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CAPACITY AND TECHNICAL DATA

Tenslle strength of place tons ps.d.

Edge cutting
Cutting In center of plate
B:o without starting hole
Beading
Jogzling
Siot cutting
Louvering
Nichllag
Daoming
Flanging
Edge bending
Electric motor
Cutting speed
Cuts per mintita
Stroke length
Clrcle cutting:
Max, dizmater
Min. dtameter
D:o with extension for
small circles
Segment cutting:
Max, radius
Min, radius
D:o with extenslon for
small elreles
Eand cutting
Largest width
Smllest width
Depth of jaw
Qvenall length
Overall haight
‘Overall width
Woaight excl. accessories

inches
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inchas
inches
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Inches
inches
Inches
inches
inches
Inches

HP
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TRANSPORT AND
INSTALLATION

Uit the machine oaly in the manner as
shown in the lHustration.

Allgn the machine verticslly and horizon-
wully with 3 spiric level a2t the bass. Use
woed, compressed machine fale, rubber
bufiers or simllar material a5 padding to
dampen vibration.

When tightening, check thar disgonml stress
dees not arise. The necstsary messuremants
ars glven in the adjoining table.

Mezsursments In Inches,
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ELECTRICAL INSTALLATION

Connect power line to starting agparatus,
Check that motor's rated voleage and con-
nection agres: with mains voitage. Starting
apparatus protects mater only sgsinst over-
loading. Fuses must therefore be connected
betwesn power fine and motor protector,

Motor's direction of rotstion & coupter-
clockwisz whon zeen from the front: see
trmmmnmr::sln;.




LUBRICATION

Motor casing Iz to contain ofl to vislble level st control glass (A). Ol filllng sz B. OUl
drainisg ac C. Check during opsration that the plugaz B, of which the ventiiating hole
Is to be kept clean, 5 closed tighdy,

SUITABLE OILS

Caltex No 460 Red Oil
Waltefield Perfecto NN

Esso Esstic 55

Gargoyle DTE Heavy Medium
Sheil Carnea Ol 35

Gulf Harmony 53

BF Energol-SStms H PBU




' PULLMAX AT WORK

Start and szop the machine with the Suttons at A,

Strolke length Iz adjusted by the control lever ac B, Stroke length gt diffarent posi-
tlons are shown In fig. 5:2

Ad|uzument of lower block Is ar T
Lower block Is Jocked Into posiden
s D,

Helght of lower ool Is regulated
at E,

Tool Is locked at F,

Gulde bar Is faterally adjusted at G,
Guida bar iz locked 311 H.

LEVER FOSITIODONS
PI®PRS
I ST QST strobee |engh: TE0) sregioen per min
i 187 037 oo lengei ! 1400 soreiesy peromin,
] Uppar cosl in lifeed position.
v Posiden for louvering.



THERE ARE
TWO DIFFERENT
LOWER TOOL
HOLDERS FOR
PULLMAX P3
AND PS5

For cutting scesl, th
heldsr shown In
used, This holder can ke
mounted with the lowar teol
before (12), or &

the gpper tool, 5ee slio un-
der "Straight Cotting” zad
“Clrcle Cutting”. This ol
holdar, from now aonwarss
will ba called the “‘szandard
Block".

For sl other worklng operitions
the tool holder shown In fig. 62 &
used and chis will ba mlled, from
now onwards, the “canter block™



CUTTING STEEL

The PULLMAX standard cutting steel |z zvallable | cwo types: tha “univarszl" steel
and the straight cutting steel. For both types the s=andard block 5 usad,

GRINDING

The cutting edge of the cutting steel must be kapt sharp. Cutting and cisarance sngles
hzve been determined and should te maintained i regrinding, Check angles with 3
grinding template, See fig. 7:2. Grind with great care; excessively heavy pressure against
the grinding whes! resulzs in less of hardness in the steel through undesired tempering.
Use s medium grinding wheel, Hone cutting edge after srinding,

ALIGNMENT OF STEEL

After considering the thickness znd hardness of tha work piece, salect appropriace
latersl dismace (2), from now onwards called the a-messursmant, Epproprinta distance
between upper and lowaer steel (b), from now onwards calles the B-messurament, and
sppropriate straka length (). See fig. 7:1.

