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American

American Laundry Machinery Inc. 5050 Section Avenue, Cincinnati. Ohio 45212

Manufacturer's Warranty

The warranty provided by the seller, and which is described hergin, covers only new and rebuilt machinery which
was manufactured by the seller. Seller makes no warranty on machinery manufactured by others but agrees to
pass on to buyer any warranty received by seller on such machinery. Buyer is entitied to the seller’s cooperation
in obtaining performance on any warranty covering machinery manufactured by others. Used machinery that has
not been rebuilt is sold “as is” (“with all faults').
Warranty and Limitation of Remedy
Under the warranty the seller’s obligation is to furnish replacement parts at no charge f.o.b. shipping point, for
been defective in material or workmanship and this is the buyer's exclusi
n a defective part {which the seller has agreed 10 replace} to the seller, freight

prepaid and identified to the seller’s instructions within 30 days of receipt of the replacement part. The time
periods under the warranty are:

Non durable parts are covered for a period of 4 months from the date of shipment of the machinery. Non-

durable parts are those items made of flexible materials and expected to wear or deteriorate with time and

use. Examples of non-durable parts are gaskets, seals, belts, hoses, and padding.

Other parts are covered as follows: .

— New machinery - a period of 13 months from date of thipment of the machinery, or 2000 hours af

operation, whichever cccurs first.
- Rebuilt machinery - a perind of 7 months from date of shipment of the machinery, or 1000 hours of
operation, whichever occurs first.

Purchased replacement parts are covered for a period of 90 days fram date of shipment.
If machinery is installed by the seller, or if installation is supervised by the seller, the warranty time pariods will
start with the date of startup instead of the dare of shipment — however, in no event is the warranty tirme period to
exceed eighteen months from date of shipment,
This warranty is contingent upon proper use of the machinery under normal operating conditions, proper instal-
lation and maintenance. The setter is not responsible for loose bolts, be!ts, tubing, wiring, etc.; these items require
periodic inspection and maintenance by the buyer. Maintenance instructions must be followed thoroughly to
protect the warranty. The warranty becomes void if the equiprment has beer altered by the user; operated under
loads, speeds or electrical current characteristics other than those prescribed by the seller, or damaged by
negligence or in an accident.
Seiler reserves the right to make changes in design and materials withcut assuming any obligation to make the
same or similar changes to the equipment covered by the terrms of this warranty, ’
This warranty covers only new and rebuilt machinery and repair parts which were manufactured by the saller.
Sefter makes no warranty on machinery or parts manufactured by others but agrees 10 pass on to buyer any
warranty received by seller on such machinery or parts. Buyer is entitled to seller's cooperation in abtaining
performance on any warranty covering machinery or parts manufactured by others. -
Used machinery that has not been rebuilt is sofd “as is” {"with all faults™}, The safety devices on any used equip-
ment are the sole responsibility of the buyer and any product liability claims due to maitunctioning of safaty
devices are the buyer's responsibility. On such used machinary, the buyer holds the seller harmiless from any and
all product ligbility claims. : ;
The buyer assumes responsibility for the maintenance and replacement if necessary of any decals, signs, or other
such displays pertaining to safety or operation including but not limited to those which may have besn removed
or defaced after instaiiation of the machinery.
Start-Up Labor Servicas
If machinery is installed by the seller, or if installation is supervised by the seller, start-up labor services are
included in the price of the machinery. These start-up labor services include starting up and demonstrating tha
machinery, performing a reasonable amount of adjustment, and installation of any replacement parts furnished
under the machinery warranty. Stert-up labor services are provided for a period of B0 days following machinery
start up. Start-up labor services are provided on s straight time basis only. The customer sssumes responsibility
tor additional charges incurred for work required to be performed on other than g straight time basis.

DISCLAIMERS

THE WARRANTIES AND DISCLAIMERS REFERRED TO ABOVE ARE EXCLUSIVE AND IN LIEU OF ALL

OTHER WARRANTIES, DISCLAIMERS AND CONDITIONS EXPRESSED OR IMPLIED, INCLUDING THE

WARRANTIES, DISCLAIMERS, AND CONDITIONS OF MERCHANTABILITY AND FITNESS FOR PURPOSE

AND ALL OTHER CLAIMS. NO ONE HAS AUTHORITY TO MAKE FOR SELLER ANY OTHER REPRESEN.
., FROM

MANUFACTURED BY SELLER OR MANUFACTURED BY OTHERS.

49-002 {Rev. 0180)
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WARNING

IT IS THE RESPONSIBILITY OF THE PURCHASER OF THIS
MACHINERY TO TRAIN THEIR OPERATING PERSONNEL IN THE
PROPER MANNER OF OPERATION.

PORATED IN THE DESIGN AND MANUFACTURING OF THIS
MACHINERY., |

AVERTISSEMENT

LA RESPONSABILIT D’INITIER LE PERSONNEL AU MODE
D’EMPLO! APPROPRI INCOMBE A L’ACHETEUR DU MATERIEL.

IL EST EGALEMENT ENTENDU QU'AMERICAN LAUNDRY
MACHINERY N’ASSUME AUCUN RESPONSABILITE EN CAS DE

~ LESION, INCAPACITE OU DECES LA SUITE D’EMPLO] ERRON

OU DE L’ENLEVEMENT QU LE CONTOUFINEMEN]' DE TOUT

ADVERTENCIA

EL COMPRADOR ESTA RESPONSABLE DE LA ENSENANZA AL
PERSONAL DEL MODO DE EMPLEO ADECUADO DE ESTA
MAQUINARIA.

SE ENTIENDE ADEMAS QUE AMERICAN LAUNDRY MACHINERY
"NO ASUMA NINGUNA RESPONSIBILIDAD EN GASO DE LESION,
INCAPACIDAD, O FALLECIMIENTO A CONSECUENCIA DEL
EMPLEO ERHdNEO O DE LA ELIMINACION O CIRCUNVALA-
CION, DE TODO DISPOSITIVO DE SEGHRIDAD ELECTRICO ,0
: MECANICO}{NCORPORADO EN EL DISENO Y LA FABRICACION
DE ESTA MAQUINA.

36-025 (0882)




INSTRUCTIONS

| for
INSTAI.I.ATION . OPERA'[ION . MA_INTE_NANCE

of the

1
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h

Americon
SYLON FLATWORK IRONER

L]

1,90,000 Square l"l.l of Aoor space is devoted entirely to the development and manufacture of laundry,
dry cleaning and rug cleaning equipment at these manufacturing units of The American Laundry Mach.
inery Co., located at Cincinnati, 0., Chicago, Ill.. Rochester, N. Y., Kenilworth. N. J. and Toronto, Canada.
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INSTALLATION )

A. GENERAL - Prior o shipment, the SYLON Flstwark Irener is complately assembled
and tested under its own power for sufficient length of time to maks sure 1t is in
perfect operating conditiom when It lsavea thas factory. It i3 then dismantled for
shipment. Below 1a crating list for 4, 6 and 8-Roll SYLON Flatwerk Ironers.

Machine Parts 4-Roll 6-Roll - 8-Rol1
Steam Chesta. .. .. et eanaen eeeeen.. b Sketds 6 Skids - 8 ds
Rolds L.l veevel b Boxes .. 6 Boxes 8 Baxas
.. Brackets (Includes Feeding L o S
- _Device When Qrdered) ............ 1 Bax 1 Bex 1 Box
SmallPaxta ................ 1 Box 1 Bax 1 Box
Gemrs ..........0..00. ... 0. berveaia. 1 Box 1 Box- 2 Boxes
- Pressure Bar ........ Settediiiie e, 1 Box L Box 1 Bax
Cantroller ......, trerieaana. iedeean 1 Bex 1 Box 1 Bax-
Apron Roll ...........c.ooouuno, ++. 1 Bax 1 Box T
Ribbon Feed ...................... 0" 1 Bax (1 Box (4 Boxes
Sbafts & Tie Rods ................... 1 Box 1 Box
Covering ...... et 1 Bax (1 Box (2 Baxes
Blower (When Hamiltcn Spring
 Padding is ardered) ............. 1 Box - 1 Bex 1 Bax
Gear Guards ..........,.... e, 1 Crate 1 Crate 2 Crates
Belt Guerds T T T T 1 Crate - 1 Crate 1 Crate
Screen Guard (Wken Ordered) ...;..... 1l Crate ‘1 Crate 1 Crate
Woodwork (Includes Feeding Device o T ' '

