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Model 300-550 

for copper up to 70mm x 7.5mm

(2 5/8” x 5/16”)

Model 300-600 

for copper up to 100mm x 10mm

(4” x 3/8”)
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OPERATING INSTRUCTIONS
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      SPECIFICATION

	Catalogue ref
	300-600
	300-550

	Maximum thickness of copper
	10mm
	7.5mm

	Maximum width of copper
	100mm
	70mm

	Minimum distance between ‘U’ bends
	95mm
	95mm

	Minimum distance between ‘Z’ bends
	85mm
	90mm

	Standard bending radius
	10mm
	10mm

	Fixing centres
	210 x 280mm
	168 x 217mm

	Fixing hole diameter
	13mm
	13mm

	Weight
	41 kg
	23 kg

	Base dimensions
	320 x 250mm
	200 x 250mm

	Overall dimensions
	1370 x 250

 x 265mm high
	1300 x 250

 x 205mm high


The machine must be securely bolted onto a solid surface
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OTHER PRODUCTS FROM SML

BUSBAR WORK-CENTRE for cutting, punching and bending solid copper or aluminium bar up to 125mm x 12mm. Powered by electro-hydraulic pump with foot controls.

Optional electronic angle controller available.

HYDRAULIC BENDING MACHINES FOR COPPER BAR up to 200mm x 15mm (Max. 2250mm2).

HYDRAULIC CUTTING MACHINES FOR COPPER BAR up to 200mm a 20mm.

Optional conveyor system available.

HYDRAULIC PUNCHING MACHINE FOR COPPER BAR up to 12mm thick.  Standard round and oval punches up to 21mm diameter.

DIN RAIL CUTTING MACHINES for 4 profiles of DIN rail. With or without hole punching facility.

HOLE SAWS FOR SHEET STEEL. Tungsten carbide teeth set in a cast iron body. Suitable for cutting mild steel, stainless steel or cast iron.

‘CLEAN EARTH® ’ DRILLS for drilling holes and removing paint in one operation.

From 4mm to 12mm.

SERVICING, TESTING, CALIBRATION & REPAIR of hydraulic equipment for hole punching. This service is available for SML and other makes of similar equipment.

HIRE SERVICE for hydraulic equipment for hole punching.
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BENDING WIDE SADDLES

The standard clamping block is replaced by special clamping block B 

(Optional accessory)
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1
Clamping arm

2
Eccentric clamping block

3
Reversible plate

4
Fixing bolt for reversible plate

5
Bending plate

6
Stub arm

7
Adjusting screw for bending plate

SETTING UP

The plate (3) is held by the fixing bolt (4). It may be mounted with a sharp edge for bending very thin material or with the 10mm radius edge for bending thicker material.

The clamping block (2) may be rotated according to the thickness of material to be clamped. Remove the rod (1), raise the block (2) and rotate to desired face. 

Refit rod (1).
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OPERATION

Slide extension tube (8) over stub arm.

Adjust end stop (9) on bar to desired distance from bend

Adjust rotary end stop (10) to desired angle.

Slide copper bar into machine up to the end stop

Clamp copper by turning the arm (1)

Adjust the position of the bending plate (5) by turning the                          screw (7) until the plate is parallel to the copper bar

Bending the copper to the desired angle by using the                           extension arm (8)

MAINTENANCE

The machine requires very little maintenance but all                              moving parts should be kept greased
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BENDING NARROW SADDLES

Use the bending plate for narrow saddles (Optional accessory)
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Remove the pivot pin for the bending plate (5) and                     replaced with the special plate for narrow saddles.

Bending is performed in the following sequence:-
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Make the fourth bend as shown. (With the filler piece)
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For making the third bend, the work-piece is placed in the machine as above (without the filler piece)








B





One leg of the first bend is laid into the recess of the clamping block so that the other leg rests against the bending plate (5). 


Now a small piece of the material being bent is placed at the left side between the bending block (2) and the clamping block together with the work-piece, so that the bending block does not tilt. 


Then the second bend is made.
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