The mble below gives the correct values of a-measurements. When cutting tough and
soft materials reduce the s-messurement somswhar, The ceutting of thin plate with
the universal stesl requires less s-measurement than when the straight cutting stee!
i used,

This table also glves the correct valves of b- and c-muasursmencs. A tough material
raquires less b-messurement and more c-measirament

Edgs Curting
CUTTIRE within plats

i

38 SWG| .
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16"
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ifE"
TRy




The straight totting stesl s used
Positian the standard bleck In such
a2 manner o that the lowsr stes
comes in Tront of the opper. Ses
llussration. Then sllgn the a., &
and C-measifament

FIGURE CUTTING

Figurs cutting iz performed with the
smme cool position as In straighe
cutting but the dnivarsal scesl Is
used Instezd.

STRAIGHT CUTTING




STRAIGHT CUTTING
ATTACHMENT

Insert the atcachment ac the further short-sad of the guide bsr and push It well into
the jaw 2o thaz lower cutting steel fits ints the space designed for It In the acch-
mant. Loasen lever A and sdjust che haight of the sstachment with screw 8 so thar the
point of the lower cutting steal comes leval, or somawhat undar, the horizantsl guide
surface of the bar. Tighten the straight cutting ateachment with levar D.

When cutting, the placs should press lightly inwards so that g00d contact sgainst the
gulde bar Is maintained, If the plate tends to fasten between the gulde bar and the
cutting st=al, turn the gulde bar somewhst towards 35* an the scale. If the piare 2.
tempts to move from the attachment turn the gulde bar in the spposite direction.




CIRCLE CUTTING

Use the stendard block, Use a streight cutting stesl a3 The upper tool and a universs
steal (n the bleck. The lower cutting steel iy sligned behind upper steel, See fig. 10:1.
Alignmant is carried out In accordance with what applies in general to curting stesi,
See page 7,

Te raduce deformation in circies of @ 8" or more the same special lewer cutting
toel, which s recommended for cutting soft material, can be used to sdvantage. Ses
fig. 114,

Fig. 10:1 T Fig. 10:2

The machine s also provided with an extansion center sttachment composed of an
upper and 3 lower secticn, The upper functions as the holder for the center plvor
and the lower for the dis. The center srrachment is insarted |n the respective guide
bars. The lower section is pushec forwards against the cutting st=el and positioned
at 3 Deight o that the dle comes level, or somewhat undsr, the point of the steal,
Ses fig. 10:2 The die Is adjusted by screwing up or down. The desired radius of the
circle Is set directly from the scale on the guide bar. The lower section Is secured by
lever £ and the upper section by D, The center pivot Is then screwad down onte the
piate so that sufficlent downward pressure on this Is maintained when laver B Is tight-
ened. Then tighten the die with the clamping-screw C.

The scale on the front end of the
guide bar is then 3= utr the correct
value appliczble wo the crcle diame-
ter. Ses fig. 10:3.

With heavier platz, it is recommes-
ded to roughen make 3 desp centre
punch mark firse.

Feading != done from the lefe. Ta
svoid marks in soft andfor thin
plate, the center attachment can b=
equipped with romting rubber-
covered discs




CUTTING OF
SPECIAL CIRCLES

For cutting very small circes (514" -
13/87), 1 center extension can be moun-
ted on the centar attachment (fig. 11:2).
And when doing so, use the small-radius
stez! (fig. 11.%). For larger dlameters, the
machine can be supplied wich an sxternal
center attachment, But fer this 4 starting
hole inthe eanter of the plare = required,

CUTTING IN
STAINLESS STEEL

in cutting stainless stael materizl znd ordi
nary =oft fron plate with = thickness of 4
mm, the following special grinding of the
stes| Iz recommendead:

Glve the cutting edge = beve!l and a clzaring
margin withacurvaturs asshown in fg 11:3.

CUTTING IN
SOFT MATERIAL

For weorking soft materials Hke aluminiam,
copper, =tc. there s 2 spacia] lower cocting
steel, gee fAg. 11:4 This steel, with curting
angle 0°, has an extended cutting edge which
supports tha plate over 2 larger surface and
restricts undesirad deformation. Minlmum

dizmetar In drele cutting: &
For straight cutting and circde cutiing, uss
& stralght upper steal ; for frashand cucing,
an upper steal with rounded cutting edze.
Varticm! and lateral diztanees betwean
cutting edges should be kept somewhat
closer than for ordinary cutting steais

1




Use tha center block. The tool recuires careful
setzing. Space P, according to fig. 1271 must be
constant all zround: The hole In the diz |s ex-
cantrically placed in relation to the shaft o
permit precise setting. Crossconnecting setting
is effected by turning the din, Setting in depth-
connectlon s affected by the regulzting device
at the helder for the steel, Check the s=zing
by clamping 3 thin sheet of paper bstwesn
punch and die; an even print should be
obtined on the papsr.

