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Safety

SAFETY

READ THISSECTION BEFORE
OPERATING THE ORCA 80-99LAMINATOR!

FOR YOUR SAFETY:

Your safety aswell asthe safety of othersisimportant to
GBC Pro-Tech. Inthisinstruction and on the product
areimportant safety messages. Read these messages
carefully.

1. Read dll theseinstructions.
2. Savetheseinstructionsfor later use.

3. Follow al warning and instructions marked on the
product.

4. Unplugthisproduct fromthewal outlet beforecleaning.
Do not use liquid cleaners or aerosol cleaners. Usea
damp clothfor cleaning.

5. Do not usethisproduct near water.

6. This product should be operated from the type of
power sourceindicated onthemarking label. If youare
not sureof thetypeof power available, consult your degler
or aqualified and certified eectrician.

7. Do not alow anything to rest on the power cord. Do
not locate this product where personswill walk on the
cord.

8. Never push objectsof any kindinto this

product through any slots asthey may touch dangerous
voltage pointsor short out partsthat could resultinarisk
of fireor dectric shock. Never spill liquid of any kind on
the product.

9. Do not attempt to service this product yourself, as
opening or removing coversmay exposeyou to dangerous
voltage pointsor other risks. Refer al servicingto service
personnel.

10. Unplug thisproduct fromthewall outlet and refer
sarvicing to qudified service personnd under thefollowing
conditions:

A. Whenthe power cord isdamaged or frayed.
B. If liquid has spilled into the product.

C. If theproduct has been exposed to rain or water.

WARNING:

Never placefingersor armsbetween therollers
when they areturning or whentherollersarein
the closed position.

D. If the product does not operate normally when the
operating instructionsarefollowed. Adjust only those
controlsthat are covered by the operating instructions
sinceimproper adjustment of other controlsmay resultin
damageandwill oftenrequireextensvework by aquaified
technician to restore the product to normal operation.

E. If theproduct exhibitsadistinct changein performance,
indicating aneed for service.

Safety Information

WARNING:

It isvital that everyoneworking around the
laminator rollsavoid wearingloose-fitting clothing,
tiesor danglingjewelry which could becaught in
thenip.

The GBC Pro-Tech laminator has been designed with
operator safety asaprimary consideration. However,
operators must become thoroughly familiar with the
controls, and proper operation and safety festures of the
machine before starting to use the unit.

© GBC Films Group June 2000
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GBC Pro-Techlaminatorsare powerful machineswhich
are designed to accomplish specific tasks such as
mounting, laminating and encapsulating. The forces
required to accomplish laminating canvary fromnegligible
to very large. Theair-cylinder system used to provide
downward pressureonthetoprroll iscapableof producing
forces greater than 1000 pounds (454 kg). Thisforce
can be applied to any object that may be present in the
opening (called the nip) between thetworollers.

Asasafety measure, the laminator is equipped with a
photoel ectric eye system which stops the machinewhen
objects or hands are located in the nip area. Once the
blocking object is removed and the light beam is
reestablished, thelaminator rollsresumeturning.

Operatorsshould usecarein lowering thetop laminating
roll and know how to react quickly in an emergency. The
laminator roll UP-DOWN switchislocated onthefront
ingtrument pandl labeled“ L aminator Roll Controls’ on
theleft-hand side of the machine. Asthe nameimplies,
this switch controlsthe up and down motion of thetop
laminator roll. Before turning thisswitch tothe DOWN
position, assurethat nothingisinthenip area.

Most GBC Pro-Tech machines are designed to hesat the
lamination rollers. Temperatures can be set to over 200
degreesF (100 degrees C). Thusthereisadanger of a
severeburnif the

rollersare touched during set-up or operation.

The machines have steel end cabinets that are bolted
closed. They servetoisolatetheelectrical- and drive-
system components.