Board When Crdersd) ............. 1 Crate 1 Crats 1l Crate
Moter............ P treeerencaen.. 1 Crate 1 Crate 1l Crate
Frames .................... eranaraas 1 Crate 1l Crate 2 Crates
Shalesemt Stand &

Table & Basket (When Qrdered) ....... 1 Crate 1 Crate 1 Crate

B. FLOOR SPACE - Sufficient space shomld be Provided around the Ircmer for insvec-

tion, cleaning, 'maintendme'aa_nd'rapa.dding. Refer to following drawings for dimen-
sioned floor plana:

4-Roll SYLON Iremer (Left-hand Drive) ........ Figure 7
6-Rall SYLON Ircner :(Laft-hang Drive) ,....... Figars 3
- 8-Rall SYLON Ironer.(Left-hand Drive) .. ... ... Figure 9

The right or left-hand designation 1s determined by facing mechine at feed end. |

of withetanding a load of approxinmataly 130 pounds per squars 'foot, based on the over
all flocr space occupied by machine. Floars of lighter construction should be strsrg
thensd by suitable ra‘inro:f'cémant_s; It 1a Suggested that structural steel channels be




b

.._placedunderthefeetofthsIranertodiatri‘butethaloadmdmimuinthelev'olor

- the Ironer. The steel channels should be placed at ri@:b tmglea to the floox Jo:lata.
- Seo tadle below for reccmmended sizea of cham:ela.

Befars assembling the Ircmer, clean all finished surfsces (a::ce'pt the stesm chests)
with a kerosens soa.lmd rag, to remove 'bhe protactivo grease coating, excess paint, or
a.nJr fou:eign. material, -

SIZE OF CHANNEL TENGIH OF CEANNEL

"MACHIRE “When charmel is  When ckammel is Whon channel 18  When chammel

SIZE set at right set in ocame get et right 18 sst in

. angle to direc- direction as engle to direc- same direc-

tion of feed. feed. tion of feed. tion as feed.

h-Roll 100" 15"-35 1lba. 10"-30 1ba. 10:8 . 6to"
4-Roll 110" 15"=35 1lbs. 10"-30 1bs. 116" ) : 6'Q"
L-Roll 120" 15"-35 1bs. 12"-35 1bs. 124" - Go"
6-Roll 110" 15"-35 1bs. 10"-30 1bs. 116" o Qo”
6-Roll 120" 15"-36 1bs. 10"-30 1bs. 124" , gon
8-Roll 120" 15"-35 1bs. 12"+35 1ba. 124" __1z2'0"

- D. FRAMES - Place the frames in their proper locaticn and fasten them together with
tle rods. The tie rods are numbered to correspond with nnmbera on the right-hand
Treame. Tighten the muts on lower tie rods first.
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DIAGONAL LINES. SHOW WAY TO TRY MACHINE BEFORE
ROLLS ARE PUT IN PLACE, THE DISTANCE BEING THE SAME
WILL PROVE THAT THE WMAGHINE IS SQUARE, :

. FIGURE 1
PLAN SHOWING METHOD OF SQUARING mun

E. DRIVE SHAFT - The drive shaft is shipped with the clutch mechanism a.tta.ched To
install drive shaft:

1. Insert drive shaft through left-hand frame.
2. Place drive. shaft collar on shaft, 1ns:ldolefthandfram
3. Insert drive shaft through right-hand. frame,
4, Pin collar to drive shaft with tapered pin.
5. Place other collar on right-hand end of &rive aha:rt outaida ths right-
frame, and sscure it to shaft with set screw.
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Next, use gear guard support studs to lfne up the frames (See Figare 1). ~Then
check frames for level. Longitudinal level may be determined by placing a spirit
level on the machined pad on the bottam of one of the openings i the frames. To
determine transverse lsvel, place spirit level cn the driye shaft., To obtain
Tl loYol, use sheet-metal shims umder the feet of the ironer (between fest and the
_Channal., where channel is used). L S

F:"CHESTS AND CROSS-OVER SHAFT - Chsats are oumbéered at each end.. The mumbers start
with right-band end of the chest nearest the feed end of machine » .contimue back to
delivery end, croes to the left-hand sids, then forward to the feed end. For exampls,
on the 8-Roll Iromer the chest nearsst the feed end would be stamped Numbe

right end, and Nomber 16 on its left end. : ,

. FIGURE 2
SHOWING METHOD OF MOUNTING CHESTS WITH
ONE END FREE TO SLIDE, ALLOWING FOR EXPANSION

" Remove ‘the protective grease coating from top 8ids of chest befare ins'ballingeach "

chest.  No definits sequemce of installing the chests In the frames can be outlined
because of different erection facilitiss existing at each instellaticn. Install’
Bumber 1 intermediate gear shaft, however, before positioning chests Number 1 and

Use a padded strap vhen moving chests into position to mrevent burring them. In-
spect ‘each chest for small durrs before it is installed, and again when it is rest-
ing on the frames. Ple all suchk bdurrs amooth before the chests are permsnently
fastened in positiocm, so work will Pass over chests without "hanging up” on’ sharp
obatructions. ' _ o .
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To install each steam ckesst in frames prrceed as followa:

L Lomr chest imto poettim I frames. -
2. Pin right-band end of chest to right-hsnd frame with one of the tapered pins.

3. Place guide block in lseft-hand end of chest (See Figure 2, previous page). )
Guide blocks are stamped with mumbers from 1 to 6 an 6 Roll, 1 to 8 an 8-Roll
~ete., beglming at delivery ead of Ircmer. carrospondingmbersmstuped
onthommthe@idobloch. o

4, Drive dowel pin holding guide’ block in positian.
5. Fasten right-hand end of chest to frame with the two carriage bolta.
‘6. Fasten gulde block secursly to frame with machine bolt, washer and mmt.

Installotherchastsinmmmnr Then remove mrotective grease coa:tingﬁcnbot-
tams of chests. .

Check caresfully again foar lsvel and square. Longitudinal level may be obtained as
descridbed in first paragraph, Page 5. Trmmsverse level may be cbtained by placing
spirit level on one or more of chests. Ircner should be lsvsl in both tranaverse and
longitudinal directions at sl times. '

.G. STEAM PIPING - Mals steam piping connscticns as tcﬁlows:’

1. Connsct the supply and return steam-service llnes to the inlst and cutlet
commscticns on Ircmar. See applicabls drawing on Pages 11-13 for piping con-
necticna.  Inlet ataamshmldbetahnfranthatopcraideotmpplylim
“to avoid as much condensation as possible.

2. Place a 1/% or 3/8-inchk globe valve and by-pess lins eround the main steam
supply valve. This will enable ths operator to heat the cold. Ironer alowly
end avoid cheat varpage. -

3. Install a steam trap (100 1b. working pressurs) in the retwmm line, to taks
cares of condensation. Flace a globe valve and by-pasa line arcund the trap,
so that trap may be by-peassed to permit its removal for cleaning and repair-
ing without interfering with producticn of the Iromsr. This by-pass can
also be used to q;uickl; remove .excess condensation vhsn heating a cold ma-
chine.

“H. PRESSURE WORM, WORM GEAR SEITING - (Refer to Figure 3, next page) - The warms
ars shipped assembled to worm shafts, and the shafts avre mounted on the Ircner frames.
The worms are alsc stamped with numbers corraapcndi.n.gtoths ‘mumbers cn ths eccenta’ic
aha:ts 'l'o carrectly agpemble rresgure worms with worm gears proceed as follows:

1. Slide the worm gears on ends of eccemtric shafts, and locate ths eccen‘b:ﬁ.q
ghafts in their bearings.
. 2. On cne tooth of sach worm and worm gear thers {s a conspicuous indexing
© . mark. A.ugneach setotmkafurthamsandwmgears, to obtain
perfect ru:l.l on” ractor: Pressure setting. _ ,

3. DPlace sccentric straps over the eccentric shaft cn cutside of frams.
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-'ll- Insert ecce:rhr:lcs on the eccentric shaft
shm.lder of eccentric facing cut‘ira:rds

-T-

5. Key eccentrics to shart and tightan aot-acreus.

a:.i_d inside tha atra:ps,with flanged

FIGURB 3
PR-IUR! WORM AND WORH Gm SETTING

I. ROLLS Thoro:l.l
sha:rtarota u'insa
rcmnadbytho

(9, Fgure 4) sotitrtothe

Ironamfrma,mdmmmf-‘ :

bered to correspond with

mbers on the steam cheaté.

