GENERAL DESCRIPTION

MACHINE

The M24T is a hydraulically powered, toggle driven, machine. Hydraulic actuation was
selected for its' mechanical simplicity and the versatility its' control offers. With the hydraulic system
we can vary the velocity, acceleration, deceleration, and stroke of the cutting and forming heads
individually. The velocity profiles of each reciprocating head were adjusted for both maximum speed
and smooth operation.

We created, what we believe to be, an ideal profile for the forming head. The head moves ata
fast velocity in parts of the stroke where there is no paper contact. We quickly close the head to the
point the die contacts the paper blank. The natural profile of the toggle drive decelerates the head as
the die closes to form a part. With the hydraulic controls we smoothly decelerate to a stop. The
closed die pressure and dwell time is adjustable. Rapidly retracting the forming die allows us the
advantage of starting the part ejection sequence sooner. As the head approaches the upper limit of its’
travel we smoothly decelerate it to a stop. We pause for an adjustable time period at the upper end of
the head stroke, if necessary, until the part is cleanly ejected.

Advantages of the hydraulic control is again evident in the cutting section. Here we
dramatically shorten the head stroke, in the production mode, allowing us to reduce the hydraulic
pump and motor sizes. In the manual mode, the head opens widely to allow easy access to the cutting
die for removal or maintenance.

The machine is easily tailored to match product requirements. Wear on all reciprocating
components and wasted motion is minimized.

ROLL STAND

The RS22 roll stand is a cantilevered shaft, single upright, design to ease roll changes. The
upright column supporting the unwind shaft is lifted with a hydraulic cylinder. Rolls from 16 to 60
inches (.4 meter to 1.52 meters) in diameter are easily lifted from floor level to the unwind position. A
mechanically operated latch secures the column in its' upper position. Lateral shifting of the stand to
retrieve a new roll or to align the roll and press is done manually, with the assistance of a ratcheting
lever mechanism. The large diameter guide wheels make moving the stand nearly effortless and assure
proper alignment with the press. A simple, flat, guide plate anchored to the floor supports the guide
wheels.

One mechanically expandable core chuck clamps the paper roll to the shaft. The standard
chucks are capable of supporting any paper width compatible with the M24T. There are various
chuck diameters available. A fixed stop on the chuck is a positive reference for the paper roll position.
A mechanically adjustable friction brake on the roll stand shaft controls paper tension.

Two rubber covered pull rollers on the roll stand frame unwind material from the paper roll as
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required. The upper, driven, roller is powered by an electric gearmotor. An air clutch disengages the
drive when the paper demand is satisfied. A dancer roller anchored to the roll stand frame senses
paper requirements. An air switch triggered by the dancer roller mechanism switches the pull roller
drive clutch. The weight of the dancer roller mechanism maintains constant paper tension to the
decurl system.

PAPER DECURL SYSTEM

The M24T decurl system utilizes two large diameter guide rollers rotating about smaller
diameter decurl rollers. The amount of paper contact area around the small diameter roller regulates
the amount of curl control. Adjust the curl control to offset the natural curl in the paper web from
being stored in roll form. The adjustment range of the M24T decurl system has proven adequate to
control the curl in 8 - 60 inch (.2 - 1.52 meters) diameter paper rolls.

CUTTING / SCORING DIES

A steel rule cutting / scoring die is mounted to the lower cutting die shoe. All dies are
mounted in a common sized die board. Mounting bolts and locating pin positions are common to all
boards allowing interchangeability and assuring proper positioning.

A steel counter plate is mounted to the upper, reciprocating, die shoe. As the die closes the
cutting knives press against the hard counter plate to cut the paper blank. When scoring is required
the paper is pressed into grooves in the counter plate with matching scoring rule in the die board.
Again, all counter plates are the same size with common mounting bolt and locating pin positions
allowing interchangeability and assuring proper alignment of the scoring rule and counter plate
grooves.

PAPER FEED SYSTEM

An electric stepper motor with an electronic controller is utilized to regulate feed length. Feed
lengths are varied with values selected on a thumbwheel switch. A registration eye allows printed
plate / tray production.

The motor is directly coupled to the feed drive roller. Two friction driven idler rollers are
pressed against the drive roller with a pair of air cylinders on each. Paper is tightly wrapped around
the drive roller in the initial machine setup. The two idler rollers maintain tension on the paper
between them to assure cleanly stripping the blank from the paper web.

CUTTING / FORMING DIE SETS

Both die sets are a four-post design. We securely anchored each end of the die pins for added
rigidity. The die stroke is adjusted to match product requirements keeping reciprocating wear to a
minimum.,




FORMING DIES

Forming dies are mounted to common mounting plates to speed die installation and removal.
After the individual dies are aligned for the first time and clamped in position on the die plate they can
be removed and replaced as a unit without further alignment. To minimize die changeover times, a
pair of die mounting plates is included with each set of forming dies.

The die mounting plates are fastened to heater plates. Each heater plate is divided into heat
zones and regulated with individual temperature controllers. Heat sensing thermocouples fasten to
each forming die.

All forming dies are manufactured from steel and treated with wear resistant coatings. All die
rings utilize air cylinders for consistent ring pressure control. Dies are designed with the male die
mounted to the lower die shoe. That mounting configuration allows us to use the die ring to lift the
product off of the male mold for ejection.

STACKER

Plates / trays are discharged from the forming dies into a multi-lane, adjustable slide. Slide
positions, and quantities are varied to match product requirements. Air jets and gravity urge the
finished product onto the motor driven, inclined belts of the stacker conveyor. Belt velocity is
regulated by the mechanically adjustable motor output speed.

As each plate / tray is released at the end of the powered conveyor, it free falls onto a pair of
retractable lugs. One lug supports each side of the part. An adjustable stop cylinder properly positions
each part in feed direction. A proximity switch senses and counts each part as it falls into position. As
parts are stacked on the lugs, complete, counted stacks are moved toward the operators' position at
the end of the stacker. At a preset count value the stacking lugs retract. Generally, we would
accumulate parts on the lugs until the stack height approaches the conveyor belt height.

When the lugs retract, parts drop vertically onto the delivery belt. A driven shaft under the full
width delivery belt vibrates the part stacks to assure uniformity. As the stacking lugs retract, a signal
to the dual input counter acknowledges that a stack of parts was released. After the pre-selected
number of stacks have been dropped onto the delivery belts, the plate / tray stop cylinder retracts and
the delivery belt motor starts to advance the complete, counted stacks to the operator. The
engagement time of the delivery belt motor is varied proportionally to product sizes. A complete
stack count is a multiple of the parts accumulated on the retractable lugs. The values for the stack
count on the lugs, and the number of stacks dropped to the delivery belts are independently adjustable
for complete versatility.

Space allows a 10 inch (254 mm) stack of trays to be discharged from the stacking area. The

stability of each part geometry, in stacks, as it is advanced to the operator will dictate allowable
heights.
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DO’S AND DON’TS FOR OPERATION OF PEERLESS MACHINERY

Don’t ever service, maintain, alter, adjust, or modify the equipment in any manner
unless properly trained to do so, and unless the equipment is completely shut-down
using all power disconnections and safety locks or interlocks. Follow current
lockout/tag out regulations.

Don'’t ever allow any personnel to operate or service machinery in any manner unless
properly trained to do so.

Don’t ever perform any operation on the machinery with the aid of any other person if
that person is not properly trained in such operation or service procedure.

Don’t ever allow service personnel or operating personnel to have any other person
turn on the equipment while any maintenance, adjustment, or service is being
performed on the machinery.

Do check regularly to insure that guards, safety decals, and features of the machinery
are in place and operating properly.

Do replace safety guards, decals, and features with new updated guards, decals, and
features as they are designed and made available.

