OPERATORS INSTRUCTION HANDBOOK
FOR THE

ELLIOTT

10 M HIGH SPEED SHAPING MACHINES

BENCH AND PEDESTAL MODELS

CAUTION

For maintenance and OUperator safety the access cover to the
Bull Gear has been fitted with a micro~switch., Should this
cover hecome part open or open the machine will stop.

To re-start machine ensure door is closed and operate start
switch. .
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It is important to sling the machine correctly and F&gnith tnq
method we recommend, e
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LIFT  CAREFULLY.
FIGURE 1
Examination

The machine should be carefully examined snd any damage sustained
in transit reported immedistely to the responsible authority.

Cleaning

| All bright surfaces are covered with a rust preventative which is
acluble in ordinary machine oll. Do not allow any of the siiding
parta to bhe moved until every trace of rust preventative has been
removed,




instaliation

Machines supplied complete with cabinet bases should have found—
stions prepared in accordance with the plan shown in figure 2,

Lower the machine complete with rag bolts or bolts and plates on
to suitable metal wedges or strips s0 that it may be correctly
levelled before grouting down. The level should be checked with

& precision spirit level set in both directions cn the tabdle
surface,

Similar care should be taken when installing bench models, to
ensure that the machine is not strained by uneven ¢lamping, and
if necessary the beach or ether support should be cross-braced to
withstand the reciprocating mdvémsnt of the shaper ram. A steel

swarf tray can be supplied to Fit under the base of the bench
model., '

When the machine arrives, the slides may have been tightened up
for transit and after releasing these, the drive should be tufned

by hand to ensure that everything is free before operating the
machine under pOwer. '

When the machine is connected to the electricity supply, it is
necessdry to check the direction of rotation of the drive, in
accordance with the arrow shown on the 1nstallatxon drawing for

engaging the ciutch (Lever 'B' Fig.4).
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Lubrication

Rel. Partse Lubricating Instructions Recommendad Poriod
No, Lubricatest and Location Labricant &
1 Ram slide Bennet Plush fitting Sheil DL} BAILY - more often accos-
ifupricaters provided Vitrea 33 disg to duty of machine
2 Rocker arm top spisdle 04} through hole visible Shei} 041 DAILY «~ more ofter accor-
and bearing through eaiet in top of ram Yitrea 313 ding to duty -f mazhine
3 Racker arm slides snd Open door on side of body Shell Di DAZILY - more «Fien accor-
die block and i@ through oil hole Vitrea 23 ding to duty of machine
in top of die block. Also
oil slides
4 Buil gear hearings Bennett flueh Fitting Sheli 0il DAILY - more oftep mcsop-
ifubricater previded Vitres 33 ding to guty of machine
5 Clutch operating gear Hennet flush Fitting S$hell 0il DAILY
Iubricator provided Vitrea 31
§ Bottom pocker arm Qpen door on side of body Shell {43 DAILY « more often mceorw
bearing and slidewsy and oil with oil csn Yitrea 33 ding to guty of machine
T Tool head fesd screw Raise itool head and oi) Snell Gii BAILY
and niides acrew and slides with Vitrea 33
¢il can
8 Elevating screw HEaiev table snd 01l screw Shell Oii DAILY
with oil ¢mn.  Also oil Yiteaa 313
#ovaw through hole in top
of sorew cover
g Eievating shaft Travarse teble away from Shell Dii DALY
bearings cperator and oil through ¥itres 33
i)l holes in madin aliide
H14] Croas traverse sorew 0il through oil holes im Shell Oii BAILY
and besrings Pront of main piide and Vitres 33
oil screw throsd with o041
TRA
1 Main slideways and Clean and odl with e0il can Shet) 01 DALY
body slidewsys and traverse table snd Vitres 13
mein #iide to efneure Com-
plete lubricsation
12 Feed ratchet brscket 04l bearing tkrough oil Sheiy 041 DARLY
hole is patchet bracket Vitrea 33
and 013 plunger through
top of bracket
13 PFeed link 0il through ofil holes Shall 031 DALY
provided Vitres 313
14 Vertical fend gears 04l gears with oil can Shell 0il PAZLY
when fitted Yitrea 33
15 Nain whaft sad iatepw 4 Winkley pattern tilere Shell Oi} WEBKLY
wadinte shkaft bearings pravided in beck caver. Vitres 33
Botate siler caps to ex-
pose 0il holes mnd P41l
with oil
16 Geaars Move ram forward and mpply Shall Grease WESELY - more often scoop-
by brusk to gear tasth, Alvanis 2 ding to duty of machine
through gap batween ran e
alideways
mn Elevating gears Traverme txble away from Shell Gresae HEEKLY
cperatoris mide to expose Alvanis 2
nkow gears and Epply
grease with a brush
18 Maotop Grosae through grease Shell Gresse Periodically
: nipples provided Alvanis 2
L9 Clutch puiley ball Thenae are greoaged before Shell Gresse Periodicaily
boarings aseembly and require oaly Alvasis 2
perivdic attencion

