adjust the shear guard left or right as needed.

Again look through the shear guard and see if the male leg will clear it. If not, loosen
Knobs “B” and adjust the slotted plate left or right until one of the slots lines up with the
male leg.

KNOBS "A"

——

L

Lo
O|C

Lo
—
<
|
T
Oe

ROOF PANEL

Figure 44: Shear Guard
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APPENDIX A
CE INFORMATION

Declaration of Conformity

EC Declaration of Conformity

Manufacturer

New Tech Machinery

1300 40% Street

Denver, Colorado 80205-3311
United States of America

declares that the machinery described:

1. Type: Roof Panel Forming Machine
2. Model: SSR

conforms to the following Directive:

1. Machinery Directive 2006/42/EC

uses the following primary standards:

EN ISO 12100: 2010 — Safety of machinery — General principles for design — Risk assessment and
risk reduction.

EN 60204-1:2006 + A1:2009 — Safety of machinery - Electrical equipment of machines.

EN ISO 13857:2008 - Safety of machinery — Safety distances — upper / lower limbs.

EN 1037:1995+A1:2008 - Safety of machinery — Prevention of unexpected start up.

EN 349:1993+A1:2008 - Safety of machinery — Minimum crush gaps.

EN ISO 13850:2015 — Safety of machinery — Emergency stops.

EN I1SO 14120: 2015 — Safety of machinery — Guards — General requirements for the design and
construction of fixed and movable guards.

EN ISO 13849-1:2015 - Safety of machinery - Safety-related parts of control systems - Part 1:
General principles for design

and complies with the relevant Essential Health and Safety Requirements.

gt
/ /7 Vs ,“» / ")
Al A { o Clark Neft

. x
(Signature) (name)

Vice President

(Position)

Signed at Denver, Colorado on November 28, 2018

(place) (date)
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APPENDIX B
ELECTRICAL SCHEMATICS

APPENDIX B - ELECTRICAL SCHEMATICS

Sheet
Drawing Number Number Description
SSR-380-000A 1 110V 60 Hz Electrical Assembly — Parts List
SSR-380-000A 2 110V 60 Hz Electrical Assembly — Wiring Details
SSR-380-000A 3 110V 60 Hz Electrical Assembly — Ladder Logic
SSR-380-000CE 1 230V 50 Hz CE Electrical Assembly — Wiring Details
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Parts List Parts List
ITEM| QTY | PART NUMBER TITLE ITEM| QTY | PART NUMBER TITLE
1 1 ELC-300-101 FUSEHOLDER BUS HKP 20 1 ELC-425-002 ELECTRICAL BOX MODIFIED, REMOTE PANEL
2 2 ELC-300-103 PUSH BUTTON, GREEN 21 1 ELC-425-003 J-BOX - PLASTIC, 8.6 x5.9x 5.9
3 1 ELC-300-104 SELECTOR SWITCH, W/1 N.O. 22 2 ELC-425-006 CONTACTOR, 1PH, 110V, 3HP
4 1 ELC-300-105 FUSE, 10A, 250V, TIME DELAY 23 1 ELC-425-007 MECHANICAL INTERLOCK FOR 3HP
5 2 ELC-300-107 PUSH BUTTON, RAISED RED 24 6 ELC-425-020 STRAIN RELIEF, 1/2" NPT
6 1 ELC-300-109 SELECTOR SWITCH, w/1 N.O. & 1 N.C. 25 1 ELC-425-021 PLUG, MALE
7 12 | ELC-300-115 6" LOCKING CABLE TIE 26 4 ELC-425-023 STRAIN RELIEF, 1/2 NPT, .38/.75
8 7 ELC-300-121 WIRE NUTS IDEAL 451 YELLOW 27 1 ELC-425-026 RING TERMINAL 1/4 EYE, 12-10Ga
9 1 ELC-300-122 RING TERMINAL #10 EYE, 12-10GA 28 6 FAS-NUY-186 NYLOC HEX NUT, #10-32
10 2'9" |ELC-300-125 WIRE, 12 Ga, 3 COND 29 4 FAS-SCC-292 SOCKET HEAD CAP SCREW, 1/4-20 x 1/2"
11 17'3" | ELC-300-126 12GA 4 WIRE AWG SJOOW 30 2 FAS-SPN-388 6 X 3/8 PHIL PAN SMS TYPE B
12 2' | ELC-300-127 12GA WIRE MTW BLK 31 6 FAS-SRM-203 PHILLIPS PAN HEAD SCREW, 10-32 x 1/2"
13 1 ELC-300-170 PB TAG JOG/RUN 32 16 | FAS-SRM-204 HEX SEALER TEX SCREW, #12 x 3/4"
14 1 ELC-300-171 PB TAG REVERSE/FORWARD 33 4 FAS-WSL-252 WASHER, LOCK, 1/4"
15 3' |ELC-400-040 18GA WIRE TFFN BLK 34 2 MHW-450-060 CABLE CLAMP, 1/4", STEEL/EPDM
16 11" |ELC-400-041 18GA 3 WIRE AWG SJOOW 35 6 MHW-450-065 CABLE CLAMP, 7/8", STEEL/EPDM
17 | 131" |ELC-400-042 18GA 4 WIRE AWG SJOOW 36 1 SSR-380-101S BRACKET, CONTROL PANEL
18 1 ELC-400-090 CORDSET, 36", 18/3, FEMALE PLUG 37 1 SSR-380-102S BRACKET, REMOTE PANEL
19 1 ELC-425-001 J-BOX, PLASTIC, 7.0 X 3.5 X 3.3 38 1 SSR-381-072 DIN RAIL, 5.50 LONG