Do report any safety problems or questionable operations to supervisory personnel.
Do properly train all personnel in the proper use and maintenance of the machinery.

Do require all personnel operating or maintaining the machinery to review each feature
of the Parts, Service, and Operators Manual.

Do follow all national, state, regional, and local regulatory codes in the installation and
operation of all machinery.

Don’t use any machinery or feature of any machine which has had a guard removed,
replaced, or modified, unless properly trained in such operation, and the replacement
features have been properly approved by Peerless.

Don’t permit any alteration, correction, addition, or maintenance of any machine

unless done by personnel properly trained by Peerless, or unless performed by Peerless
personnel.

Don’t use the machinery for any purpose for which it was not designed and
recommended by Peerless.
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Don’t do any maintenance or clear any machine jams or correct any malfunctions
unless the machine is completely shut-off, and you are properly trained in such steps.

Do report any machine malfunctions to supervisory personnel. Report to Peerless any
machine defect or design flaw.

Do routinely inspect all hydraulic and pneumatic hoses and fittings. Replace any
component at the first sign of wear with an authorized Peerless replacement part.

Don’t permit any item or material, such as new paint, to cover up or distort any safety
feature or safety instruction. Particularly, do not cover up any safety decal. Replace
any decal, which becomes unreadable.

Do routinely check all machinery to insure proper operation. Don’t ever operate a
machine that is malfunctioning or continually jamming.

Do provide adequate light, clean area, and a safe operating area for any machinery.
Don’t’ ever operate a machine that is not properly secured, connected, or in any way
presents a dangerous operating condition due to the machine itself, or the working
area around the machine.

Don’t ever troubleshoot the equipment unless properly trained to do so, and only after
fully reviewing the Operators Manual.

Do require all personnel around the machinery to wear proper clothing and equipment.
Don’t permit any employee to wear loose clothing, or any item, which would create an
unsafe working condition.

Don’t, Don’t, Don’t ever put hands, fingers, or any clothing or material in an area
close to a moving part of the machinery.

Do use proper recommended tools for clearing of any and all jams. Never use hands,
or fingers to clear jams or to correct malfunctions of the machinery.

Don’t ever change dies or other auxiliary equipment parts or items unless the machine
is completely shut down, and you are properly trained in the procedure.

Don’t ever use old machinery acquired from someone other than Peerless, unless the
machinery has been updated at the Peerless plant or at your plant with proper Peerless
personnel providing new updated safety features and guards.

Do use the provided “safety blocks” when servicing dies. (i.e. Installing or removing
dies, clearing product jams, or threading or removing the paper web). “Safety blocks”
are mounted on the side of the Operator Control box on the machine side frame.



When the “safety blocks™ are removed from their switches, the machine cannot “run”
continuously or move in “manual” downward. Properly installed, the blocks will
prevent injury by accidental closure of the dies. Instructions for the installation and
use of the “safety blocks™ are in the “Operator Control Functions” and “Initial
Machine Start-Up” sections of this manual.




MACHINE INSTALLATION

Review and follow the attached "Do's and Don'ts" of safe machine operation and servicing
before attempting machine installation and operation. Contact the Peerless Machine Service
Department with any questions.

Place the machine in a location allowing adequate space for operator and maintenance
services. Reference the included floor plan for press component sizes, weights, and spacing.

After opening all the shipping crates and removing all packing, inspect the machine and all
components for any physical damages or missing parts. Immediately report any damage to Peerless
Machine and Tool Corp., Marion, In., U.S.A.

Thoroughly clean all press and die components. Many parts are treated with a rust and
corrosion resistant coating. All coatings must be completely removed before turning on any electrical
power.

Level the machine in length and width using the top edge of the frames as reference. Maintain
a 0.005 inch (.1 mm) tolerance leveling the machine width. A variation of 1/16 inch (1.5 mm) in
length is acceptable. It is not necessary to secure the press to the floor.

Position the hydraulic power unit per the included floor plan drawing.

Connect the hydraulic pressure and drain lines between the machine and power unit. All hoses
are clearly marked for assembly.

Connect all hydraulic power unit and roll stand electrical wiring. Reference the electrical
diagrams included with the press.

Position the roll stand floor plate per the diagram included with the "Machine Installation"
instructions in this manual. Anchor the plate to the floor through the mounting holes parallel to the
guide wheel angle.

Connect the roll stand lift cylinder hydraulic pressure lines. All hoses and fittings are clearly
marked for assembly.

Check all fluid levels. With the exception of the hydraulic oil tank, all fluid reservoirs were
filled prior to shipment. Fill the hydraulic oil tank with Mobil brand DTE26, or equivalent oil. Use a
quality air tool oil to refill the air supply lubricator when necessary. We recommend a quality, food
grade, O viscosity grease for the press automatic lubrication system. Do not use heavier grease. The
lubrication pump is limited to O viscosity, or thinner lubricants. A quality, general-purpose grease
intended for lubrication of anti-friction type bearings is suitable for all manually lubricated points on
the press line.
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There is some minor assembly of the machine and stacker required. The feed stepper
motor and mounting bracket were removed for shipping. All components should be clearly marked
for re-assembly.

Install the stacker delivery conveyor belt. Carefully align the drive sprockets and belt edges as
the belt is reassembled. Equally space the drive sprockets across the press width.

Install a pneumatic supply line to the machine filter, regulator, and lubricator unit. Note the air
pressure and volume requirements on the machine specification sheets to select a proper supply line
size.

Reference the electrical diagram with the machine to properly attach the stepper motor and
pull roller drive motor wiring.

Install all loosely shipped guards and guard doors. Their locations should be plainly marked.
Contact the Peerless Machine Service Department with any questions of guard installation before
continuing preparations to start the machine.

Install the electrical input service and ground cables. Size the input service cables to match the
"Main Disconnect” switch capacity. Follow all national, state, and local electrical codes during
installation.

Tumn the "Main Disconnect Switch" on. Verify the machine controls operate correctly.
Reference the "Operator Control Functions" section of this manual for instructions describing their
operations. Immediately discontinue efforts to start the machine if any switch or control does not
function properly. Disconnect electrical power and contact the Peerless Machine Service Department
for instructions to correct the problem.
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OPERATOR CONTROL FUNCTIONS

The M24-T paper plate/tray machine operation is controlled from the main Operator Control
Station, located at the feed end of the machine on the left side ( viewed from the roll stand ).

Control devices include:

"MAIN DISCONNECT SWITCH" - The main disconnect switch located in the upper right
corner of the Operator Control Station disconnects all electrical power on the machine. THE
INCOMING ELECTRICAL POWER IS NOT DISCONNECTED BY THIS SWITCH. The input
electrical service must be disconnected by a customer supplied switch at the input power source.

"POWER ON" - An illuminated "Power On" light indicates the control circuit electrical power
is "On". With the control circuit power on, all controls should function as described in the "Operator
Control" section of this manual.

"EMERGENCY STOP" - Depressing the "Emergency Stop" button turns off electrical power
to all motion related control devices. MACHINE MOTIONS ARE IMMEDIATELY SIGNALED
TO STOP. (i.e. Cutting and forming head motions, hydraulic pump, stacker-counter conveyor, and
roll stand pull roller motors ). The hydraulic accumulator drain valve opens. Depressing the
"Emergency Stop" button does not interrupt electrical service to the die heaters.

When depressed the button latches in the "off" position and must be physically pulled outward
before any "Start" buttons will function.

Four emergency stop switches are located on the machine. One on the main operator control
station, one on the die heat station located on the right side of the machine opposite the main operator
control station, one on the heat control station located at the discharge end of the machine, and one
on the stacker.