WARNING:

Pleasenote: All personsworkingon or near the
Orca80-99 L aminator must beadvised of the
following:

If any clothing, toals, or anything other than film
or paper isinadvertently drawn intothenip, the
action of therollsmay behalted immediately (and
thetop rall lifted) by pushing or striking any of the
red E-Stop switcheslocated at thetop of the

machine, or by steppingon or kickingthe E-Stop
cablelocated at the bottom of the machine.

Quick actioninthisregard can aid in preventing or
minimizinginjury or machinedamage.

Because of the electrical shock hazard and the
chance that a person might get either fingers or
clothing into the drive mechanism, the cabinets
should only be opened by aqualified service person,
after the machine is shut off and the power
disconnected.

Pagel-2
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Warranty

WARRANTY

Limited Warranty

CAUTION:

Unauthorized customer alterationswill void this
warranty.

GBC Pro-Tech warrantsthe equipment soldisfreefrom
defectsin material and workmanship for aperiod of one
(1) year from the date of delivery to the customer.
Thiswarranty isthe only warranty made by Pro-Tech
and can not be modified or anended.

GBC Pro-Tech’ssoleand exclusiveliability and the
customer’s sole and exclusive remedy under this
warranty shall be, at GBC Pro-Tech’s option, to
repair or replaceany such defectivepart or product.
Theseremediesareonly availableif GBC Pro-Tech's
examination of the product disclosesto GBC Pro-
Tech’s satisfaction that such defects actually exist
and wer enot caused by misuse, neglect, attempt to
repair, unauthorized alteration or modification,
incorrect linevoltage, contaminated air supply, or
by fire, accident or flood or other hazard.

Thiswarranty specifically doesnot cover damageto the
laminating rollers caused by knives, razor blades, other
sharp objects, failure caused by adhesives or improper
use of themachine. Warranty repair or replacement does
not extend thewarranty beyond theinitial oneyear period
fromthedateof delivery.

THE WARRANTY MADE HEREIN ISIN LIEU
OF ALL OTHER WARRANTIES, EXPRESSOR
IMPLIED, INCLUDING ANY WARRANTY OR
MERCHANTABILITY OR FITNESS FOR A
PARTICULAR PURPOSE. GBC PRO-TECH
WILL NOT BE LIABLE FOR PROPERTY
DAMAGE OR PERSONAL INJURY (UNLESS
PRIMARILY CAUSED BY ITSNEGLIGENCE),
LOSSOF PROFIT OROTHERINCIDENTAL OR
CONSEQUENTIAL DAMAGESARISING OUT
OF THE USE OR INABILITY TO USE THE
EQUIPMENT.

Exclusions to the Warranty
Thiswarranty specifically doesnot cover:

1. Damagetothelaminating rollerscaused by knives, razor
blades, other sharp objects, or

failurecaused by adhesives.

2. Damageto the machine caused by lifting, tilting, and/or
any attempt to position themachine other thanrolling on
theinstalled casters.

3. Improper use of the machine.

© GBC Films Group June 2000
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Specifications

ORCA 80-99
SPECIFICATIONS

Description:

Floor-standing laminator with multipleunwind
positionsfor high productivity heat-activated laminating,
encapsulating, heat transfer and mounting. The
l[aminator can a so be used with pressure-sensitivefilms
for cold mounting and laminating applications.

Includes;

Outfeed edgedlittersfor inlinetrimming of finished
product.

Dimensions;
L -120",D-50",H - 66" (L- 3M, D- 1.27M, H-
1.68M)

Weight (uncrated):

2800 pounds (1270 kg)

Laminating Rolls:

86.5" length (220 cm) roll facewiththermally
conductivesiliconecovered with highrelease silicone
surface, upper and lower rollsinternally heated.
Temperature controlled by state of theart infrared
sensorswith closed loop digital control systems,
independently adjustablefor both top and bottomrolls.

L aminating Opening:

1 7 (4.75 cm) maximum opening controlled with dua
arcylinders.

Laminating Material:

Uses heat-activated 0-74” and pressure-sensitive
materials0- 80" (0- cm) widewithfilmson 3" (7.6
cm.) ID core.