PROMOTED MOTOR (ELC-425-022) TO MPJ-E-110
SSR-381,2,3,4-000 TO PHANTOM
PARTS SHOW ON THIS BOM

§\5|)3/24/2016) NO ECR
ODIFIED LENGTH OF ELC-300-126

6" 19" 3x  5x

‘ 4x
q | CAP WIRES WIT
- WIRE NUTS
24"
e
-
\—ﬂ—\'/ NEW TECH MACHINERY
MATERIAL FINISH J\ﬂ;f/\/ﬂ
SEE BOM NONE e ] CORP.
REV ECR NO. DATE RELEASED BY TOLERANC_ES SD%NLBLYY PART NAME
z:[ 4 R-1738 07/06/2010 AJB XX =%.01 e ELECTRIC ASSEMBLY, 110V 60Hz
265 R-1856 06/12/2012 BT XXX =+ .005 02-22-2007
S R-2042 06/05/2015 JD _ n| CHECKEY | pARTNUVGER SHEeT REVISION
BT 7 [ Room 07/07/2015 D FRACTION =+ 1/32"| 1D SSR-380-000A 1or3| 8
8 R-2034 11/06/2015 AJB ANGLE =+ 1/2 01-17-2008




CONTACTOR BOX ASSY (SSR-381-000)

BLK |?|
L2 |
WHT @
L~
GRN |?|
RED —
110

GROUND WITH
RING TERMINAL TO
MOUNTING SCREW

INSIDE BOX

ELC-300-126 /

REV

M1 M2

Al Aﬂ A1 A2

WHT 'T‘
L™
RED |7|
Lo
BLK |?|
L~

GRN

ELC-400-042 /

12GA; 4 COND
18GA; 4 COND /
ELC-300-126
12GA; 4 COND
WIRING TABLE SSR-380-000A
PART STRIP STRIP LENGTH
FROM INN TOEND GAUGE
NUMBER INSULATION INSULATION (INCHES)
ELC-300-126| C.BOX 10" MC PANEL 10" 12 152"
ELC-300-126] C.BOX 10" E.MOTOR 4" 12 55"
ELC-400-042| C.BOX 10" MC PANEL 61/2" 18 157"
ELC-400-041| REMOTE P - MC PANEL 10" 18 1327

MAIN CONTROL PANEL (SSR-382-000)

@ GRN
|
WHT
E N.O FWD
|?| BLK
|
—_RED o«
L7 ] N.C. STOP
e e °
51_RED _
L
9] CRN N.C REV
L~
N.O. JOG/RUN
|?| BLK
L2
=1 WHT ———@
[15] ]
N.O START
,Tl BLK
L]
] WHT e 3
L=
] GRN
L
o
MOTOR ASSY LIMIT SWITCH
(SSR-384-000) POWER REMOTE PANEL ASSY
(SSR-383-000)
BLK T2
START
T GRN
T8 / . N.O. .—|
|
T5 / J
STOP
ELC-400-041
T3 18GA; 3 COND BLK e
N.C. |
T1 WHT 5]
| Il
MATERIAL SEE BOM FINISH M NEW TECCI,JOJKI;).CHINER Y
REV ECR NO. DATE RELEASED BY TOLERANCES DRAWN BY PART NAME
XX =+.01 ELECTRIC ASSEMBLY, 110V 60Hz

XXX =£.005

DATE

REVISION
HISTORY

FRACTION ==+ 1/32"

CHECKBY

ANGLE =+ 1/2

DATE

PART NUMBER

SSR-380-000A

SHEET

2 oF 3

REVISION
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LEGEND

— |— contacT (v0)

—}F— coNTACT(N.C.)