ALTERNATIVE LUBRICANTS

MOEIL

EDGAR VAUGHAN

WAKEFIELD

GiL

DTE HEAVY MEDIUM

VACTRA BEAVY MEDIUM

COSMOLUBRIC H

PERFECTO N N

GREASE

MOBILUX No.3

EVCO B.B No,3

SPHEEROL A.P,2

k



Lubr;cation
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FIGURE 3
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Complete lubricating instructions are given in figure IIl and in

the descriptive chart on the opposite page, and it is advisabdble to

give one complete service before starting up the machine for the

first time.

Alternative lubricante which are officially recommended are listed

in the schedule on page 6. |

The application of a light or medium machine oil to all slides and
" bright exposed parts at the end of each working shift is an obvious

. but vital necessity.
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Ram slids adjusting screws
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Main slide holding down screws
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DRIVE

The power is transmitted by a vee rope from a § h.p motor at the
rear of the body to the two-stepped pulley and clutch unit, and

then through a two Bpeed gear train to the buil géar, rocker arm
and ram, giving & final choice of four speeds as shown on the speed
chart,

The motor is of the modern silicone inéﬁlated type designed to run
efficiently at working temparatures up to 1059 G. The wvarious
controls are shown in figure 1V, '

The motor is controlled by the switch A" on the side 0f the machine
and the final drive is engaged by the clutch lever 'B'.which is
pulled outward to engage and is pushed inward to diséngége the
clutch. _ | ” | S |

Vee rope changes of speed are effected'by removing the'cQVef at

the rear side of the machine, and_if neceaéary using the box spanner
on the motor addusting bolt ‘D7 témﬁorarily to reduce the centre
distance of the drive. The gear change is made by appropriate
positioning of the push/pull knob *'C', Gear changes should never
be made with the gears in motion. If engagement cannot be_effected
because of the position of the teeth, the ciufch”sﬁéuid-ﬁe-uaed to

"inch" the input shaft, and then & second attempt should be made.

SETTING THE RAM

To alter the stroke length the machine should be stcpped during a
forward stroke with the front extremity of the ram dovetails approxw

imately coincident with the front casting wall of the bcdy, in

which position the rocker arm will be verfical.

Accesa to the die block is gained by openihg the door 'E' on the
rear sjde of the machine, and after releasing the die block'nut,
the block itself can be moved so that the éﬁall arrow 'F' indicates
the stroke length now reguired agaiast the scale 'G' on the rocker
arm, Make sure that the die block is securely reulocked.

To adjust the position of the ram, as distinct from the stroke
length, release the clamp 'H'!' on top of the machine, push the ram
to the required position, and re~tighten the nut securely. When
setting for a long stroke with the ram well back, the operator




should ensure that the tool slide is not in such an extended aad
swivelled position as would cause the tool to foul the front of
the column at the end of the return stroke,

TCOL SLIDE

The tool feed is applied through the ball handle 'J!', and increments
can be read from the 3raduated dial which is marked with divisions
corresponding to 0,001%, There is 8 locking.screw 'M' which clamps
the tool aslide through the gib strip and this should alwaye be rew
leased before attempting to move the slide. _The_plide‘assembly_can
be swivelled for machining-incliddéd surfaces, after releasing the
toolhead clamp 'K' which uniocks by .glockwise rotation, after re-.
leasing the socket head screw, which can be Been'immediately above
fhe clamp itselif. Swivelling of the clapper box to give effective
relief when shaping vertical walzs, or to vary the normal approach
angle of the tool, is achieved simply by releasing the hexagon screw
tL' and setting as required,;' '