In height, set the tool o that the d-measure-
mens, a5 in fig. 1244, iz not lessthan J02D°,

The materfal to Se nibbled sheould have 3 mas.
plate thickness = 040 to 060" less than the
strake length of the machine. (5) The teugher
the materisl — the lower the 5 value,

12

NIBBLING




In nibbling circular spaces whers tha plate
cannot ke completely turned, the njbbling
tool can be supplemented by 2 planet cen-
ter, Ses fig. 131,

The tool works lilke & continuous hale-
punching ool Fast f=eding resulis In =
wavy cut edge; slow feeding gives 2 smooth-
& cut. 52 fig, 13:2

The feeding pace i3 restricted by che plate
striking the oblique shoulder of the punch
before the curting edge. In this way, 2
correct feeding pace is maintalnad for every
punching dlameter, But bestause of the high
stroke speed of the maching 4 good leading
pace, however, is maintined.

-
L



When Inserting the punch A In 3 teel accarding to fig. 13 8:1, tightan the support screw
S slightiy. Excessive tightening may result In & broken retainer C.

As in cutting, the clearance p according to fig. 12:3 must be adapted to the thickness
of the plate being warked,

The machine should ba run at the slowest striking rate,

Sstthe length of stroke in view of the thickness and waigh: of the plate 3nd the desired
fead per stroke. By lengthening or shortening the stroke, the time during which the
plaze Is fres from the punch for feading will be prolonged or shartansd, The hesyier
andjor thicker the plata is, the longer the streke with which the machine must work
will be. For convenient fesding It is racommendsd that the plate welght wich & thickness
of 1,5 mm should not exceed the spproximats values given below:

Type of maching Max. weight
' 3 15 kg
PS 20 kg

Fer thicker plate, the maximum weights must be reduced.

If the shove figures are to apply, the plate must be supported In such & manner that
ﬂ'b@tfﬂqi_unhi:w@nltmddusupwﬂqwrﬁuhulhthupmlhimw‘ recom-
mend steadying sguinsc o table with ball supports,

138



Us= the center block,

Both edges of the slot are cut simul
tanecusly. By this a nzat cur with
parallel edges, & obtained, S&t tha
wel carefully 3o that the p-messure-
mant iv idantical on both sides of the
upper stasl {fig. 14:1). Use thickness
or fecler gauges,

The capacity &= shown by the Infor-
rative dara for rescective machine
types.

14

SLOT CUTTING
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SLOT-CUTTING TOOL WITH END-CROPPER

Used for cutting closed slots.
The tool is mounted in a central block with the sior running crosswise to the langitudi.
nmal direction of the machine. Seu fig. 14 B:4.
Carafu! iateral adjustment |s necessary to snsure that the sutting gxn is equally lzrgs
an Soth sldes. Verticaily, the tool is sdiusted so chat the rear cutting edgs of the uppar
ol is lavel with or slightly sbove the dye when tha controf lever of the machine I in
the working posidon.
The eperation ‘B completed In thras stages:
Vs Curting of start and.
Turn-the cutting ring of the dys w0 2 position according ta fig. 14 B:1, Insert the
material and meve the contral Javer down o the iouvering pasition, if necessary,
clibrate the height position of the tool in arder 10 obmln 2 good end crop

2. Cutting of groove.

Turn che cutting ring of the dye to the pasition shown in fig. 14 8:2 and then fe=d
the pizze che requirsd distanes,

fan

Cuttlog of finlsh end.

Move tha cantrol laver of the machine down to the crilnary cotting position witheur
turning the curting ring of the dye. See fig. 14 B:3. Adjust ths haighs position of tha
€ye, if necsssary, to suit the cutting procedure.