Place roll boxes: cn roll
endshafts, and lower rolls
1nto pos:l.'bionin frames,

J PRESURE HECHANISH -
(Refer to Figmre b) Make
certain that threaded holss
in the pressure bar ares
clean, dy turning a 5/8"

= twelve (12) threads per

Anch, tap through the

threads.

b AR Y,

a7 N

T I T

FIGURE 4

ROLL PRESSURE MECHANISM




"To inatall pressure mechanism, proceed as follows:

1. Mount the heavy coil pressurs springs (1, Flgure 1l-), with the ‘Frossure
' sp:ﬂngcape(z),cntapcrthsroubms

Thopresmobars (3)restcntopofthamssuro s;u-ingcnpa (2), and
-ths top ends of the pendulum bolta (7), it ‘intoc the pressure dars.
mraedendsofthopresmebarsarestmpad"ﬁtarleﬁ-hmd and
"R" for right-kand.

2. Lif%t the pressure bars into position and lower them carefully over main
gaard suppart studs (4). Be sure preasure smrings are not "cocked”
during this operation. When bars are resting in position, insert pins
(8) which fasten the pendulum bolta to pressure bars.

3. The two pins at delivery end of the pressure bars are 3/4-1inch bolts
and are alsc ussd to suppart the hracksts fcr the tape device. (See

paragraph "V", Page 27)

4y, Insert the small pina (5') in pressures bars. These pins pass through the
Dressure bars and roll baxes, and are cotter-pimmed on ths inside.

5. Mount cams for spiral-roll brackets cn eccentric shaft at delivary end
of Ironer. Make certain that right and laft-hand cams ars mounted on
right and left ends of the ahaft, respectively. Pressure screws (6) and
lock mmta {10) are not installed until aftar the mlla ares padded. (See
"Setting Preasurs Screws”, page 26).

K. YACUUM ATTACHMENTS - (]'hrnishod When Ordersd) (Seo Flgure 5, opposite page) [
To assemble vacuum attachments to Ironer: .
1. Mount manifold-suppert trackets on left-hand frame. )
2. Slip the upper pipoe, with swing Joints attached, intc lower pipes.
3. Screw lover .p:lfpes. into tees 1n erhaust manifold.
h.‘. Place sxhauet mani.‘rold. assembly in manifold suppart traciketa.

.5. Fa.stenswing Jointa to roll endshefts with the specia.lspanneu:vrench
ovided.

6. mntmmm'mrmammxmmbu If fan
. intake elbow does not lins up with manifold, plmeahimundarmtcrand
fan base until elbow and manifold are in aligmment.

T. Fasten intake el'bow to manifold with locking r:f.ng 'bolts and nnts.

Fcur3/8-mch¢rainphxgamlocatadonthoothstranhousus The
‘exhanst opening can be set to exhanst in any ane of four different direc-
ticns, 90 degrees apart. After dirsction of the exhanst opening has dbeen
determined, remove the 3/8-inch drain plug from the bottom bhols in- the
housing, coanecta.atandard_’,/ﬁ-inch pipe to tﬁsholeandd‘nintoa.

) suitable sewer @ gutter.
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VACUUM ATTACHMENTS

L. GEARING - Pigure 6, na::tp?aéo,'is & gear diagram for 8-Roll SYLON Flatwerk Iron-

The Ircner rolls are now in full Jrossure position. Leavs the Iromer in full pres-
smwhuemuntmggammdmoqbta. Thecmectmthodotmuubinggaarsis'ur
followsn: . S . _

1. Mount 3h-tooth roll sprocksts (1, Flgure 6) cn mall shafts.

The 1dlar sprocket asgenbly, consisting of 15-tooth 1dler sprocket (4) and
idler sprocket lever (11) 1s shipped asisemblad. _

-2. Fasten idler Bprochat lovers (11) to frame with studa (13).
3. Loop tho 92-1ink drive cha:l.nson the 3h-toovt.h roll sprockets (1).

h. Mosh the 12-tooth drive sprocket (3), compounded vith oo
with the drive chain, and move into Position on No,l
sert koy in keyway and tighten set-ocrew.

tooth epur gear (2),
intermedints skaft., In-




- e ¥

5. Dince the other 12-tooth drive sprocksts, cempounded with 80-tooth spur
gears, on alternate studs, in sams manner. . ' :

6. Mount remaining 80-tooth spur geers on the remalning studs.

mga herringbono gear (6) 1s compounded with cns of the 80-tooth spur gears.

T : Maehtho large herringbeme gear with the 40-tooth herringbone pinicn (5),
C andmtboth gears simltanecusly. '

. An additicnal 2h-tooth sprockst which drives the sprocket cn the preasurs

- raising rig 18 also keyed to the No. 1 intermediate shaft on 6 and 8-Roll
SYLOY Ircners. The 4-Roll Ircner has a compound gear driven by the 80-tooth
spur gear which ia in compound with the large herringbons gear. The mres-
sure raising rig assembly 1s descrided cn Page 21.

FIGURE §

GEAR DIAGRAM FOR EIGHT ROLL FLATWORK IRONER
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M. APRONS, APRON BRACKETS, APRON ROI.!S ~ Below are the carrect procedures for

asambling each a.f these 1tm

l.

Ro]lBracbts-(SeeFigm-olo 1::e].mr) Attachspjxaltenaimron
brackntstodeuvmmdorﬁmﬁthmpinsforspinlmllbrwht
-Cam rollers will then rest on the cams for apiral roll brackets. Inasert
mumn@tmmmmummacmcmm for ten-

' siunrol.‘l.am

FIGURE 10
SPIRAL. ROLL
BRACKET

= T

2.

i !\ -, :
Sviral Tension Roll - methocapﬁmmarthaspirdtmimroll
bearings and place spira.l tension roll in positicn with invertsd V formed
by spirals pointed m direction of travel. Then replace cap.

] m-ch'M' end of the upper apiral r¢ll dearing opposite
ths spool end., Replace spool end of upper apirzl roll detween the dearing
guide rods and above ths bearing box. Then raise end of apiral roll oppo-
sitethaspoqltoproparalimt and.replacecap. }huntlams:piral-
rollinsmammur L . : '

IdlerRoJ.‘LsandnrinRolls Rnylncaoollarncnondaorﬁlorno].‘l.s Do

lnattightea:m-acrm.
.Futenoneronbearinshrachthoaelytofrm
'mammumumumumusufuupoaum

Place bearing bracket cm opposite end of roll, raise roll to approximately
level positicn and fasten braciet to frame, (Brackets are fastensd to
frames with dowel pins and dolts.) o

Securely fasten both trackets to. rrm

Centerthoro]linthebearinaandauuatcouaratoknpmucantmd
'.['hen tighten collar aot-acrm :
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" 5. Agron Guids Rolls - (Refer to- Flgure 1, belcnr) - For conmience in ahipping,-’ E

-+ the-thrust bearing (¥).is. placed on the 5-7/3" long roll ehert betveen the °
. .ahoulder and the-set collar (D). The positions of thrust bearing and set
. collar must be interchanged. on the roll. ghaft for pmper operation. " Correct
j procedure ror install:l.ng guide ro].l assembly is- . ;
(e) I.oosen eet screw. 1n set collar (D) and. TemOve coller and thrust
bearing (]!') rrom roll shei‘t

(rb);.Replace eet collar (D) on seame end of roll shaft (end with 5—-7/8"‘
S Iong shaft),: but do. not tighten set screw at this tme

(o) P].a.ce thrlmt bearing (F) on same end of roll ahart vith. outer band.
" (G} fecing outward. It ia important that thrnat bearing be in-
- gtalled 111 thie manner.,

(4) -Insert end of roll, with eset collar (D) and thrust bearing (F)
attached, as far as posaible in piwt end of gu.tde roll box
aaaembly {€).

N __...-"'. LY
Fy

(o) Ineert opposite end of" :r:oll 1n moveable end- of guide roll bcu:
. assembly (A) leaving 1/8" space between shoulder on shaft and roll
_bcu: {for expansion).

(1') !!henmove Be‘t colla:c (D) end thrust bearing (F) against inner plate
of beer:lng in p:tvot end of guide rol]. box aasembly (H) )

(g) Tighten set acrew of Bet collar (D).