MACHINE TABLE -~ SBTTING

To elevate oh iower the work table, the support bar 'P? shauld_ﬁe
freed by releasing the hexagon qut on the'brackef immediately above
it, after whiéh hand édjustment is available by using the dwépe on 
the shaft'edd"O’ Hhen the adjuatment is made for pre~ setting
purposes only, the aupport bar ehould be rewclamped, 80 that’ it caa
support the table whilat the cut proceeds, but if automatic vertical
feed it to be ussd, (this involves extra equipment), then it will be
adviaable to raise the support bar into ite fully retracted position.
The same will appiy if the tabie is o be swivezled relative to the

cross slide, this. being achieved by rcleasing the three czamping nuta-

'Q' located inside the table castxng. o _ :
Hand traverse of the work table in the horizontal plane is effectad
by applying the swape to the shaft end 'N'
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- AUTOMATIC CROSS FEED

This derives from a pawl and ratchet movement ahd the increment per stroke can
be varied from .0066" (one tooth) to 0.026" (4 teeth) by altering tﬁergosition
of the crank pin 'R' on the crank disc 'S'. The automatic feed can be stopped,
or made to operate in the opposite direction simply by withdrawing the plunge:
Tt and allowing it to return at'900 or 180° from the original position. 1t s
importent that the feed should be applied during the return strcke of the ram,
therefore the crank pin ghould always be set in that part of the tee glotted
disc or crank which gives this effect, For this reason it is necessary to re
aet the crank pin on to the opposite side of the dis¢ when the direction of feed
is reversed,

Should the table be traversed to either extreme end of the coross slide until the
mt contacts the casting wall, damage to the machine is prevented by means of a
slipping ratchet wheel, To re.engage the raichet all that is required is the
withdpawal of the plunger 'T' and replacement at 180° from its original position,
this reverses the feed and allows the nut to traverse away from the casting wall,

If desired the nut can alsc be traversed away from the wall manually, before
attempting this ensure that the plunger 'T' is in the disengaged position.

AUTOMATIC FEED -~ VERTICAL

Automatic vertical feed to the cross slide and the table is now available as an
extre on this machine, although it should preferably be fitted when the machine
is built, When this feature is required, the pawl and ratchet arrangement which

norﬁﬁily fits on to the end of the cross screw, is cérrie& on a dead pin, or stub

shaft, which is parallel to the screw and to the elevating shaft, and is positioned

equidistant from both., The intermittent movement is transmitied either to the
cross scerew 'N' or to the eievating ghaft *0', by sliding the driving gear 'DI

on to one or the other and locking it to the shaft by means of a radial grub screw
which engages the groove in the shaft.

On the vertical movement the same protection is provided as for the cross

movement .

11
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The extreggs of travel are reached when the top or bottom of tne cross slide
casting is within 5/16" of the respective end of the dovetail slide on the body.

Damage is likely to occur when using vertical feed unless the support. bar 'P! : f
is unclamped, or fully retracted into the work table, as recommended in the notes
on "SETTING". - | o

Maintenance | 1

The ram slideways are fitted with a gib strip which may be adjusted

to compensate for wear, and to maintain the accuracy of the machine,
Py means of the Pour grud screws 'U', the holding down screws tysd
being slackened off whilst the re-setting is done, After Qaking these
adjustments the slides ahould'be lubricated through the flush fitting |
oileés; and it should be checked that no abnormal temperature rise
occurs, because this would indicate excessive tightening.