"SAFETY BLOCK INTERLOCK SWITCHES" - Safety blocks for both the forming and
cutting heads rest in their respective switches on the left side (facing the machine) of the Operator
Control Station. The forming head "Safety Block" is the longer of the two. Installed in the machine,
the open side of the channel rests on the upper, operators' side forming die post secured by the
rectangular steel block attached to the lower die shoe.

Installed in the machine, the open side of the cutting head "Safety Block" rests against either
operator’s side cutting die post.

With the safety blocks engaged in their respective switches,

all operator controls function as described in the "Operator Control Functions" section of this
manual.
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Disengaging either interlock switch restricts the machine to "Manual" movements only. The
machine will not operate in the "Run" position of the "Machine-Manual/Run" selector switch.

With the forming head "safety stop" removed from its' interlock switch, forming head
movement is restricted to upward travel. The "Manual Forming Down" button will not function. The
cutting head will move in "Manual" either direction.

Disengaging the cutting head safety stop from its' interlock switch limits the cutting head to
upward travel only. The "Manual Cutting Down" button will not function. The forming head will
move in "Manual" either direction.

"GUARD INTERLOCK SWITCHES" - OPENING ANY INTERLOCKED GUARD
SWITCH IMMEDIATELY SIGNALS MACHINE MOTIONS TO STOP, TURNS OFF
ELECTRICAL POWER TO THE HYDRAULIC PUMP, OPENS THE HYDRAULIC
ACCUMULATOR DRAIN VALVE, AND CLOSES THE CHECK VALVES HYDRAULICALLY
HOLDING THE FORMING AND CUTTING HEADS IN POSITION.

"ROLL STAND STOP" - Depressing the "Roll Stand Stop" button turns "off" electrical
power to the motor driving the paper pull rollers. When depressed the button latches in the "off"
position and must be physically pulled outward before the "Roll Stand Start" button will function.

"ROLL STAND START" - Momentarily depressing the "Roll Stand Start" button turns "on"
electrical power to the motor driving the paper pull rollers. The pull roller drive motor will continue
to run until the "Roll Stand Stop" or "Emergency Stop" button is depressed or the "Roll Stand Latch"
is shifted to the "unlatched" position.

As the paper web lifts the pull roller dancer arms, the pull rollers will begin to rotate. Rotation
will stop when the dancer arms lower, sensing the machines' paper requirement is satisfied.

For the "Roll Stand Start" button to function, the "Roll Stand Stop" button must be in its'
outward ("On") position and the "Roll Stand Latch" in the "latched" position.

The "Roll Stand Latch" is a manually operated plunger located on the upper portion of the roll
stand frame facing the machine.

The plunger must be in the "Unlatched" position to raise or lower the paper roll shaft. Raise or
lower the paper roll shaft with the "Roll Stand Height Control Valve" shifting the control handle to
the indicated "Up" or "Down" position.

Raise the paper roll shaft to its' maximum height before shifting the plunger to its' "Latched"
position.

"CONYV STOP" - Depressing the "Conv Stop" button turns off electrical power to the motor
driving the "Stacker - Counter" conveyor belts. When depressed the button latches in the "off"
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position and must be physically pulled outward before the "Conv Start" button will function.

"CONV START" - Momentarily depressing the "Conv Start" button turns "on" electrical
power to the motor driving the "Stacker - Counter" conveyor belts. The conveyor motor will
continue to run until the "Conv Stop" or an "Emergency Stop" button is depressed.

"MANUAL STACKER" - Depressing the manual stacker button turns "on" electrical power
to the motor driving the "Stacker - Counter" delivery conveyor belt, raises the stacker "gate"
cylinders, and opens the stacker "lugs".

Releasing the button turns off electrical motor power, extends the stacker "gate" cylinders,
and closes the stacker "lugs".

"HYD MOTOR STOP" - Depressing the "Hyd Motor Stop" button turns "off" electrical
power to the motors driving the hydraulic pump and oil-cooling fan. The hydraulic accumulator drain
valve opens. The hydraulic check valves holding the forming and cutting heads in position close.
When depressed the button latches in the "off" position and must be physically pulled outward before
the "Hyd Motor Start" button will function.

"HYD MOTOR START" - Momentarily depressing the "Hyd Motor Start" button turns "on"
electrical power to the motors driving the hydraulic pump and oil-cooling fan. Both motors will
continue to run until the "Hyd Motor Stop" or an "Emergency Stop" button is depressed or an
interlocked guard opened.

The "Hyd Oil Level" switch sensing oil reservoir level must also be satisfied before the "Hyd
Motor Start" button will function.

Full hydraulic pressure is required for the machine to function normally. Adjust (if necessary)

hydraulic pump pressure with the regulator on top of the hydraulic power unit. Adjust pressure, as
indicated, to 2000 P.S.1. (138 bar).

"FEED-OFF/ON" SELECTOR SWITCH - With the selector switch in the "off" position
electrical power to the feed and waste cutter drive motors is turned "off".

The "Manual Feed" buttons will not function with the selector switch in the "off" position.

Selecting the "on" position turns on electrical power to the feed and waste cutter drive
motors. The feed drive motor will run when triggered by a manual or automatic cycle command. The
waste cutter motor runs continuously.

"MANUAL FEED" - Depressing the "Manual Feed" button commands the feed motor to run
until the button is released.

Two "manual feed" buttons are provided. The first in the lower right corner of the operator
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control cabinet face. The second in the upper left corner of the operator control cabinet side.

"FEED LENGTH" THUMBWHEEL SWITCH - The feed length thumbwheel switch isused
to select a paper feed length value. Note the decimal point position when selecting values.

Feed length units are factory preset to inches or millimeters.

"REG EYE-OFF/ON" SELECTOR SWITCH - With the selector switch in the "off" position
electrical power to the print registration eye scanner is turned off. Select the "off" switch position
when producing unprinted or randomly printed products.

Selecting the "on" position turns on electrical power to the registration eye scanner. The
scanner bulb will illuminate indicating power is on. Internally, a feed motor controller program
specifically for register printed-paper is selected. The selector switch must be in the "On" position
when producing any type of register printed products.

SET-UP INSTRUCTIONS FOR THE SICK KT-10 REGISTRATION EYE SCANNER

The focal distance should be 1/2 inch (12.5 mm)

Turn the “REG EYE-OFF/ON SELECTOR SWITCH to “ON”. The green power on
LED on the registration eye should switch on.

Set the program selector switch on the registration eye to Q.

Using a small piece of representative, printed, production paper, position the background
under the registration eye “light spot”.

Press and hold the teach button on the top of the registration eye.

Move the printed-paper, so the “light spot” moves from the background, across the
register mark, and onto the background again. Release the teach button.

The yellow LED signal strength indicator, switches on if the light reception is acceptable.
If it does not switch on, check the focal distance, clean the lense, and try again.

SET-UP INSTRUCTIONS FOR THE SICK NT-8 REGISTRATION EYE SCANNER

Background and sensitivity adjustments are on the registration eye scanner mounted in the
decurl section of the machine.

Choose "Light" or "Dark" switching with the small selector switch on the end of the eye
scanner.




14
Select "Light Switching" when the print registration mark is lighter than the background. The
hollow circular symbol indicates "Light Switching".

Choose "Dark Switching” when the print registration mark is darker than the background. The
dark filled circular symbol indicates "Dark Switching".

Sensitivity is adjusted with the scaled control knob beside the "Light-Dark" selector switch.
To adjust:

1) Turn the "Reg Eye-Off/On" selector switch to the "on" position.
2) Set the scanner to light or dark switching.
3) Position the registration mark under the light spot.
4) If the status indicator light comes on:

a) Locate the arrow on the sensitivity control that corresponds to the selected switching mode
(light or dark switching). Turn the control opposite the direction of this arrow, just until the status
indicator light comes on.
If the indicator light does not come on:

b) Locate the arrow on the sensitivity control that corresponds to the selected switching mode
(light or dark switching). First, turn the control in the direction of the arrow until the indicator light
comes on; then turn it in the opposite direction just until the light goes off.
5) Bring the background material under the light spot.
6) While counting scale divisions, turn the sensitivity control in the direction of the arrow, just until
the indicator light comes on. The difference between the background setting and the registration mark
setting must be at least two divisions. Otherwise, the contrast will be insufficient for reliable

operation.