1. T _ ) mm MBLY’ or APRON* Gl.llDl I!OLI. ._ o 1

SADE ROLL BOX ASSIMELY - MOVEABLE END
cokmecTite POO. -
._V

MY COLMN

U ROLL

" THRUST ARG

CUTER- SAND .

SUDE ROLL BOX ASSENALY - PrvoT END

NOTE L PLAT SOL OF OUTER BAND ) OF THAUST BEAMNE (1}
MUST FACE MRER MATE OF SUDE AOLL BEAMNS ¥3

FomMmOn

b

mmn




6. Apron Guide Attaciments - (See Figure 12) - Slip Bell cranks over studs in
) frams and make linicsge between bdell craniam, dalance weighta, apd gutds rolls.
. ' ' . and spool ends of spiral ralis.  Check

i

FIGURK 12

APRON - GUIDE ATTACHMENTS
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Zostalling Aprons - (Refer to Figares 13 & 1k, below) - Befdrs installing
aprons, ironing pressurs mst be released by turning hand-whbel at feed end
of Ironer, snd spiral rolls must be in lowest positicog in their hrackets.
To release pressure on 6 and 8-Roll SYLON Ironers turn "Band-wheel clockwise,
on 4-Roll Ironers turn counter-clockwise. L

Install upper apron first, by threading it tirough Ironer as shovn below,
Starting at delivery end of Ircmer. Guide aron by hand uitil leading emd

Lines as nearly as possible. Then insert steel wire through clipe adjoin-
ing ends, and bend ends of vire under to hold it in place. .

Install lover apron in same mamnsr. Do ot tighten aprohis intil Ironer is

beated. Then apply only enough temaion to upper apron to keep top side

against bottom of steam chesta. If upper amon sags at center 1t is too -
loose. Apply Just encugh temsion to lower apron to loep 1t amooth and taut
80 thgt it tracks properly. Apron adjustment is described cn Page 33.

]

Ll | \‘—\L—;—l

FIGURE 13- - o
APRON TRAVEL FOUR-ROLL SYLON IRONER

. FIGURE 14
APRON TRAVEL EIGHT-ROLL SYLON IRONER
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N RIBBON FEED - (Refer to Figure 15) - Lower ribbon-reed bracksts and upper brac-
: kats are nh:tppod. aasenbled To mtall :::i.'bbon reed ETS

*' -J_._. Fasten assembled brackets to frames. - T ':' ([
2. Rmntheupperboudnghalnufrmen&aorribbon-raedrou
] .3. :Place ri'bbcn-roed roJJ. in poait:l.cn in upper bracksts.
b, Pasten the foed-board trackets to feed board.

5. Place the feed-board asasambly cn tcp of ribben-feed Toll, and have cne man
. keep it balanced.. (Cantimmed nert pege)

NTEWTEWT

i,
- y

FIGURE 13
RIBBON FEKD DIAGRAM
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T Imerthoraisedenddroedboardmdfeedrou

8. Pla.ce ths ribbons ‘between t.hs ﬁ:ngm-s on feed 'board

=19-

';6_. Lift one epd of feed board and feed roll, Thmlooythoribhmmtho

endaoftharoedboardandreedroll

9. Move feed board into positicm, and fasten to n'umes ﬂith carriaga bolta
10 Bnpla.co 'bop bear:l.ng halves of ri‘bbon-reed roll

. Mount aprochts on enda oaf intermediate aha:rt apron-ch-iva ro.u.s idlar roll
and ribban—teod m.'l.l S _

-12 Tlmeaddrivechaina.aindicatedonl’iaxrelh andad;nstidlerrolltogiva

propor cha.in tension.

0. DRIVE - (Rerer to I‘igure 16 below) - CJn'l:ch mechanim is sh:!.pped aasam:bled to
drive shaft. To mount clutch shoa.ve.

1. Line up mrojecting lugs on friction d1scs (5) with slots in disc housing (6).

2. Place clutch sheave (11), with disc housing (€), on drive shaft.

3. Mount thrust collar (7) on drive shaft, and tighten set acrewa.

%, Fasten pulley bracket (10) on Ironer frams. §

5. Place ball-bearing housing (9) 1n position oo pu].ley bracket and bolt it to
tracket.

6. Line up motar sheave with clutch slisave, and place V-belts in grooves of
both sheaves.

7. Position motor so that V-belts have alight tecnsion, then anchor motor base
to Tlocr. (!-bturcanbomvadtmdcu-wfrmlrmﬂrmmtarbm to
secure Iroper belt tension)

_ L AN
I FLAT sPme o OMVE SHaFY 7 TWST COLLAR 0 PMALEY BRACKET
B NOTCNED COLLAR S FRCTION DISC3 8 BALL BEARMS 15 CLUTCH INEAVE
3 SET COLLAR & DISC HOUSING ® BALL BEAAMS NOUNING -

FIGURE 18 MULTIPLE DISC FRICTION CLUTCH
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P. SPEEDOMETER .- The speedauster-drive gear is attached to the drive shaft inside
the clutch sheave. Mesgh the driven gear of the ‘speedcmeter with the speedcmeter-
drive gear. Then fasten the brackst which holds the driven gesar to the frame, and
connact the speedometer cabls. The free emnd of the cable i3 attached to the speed-
ameter, which is located in the guard at lort-fxront of Irmmer.

[

After sppedmtar'cablehaﬁbeéh connected, be sure it clears the chain under the

Q. ELECTRICAL CONNECTIONS - SYLON Flatwork Iromers are furnished with wiring in con-
duit between the motor and comtroller. Terminals, properly tagged, ars provided for
commection of the comtral and sarvice leads. These tags should never be resmoved,
sven aftar wires are comnected. Hiringdiagrmwmbefmdinsidothocomurths
sontrol box. Provisicns should be made to have electrical commecticns mads promptly.

Be surs the service voltage is the same as that stamped on motars. Service wires
mst ha_c:t‘rump_.‘l.a size to insure full lins voltage across motor terminals.

F
[
1
] - .-_I ) -\ ' | : i
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FIGURE 17
PRESSURE RAISING RIG
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/R. PRESSURE RABING RIG - A{Refer. to Fignre 17, oppositom)-hamblomsme
raising rig as follows: A P LA e

S. PRESSURE INDICATOR
(See Figure 1)
Procedure for ad-

Justing the pres- .
sure ‘Indicator is:

1.

" Place drive cha.i.n

- sure full om),
" Set Arm (B)

Festen ahift-lover brackst (C) to lower right-hand ribban-feed hracket.

- Bolt shifter-euppart bracket (N) to right-hand frame.

15-t00th sprockst (K) 1s. shipped mowmted cn right-hand end- of cluteh shatt,

_"(H) in position en 15-tooth sprocket (K) and 24-tooth
sprocket (G). o . |
Yount 15-tooth idler aprockst (I) an raising-rig idler stud (J) and adjust

Cannect-upper portion of shift lever (B) to lower partion (B), and to shift-
lever bracket (C), with shift-lever pin (D). (Lower portion of shift lever
(B) operates clutch-shifter rod (A) whkich operates clutch-ghifter fork (M).
Clutch-shifter fork in turn shifta clutch-shifter spocl (L).) Pressure-oper-
ating lever (F¥) is comnected after goar guard 1s installed.

Cams {0) and (P) are set when Ircner leaves the factory. They are safety
devices which autamatically "kick out" the roll raising mechanism at full
"GFF” and full "ON" pressure should operator neglect to return pressure-cper-
ating lever (F) to neutral position. ]

1

Place the

eccentric (A)
at lowest, po-
sition (pres-

3/16-1nch above
ths horizontal

position.