The vertical sliides on the front of the body carry the cross slide

and table assembly, and here the same procedure jis used in that the

three holding down screws 'X' are freed whilst the adiustment is made

through the two screws ‘W',

The saddle to c¢ross #lide shears are controlled in exactly the same
way through six adjueting screws 'Y' which are located underneath,
The tool 8lide gidb can be rew«set by three screws 'Z', after ensuring
‘that the lock 'M' is fully released. All the locknuts on the
ad}géting screws, and all the clamping screws must be firmly tightend
before putting the machine back into operation. Excessive end float

x
in either the tool slide screw or the ¢ross slide screw can be elim- _i
inated by means of the locknuts 'AA', The working centre distance ¢

of the vee rope drive can be re-set by backing-off the locknuts 'BB!'
on the motor baseplate, and adjusting the screw 'D' to take up belt
stretch, If the two locknuts are then rur up t0o the boss on the
baseplate and locked f¢o each other, they will constitute a setting
stop which will permit the same degree of tensioning to be obtained
after every speed change. In the vee rope drive, the pulleys have
been so designed that the alternative ratios operate correctly at a
common centre distance,
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Adjustment of the clutch spring, to restore ite load carrying
capacity, should not be necessary until the machine has had con~
siderable use, but if the peed arises, increased thrust can be

applied through the hexagon screw on the end of the clutch assembly,
which is readily accessible by removing the drive cover 116t
Adjustment to release the drive may need to be carried out rather

more freqguently by a gquick &nd simple operation., The socket set

screw 'CC' is removed from the clutch operating shaft, whereupon

a similar set screw will be found remaining'in the tapped hole,

and this should be backed-off very slightly so that when the clutch

is8 in the "BNGAGED" position, a small amount of free movement can be
felt at the clutch operating lever before encountering the main apring
pressure. It then remains only to replace the first set screw, lock
it against the inner one, and re-check that the free movement is still
pregent at the clutch lever,

Tooling

An Blliott all steel unbreskable swivel base machine vice having'
jaws 3%" wide and being suitable for this machine, can be supplied
by the manufacturers, Aiternatively an Biiiott pétented semi steel
vice, also with swivel base, 3" wide 4Jaws, and offering full width
support for the work, is available on request.

13




Specification
?
SPECIFICATION
Maximum stroke ' .. - - . 1w 254 mm |
Number of speeds .. .. . . . 4 4
Ram strohes par minute .. . . . 64705422 486785122 .
Toot hend down fead - . .. - 3¢ ' 88 9 mm i
Maximum tool section - o . e ¥xy 1515 nun X 189 mm !
Tabls top surface .. - . . . 10:-3/18" x & 15/18" 258.5 mm X 17625 mm i
Table side suriace .. . Cr e 8 x T 2159 mm x 190-8 mm i
Maximum table 1o ram . - - o W 1068 mm ;
Minimum tabie to ram . . e ‘e 98 mm i
Verlicat travel . . . . . . W 187-3 mm o
Longitudinal traverse .. v o . "> 2784 mm : i
Langth of main siide o . . 144318 3745
Auto cross Teed (Standafd) .. 4-0-904" to 0018 43100 10 0400 mm 1 .
Auto cross faed and Auto vertical isad when ; i
power verticat feed iy fmad . . 4-45-0008°t0 0-264" 4-0-188 to 0-6800 mm
Power of motor . . .- . . 1 hp $ch ; .
Speaed of motor {Sync} . i - - 1000 rpm 1000 trfmin t
Space required (both modots} e e - 43318 x WIHE 9068 miy X 7112 mm ;
BENCH MODEL-—Not weight .. . 870 Ib 304 Kg i
Gross weight e .. 856 ib 387 Kg
Case dimensions .. o 43 x 47 x 108 x 119 x 81 om
Code word . - TENMEB TENMB
PEDESTAL MODEL--Net waight . N 750 &b 330 Kg
Gross weight ., o 1008 b 457 K¢
Case dimsnsions . 82 x 47 x 157 x 119 x 81 om
, Code word G TENMP TENMP .
STANDARD EQUIPMENT. Necessary operafing handies, box spsnner and tommy bar, Qperator's b
instruction Handbook. 4t
EXTRA EQUIPMENT. Power vartical feed 1o the table, EHiott AH Steel Swivel Base Machine Wigp, 34" width
of jaws, Swar! tray for bench mounted machines.

T

-

The manufecturers hersby ressrve the right fo modify the design of the Y and equipmant, &l any lime, without rotice and ai2o alfer ihe ' »
mnterinis of wivich It Is consiructed, Nothing In thess particulars shoukd be deemad i form part of any contract for the saie of machine or aguipmant,
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10 M HIGH SPEED SHAPING MACHINES
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Piease always supply machine serial number when ordering spare parts.
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