7) Turn back the control - opposite the direction of the arrow - half the difference between the two
settings.

"PROGRAM-OPEN/LOCK" KEY SWITCH - Select the "Open" switch position for
programming the Motion Controller only. Choose "Lock" for any other occasion.

"MOTION CONTROLLER" - The Parker liquid crystal display and keypad are used to access
and edit the eight manufacturing programs stored in the controllers' memory.

"PROGRAM SELECT" THUMBWHEEL SWITCH - The program select thumbwheel switch
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selects one of the eight (0 thru 7) product/machine manufacturing programs. The "Machine-
Manual/Run" selector switch must be cycled from "Run" to "Manual" to "Run" after changing the
program number selected.

In the "Run" position, the machine functions are controlled by one of the seven (1 thru 7)
continuous operation programs.

In the "Manual" position, program "0" is automatically selected allowing only manual
operations.

The eight factory set manufacturing program selections are:

"0". The "0" position allows manual movement of the cutting or forming head. Follow the
"Operator Control Functions" instructions when moving the heads in manual.

"1". The number "1" program creates a 2 inch (50 mm) forming head travel and appropriate
press timing functions to produce parts to 1/2 inch (13 mm) in depth.

"2". The number "2" program creates a 2-1/2" inch (64 mm) forming head travel and
appropriate press timing functions to produce parts ranging from 1/2 - 3/4 inch (13-19 mm) in depth.

"3". The number "3" program creates a 3 inch (76 mm) forming head travel and appropriate
press timing functions to produce parts ranging from 3/4-1 inch (19-25 mm) in depth.

"4". The number "4" program creates a 3-1/2 inch (89 mm) forming head travel and
appropriate press timing functions to produce parts ranging from 1 - 1-1/4 inches (25-32 mm) in
depth.

"5". The number "5" program creates a 4 inch (102 mm) forming head travel and appropriate
press timing functions to produce parts ranging from 1-1/4 - 1-1/2 inches (32-38 mm) in depth.

"6". The number "6" program creates a 4-1/2 inch (114 mm) forming head travel and
appropriate press timing functions to produce parts ranging from 1-1/2 - 1-3/4 inches (38-45 mm) in
depth.

"7". The number 7 program creates a 5 inch (127 mm) forming head travel and appropriate
press timing functions to produce parts ranging from 1-3/4 - 2 inches (45-50 mm) in depth.
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The cutting head travel is equal in any of the seven production program selections. Its'

production travel is approximately 1/2 inch (13 mm). As the forming head travel increases the cutting
head delay at its' upper production limit increases.

Press output decreases as forming head travel increases. Production output will range from
approximately 30 - 45 strokes per minute depending on the production program selected.

Contact the Peerless Machine Service Department for specific instructions in modifying
manufacturing programs.

"MACHINE-MANUAL/RUN” - Choose the selector switch "Manual" position to move the
cutting and/or forming head their entire stroke range.

Select the "Run" position for continuous operation.

"MANUAL CUTTING UP" - With the "Machine-Manual/Run" selector switch in the
"manual" position and the "Hyd Motor" running, depressing the "Manual Cutting Up" button will
cause the cutting head to raise. Releasing the button stops head motion. Motion will automatically
stop when the head reaches its' uppermost travel limit.

"MANUAL CUTTING DOWN" - With the "Machine-Manual/Run" selector switch in the
"Manual" position, the "Hyd Motor" running, and the cutting head safety block engaging its' switch,
depressing the "Manual Cutting Down" button will cause the cutting head to close. Releasing the
button stops head motion. Motion will automatically stop when the head reaches its' downward travel
limit.

"MANUAL FORMING UP" - With the "Machine-Manual/Run" selector switch in the
"Manual" position and the "Hyd Motor" running, depressing the "Manual Forming Up" button will
cause the forming head to rise. Releasing the button stops head motion. Motion will automatically
stop when the head reaches its' uppermost travel limit.

"MANUAL FORMING DOWN" - With the "Machine-Manual/Run" selector switch in the
"Manual" position, the "Hyd Motor" running, and the forming head safety block engaging its' switch,
depressing the "Manual Forming Down" button will cause the forming head to close. Releasing the
button stops head motion. Motion will automatically stop when the head reachesits' downward travel
limit.

"MACHINE STOP" - Depressing the "Machine Stop" button signals the cutting and forming
heads to stop after completing their current cyclee. MACHINE MOTION DOES NOT
IMMEDIATELY STOP. Both the cutting and forming heads will continue to move until each reaches
its' open position. When depressed the button latches in the "off" position and must be physically
pulled outward before the "Machine Start" button will function.

"MACHINE START" - Momentarily depressing the "Machine Start" button turns "on" the
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electrical signal that causes the machine to run continuously. The machine will run continuously until

the "Machine Stop", "Hyd Motor Stop", or "Emergency Stop" button is depressed or an interlocked
guard opened.

The "Machine Start" button will not function unless the "Machine Stop" and "Emergency

Stop” buttons are released, all interlocked guards closed, and the "Run" position chosen on the
"Machine-Manual/Run" selector switch.
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MACHINE CONTROLS

"PULL ROLLER AIR SWITCH" - The pull roll air switch is located on the outer end of the
roll stand support wheel angle near the outer wheel.

Manually shift the air switch to select the "Open" or "Closed" pull rollers position.

"FEED ROLLER AIR SWITCHES" - The feed roller switches are located just above and left
of the "Operator Control Station".

Manually shift the air switches to select the "Open" or "Closed" feed rollers position.

"AIR CYLINDER DRAW RING AIR PRESSURE REGULATORS AND SURGE TANKS"
The "Draw Ring Cylinder Pressure Regulators" on the operators' side of the machine frame control
the forming die draw ring pressure.

The attached pressure gauges provide reference for production requirements of different part
geometries.

The pressure surge tanks are charged with the controlled draw ring pressure. Pneumatic
pressures ranging from 0 - 60 P.S.1. (1.5 - 4 bar) are normal. Turn the regulator knob clockwise to
increase air pressure. Counter-clockwise to decrease pressure. Deeper products require higher
pressures. The surge tanks must be routinely drained of condensation through the valve on the
bottom of each tank. Disconnect the air supply line before draining the surge tanks.

"HYDRAULIC SYSTEM PRESSURE REGULATOR" - The "Hydraulic System Pressure
Regulator" is located on the hydraulic power unit just left of the pressure gauge. Pressure should be
adjusted to 2000 P.S 1. (138 bar). Excessive pressure will damage the pump drive motor. Insufficient
pressure will slow machine speeds.

Loosen the adjustment screw locknut and turn the screw clockwise to increase pressure,
counter - clockwise to reduce pressure. Re-tighten the locknut when adjustment is complete.

"HYDRAULIC ACCUMULATOR" - The "Hydraulic Accumulator" is charged with nitrogen

to 1500 - 1600 P.S.1. (103 - 110 bar). Pressure should be checked every 2-4 months. To verify the
accumulator precharge pressure:

1) Install the portable test gauge provided in the pressure line test port just to the right of the
"Accumulator Fill Valve".

2) Start the "Hyd Motor". Allow the hydraulic pressure to stabilize.