FIGURE 18

PRESSURE
mnlq'ron
Ap.m?;‘l'nzu'r
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T. PADDING The r 8" Hndtted -
T oo ADD ollowing S5/ g Padd;nge;susedonk 6, manoumm

/8" m:rm PATDTNG (STANDARD)
Size of Pleces

-

Rumber of Pleces

_ hemoll GHoll B-Roll . Material 00 Ior 1eon
" & R Mualin Binder T2x102" . Toxliz"  Taxl22
4 6 8 5/8" Enitted Pedding - ThxlO2"  Thxll2" Thr12o"

& 6 8 Muslin © Texiozt.  Thxlism  Thxlabe
_ k 6 e Anerican clo'i:h goxlok™ - SoxIih”  goxiayn
Belaw 18 list of aproms, tapes and feed. ribbons 'used on SYION Flatwork Ironers.
, . 100" no" 120"
APRONS #6 Duck . #5 Duck _#5 Duck
- -Roll 1-Upper Apron (m:!.de) e ' -
‘M2d® UPeceeverasnss Cveseeseece.s 160WXI00"  16'07x110"  16'Q"x120"
1-Lover Apron (outaid.e) | ‘
Made UP..oveerrannennrens ceres. 19'1PICO" 19t1txiiON 1971 x120"
E-Boll l-U'pper Arron (insids) _ :
- MBdS UD.eeraverioranns creraaes 21'="x100"  21'5"x110"  21'5"xl20"
A 1-Lower Aprun {outsids) i .
}m UP ..... " asee - e &b Fee - Eh'k"ﬂm“. . 2h|hﬂxlloﬂ 2#'!;"%"
8-Roll iUpper Apron (insids) :
Made Up.....cocevmaenn cerenaen. 2618732 26:8"x110 26'8"x120"
~ 1l-Lower Apron (outside) ' __
Made UDeervecnnenss teressscsaws 29t3"x1007 29037 x110" 29137 x120"
13" RISBON FEED ' Nmber of Ribbons Used
) . l 114 ‘ 11 1 ']-20"'- 7
2"1-[2“:1"8" Ribbm R R R RN WA N RN N AN 37 : hl hﬁ
TAPE DEVICES
1 Roll Tape - American Clcth 1—.-./8“::300'0" -- 4, 6, and B-Boll
MISCELLANEOUS ' 100" 110" 120"
1 - Plece #12 Duck £Or Bib cccevvevsecnnen ... 50XI02" sOxiiz"  S0xize"
1 - Plece #12 Duck glued on Ribbem Roll ...... 21x101"  2ix111" - 2ilxlal”

Covering Rolls with 5/8" mmdg% Befors applying padding, lubricate Ircm-
- er according to instructions under O™ ,page 36 to Lo, o

Heat the Ircner and apply "light pressurs” to mechine mamially. For explapaticn of
. “light pressure” soe paragraph (5), Page 26. Also instruc under "EEATTNG
-_cml's Pagn 28, and "PRESSURRE CONTRCL", Page 30. e wians

Apply pa.dding ag follows: .

1. Start with No. 1 roll and glue 4 to a 6-inch wide strip of the lsading emd
_glrwz:l;linhindortothebmrnll Ee careful not to get glue on Ironer

2 (_Ba;e tha maalin dinder in the same mannsr to each of the rolls in successicn.
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StarttheIronerandrotaterolleeo that gluedportinnofmelinbinder 1is

- between rolls end chesta; - StOp Ironer and léave rolls -in ‘this: poeitim_rar

approrimately 15 mimites, so that glue may partia].]; set; befare cor
Gluing the mslin cover to all the rolls attheeametimewilldiepoaeof

this operation and thus save time.

:StartlrmermmdthemahnbMdermtherolle,geigmgeu;eelothmda

-etreigktcnrolle

: Stop Ironer amiumfind two-thirde o.f the mrteide wre.p ofmelin"binder In-
- sert leading end of the 5/8" knitted padding undsr the wrap of muslin binder.

StartIronerunderlightpreeeureandwindknittedpeddingomHelRoll

Stop Ironer end unwind two-thirds of . the ‘ontside 1r.rap of knitted padding on
Fo.l roll. Insert leading end of eeccndpieceofmelinunder thie wrap of
imitted padding.

Stertlmermderlightpreesureandwindeecondpieceofmalinonm 1
rall, mekingsnretoremovemm:lklee.

In same mammer, apply 5/8" imitted padding, and second piece of maelin to the
othelr rolls in succession. ' ' '

The Amican Cloth covers can be e.pplied at thia time or the I:mner can be

rmn for several days to pack in the padding befare applaing the cover clothe.

Apply the American Cloth covers by starting with No. 1 roll end lapping back

about two-thirds of the last wrap of the second plece of mel:Ln Then insert
leedingendofAmricenClothtmdertheu-epofmmlin

StartIronerandwindAmencanClo’ch amoothlyonron

In same menner, e.pply American Cloth 'bo ee.ch succeeding mll

The following pedding 1s used on the 4-Roll, 6-Roll and 8-Roll SYLCN Flatwork Ironers
equipped w:lth Henil‘bon m gg App],y padding 1n order given -

ASBESTOS PADDING FOR HAMILTON SPRING PADDED ROLL VI(NO'll' STANDARD)

(Ptrmished when Orde:red)

Number of Pleces

4-Foll 6-Roll B-Roll = | 100" - pot 1go¢
T & T & B  ME 2902 Asbestos Padding 73x102™  73x112" - T3xloo"
b, 6 & 1/h" Enitted Padding CThx02" - Thx1ls®  Thxlan"
o4 6 8 Fo. 12 Duck _ 84x102"  84x112"  Slxlpe”
- % 6. 8 American Cloth 90x104"  90x114"- 90x1ok"
k6 8 * Ho.18 Genge Soft a A

-~ *m Ho IBGenge eott’tcopperwimmetbeueedtoholddumtheS“

‘on leading end when applying asbestos to Bamilton Spring Padding




Tage. 25) -

' ) {Refer to Figure 19,
Berora applying pa.dd.u:g lubricate ths I:onar m accordance with secticn

'nn "IJJBEICATIG!" Page 3€ to 40

l.

2.

~roll

Appl:lightpressuretohmermdh(&e Pmcomor. Pageao)

An'anga ‘asbestos padding bekind roll No. 1, (nearest feed end -of Ircmer), as
shown in Sketch "A"™, Figure 19. Place the asbestos next to the springs on
and gecurse 1ttaro].lbycntting slota cne inch long (in line with
reeds in the asbestos, to fit over each of the hook fastenpsrs. Leading end
of asbeetos should be 6 inches ahead of row of spﬁ.nas in wvikdich the special
hook fasteners ars located.

Stretch asbestos along length of roll so it o:tendsanequaldiatamamr

'~ each end. It ia very impartant that con-oct w:l.d.th of covering be uged for

the different size Iremers.
Attach the asbestos to the hook fasteners by stu-tingtmncontar of roll and

- working toward both ends. Becarefnltoelim.nateauwrm.klaeintho

agbeetos.

Bind down the 6-inch lap with $#18 Gengs copper wire, as ahown on Sketch "B".
Emwimothaentirelengthofm]linm—toathtuhibnﬁmhookfmtmrs

to springs, bty dropping wire down to catch two springs in the first row ahead
'ofthaS-inchlap Besurotodrwwiretighbbemanmgsandhookfaat-

Start Ircner as described under smmmarm pe.gaae and wind
the asbestos an roll.

Pin asbestos at the ends to keep it from falling away from the roll. Fellow
sams procedure for the remaining rolla. ﬂhenanrollaarepaddadwithas-
bestos, run Ironer for che~half hour or more to take out the initial strstch
i.nthaaabeatos.

After initial stretch has been removed from agdeston, stop Ircner. Then

drav a line from one end of each roll to the other, 2 inches shart of the
starting point of first wrap of asbestos (See Skatokh "C"). Cut asbestos on
this line, regardless of bow straight the line is, with the threads running
acroas mtarial Thia leaves within 2 inches of two wrape of asbestos on

- the roll.

Openuytm-thirdsofthelastmporaabostosmlh 1l roll and insert the
1/4" Enitted Padding,

Start Ironer under light pressure and wind the Enitted Padding smoothly onto

~the roll, removing all wrinkles. mmwmrwmhmn Then

"mtheIronerrorone-halfhm:r

- After the half-hmr TUuR, apply the No.l2 dnck to rolJ. No.l Open up two-thirds

of last wrap of kmitted paddirig and insert the duck. Start Ironer under
light pressure, and smoothly wird the duck, removing all wrinkles. Follow
same mrocedurs for each roll.