Slot widzhs on standard tools: 5and 7 mm,

Capacities according to the data for the respective machinas

u
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Usz the centor block,

This oparaticn | carried out In twe
stans,

1) Cutting the louver, Latera] dis-
tance bezwaen the cutting edge of
tha punch and the curting stes| ot
the dis is set by the same method
us for cutting steal. Scare the metar:
move the control lever to position
Il; and tast the distance for heighc
in the manner shown In fig. 13:1
Feed in the material sfter the lever
s returned o posltion |l The
contrel laver is chen set In position
for louvering, sea fig. 15:3. Cut the
whola langeh of the lnuver,

To zvold cracks in the plece, It is
dasirable mz times o extend the
cutting at the edges approx. 1/14"
further than the scrual sperture of
the louver,

2) Forming the louver. The concrol
lever Is brought to position Il and
the place fed the full lengzh of the
louver. Ar the snd positions, tha dla
& turned so that the end of the
louver &= formad, Finish off the sha
pestly by making 3 run wich :ﬁz
comtral lever in position 1.

Use che straight cueting attachmant
for gulding the plats.

-
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LOUVER CUTTING



"BEADING

Use the cancer bleck

After the punch 3nd dis are centared, the
work pieca is fad |n beowesn,

The operation Is carried out in one or more
runs; the number of timas being decided by
the thickness and qualitias of the plate, che
shape of the profila and che length of the
maching soroke.

The striking motion of the ool s succsss-
Ively incressed by ralsing the die of the tool,

With the standard wool, the profile as shown
in Bz. 15:3 is obmined in soft iron plaze.
This toal can slso ba used for plst= thioner
than the t-messuremenss shown,

Soecisl eools can be suppiied for profiles
with dimensions ether than sundard pro-
files.

Tha maximum dimensions postibla for such
special profiles In miid teal piate are given
In fig. Y8:4 The possibilicy of reaching
maximum dimensions I= greatly depandent
upon the size and shage of the profile-in
relation 20 the thickness of the material,
the ductliity of the material and the proxi-
mity of the bead to the cuter sdge of the
workpisce,

With unfsvourable conditions, streszss on
tha materiasl cxn becoms 30 hexvy that
buckling occurs In the plats. As a countar
measura "botvtom™ punching Is done to
flaszen out the material. Se= fig. 14:5

A bead sltusted ss shown Infiz, 168 2 s
easler to form than one shown infig. 16:6 5,

Pl t.max = 2.5 mm

PS5 cmax = 35 mm

PULLMAX P3

l
in
3
3

t =20 mm

T = 1.5 mm

PULLMAX P35
= 2.0 mm

Lot

| A

Fig. &




Uze the center block,

Aftar both parts of the ool have been
centered; the work oisce ks fed In berwesn,

The cperation is performed In one or mors
ruas; the number of times baing decidad by
the thickness and qualities of the plate, the
shzpe of the profile and the lengzh of the
machinz stroke. The striking medon of
tha too! l= successively Incressed by raising
tihe lower coal.

With the standard cogl, the profile as shown
in fig. 17:1 is obeined In soft Iron plazs.

The maximum dimensions possible for
special profiles In soft iror plazs Is glven
In fig. 17:2. The possible of reaching
meximum dimenslons is greatly depen-
dant upen tha ductility of the material of
the joggia and |tz prowimity to the cuter
ocgn of the work plece.

Fig. 17:3

17

JOGGLING

g ——

T s

L.max = 2,5 mm

(12 ga3)

t.mex = 3,5 mm

(7 22)
Fig: 1721

1.5 mm (17 za)

20 mm (14 ga)

2,5 mm (12 ga)

FULLMAX P5

™
|

t ==

20 mm (14 ga)

3.0 mm (*)

= 3,5 mm (9 ga)

Fig. 17:2



Fig. 18:1
Uss the center biock,

Camter the punch and die by turning
the lower ool and adlueting the black;
A3 & check, c=mip 2 sheet of papsr be-
tween the tools, and 3 uniform clreular
Imprassion shouid bz shown on the
paper.