3) Stop the "Hyd Motor". Monitor the test pressure gauge to note the pressure drop. Hydraulic
pressure will drop relatively slowly to the accumulator charge pressure, and then fall quickly to "0".
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4) Repeat steps 1-3 to insure measurement accuracy. ( Turning the "Accumulator Drain Valve"
adjustment knob clockwise will slow the gauge reaction time to pressure change ).

5) Adjust the accumulator precharge pressure if needed. Necessary hardware is available through
Peerless / Marion, In. U.S.A. or Peerless G.M.B.H. / Baesweiler, Germany.

6) Reset the "Accumulator Drain Valve" ( if changed ) to factory specification.

"HYDRAULIC ACCUMULATOR DRAIN VALVE" - The "Hydraulic Accumulator Drain
Valve" is the small flow control located below and left of the hydraulic accumulator. It controls the
hydraulic oil flow rate as the accumulator drains each time the pump motor is stopped. Adjustment
knob positions are color coded for reference. The valve is factory set to drain the accumulator in 3-5
seconds. If it becomes necessary to adjust the valve:

1) Install the portable test gauge provided in the pressure test port just to the right of the
"Accumulator Fill Valve".

2) Start the "Hyd Motor". Allow the hydraulic pressure to stabilize.

3) Stop the "Hyd Motor". Monitor the pressure gauge noting the time necessary for the gauge
pressure to reach "0".

4) Turn the adjustment knob clockwise to increase the amount of time to drain the accumulator. Turn
counter-clockwise to decrease time. Adjust to factory specification.

"HYDRAULIC ACCUMULATOR FILL VALVE" - The "Hydraulic Accumulator Fill Valve"
is the larger flow control valve just to the right of the hydraulic accumulator.

In production the accumulator oil volume supplements the pump flow at peak demands to
maintain the fast machine speeds with a smaller hydraulic pump and drive motor. The accumulator is
refilled with oil during the remainder of the machine cycle.

The oil flow rate refilling the accumulator is controlled by the "Hydraulic Accumulator Fill
Valve". Adjustment knob positions are color coded for reference. With the machine running at
maximum stroke ( manufacturing program #7 ) turn the adjustment knob clockwise until the hydraulic
pump pressure noted on the power unit pressure gauge begins to fluctuate. Turn the adjustment knob
counter-clockwise until the gauge stabilizes.

The "Stacker Belt Timer" is the TR-1 timer inside the heat controller electrical enclosure. In
operation the stacker belt motor does not engage to advance the counted stacks until the plate/tray
stop cylinder retracts. The "Stacker Belt Timer" controls the amount of time between the signal for
the gate cylinder to retract and the delivery belt starting. We found a timer value of 0.6 seconds
adequate. Turn the timer adjustment knob clockwise to increase time. Counter-clockwise to reduce
time.
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The "Stacker Gate Timer" - "CTR2" - is internal to the "Stack Count" counter located on the
Heat Controller Electrical Enclosure. The "Stacker Gate Timer" controls the amount of time the gate
cylinders are retracted and the delivery belt runs. We found a CTR2 timer value of 2.0 seconds to be
adequate for trays and plates up to 9 inches long. To change CTR2 timer value:

1) Press the "Run/Prog" key.

2) Press the "Ent" key to enter the Program Mode.

3) Press the "Down/-" key until the Program Out menu is displayed.

4) Press the "Sel" key.

5) Press the "Down/-" key until the Relay 2 Program menu is displayed.
6) Press the "Sel" key.

7) Press the "Down/-" key until the Relay 2 Pul 2.00 menu is displayed. This indicates Relay 2 pulsed
timer value is 2.00 seconds.

To change this value:
8) Press the "Sel" key. The display will read "02.00" with the far left digit flashing.
9) Press the "Sel" key until the digit you want to change is flashing.

10) Press the "Up/+" key to increase the value.
Press the "Down/-" key to decrease the value.

11) Press the "Ent" key to enter the new value.
12) Press the "Run/Prog" key to return to the run mode.

The "Stacker Lug Delay Timer" is the TR-2 timer inside the heat controller electrical
enclosure. The "Stacker Lug Delay Timer" controls the time delay between the "Plate/Tray Proximity
Switch" recognizing a part passing beneath it and the stacker "lugs" retracting to drop product to the
delivery belt. We found a timer value of 0.4 seconds allowed the parts to come to a complete rest

before the lugs retract. Turn the timer knob clockwise to increase time. Counter-clockwise to reduce
time.

The "Stacker Lug Timer", "CTR1", is internal to the "Stack Count" counter located on the heat
controller electrical enclosure. The "Stacker Lug Timer" controls the time that the lugs are retracted,
allowing the stack to fall to the stacker belt. We found a timer value of 0.3 seconds to be adequate.
To change CTR1 timer value:
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1) Press the "Run/Prog" key.

2) Press the "Ent" key to enter the program mode.
3) Press the "Down/-" key until the "Program Out" menu is displayed.
4) Press the "Sel" key until "Relay 1 Normal" is displayed.

5) Press the "Down/-" key until the Relay 1 Pul 0.3 menu is displayed. This indicates a Relay 1-pulsed
timer value of 0.3 seconds.

To change this value;
6) Press the "Sel" key. The display will read 00.30 with the far left digit flashing.
7) Press the "Sel" key until the digit you want to change is flashing.

8) Press the "Up/+" key to increase the timer value.
Press the "Down/-" key to decrease the timer value.

9) Press the "Ent" key to enter the new value.
10) Press the "Run/Prog" key to return to the run mode.

"STACKER GATE CYLINDER" PRESSURE REGULATOR - The Stacker Gate Cylinder
pressure regulator is located inside the forming head guard on the opposite operator side of the
machine. To avoid potential injury, adjust air pressure to a maximum of 15 P.S.I. (1 bar).

Turn the regulator adjustment knob clockwise to increase air pressure. Counter-clockwise to
reduce pressure.

"STACKER LUG CYLINDER" PRESSURE REGULATOR - The Stacker Lug Cylinder
pressure regulator is located inside the forming head guard on the opposite operator side of the
machine. To avoid potential injury, adjust air pressure to a maximum of 15 P.S.I. (1 bar).

Turn the regulator adjustment knob clockwise to increase air pressure. Counter-clockwiseto
reduce pressure.

"DIE HEAT TEMPERATURE CONTROLLERS" - The die heat temperature controllers
have two displays, the upper displays the actual temperature of the dies (red in color), the lower
displays the temperature controller set point (green in color). The temperature controller also has a
factory set high temperature limit of 425 °F (218 °C) and a high temperature output, which opens a
mechanical relay in the die heater circuit to prevent overheating. The high temperature output is
factory set at 18 °F (10 °C) over the set point.
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SET POINT - Use the up/down keys on the keypad to change the value of the set point.

"DIE HEAT / 2 WIDE 3" SELECTOR SWITCH - Choose the selector switch position
which corresponds to the number of forming dies in the machine. Choose the "2" position for single
forming dies.

Connect all necessary thermocouples.
Turn required die heat power "on".
Adjust appropriate temperature controllers.

"BOTTOM HEAT-OFF/ON" SELECTOR SWITCH - Choosing the "on" position powers all
"Bottom" forming die heaters and temperature controllers.

In the "off" position power to the "Bottom" die heaters and temperature controllers is
disconnected.

"TOP HEAT-OFF/ON" SELECTOR SWITCH - Choosing the "on" position powers all
"Top" forming die heaters and temperature controllers.

In the "Off" position power to the "Top" heaters and temperature controllers is disconnected.

"STACK COUNT" COUNTER - The stack counter is a dual counter. The first counter
counts the number of products to be stacked on the stacking lugs (count = C1, preset = P1). The
second counter counts the number of stacks to be dropped from the stacking lugs to the delivery
conveyor before the stacks are moved out to the machine operator (count = B, preset = Pb). The
total product count is the number of products on the lugs multiplied by the number of stacks dropped
from the lugs to the delivery conveyor.