. The outer American Cloth covers may be applied at this tims, oxr the Ircner

mbenmsemaldaystopwkmthepaddmgbefmapplnngthemter _
covers. Apply the covers to each roJ.l in successicn, in the gams mammer the
Fo. 12 duck was applied. _
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FIGURK 19 HAMILTON SPRING PADDED ROLLS




U. SETTING PRESSURE SCREWS - (Refer to Figure 20, cpposite ‘pags) - The following ex-
planation pertains to the B-Roll SYLON Flatwork' Ironer. - Setting pressure screws cn b ——
" and 6-Roll Ironer is relatively the aame, Befors setting preasure screws, run Iraner |

for half hour, then: _ o

1. ~Apply Iressure until apiral roll btrackets have reachesd point of meximum lift
on large cams. This 1s not quite two-thirds.of the full travel of the koy in
" reer pressure shaft. Full travel of the key 1a from full "UFF" pressurs Vhere
it 18 at top of shaft, to full "ON" pressure whers it 1a at bottam of ahaft,

2. Check small.pins (5, Fignre 20) at each end of No.l roll, and see if they are
loose. If they are not loose, apply pressurs gradually until they are. Do
the aame for each succeeding rcll. Do not apply more preesurs than 1s neces-
_aary to free these pins. ' : .

'3. With Ironer rumming and preésin-s- gtill applied, 1nsta.u pressurs screwa (6,
Flgure 20) for No.l roll en both sides, turning screws down as far as poselble
by hand. Instal._lpresan_reac:mfurotharmlla in same marmer,

L. With all preseurs screws set finger tight, tighten lock mts (10) on pressurs
8th roll. Then, using wrench:

%

Turn roll #7 pressurs screws 1/6th turn* and tighten lock muta.

Toxn roil #6 ressure screws 2/6tk turn " 4 " "

Tarn roll #5 pressurs screws 3/6th twrm " " " "

Turn roll # pressurs screws 4/6th fuxm " " L

Torn roll #3 [ressure scrsws 5/6th turm " . " n "

Torn roll §2 pressurs screws cne full twrn and tighten lock muta.

Turn roll $l pressurs screws 1-1/6th turms ™ . " - " " (
(* In making the 1/6th graduated twrns the hsxagom head of the pressure

screwe can be used as 'a guide, as there are six flat sides ca the haads.){' ‘

On 6-Roll and 4-Roll Ircners, the pressure setting is made in the same manner

as the 8-Roll setting. In each case, aftar the Pressure ecrevs are set finger
tight, start with the next to the last roll and set remaining pressurs scrows

in increments of 1/6th of a turn.

S, With pressure set as cutlined, note reading cn the pressurs indicator. In-

gtruct the foreman to apply pressure to thia mark sach day. At same time,
be should check the mmall roll pressure pins. As long as these pins are

- loose, pressurs should not bte increased. But whan padding packs and the
rolls become alightly smallar, the roll pins will tightenm, indiceting that
rolls ars not in comtact with the chests,and the pressure bar mest be lower-
ed to apply mare ressurs. FPressure should de added through the pressure do-
‘vice until the roll pins just loosen. The pressurs indicator reading should
be noted end the pressure kept at this new setting wtil the pina again tight-
en, Same procedure 1s repeated until repadding is necessary.

The method outlined above, givea minimmm graduation to the padded rolls, and
allows them to cperats in the chesta under their own weight omly, without
excessive preasure being applied. This is referred .to as "light” pressure,
and gives lecng life to the covers, padding and tapea.- . The roll graduation
is slight, but in the majority of cases it is sufficient to mroduce encugh
pull cm the wark to keep it flat on the chests and produce good quality iron-
ing. . ONCE PROPERLY ADJUSIXD, THE PRESSURE SCHEN SETTING SECULD NEVER BE
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FIGURE 20
ROLL PRESSURE MECHANISM
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V. TAPE DEVICE - Fasten the bracksts, which hold the two Tows af wooder spools ab
feed end of Ircmar, to the [ressure bars with the four machine “bolts.

Set the spoal rod at delivery end of Ircmer lawaothn.ttha tapea vill carry the
flatwork onto the upper aprom.. (The bracists which sscure the apoal rod to the de-

livery end are held in positian by the same 3/4-1nch bolta that fasten the pendulum
bolts to the sure bars.) N ' ‘
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g
) OPERATION

~ A. GENERAL - The Ironer 1s now ready for cperaticn, but before putting it in pro-
duction, careful attention should de given to the following featuree in ordsr to be
familiar vith the functions of the various attaciments and methods of operaticn.

-

B. HEATING CHESTS

1. Open valve in by-pass line arcund main steam supply valve, This will permit
the cheats to heat gradually.

2. For approximately ten mirutes open valve in condensate line by-passing
steem trap. - o

3. Close by-pase valve in condensate lins. Steam trap is now operative.

b. After thirty to forty-five mimites, open the maln steam supply valve and
¢lose the valve in the by-pass line around this valve.

NOTE: Do not run work through Ironer until chests are thoroughly heated.

C. STARTING AND STOPPING
1. Standard-Drive Ironer with A.C., four-speed motcr.

(a) Befare starting Ircner de sure the pressure ia OFF (See "Pressure Con- .
-ml”’ Pa@ 30)' V . !
. (b) Set Drum control for lowest speed. _ L
 {c) Disengags clutch by pulling shifter lever towards operatar.
(4) Depressa "SPART" button on push-button etation. '
(o) Engags clutch dy pushing shifter lever forward (See below).
(£) Set d&rum comntrol for desired épeed. , ; :
(8) Apply pressure as described in paragraph on "Pressure Comtrol”.

. -y -

FIGURE 22
~PUSHING SHIFTER
LEVER FORWARD.
TO ENGAGE CLUTCH
AND START IRONER
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To stop tho drive notar and vacmm-exhanster mntm- dopreas ths S.PC'P 'buttm
T oo the puab-button staticn, .

2. Standu-d-m-in Ironer with D. c., Var*a.hla-apeed aotor.

~

{a) Before etartin.g Ironsr be sure t.ho ressure 13 OFF (See."Pressure
- Control® ne::t pa.ga) T

(b) Set field rheostat for lcwast gpeed. _ , .
€)) Diaangage clutch by pulling shifter lever tamdaoperatoc
-{d) Depreaa "EEARI' button on. puah-button ata.ticn

' (e) Eneago clutch by pushing Bhifter lover away frcu:. oparatar.
2 {£) Set f1e1d rheos'ta.t fcr desired Bpaed

g)- Ap;p.'la' presstn-e as deacn.'ibed nnder “Presauro cmol ; n8xt pags,

unﬁl a low apeed ‘appears cn ths speed-

. g puahing shifter level awey frem cpera.ta:-

(r) Depress button marked "HIGH" wntil desired high speed appears o:n the
speedmater. Then, Temove finger from button.

- {g) Apply pressm-e as described under "Presgure Control- , na:x:b po.ga

'1‘0 atop drive motor e.nd ?acm:ﬁ-éth;atar motor, depress “Srl'dé'f 'tmtton on the
push=butten etaticn. _ ' : : e [~

NOTE: To a.'roid bu.m:!.n,g pa.dd.ed Troll covers, aprons, and tapeé » alwu‘&-a
*-elem Iv‘essurs vhen Ironer is to be idles for ten mimites or longsr.
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" D. PRESSURE CONTROL - The operating lever at the right-hand stde.of the feed end of
, thoIrmrconbrOlﬂ ‘the power pressure mechanism.

.. Po. pressure on §-Roll and 8-Roll Ircmers: Move lever to the left until desir-
ed pressure ls reglstered on the preasure dial. Then return lever to neutral.

To release pressure on 6-Roll and 8-Roll Ironers: Move the lever through neutral
(center positioni, then to the right untll pressure is released, as shown by the

pressure indicator. Then return lever to neutrsl.

Pressure may be applied or released marmally by turning ths hand-wheel at the lover
right feed end of the Troper. Turn the wheel counter-clockwlse 1o apply pressure,
and clockwise to release Iressure. Fressure control for k-Roll Ircner is eXactly

reverse of procedure above,

NOTE: Never '-'_a&lj-'pcressure to a ¢old machine while it 1s running.

The pressure mechanism also ralses end lowers the apron tension brackets at delivery
end of Iromer, dringing the aprons into end out of contact with the steam chesta.

FIGURE 23
 ADJUSTING
ROLL PRESSURE

_E. FEEDING - Never start feeding work into Ironer until rolls and chests sre heated
" thoroughly, Observe condition of work to make sure it is properly extracted. Excess
moisture from under-extracted work will accumilate 1n the roll padding, causing un-
necesgsery trouble and slowing down production.