Doming!s smarted by light strokesaround
the center of the wark plece to be damed

Fig. 18:2

Chack doming with templat=s
Depending ugon tha shape of the dome,
it may sometimes bs necamsary to con-
troi the working process by the zid of
hand tools,

Piara gulding, sspecially If the plaze is
unavas, Is simpiifiad by olling the place.
As smndard these tools are mznufac-
tured for the different machines a5

and continees by feeding the plate In a T p—
spiral mannar from the center, es fig,
18:2, Ralsa the lower tool In small smages ] A l = Lac
until the desired curvazure !s obtalned. B SspsEmns
Do net raise the lower too! too much 73 | = | = |
a5 2 time or the machine will besome BEITS ¥ | %
overicaded. In deep domes, the outer FarT x T 5
efge should be processed m little s = = Tala
possible. d ' {
Fa X | % ®
The performances aschizvable with the ~ e T =
difierent toois ars shown In the curve
Sl -0 IESERE
oo ¢
!-r
B L @ ©
0
L o
100 0
£~
o |
o bt 100 1= no = p 1) 0 00
- o &« & F w T (F g 4"



Usz the center biock.

Canrer boch parts of the ool and
thes =diust the tool to the actual
thicknass of the plate a5 shown In
fig. 19:2. The scraight cutting atrech-
ment or circle cutting attachmenc
can be vsed 1o advantags. When the
aperation Is parformed without the
aid of these guiding davices, ses that
tha werl piacs gerz sufficiant coun-
ter support ac the front edge of the
tool. The process is carried oot In
ons operation.

With the standard toel, the profiia
as shown In fig. 19:3 & obmined In
scit iron plate.

[T e

s FE = ) mm

Fig. 19:3
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FLANGING

Use the center block:

Canter the ool and check that tha
¥V space betwean the die and the
punch Is constan: througheut i
entire length. In the flanging of
Eurves, one sestfon of thie V space
is narrcwed - obmin sufficient
drawirng, Ralze tha lower tool mifi-
cientiy sc that the punch In the
working position sirlkes cthe plate at
20 o 307 (a | fig. 20:3).

Insert the work plece into the tool;
stzrt the machine and lower the
uppsr tool 1o the werking position,
The wark pizss should be lylng well
upp #gainic the holding-up tool A,
Thke cperstion Is carried out In
sevaral runs with a -succassive |n-
crease In angle untll the plata =dge
is flanged fully 50°. In precessing,
use the jongest stroks length poss-
ible, After the fienge s mads, make
& final run with the shortsr stroite
length, The smalless curve radius is
£

Fig. 20:3

20



With the excegtlon of the slide
lock tool, the follewing nstructions
apoly in the mounting snd uss of
thess tools:

1. Us= the canter Sbiock.

2. Center the tool. The edgad side
surfacss are t5 be turned towards
the machine and in ling with each
othar, Ses fig- 2111,

< Use the straight cutting attach.
ment provided with the special
guide rail belonging <o the re-
spective tool. Lock the guide rall
on the standard srtachmaent as
shown |n fig. 21:2. During assem-
bly, sas that the tool fity In be-
tween the In-feed and out-fead
guider. In locking, it ls neczssary
to bore holes In the stralght cut-
ting astachment.

4, The distance between tha toois
sheuld be slightly gresterthan the
thickness of the materizl to be
formed.

FORMING TOOLS



Fig, 22:1

5, Set the height of the straight edga of the platz should be turned

cutting amachment in the usual
manner, 58 ther the tool gnd
the gulds rell are parallel wich
gach athar.

. -Feeding of the materfal ls-simpli-
fizd if it I= first cllfed or greased.
Any residual burrs on the cut

unward,

Hold the material constantly
prassed agalnst che guide rall
during In- and cut-feeding, Thils
is -particularly impormant at the
gtart and finish of 2 working ope.
ration.
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PULLMAY | mmee