The number of products gathered on the stacking lugs varies with part geometry. Accumulate

enough product on the stacking lugs that the stack height (measured at the product flange) exceeds
1/2 inch (12 mm).

The total stack height is limited by space under the retracted "Gate" cylinder and the stability of the
stack as it is conveyed to the machine operator.

P1 and Pb count values are variable.

To change P1 values:

1) Press the "Up/+" key on the keypad until the C - P1 menu is displayed.
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2) Press the "SEL" key until the digit you want to change is flashing.

3) Press the "up/+" key to increase the value.
Press the "down/-" key to decrease the value.

4) Press the "ENT" key to enter the new value.

5) Press the "Up/+" key until the menu that you want to view is displayed.
To change Pb values:

1) Press the "Up"/+" key on the pad until the B - Pb menu is displayed.

2) Press the "SEL" key until the digit you want to change is flashing.

3) Press the "Up"/+" key to increase the value.
Press the "Down/-" key to decrease the value.

4) Press the "ENT" key to enter the new value.
5) Press the "Up/+" key until the menu that you want to view is displayed.

"TOTAL COUNT" COUNTER - The totalizer receives a count pulse from the proximity
switch sensing parts as they are conveyed along the stacker. The totalizer uses a programmable
multiplier to calculate the total number of product, based on the number of forming dies.

To change the multiplier value:

1) Select "PROG" on the totalizer "run/prog" selector switch.
The current multiplier is now visible on the display.

2) Press the "T/R" key on the totalizer until the digit you want to change is flashing.
3) Press the "RST" key to change the value of the flashing digit.
4) Select "RUN" on the totalizer run/prog selector switch to enter the new value.

The totalizer will now display total product count. Pressing the "RST" key with the selector
switch in the "Run" position resets the total product count to "0".
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INITIAL MACHINE START-UP

Study the "Do's and Don'ts", "General Description", "Operator Control Functions", and
"Machine Controls" sections of this manual before proceeding. Contact the Peerless Machine Service
Department with any questions before operating the machine.

FORMING DIES

All M24T forming dies are manufactured from steel billets. Wear surfaces are treated with an
abrasion and corrosion resistant coating.

Air cylinders mounted to the die rings allow precise paper tension control during the forming
process.

There are no heating elements in the dies themselves. The dies mount to heated plates in the
machine. Thermocouples in the dies sense heat requirements. Heat control operating instructions are
in the "Machine Control" section of this manual.

Air pressure introduced into each die half and air jets directed at the formed part aid ejection.
All air volumes are independently adjustable with needle valves located on the operator side of the
machine. "Die air" flow should be the minimum required to free the formed part. Assist airflow should
be great enough to blow the formed part from the forming die without causing the part to turn over
or jam in the plate / tray slides or guides.

Forming die halves attach to single, machine width, mounting plates. Heater plates in the
machine are manufactured with common die mounting plate bolt locations. Die mounting plates are
manufactured for each specific die size to correctly position each die in the machine.

FORMING DIE INSTALLATION / REMOVAL

Thoroughly clean the die mounting plates and all die components.

Mount the die halves to their corresponding mounting plate. Position the female die half /
mounting plate assembly on the male die half / mounting plate assembly. Note the feed direction of
the plates and dies as they are assembled. Die halves and feed directions must all match.

Neatly route all air hoses to prevent interference with moving machine or die components.
Route draw ring air cylinder hoses to the upper draw ring air cylinder surge tanks on the operator

sideframe. Bottom "die air", Top "die air", and "assist air" hoses connect to respective manifolds.

Attach the die mounting plate end caps to rigidly secure the forming die assembly. Handles on
the end caps aid in die handling.

Manually move the forming head to its' completely open position. Follow the instructions in
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the "Do's and Don'ts", "Operator Control Functions", and "Initial Machine Start-Up" sections of this
manual when installing dies or operating the machine. Install the forming head "safety block" per
instructions in the "Operator Control Functions" section of this manual.

ALWAYS USE SAFETY BLOCKS WHEN SERVICING DIES.
Attach the forming die loading rack to the lower forming die shoe.
Thoroughly clean the die heater plates.

Position the complete forming die assembly on the die rack.

Slide the die assembly into the machine.

Install and tighten the outer, flat head, lower forming die mounting plate bolts. The flat head
bolts position the die plate as the bolts tighten.

Replace the forming head "Safety Block" on its' switch.

Manually move the forming head to its' extreme closed position.

Remove the die mounting plate end caps.

Install the tie straps attaching the upper die mounting plate to the upper heater plate.
Manually move the forming head to its' completely open position.

Install the forming head "safety block" per instructions in the "Operator Control Functions"
section of this manual.

ALWAYS USE SAFETY BLOCKS WHEN SERVICING DIES.

Follow the instructions in the "Do's and Don'ts", "Operator Control Functions", and Initial
Machine Start-Up" sections of this manual when operating the machine.

Install and tighten all upper die mounting plate bolts. The outer, flat head bolts position the die
plate as the bolts tighten.

Remove the tie straps attaching the upper die plate to the upper heater plate.
Install and tighten the remaining lower die mounting plate bolts.

Install all temperature sensing thermocouples. Adjust the thermocouple adapter nut along the
spring on the thermocouple end until pressure is evident at the nut with the thermocouple tip seated in




26
the forming die.

Attach all required air lines.

Note the routing of all air lines and thermocouple wiring to insure they do not interfere with
moving machine or die components.

Adjust the die draw ring air cylinder pressure following the instructions in the "Machine
Controls" section of this manual.

Heat the forming dies to the desired temperature. Die heat switches and temperature
controller operations are described in the "Operator Control Functions" section of this manual.
Generally, papers with no plastic laminate require temperatures in the 325 degree Fahrenheit (165
degrees Celsius) range on both die halves. Laminated papers are usually limited to die temperatures of
150 degrees Fahrenheit (65 degrees Celsius) on the die half contacting the plastic. The die half
contacting the paper can be heated to approximately 375 degrees Fahrenheit (190 degrees Celsius). In
all cases we prefer to heat the dies to the paper temperature limit to optimize formation and
production speed.

Remove the forming dies in the reverse order of installation.
ALWAYS USE SAFETY BLOCKS WHEN SERVICING DIES.

CUTTING - CUTTING / SCORING DIES

The M24T cutting - cutting / scoring dies utilize steel rule cutting and scoring rule and a
matching hardened stainless steel counterplate.

The cutting knives are 2 point, side ground, rule matched in height to machine and
counterplate thickness specifications.

Scoring blades are 2 point, round faced, rule custom ground to our height specifications.

We use a phenolic cutting / scoring "board" for improved manufacturing accuracy and
superior rule stability. "Slots" to locate and secure the rule are laser cut on computer-controlled
machines to insure correct positioning. All "boards" are one standard size. All are positioned and
mounted with common bolt and pin holes for complete interchangeability. Rubber is used to cleanly
strip the paper web from the cutting knives.

The counter plates we specify are made from a hardened stainless steel alloy. Plate thickness
matches cutting rule and machine specifications. Again, one standard size with common mounting
bolt and pin locations allows interchangeability. Channels to match the die scoring rule are
"chemically milled" in the plate when scoring is required.
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The mounting bolts and pins in the cutting die shoe are positioned to accurately align the two
die halves when installed in the machine.

The cutting head stroke and die stops are designed to match our chosen cutting rule height
and counterplate thickness. Any change in specifications will result in severe die and / or machine
damage. Contact the Peerless Machine Service Department with any questions.

CUTTING DIE REMOVAL / INSTALLATION

Manually move the cutting head to its' extreme open position. Follow the directions in the
"Do's and Don'ts", "Operator Control Functions", and "Initial Machine Start-Up" sections of this
manual to operate the machine.