- When feeding large pleces, alternate thsm from end to end of the rolls. For example,
“'feed large pleces at left end of rolls for a while, with amaller pieces alongside
them, at the right. Then alternate, and feed large pleces at right ‘'end of rolla.

" When ironing small pleces only, they should be fed alomg entire length of -rolls.

A wax cloth, prepared as described in paragraph "C", Page 32, should be run through
" 4he Ironer at least once a day. 7This is essential for smooth travel of work through
Ironer. Following these slmple procedures will help keep the cover cloths straight,
prolong the life of padding, and result in better quality ironing. :
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MAINTENANCE S
A. GENERAL - The STLON Flatwork Ironer is primarily a water evaporating machine, and
its functioning depends on the quality of steam delivered o it, the rapid removal of

condenaate and the conditioming of the work to be ircned. Insufficient extracting,
low steam pressure, wet steam, neglected padding, incorrect ironing Fresgure apd in-

sufficient apron tension will _materially decrease the efficiency of the Ircher and
produco work of qu.astionablequaltty AR . e e

ROUTINE OPERATIONS AND INSPECTIONS

' Motor Maintensnce -Thomotor 14 be ins:pectedw in order to-keep 1t
in good operating conditicon, ‘Keep the intericr and:exterior dry and free of

Gugt, lint, agremse or dirt. 'See that hrushes of direct-current motars

Dirty windings may overheat and canse failure of the insulation. W
‘may be cleaned by suction clesnsrs » camressed alr or wiping. The campresaed
alr should be free of moisture and the pressure asbould not be excessive.
Nozzles of suction type cleaners should be ‘oon-metallic.’ Gummy deposits of

' dirt and grease may be removed by using carbon tetrachloride. Terminal con-

~ nections, assembly ‘screws; bolts and mmts ‘should be tight. They sometimes
tend to loosen from vibration. : o -

of a thermometer. If the temperature is high, investigate the canse Immedi -
ately. Motor temperature rise should not exceed temperature rise indicated

(b) AL muts, bolts and sorews are drawn deht. .
(6) Acowmlated dust and lint are removed from mechin and 1t is kept clean.

(d) A1l steam and drain commecticms are not leaking, and trap or traps
operate properly. .

(e) All moving parts are clean and mroperly lubricated.

B. CARE OF PADDING - The 11fe of the pa&ding can de 1engt.henéd conéidérab]; by
glving 1t propexr care.
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Always reloase the pressure at nocun and night, ar any time when Ironer 1a to be 1dle
for more than ten minutes. ‘ - ,

. Always koep the chests vell paraffined. (See"Cleaning Chests”).

" C. CLEANING CHESTS - It ia very important that the chests be kept clean and the
1roning surfaces hright. To clean the ‘chests, take a large mslin cloth about the

" gize of an crdinary sheet, soak it in ksrosens, then wring cut by hand. Run this
cloth through the Ircmer twice a week. ‘

In addition to the abovs, run a paraffined cloth through the Iromer ance a day to
wax the chests., If much aizing or starch ia used in the washrocm it may be necessary
to run the paraffinsd cloth tlrough more often. Use a cloth 3 feét wide and as long
 as the chests are wide. To prepare ths cloth use either powdared cx- solidified para-
- p#in.  If solidified paraffin is used, cut off flakes until a strip one and cne-half
.fest wids by the length of the cloth has been covered. " Fold the remainder of the

. ‘cloth over the paraffined portion, and feed the cloth through the Ironsr, folded

_edgs f1rst, 80 the entire chest will be covered. This cloth can be used over and over
again until the peraffin is axhmusted. :

D. INSTALLING CLIPPERLACE APRON - (Refar to Pigures 13 and 1k, Page 17)

-1, Stop Ircner so that steel\d:e (ﬂ:ich fastens ends ocf- clippeﬁ.‘-l’aca--apzm to-
- gether) is at dslivery end of machine. _ '

2. Iam_thnapmlrolla_uru-.uthorml_g:,bytun;nsthe_mcﬁtho

3. Remove the steel wire froum the old apren.

4, Compect one end of new clipper-lace spron to the tratling end of the old clip-
 per-lace spron with the steel wire. T

5, Start Ircner and run 1t alowly, gulding the new aprem by band until the lead-
. -.ing end of the new:apron ia returned to dalivu':end. _

T. Ircharmshavemognidolineammdtharm. Match up the cen-

tu@ihnmawm'mmmudthecnmlmadammtmdmm
gtes) wire tirough ths clips. _ _

8., Beat the stean chesta.

9. Put machine in normal ironing pressure.

10. Take up on spiral rolls by twrning tension screw handls until proper apron
tension i3 obtained.

E. ADJUSTING CLUTCH - (Refer to Plgure 15, Page 19) - The olutch is set when the
Ircpsr is first erscted. It will. probably nct be necessary to change the setting for
“geveral years of operstion, However, when the clotch wears to such an extent that
adjuitment is necessary, 1%t is comparatively simple to make the adjugtment. =
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Remove section of gnard enclosing clutch. Then raise flat gpring, and with a small
‘acrewdriver or centerpunch, move notched collar cae notch in direction indicated, so
that the flat epring will cover ane more notch then it did formarly. It vill al),
‘be found that moving the notched collar cne noteh will de sufficient adjustment for
8everal years operation. - ST -

F APRON ADJUSI'MENT- (Re;fer.to Figure 12, Page 16) - The aprocns are antomatically

controlled or gnided, by means of the Amsrican Autamatic Apron Control Device. It
conslsts of guide rolls, a system of comnecting rods, bell cranks, and counterweights
which canmect ths moveable ends of the gulde rolls with the corrugated friction
8pools ocn the spiral rolla. ' -

The prinsiple of this device is very simpls, and can best be explained dy comparing
1t with movement of a machine across the floor on skids and rollers. If movement of
machine is in a straight line, the rollers mist be set at exsct right engles with
the sidds. If movement to the right ar left of. the straight line is required, posi-
‘tion of the rollsrs is changed from a right angls. chnparingtha'Ircnerapronto a
machine on skids, ‘and the guide rolls to the rollers beneath the machine, operation
of the Automatic Apron Control Device will be readily understood.

The balance weighta should be adjusted so they will move the gaide rolls freely when

However, if the aprons have a pronounced tendency to run toward cne frams or the
other, the following adjustmsnt mst be made: : co
1. -Pla;:e yourself in a position facing the pivot end of the guideroll
controlling the faulty apron.

2. Moving the pivot end of the guids roll to the right sends the aprem
- to the spool-end of ‘the apiral roll.

3. Moving the pivot end of the guide oll to the left sends the apron to
-the -end .opposite ‘the spool-end of the spiral roll. :

_After making each adjustment, be sure to tighten the set screws om the bearings at

Pivot end of the guide rolls. Make all adjustments in increments of 1/2-inch, allow-
1n3 time for spron %o adjust 1tself to new position of the -guide rolls.

G. ORDERING REPAIR PARTS - A Repair-Parts Drawing accompanied the SYLON Flatwork
Ironer when shipped. The Repalr-Parts Drawing lists all availabls repair parts by
1tem mumber and part nems. To be sure of receiving the correct part with a minimum .
of dalay, give the following ‘information in correspendence or orders: L

- 1. Name of part required.

- 2. Item rumber of part as listed on Repair-Parts Drewing.
Repair-Parts Drawing mumber.

Quantity of each part required.

Camplete serial number of Irener, as listed on name plate.
Method of ahimment -- express, parcel post or freight. '

O\
[ ] L] -
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TROUBLE SHOOTING

(1) Steam chests insufficiently
heated.

(2) Steam chests dirty ar in-
‘sufficiently ‘paraffined. :

(3) Flatwerk improperly rinsed.

- (h)-l:caaaive sour used.

(3) l:!:l‘actlcu:.nnt camplets.
(8) Rolla ﬁnpropcr]; gradna.tod.;

‘| through Ironer _(Paragraph_c,r

1 (5) Lengthen extractor -dyc].o;,

(1) Heat steam chests tharcugh-
1y (See Paragraph B, Page 28).

(2) Pase pu'arﬁ.ned cloth

Page 32).

(3) Rinse work thoroughly.

(4) Use mroper amount of scur.

{6) Add Covers to tring roll
padding to proper circume
farence.

(1) Poundaticn has settled
under ane o more feet of the
Ircner, putting machine in a
twlast. .