MECHANISM
PART SESCEIPTION P-’:.F DESCRIPTION
m’ Ll
W001A CRANK CAST _ 204354 SCREW
WOZA SCREW 2045A COVER
W03 WASHER 2047A COVER
0044 TAPERED BIN 20484 SHAFT
3005A WEDGE 20454 SCAEW
004 ELASTIC PIN 30504 SEALING RING
0e74 OlL SLUG 26514 WEDGE
684 PACKING » 90508 COUPLING
e F COVER 0534 SCR=W
b i DR COVEA CASEET 10544 WASHER
Wl 0A CIL PLUG Z0%5a LOCKING NUT
Wis PACKING 20584 OIL GLass
19124 SCREW “2057A SCREW
1B13A ECCENTRIC $IvOT *3058a NUT
014A SPRING /1) i5soi * 20534 WASEER
0134 EETAINING BING * 20504 DISTANCE RING
G184 SEARING PIVOT " SOGLIA DRIVE ECCENTER
1T A LEVEE 30524 SALL BEARING
' STOP RING 26832 NUT .
4§ LEVER STOP DIsC oS3 LOCKING WASHEER
im0 SCREW I0a%A FRONT PLATE
10714 SEALING RING 2086A SCREW
8228 ZLASTIC PIN TA C-BING < ity
15233 INETRUCTION PLATE 20884 COVER
10244 SCREW 20854 SCREW
MZ5A FURK LINK 20704 STEEL SaLt
10264 NEEDLE BEARING I0T1A LOCKING NUT
10274 EEARING PIVOT 20724 LOCKING PISTON
0384 CONNECTING LINK 20754 HOLD DOwWx
0284 BEARING PIVOT 20784 C-BING Glb/f 336
10304 U TOOLEOLDER 20714 ADJUSTING NUT
031 A CLAMPING 3LzeVE /ORI % 20782 STEEL SALL ﬂfﬁ 3
19324 LOCKING SUT — jocid 10754 WRENCH _ fs0%5 59 7
‘D33A SEALING AINC Cup £ 2245 20804 WRENCH
034A CRANY RGD 20814 WHENCH
036A FRONT COVER ; A
8 208323 COUPFLING &0
657 SCREW 20835-2 RUEBER INSERT (ol s5+7
354 STOP SCREW * 0@z SCREW
B394 BALL BEARING 20E3A RETAINING RING
040A Eg_;.rs ECCENTER 20854 UPPER TOOLHOLDER SHAFT Businc
Dé14 12 S r— 0874 ECCENTRIC PIVOT BUsHinG
0324 _ ASEER Wisa TOOL GUIDE
0434 WEDCE 0214 ELASTIC Py
0444 BZ ARINC BOX .
* NOT ILLUSTRATED
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MEKANISH  For maskintyp: PEX Modell A
Mechsniem For type of machine:

Dataibn betsckna e Mockintyy — deftaljnummor (L ex. PEX-20104).

Vid bearSlining av PULLMAY ressrvisinr 2l=ll fven maskinnumrot sngivas,

The part will be quoted us; Typz of mechine — sumber of components {e, g. PSX.20104),
When ordering PULLMAX spars parts plense also stets number of machins.



NEDRE VERKTYGSFASTE Fér motkintyp: Mod
Lowsr toolholder For typa of mochine: PY2 Ha

Detalien batecknas: Moskintyp - dataljnummer (.ex. P5/2-3010A).
Vid besttitining av PULLMAX raservdzler skall #ven moskinnumret angives.

The part will be quoted os: Typs of machine ~ number of components (=.g. P5/2-3010A).
When ordering PULLMAX spara ports plecse alo state numbsr of mechine.



PULLMAX]

GEJDSKENA For maskintyp:

Pi/3 Modell C
Guids For type of machine:
1. =1 Y .% _i
- “\\
nC
rEe
L
i 1 ] 1
& _ =
il
me
—
LN
mIT WA ™
GEJDSKENA For maskiniyp: Bs/1, P8 Modell A
Culde For type of machine;

1

Detaljen betecknas Maskintyp — detalinummer (t.ex. P7-1103C)
Vid bestillning av PULLMAX reservdelsr simll Gven maskinnumret angivas,

The gart will be quoted as: Type of machine — mumber of components (e, g PT-1303C),
When ordering PULLMAXY apare parts please giso gtate number of machine,




RARRLIPPHINGSLINIAL Fir maskintype PI. T3, P5, PS5, TS5, D3 och PT Modell C
Stralght cutting attachment For type of machine:

Detzlien beteciman: Maskinhyp — detalinummer (L ex. P3-5004C)
Vid bestfllning av PULLMAX reservielar sksll Sven maskinnumret angivas.

The part will be guoted == Type of machine — number ¢f components (e, g PI-5D04C),
When ordering PULLMAX apare parts ploase also siste number of machine,



SERVICE IFSTRUCTION - PULIMAY UNIVERSAL MACSINES

Coatrel of play in upper foslholder

2,

7.

4.
B

6.

f 4 : Faximes valns
0,05 m or 2/1000"

Put an ordinary sufting tool in the upper toolholder.