Install the cutting head "Safety Block" as described in the "Operator Control Functions"
section of this manual.

ALWAYS USE SAFETY BLOCKS WHEN SERVICING DIES.

Remove the cutting / scoring board mounting bolts. Lift the scoring board off the alignment
pins. Grooves in the underside of the scoring board near the alignment pins allow using a small pry
bar to aid in lifting the board.

Remove the board from the machine through the opening between the die shoe pins.

Support the counterplate to prevent it from unexpectedly dropping when the mounting bolts
are removed.

Remove the counterplate mounting bolts. If necessary, use a small pry bar to push the
counterplate from its' alignment pins.

Remove the counterplate from the machine through the opening between the die shoe pins.
Install the die assembly in the reverse order of removal.
ALWAYS USE SAFETY BLOCKS WHEN SERVICING DIES.

In any application some amount of shimming is usually required to cleanly cut blanks across
the entire paper web width. As previously described the cutting head is designed to stop in a precise
location in its' closed position. Carefully shim the counterplate toward the cutting rule until each blank
is cleanly cut. Place shim between the counterplate and the mounting plate above it. Glue the shim
material to the counterplate to secure its' position. Add shim material in very small increments (.002
inch /.05 mm). Ideally, the cutting rule will press through the thickness of the paper without striking
the counterplate.
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Return the die "Safety Blocks" to their respective switches.

Operate the machine in production for several strokes noting the cut quality of all blanks.
Follow the machine operating instructions in the "Do's and Don'ts", "Operator Control Functions”,
and "Initial Machine Start-Up" sections of this manual when operating the machine.

It is not uncommon for cutting rule to shift slightly after a few machine cycles making
additional shimming necessary.

When using cut and score dies both cut quality and score depth are critical. Shim the
counterplate as described above until all blanks are cleanly cut.

Cut and score die scoring blades are custom ground to height anticipating a uniform score
depth of .005-.007 inch (.13-.18 mm). However we cannot foresee, or control, all variables that
control score depth. Changes in paper thickness, density, or moisture level affect score quality.

In cases where cut quality is acceptable and score depth too shallow it is necessary to add
steel shim material between the scoring blades and the cutting / scoring board mounting plate.

Install the cutting head "safety block" as described in the "Operator Control Functions” of this
manual.

ALWAYS USE SAFETY BLOCKS WHEN SERVICING DIES.
Remove the cutting / scoring board as described above.

Determine the amount of shim required by measuring the combined paper and score
thicknesses over the scoring area and the paper thickness in an unscored area. Subtract the paper
thickness from the combined paper and score thicknesses to find the score depth. Subtracting the
actual score depth from the nominal .007 inch (.18 mm) desired depth indicates the shim thickness to
be added.

Accurately cut a steel shim to cover the entire scoring area. The shim must not extend under
the cutting rule. Glue the shim to the scoring board to secure its' position. The shim behind the
scoring area will support the scoring rule. The unsupported cutting rule is forced through the cutting /
scoring board as the rule is pressed against the paper web until it again rests firmly against the cutting
/ scoring board mounting plate.

Install the die.
Return the cutting head Safety Block to its' switch.

Test die cutting / scoring results.
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Follow the instructions in the "Do's and Don'ts", "Operator Control Functions", and "Initial
Machine Start-Up" sections of this manual when installing dies or operating the machine.

Shim the counterplate and / or scoring rule until both cutting and scoring qualities are
acceptable.

When cut quality is acceptable and score depth too deep you must add steel shim material
between the cutting rule and the cutting / scoring board mounting plate.

Remove the cutting / scoring die as described above.
ALWAYS USE SAFETY BLOCKS WHEN SERVICING DIES.

Accurately cut a steel shim to support the cutting rule only. The shim must not extend under
the scoring rule. Glue the shim to the cutting / scoring board to secure its' position.

To prevent cutting rule damage remove a matching amount of shim from the counterplate.
The steel shim behind the cutting rule supports it. Scoring rule is forced through the cutting /
scoring board as the rule is pressed against the paper web until it again rests firmly against the cutting

/ scoring board mounting plate.

Shim the counterplate and / or cutting rule until both cutting and scoring qualities are
acceptable. ‘

Follow the instructions in the "Do's and Don'ts", "Operator Control Functions", and "Initial
Machine Start-Up" sections of this manual when servicing dies or operating the machine.

ALWAYS USE SAFETY BLOCKS WHEN SERVICING DIES.

Take care in die handling not to lose or damage any shim material. If there have been no
changes to the die, counterplate, or machine previously established shim amounts should be accurate.

When any cutting rule or counterplate is replaced discard the old shim material. Follow the
above directions in establishing new shim thickness requirements.

Contact the Peerless Machine Service Department with any questions.
BLANK CHUTE AND TRAY SLIDE ADJUSTMENTS

Position the blank chute guides to direct blanks from the feed rollers to the forming dies. Two
edge guides and one center support per lane are provided.

Position the feed roller end of the blank chute slightly below the joint of the upper feed idler
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roller and the feed drive roller.

The forming die end of the blank chute should be set 1/8 - 1/4 inch (3-6 mm) above the
forming die slide height.

The threaded bolts and slotted angles at each end of the blank chute frame permit height
adjustment.

Position the blank chute ends approximately 1/16 inch (1.5 mm) from the feed rollers. Position
the blank chute guides in width assuming the blanks are centered in the machine. The distance
between the blank chute guide edges should be approximately 1/16 inch (1.5 mm) greater than the
blank width.

Adjust the forming die end of the blank chute guides aligning the blank chute and forming die
guide edges.

Basically center the blank support rail (if required) between the two blank chute guides.
Attach the blank stop cylinders to contact the blank as near center as possible.

Position the guides on the plate / tray slide onto the stacker aligning the forming die guide and
plate / tray slide edges. Clamp the slide guides in position parallel to the machine sideframes.

The plate / tray slide height should be set 1/8 - 1/4 inch (3-6 mm) lower than the forming die
slide. The slotted slide mounting frame permits height adjustment.

Position the stacker "can" sides equally dividing the stacker "can" frame width by the number
of plates / trays being produced. The outer (cylinder side) side of the stacker cans should positioned
approximately 3/4 inch (19 mm) apart. Adjust the width between the two stacker "can" sides
approximately 1/4 inch (6 mm) wider than formed plates / trays.

Align the forming die end of the stacker guides and the plate / tray slide guide edges.

Align the stacker end of the stacker guides and the stacker "can" edges.

Position stacker delivery belts to nearly contact the stacker guides. A center belt(s) can be
added if necessary.

Position the stacker proximity switch to recognize formed parts as they pass below it.
Note the position of the stacker guides as the stacker is moved into its' production position.
The stacker guides must be outside the edges of the slide from the forming dies to the stacker to

prevent interference as parts are directed onto the stacker delivery belts.

Pull the "Emergency Stop" switch button outward. The "Power On" status light should
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illuminate.

Select the required "Stack Count" and "Total Count" counter values.

Choose the appropriate manufacturing "Program" with the "Program Select" thumbwheel
switch.

Select the correct paper feed with the multi-position "Feed Length" thumbwheel switch.

Tumn the "Registration Eye" "on" to produce printed plates / trays. Select the "Off" position
when producing unprinted or randomly printed plates / trays.

"Stack Count", "Total Count", "Program Select", "Feed Length", "Registration Eye"
operations are described in the "Operator Control Functions" and "Machine Controls" sections of this
manual.

Close all guard access doors. The hydraulic pump motor will not start with any guard door
open.

Press the "Hyd motor Start" button. Reference the "Operator Control Functions” section of
this manual for additional information on the "Hyd motor Start/Stop" buttons operation.