PUSHBUTTON (N.O.)

_ — PUSHBUTTON (N.C.)

Ty~ LIMITSWITCH (N.O.)

—o=<g 7 LIMIT SWITCH (N.C.)

_ SELECTOR SWITCH

LINE 1000

1001

1002

1003

1004

1005

1006

1007

1008

FORWARD
CONTACTOR

BLK

FORWARD
CONTACTOR

JOG RUN REMOTE
e
N, e
_Wg BLK N C_
(ENGTH o
N.C. _NC_

[i2]

START
FEED FOR REV MOTOR
REV
10
RED == —|— BLK
N.O. NiC. Al MOTOR
FOR
4
— 1= WHT
N Al A2
5 GRN
WHT REMOTE
START
N.O.
FOR
7 14 | | 13 6
RED GRN
N
\—T—\'/ NEW TECH MACHINERY
VATERIAL SEE BOM FINISH Mf—[w CORP o
REV ECR NO_ DATE RELEASED BY TOLERANCES DRAWN BY PART NAME
-g((;_ifé% 5 ELECTRIC ASSEMBLY, 110V 60Hz

REVISION
HISTORY

FRACTION ==+ 1/32"
ANGLE =+ 1/2°

CHECKBY

DATE

PART NUMBER

SSR-380-000A

SHEET

3 oF 3

REVISION
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Customer Supplied P
ustomer Supplied Power POWER SUPPLY BOX o CONTACTOR BOX ASSY
PEN L g 5 2
1 @ s [ = E ﬁ
2 2 2 -
g < 7 =
SU202M-K10 2 5 LTBLU
CB1 m PE
Chassi — LT BLU
( Ground =
BRN (L) BIML) 273 BN Lug 2 2 LT BLU
2 1
LT BLU (N) BLK-2(N) 7 LT BLU
R CRI-FOR | : CR2-REV
CRYEL (P6) GRN/YEL (PB) N 1 32 I3 (138O Jo;—; N i p 3 N0
GRN/YEL (PE) : a1 142 let3 l1ano No§ : or1 Tarz Ters Tiano
10A FUSE D 2
24V POWER SUPPLY = - - _ _
s Lo on e B 3% 3 3 3 .
V = g g E g
A 24v$
C+DC+ EC» he.
BLU——]
5 AMP FUSE @
or)
=
BLK-1 ©
3 2 a2
=4 c c
CR3 E-STOP o
MAIN CONTROL 0P s s o | o
PANEL o & - fort Jar2 fers fuano | [NOG
g &
BLK-3 (REM E-STOP) iF E-STOP1 e Motor Assy
24VDC
¥ . Leeson 113925
GRN/YEL (REM E-STOP) 12,11 BLK-6 BLK-6 (CR3 A1)
|
2 12 =
BLK-1 (REM START) 3 BLK-5 BLK5 (-24VDC) $us]
c
BLK-2 (REM START) BLK-4 BLK-4 (+24VDC) GRN/YEL
e FOR/REV
1 /
BLK-3 BLK-3 (CR2 A2) B
WHT/BLU wHT/BLU 2 | 1
/ \ - ‘
4|3 BLK-2 BLK-2 (CR3 AUX NO) G
Note Jumper between pins 2 & 4
o edmnve ot == - -
BLK-1 BLK-1 (CR1 AUX NO) o 9 3 2 § 8K ()
oz m
Jog/Run
GRN/YEL (CR1 AUX NO bp1
WHT/BLU L GRN/YEL IYEL( ) BLK-1 (L) .
ol
(GRN contact block,
Left position = JOG)
@ @™
= |2
REMOTE PANEL ASSY
BLK-3 (REM E-STOP) - UPDATED WIRE COLORS
Remote
S ed 33 REMOTE LIMIT SWITCH
e v = NEW TECH MACHINERY
=2
BLK-1 (REM START) A% MATERIAL FINISH
{é o SEE BOM NONE CORP.
£mo arl Limit Switct DRAWN BY
BLK-2 (REM START) Remote sttt lo e _ REV Eﬁg,':g 15’2’;59 RELE’S;D B X o & 01 aB | ELECTRIC ASSEMBLY, 230V
> : : DATE
of XXX = .005 11/28/18 50Hz CE
ég FRACTION = + 1/32.- ENC&I\\II% PART NUMBER SHEET REVISION
ANGLE =+ 1/2° SSR'380'OOOCE 1 oF 1 1
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New Tech Machinery
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