Adjust the operating devise of the machine in such & way that
the tcolholder is in its lower position.

Arrange & messuring ocloeck 4in such a way that its meseuring polsns
reachess the oylindr'c part of the toolholder.

St k= messuring clock to serg.

Pull resp. push eltermatively the cutting tool manuslly
crosswise with & powsr of 10 kp. (20 lae.)

Besd the measuring clock. The above value is normal for machines
deliverad up 4111 now.

If the pluy is greater than (s normal, 't&z parts worn out must
be replaced by new ones.

U S681k1int/IV
31.8.196¢6



MEKANISM For maskintyp: P5X
Mechanism For type of machine!

- Bl

N A = S
2100A - W

\ o - 0

Detaljen betecinan Msskintyp — detaljnummer (LeL P3X-20504A),
vid sestilining sv PULLMAX reservdeinr skall 3ven maskinnumret angivas.

The part will be quoted aa: Type of machine — number of components {e. . PAE-
When mmzmmuammmmummummﬂ.

Miodall A

2080A).




CENTRUMANCRDNING For maskintyp:

; P3. T3, P5, P4, TS5, DI ock BT Modell ©
Circle cotting attachment For iype of machine;

42200

il -
& L
I

Dewmljen betecbmes Maakintyp — detalinommer (L ex. P5-4004C),

Vig bestfllning sv PULLMAX reservislar skall Sven maskinnumret angivas.

Tae part will be quoied 25 Type of machine — number of compenents {e. g P5-4004C).
When ordering PULLMAX wpare paris plesss slso state sumber of machine.



: g
— 4 NIBBLINGSVERKIYG . Nodell C
' Nitbling teoi
Fiir moskintyp: p5/2, P&
For type of mechine: e | | l
| l |
B ! |
| Il |
v et t | [
e *-
v | .
N OE L = B2V C
- ? L | .
i e ﬁ?—rﬁ/l.ﬁamt
- ﬂﬁﬂ 3 o Eﬂc
I ' 1
g 9+5 | (de8 | 327 [cen | L
LJ [5201 C|S202CiE203C6204C _——
N 8106 CFE 201 CIE208 p—
Ci6e0 cle2n clena c : ¢
i s22C
3 m-ﬁma&ﬂﬂmmgl ] H
QImm=5213 Sl SE215 C8215 O 1]
t - - d |
Ll sazac]f -
i) T-ﬁzzsu

Deiclien betecknoit Moskintyp - detalinummer (t.ex. P5/2-6200C),
Vid betiallning ov PULLMAX reservdsler skall Bven maskinnumeat angivor.

' The part will be quated as: Type o' rioehing - number of compenenrs (e .g, F3/2=0700C),
When ardering BULLMAX jpoare ports pleste clio srare number of machine.

£5.343,2 )
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Article no,

24348
ms.mlu
606.211.1%
624131 .18
24350
504.218.53
27644
24345
24346
§04.218,12
E1&.522.07

624.131.16
22338

26975
604,218,658
§05.211.17
§06.211.17
£16.112.36
622.114.17
25109
24363
m - 55‘ - m
§i5.112.32
615.112.40
24351
25108
24851
24880
24833
604.554.25
615.112.17
£32.812.30
23581
£04.218.12

235653
23858
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'esge-is geiaT Pullmzsy Gothendurs &6 31 S7ee3m B