(2)-Aprcn anide mchmimmtr 1

(1) Reinforce foundatian.

]

Stic

i

(1) Steam chests insuffici-
ently heated.

_ _(2) mmx ingroperly ri.nsod.

g
g

E

Rated

€2
2]
E

(1) Poa:.' qualitr ‘gtoam (w&tor-
low pressure). ‘ ’

- (2) Return system not functicn-

ing properly.

(2) Inspect return systam and
remody any defects.




. TROUBLE SHOOTING

LT

Covers Wrinile,

(3) Steem chesta dirty or in-
su:tficientl:‘ paraﬂined

(%) ROlla paddsd imm‘operl;'

i (3) Insufficient axtracting. (3) Increase e:t:racting tims.
It 12 more scanomdcal to remove
eIcess vater 'by JTcper use of
Ircnarlot | (h) Imm.- :mnning alow ] '(h) Check for belt slippaaa
7 m (5) Iot enaugh irening pressure.| (5) Increase ironi.ng Fréssure.
‘Rated cﬂn' 1'(_1 - | (6) Aprans too slack, (6) T4 ghten m
cont'd.) (7) Verk improperly fed to (7) Eave feedars talkm advmtaga
R - | Ironer. ' S of all open spaces. EKeep sur-
1. face of rolls well coversd with
‘ wurlc _ _
(8) Wark improperly skaken ocut. { (8) Have shakers "ahalke out”
{ (1) Apren gnide mechaniam not (1) Check guide rolls to Boe
rhnctianingpopcrlq' _thattho;raramﬂ.ngﬁao];in
| their bearings. Chack move~
able end of rolls to ses that
tlm:arsfreoinsnidea Check
- ' to see that chain from spool to
Aprons | bell crank, (Figure 12, Page 15),
o : also rods from dell crank to
- Nt veighted lever, and weighted
o lever to gnide roll are tr.'ee and
'h‘am : : nove eas:u.y 7 _ ;
Properiy __(2)8pualro.u.snptpam.u1 | (E)Keepspmlrouaparallel
LT | te artve abart. - | %o &rive shaft at all times.
:_- (3)‘ Am‘ms too alack. - (3) Tightan aprons.”
-} {1) Excessive ironing prossnre (1) Decrease ironing preseurs.
md L '
(2) H‘cu.-k improperly fed to e (2) Feed werk to Ircner proper-
Padding pulls, | Ironer: |

1y (See Paragraph K, Page 30).

(3) Pass paraffined cloth
tkrough Ironer (See Paragraph C,

| Pags 32).

(¥) Pad rolls properly.
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LUBRICATION

" A GENERAL - Proper ludrication is the most important item of Ircner upkeep, al- {
though it is too often the most neglected. Iubricate every moving pert which is sub-
ject to weer, using the lubricant recammended or its equal. = Consult lubrication

B. MOTOR LUBRICATION - Befere adding grease, make sure the fittinga are clean. Re-
move the relief plug, and check to see that the passage 18 clear of hardened grease.
The interval of greasing will depend upon the size and speed of the bearing as well
a8 the operating conditions. .In general, the higher the speed and the larger the
bearing, the more often grease must be added. THE EEARING CAVITY SHOULD REVER BE
FTLLED MORE THAN HALF FULL OF GREASE, as the resulting agitation produces undue heat-
~ ing, and the excess grease will be focrced out along the sha:rt ‘Flush out and re-
grease the bearings once a year. T

V]:lile the mtor 18 rotating, ‘force in a small amount of new grease until it starts to
. come out the relief. Add greasse sparingly, as too mich grease results in kot bearingsa.
Allow motor to run for about five mimtes before replacing the relief plug, in order
to expel the excess grease,

C. LUBRICATORS - The three types of lubricators used on SYLON Flatwork Ircners are
shovn in Flgure 24, below.

Automatic, High-Heat Type ("D" - Flgures 25, 26 and 27). This type lubricator is op~ .
erated by expansiocn and contraction of the air in the cup. The amall amount of heat | @
generated by the bearing ie transmitted to the alr space above the lubricant. The § e
. alr expands and forces the lubricant, drop by drop, into the bearing. This cools tbe
bearing, and the air in the cup contracts, stopping the flow of lubricant. Action of
the lubricators 1s independent of rocm temperature. :

Snap Lever Peed Control Type ("BE" - Plgures 25, 26 and 27). The two lubricators for
~ the main drive shaft are of this type. Once they are adjusted they will sutomatically
deliver a definite amount of oil.to the bearfngs. . They are not entirely automtic R

however, aatheymstbetumedmandoffmamany

Wick Feed Type ("™ - Iigures 25, 26 and 27). Vhen filling this type lubrica:bor £111
the lubricator until oil level is sbove atandpipe. The oil above standpipe will flush
ocut the bearing, andthe remaining oil will be fed to the bearing by caplliary acticn.

. HIGH HEAT . 'WICK FEED

FIGURE 24
AUTOMATIC
LUBRICATORS
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RECOMMENDED LUBRICANTS

Koep all besrings cloan and well lubricated at all times. The following lubricants

IJ.inqu-ation _.gz

(A) Prescwrs Gun Pitt"_n.gs - ERB Gre'ase_:ld'. 1 semeecicccneoae Socony-Vacunm 011 Co.
' ' Shell EXL CGrease No. 2 -ewceew-- Shell 011 Co. -

Texaco Regal Sterfak No. 2 ----- Taras 01l Co.

. LOBRICATE VEERLY (Refer to Pages 38, 39 and 0)

Right-hand Frame 26 on 4-Roll, 28 on 6-Roll, 3k o 8-Roll
Left-band Frame 15 on 4<Roll, 16 on 6-Boll; 20-cn 8-Roll

(B) 011 Holea - Gargoyls DTE C11 AA

e et e c e e ———— Socony-Tacuum 041 Co.
Shell Albus 0l 7’-’- ----_---‘----7-__—----‘_- ------ Shell 011 Co.
Texaco Thuban 011 90 =--wsmeciccocaimmacacas ‘Texas 01l Co.

Right-hand Frams 12 on 4-Roll, 15 on 6-Roll, 17 en 8-Roll
Left-hand Frams 15 on 4-Roll, i3 6-Roll, 15 on 8-Rell
(C) 011 Boxes - Gergoyle Cylinder 011 600-W -emmmmmoeeeeo-. Socony-Vacwum 041 Co.
~ Sbell Wolco No. 79-J =-wme--vooe—omeeeeeooo Shell 011 Co.
Texaco Thuban 01l G0 -==-mceecmmemacecocqmnn Texas 01l Co.

' Right-hand Frame 1 on b-Roll, 1 am 6-Rell, 2 an 8-Roll
Left-hand Frame I on b-Roll, I.om 6-Roll, I am 8-Rail

FILI, WHEN NECESSARY
(D} (B) and (®) - Lubricators - Gargoyle DTE 011 AA

=====--- Soceny-Vacuum 011 Co.
‘Shell Albus 041 T4 =eceecoee Shell 011 Co.
Texaco Thmban 011 90 -wwwuwes Taxas 011l Co.

Right-hand Frame 1l on 4-Roll, 15 on 6-Roll, 19 an 8-Roll
Left-hand Frame _J an 4-Roll, 1L an 6-Rall, 13 on 8-Roll

NOTE: (E) Snap lever fsed centrol typo lubricators mst be turned on and off
marmally., Maintain level, flush apd refill avery six months, -

(G)“ Rear Worm Reservoir - Gargovla Cvlindar (41 LAn.tr O W max =




RIGHT HAND FRAME FOUR-ROLL SYLOMN IRONER

LEFT HAND FRAME FOUR-ROLL SYLON IRONER
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RIGHT HAND FRAME SIX-ROLL SYLON IRONER

LEFT HAND. FRAME SIX-ROLL SYLON JRONER
TOP VIEW OF POWER RAISING RIG

FIGURE 28
LUBRICATION DIAGRAMS

BRACKET FOR 6 AND 8-ROLL SYLON F.Wl.
SIX-ROLL SYLON FLATWO!!K IRONERS
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LUBRICATION OF LUBRICATION OF LUBRICATION OF
FOW RAISING RIG FRICTION CLUTCH PRESSURE INDICATOR

FIGURE 27
LUBRICATION DIAGRAMS SYLON FLATWORK [IRONERS