Turn the "Machine - Manual/Run Selector switch to the "Manual" position. If the switch is
currently in the "Manual” position select "Run" and then return the switch to the "Manual" position.
Switching the "Manual/Run" selector resets the motion controller.

Momentarily depress the "Manual Cutting Up" button to raise the head to its' upper limit.

Depress the "Manual Forming Up" button to raise the forming head to its' upper limit.

Press the "Hyd motor Stop" button.

Install the forming head and cutting head "Safety Blocks" in their respective positions.

ALWAYS USE SAFETY BLOCKS WHEN SERVICING DIES.

Adjust the roll stands' mechanically adjustable core chuck to its' extremely retracted limit by

rotating the chuck adjustment bolt counter - clockwise until the expandable lugs rest on the stationary
chuck center.

With the roll stand in its' retracted, behind the machine, production position place a paper roll
at the end of the roll stand floor plate. The paper roll must be positioned within 6 inches (150 mm) of
the floor plate to stay within the lateral shifting limits of the roll stand framework. Note the coated
side of the material. Match the paper coating to the proper forming die half. The roll stand can
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unwind material from the top or underside of the paper roll.

The roll stand shaft height is adjusted with the lever-operated valve on the machines' hydraulic
power unit. Review the operation of the roll stand height control valve in the "Operator Control
Functions" section of this manual.

Adjust the shaft height to match the paper rolls' center core.

Depress the "Retract” pedal on the foot-operated roll stand brake freeing the stand to move.

Shift the appropriate latch to engage the ratcheting lever mechanism to move the roll stand
outward. Enter the core until the paper edge strikes the stop plate at the end of the expandable chuck.

Turn the chuck adjustment bolt clockwise to expand the roll stand chuck. Tighten the
adjustment bolt until all chuck lugs visually deform the paper core securing the paper roll.

Raise the roll stand shaft to its' upper position. Push the roll stand safety latch completely in.
The safety latch operation is described in the "Operator Control Functions" section of this manual.

Shift the appropriate latch to engage the ratcheting lever mechanism to move the roll stand
inward. Position the stand to center the paper roll in the machine sideframes. Some final adjustment
may be necessary after the machine is in operation to precisely center the paper web.

Depress the "Extend" pedal on the foot-operated roll stand brake to hold the stand in position.

Turn the brake adjustment knob on the roll shaft brake counter-clockwise to relieve brake
pressure allowing free rotation of the roll shaft.

Shift the lever operated air switch on the corner of the roll stand frame to open the pull rollers.

Rotate the decurl adjustment wheel to move the decurl idler wheels to their neutral, idler
wheel arms horizontal, position.

Unwind the paper web discarding any torn or damaged material.

Trim the web at an angle leaving the pointed end toward the operators' side of the machine.

"Open" the "Upper" and "Lower" feed "Wheels" (rollers) with their respective air switches.

Press the "Roll Stand Start" button to energize the pull roller drive motor. The pull rollers will
not rotate until the dancer roller position senses the need for additional material. Further information

on the "Roll Stand Stop / Start" buttons can be found in the "Operator Control Functions" of this
manual.
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Thread the web through the guide rollers, pull roller guard, and pull rollers. Direct material

under the "dancer arm" rollers, between the decurl idler wheels, decurl rollers and across the cutting
die toward the feed rollers.

Center the paper web in the machine frames.
Thread the web between the feed drive and top feed idler rollers. Wrap the material around
the feed drive roller. Start the tip of the web into the opening between the feed drive roller and lower

feed idler roller.

Verify the paper web is in the press center and is in a continuous, straight line from the roll
stand to the feed rollers.

Shift the lower feed idler roller air switch "closed" to pinch the paper web between the feed
drive and idler rollers.

Turn the roll shaft brake knob clockwise tightening it to a point where material is not easily
unwound from the paper roll. In production the brake should be adjusted to keep the paper web in
constant tension between the pull rollers and paper roll.

Turn the "Feed" motor selector switch "On".

Momentarily press the "Manual Feed" button to advance the paper web through the feed
rollers. The "Manual Feed" button operation is explained in the "Operator Control Functions" section

of this manual. Visually verify that the web is started through the paper guides directing the web to
the waste knives.

If the web is not correctly directed into the paper guides release the lower feed idler roller,
retract the web, and repeat the process of advancing the web into the guides.

Press the "Manual Feed" button to continue advancing the web through the press until the
web lifts the dancer rollers on the roll stand frame.

Shift the upper feed idler roller air switch "closed" to pinch the paper web between the feed
drive and idler rollers.

Use the "Manual Feed" button to advance the paper web until material is evident at the waste
slide between the machine frames.

Replace the cutting head and forming head "Safety Blocks" in their respective switches.
Close all guard access doors.

Press the "Hyd motor Start" button.
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Momentarily depress the "Manual Cutting Down" button to lower the cutting head to within
approximately 1/2 inch (12 mm) of the paper web.

Momentarily depress the "Manual Forming Down" button to lower the upper forming die to
within approximately 2 inches (50 mm) of the lower die half.

Turn the "Machine — Manual/Run" selector switch to the "Run" position.

Press the "Machine Start" button to begin cycling the machine.

Allow the machine to complete 4-6 cycles.

Press the "Machine Stop" button. Machine motion will stop when the machine has returned to
its' "home" position with both reciprocating heads at their upper production limit. Be aware that the
"upper production limit" and the "maximum opening" of the press heads are not always the same
position.

Press the "Emergency Stop" button if any problem is noted. Pressing the "Emergency Stop"
button will stop all machine, pull roller drive, and stacker/counter motions immediately. All motors
will have to be restarted to resume operation.

Press the "Hyd motor Stop" button to stop the hydraulic pump drive motor.

Visually verify that the paper web is accurately positioned in the center of the machine
sideframes and is in a continuous, straight line from the roll stand to the feed rollers. Shift the web or

roll stand positions as required.

Verify the paper web tension between the paper roll and pull rollers. Adjust the roll shaft
brake as necessary.

Verify the waste paper has been cleanly discharged from the waste slide.

Note the cut quality and curl of the free blanks in the guides from the feed rollers to the
forming dies.

Refer to the "Cutting Die Installation" section of this manual to make any corrections in the
cutting die setup.

Adjust the decurl idler roller positions to eliminate blank curl. Rotate the decurl adjustment
wheel clockwise to correct down-curled blanks, counter clockwise to correct an up-curled condition.

Verify the correct feed length was selected. A nominal 1/4 inch (6 mm) of scrap between
blanks, in feed direction, is required.
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After any necessary corrections are made press the "Conv Start" button to start the stacker
delivery conveyor.

Press the "Hyd motor Start" button to start the hydraulic pump motor.
Press the "Machine Start” button to resume machine operation.

Continue production. Closely monitor the machine operation noting the paper web position
and smoothness of product flow through the press. Follow the above guidelines to make any final
adjustments necessary to improve the machines' efficiency.

Note the formed part quality. All scores or folds in each part should be equally compressed.
Adjust as required. Move the male forming die half away from any tight spots when aligning forming
dies. Follow instructions in the "Do's and Don'ts", "Operator Control Functions", and "Initial Machine
Start-Up" sections of this manual when servicing the machine or dies.

It will be necessary to make periodic adjustments of the decurling mechanism as the paper roll
diameter decreases.

For future reference record all final control values and component positions on the "Data
Sheets" provided in this manual.

In our experiences we have found the sequence of exchanging forming dies, exchanging
cutting dies, making blank / tray guide adjustments, and control adjustments the most efficient.

Contact the Peerless Machine Service Department with any questions.
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DATA SHEETS

The following data sheets are provided for recording the
specific machine set-up parameters for each die set that you are
running.
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