I :_" SPARE PARNS P6 A7, 1 .
e Bt N oof pare icle o
= ‘ .
20014 Crank case complebs - 24354 - .
Fﬂ 20028 Screw 0S5 1/2%x40 504.218.56)
2000, Togmret nie 18 450 c01.211.68 '
1 ﬂ oY1 "
l 2005A Wedgs 23383 .
4 20062 Elastic pin SS &x20 501.512.13 5
20078 oil plug 21485 '.
1 200N Packing 17x24x2 §16.211.25
2005h Cover 23351 11
! 20100 ©41 plug . 21454 g
pH ) 2011 Packing 17x24x2 615.211.25 !
2012A Screw UCEE 3/B%x22 6504 .218,53 "
HE 20144  Sgring 121.155.01 :
{ ; 2015A Fetaining ring San 55 giiu'" .
i 3 * 2017A  lever 3350~ W/A ;
| 201BA Stop ring isozz X
3 20152 ILever stvp disc 26884 ~ A/A _
) -z‘!trm Sorew tr:gqm*ﬂz i 5:@:,%_3 e
\ 021A Sealing B0X75xE 616.622.
20228 Rlastic pin 55 620 801.512.13
20737  Instrek. plate . 23334 !
2024 Screw DS nr 4x5 604.554.25 !
20268 Baadle beasvine SET Nz 20 EH.SILB&/
MEd 20272 Besring pivot 10032 — AMA
20288 Comnecting 1ink 121.313.61 y 1
Fﬁ 20297 Besring pivot 121.717.01~ M/A ;
} 20308 U. btoolholdar 23378711580 — A !
- 2031A Clanping slesve : 10213 g
i S mﬁmﬁ.ﬂg mr:.{nq $0x70x10 L :
5 8i6.£22.4 .
"203A  Crank | dites 23345/10035— N‘/ - ;
20353 Ball bearing SHF 1712 £22.176.17 |
036K Poont cower 24347 .
- _ . m Sorew 55 Sﬁ“ﬁl Eﬁl;ﬂ.ﬁ.ﬂ
7 . 2038A tal) beaving SHF 6308 §22.:117.18
-
a-.-q
1

RUE-15-1955 245 46 31 SRag3s g1x B.e



PULLMAX MODEL P5/2 AND PB LOWER TOOL HOLDER & GUIDE RAILS

PART NGO, DRAWING NB. DESCRIFTICN
30014 23368 Block bass
0DZA Ecss-1/2" Screw

40

ECES-1/2" Screw

=130
3003A 23383 Wedge
aC04A 556x2Z0 Elastic.pin
30084 , ,29018 L.toolhol. effs. complete
3007A 23405 Center tooth. complate
30084 10012 ‘Locking nut
30094 10213 Clamp Sleeve _
3010A 23018 Feading screw complets
0124 10059 Adjusting nut
3ci3A 23387 Thread bushing
0154 §-X K10 Wranch
3G1EA 252%8 Locking screw
3017A 24229 Adjusting wedge
30184 PE 21927 Rubber collar
30154 KP-8x53 Tapered pin

29015/ Lower tool- _

28015 holder compl. excl. 3007A
11C0A 23407 U. guide
T101TA 23406/ L. guids,

21511-1 grad. sczle mm
11014 23408/ L. guide,

21511-2 grad. scaie inches
11034 29060 Block incl. 1112A
11044 23210 Washer
11054 23409 Driving pin
11084 2341 Locking scraw
11078 23412 Locking scravw
11082 22833 Adjust. scale mm

23083 Scale inches

24786 Scalz (USA)
11084 BS nr Screw

2 x &
oA FX 172" x Screw

20
11114 FK 1/2" x Seraw

20

Guides campl.
O
a8 ¢

LA



sULLMAY MODEL P2, F3/3, P13, PS5, P5/2, 75, P8
CIRCLE CUTTING ATTACHMENT - STRAIGHT CUTTING ATTACHMENT

PART NO. DRAWING NO. 'DESCRIPTION
4000C 28318-2 . circle cutting attachm.
40050 28315-1 L, circie cutting attachm,
4001C 10084 Lever arm~
agget 10085 fccentric pin
4003C 10148 Locking nut
4004C 10088/ Locking screw
21883
4006E 10088 Thread bushing
4007C 20031 Spring
§008C 20788 gearing pivet
¢010C 16083 Washer
40Y1C MCES Screw
12x30
4012C cP-10™%80 pin GolllA5
ME PR, ERa
-k CTeEw 23152
4015C 10081 Center ptg'ﬁ?ta nS
4D1EL 10082 Center die
&217C 16083/ L. adjust.
10082 serew incl. center die
4018C 10089/ \. adjust. screw incl.
10091 center point
40718C 25771 i}, screw rotol.
4026C 25712 L. screw rotol.
4321C 22835 Rubber washer
4p22¢ B-K10MM wrench e§Scivr
spec.
5000C 24313 rail
5a07C 4114 8lock compl.
axk] incl, 5003-08
24313
) 10899
s002¢ 1opss Adjust. screw
5003C 20031 Spring
5004C 10086/ Locking Screw
21865
5005C 10088 Thread bushing
5508C 10085 washer
5007C 10108 pdjusting pizte
5008C KFS-2x8 Scraw

it §