Laminating Speeds.

0to 30 fpm (0to 9 Mpm) with variable speed,
reversibleaction, START and STOP controlled viathe
front instrument-panel switch or with afoot switch.

Unwind - Rewind:

Three unwind positions; three rewind positions

Safety Features:

(2) Photo-eye motor stop, 4 emergency stop buttons
and two kick cablesto stop the machineand raiserolls.

Warranty:

Oneyear partswarranty (except siliconeroll coverings
and tabletops).

Electric:

220 VAC, 50 or 60 Hz, single phase, 60-65 Amps.
Three phase 32 Amps (Europeonly).

Compressed Air:

2 CFM @ 100 PSI.

© GBC Films Group June 2000
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I nstallation

INSTALLATION

UncratingtheMachine
CAUTION:

When taking thetop off, careshould betaken so
that thetop doesnot fall into thecrate, possibly
damagingthelaminator. 1t might be necessary to
usetwo or threepeoplefor thistask.

Duringtheuncrating processmakesurethat the
screwsdo not end up on thefloor. They can cause
problemslater when tryingtoroll themachineinto
position.

To uncrate the Orca 80-99 Laminator you will need a
phillipshead screwdriver. 1t helpsto haveacordiessdrill
with the screwdriver bit, becausethere are quite afew
screwsto removethroughout thisprocedure. Inorder to
minimizethe possibility of damageto your new Orca80-
99 Laminator, pleasefollow thisprocedure exactly.

1. Thetop of the crateisthefirst pieceto be removed
(seediagram on page 4-3).

2. Next, remove oneside of the crate (seediagram). At
this point it is necessary to have someone support the
remaining Sdeof thecratewhiletheremainingendisbeing
removed. Maintain support of thesideuntil al mounting
screwsareremoved and thesideis off the crate.

3. Removetheend of the crate (seediagram).
CAUTION:

Donot useaknifeor other sharp instrument to
removeany protective covering. Thiscould cause

irreparabledamagetothemachine.

4. Remove the shrink wrap from the machine and its
contents.

5. Oncethe shrink wrap isoff, remove any accessories
fromthe crate. Whiledoing this, take care not to scuff
themachine.

6. Whenall the accessorieshave been removed fromthe
crate you will notice that there are two ramps that are
bolted down to the crate bottom: these will heed to be
removed, using the phillipshead screwdriver.

Theramps must then be secured to the edge of the crate
bottom using the screwsl eft over from crate disassembly
(seediagram).

PLEASE NOTE: TheOrca80-99 Laminator isa
lar geand heavy piece of mechanical equipment.
Casual movement of equipment of thistypecan be
hazar dousto the aver age person; and posesthe
potential of seriousdamageto themachine.

It will benecessary to employ qualified and
trained per sonnel (licensed, certified RIGGERS)
if any movement of themachineother than rolling
on aflat, level surfaceiscontemplated.

TheOrca80-99 Laminator isnot designed to be
tipped up or sidewaysin anyway. Such action may
disturb theexact alignment of therolling partsof
themachineand requireextensivere-alignment.
GBC Pro-Tech’swarranty doesnot cover
malfunction of theequipment dueto mis-handling
and/or tipping.

GBC Pro-Tech bearsnoresponsibility for parties
whofail tofollow thesedirections. Any injury or
damagetothemachineduetoimproper movingis
the soleresponsibility of themover.

Before the machine can berolled off the crate, thefoot
bolts must be freed from the four shipping hold-down
plates. Loosen thelock-nut on each of thefoot bolts.

Unscrew thefoot boltsfrom thehold-down plates. Raise
but do not removetheboltsand lock nutsfrom thefoot
bracket. (At thistime, you may wish to removethehol d-
down platesfromthecrateto provide unrestricted remova
of themachinefromthecrate).

© GBC Films Group June 2000
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INSTALL SCREWS
~

UNCRATING DIAGRAM
ORCA-80-99
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I nstallation

7. Oncetherampsare secured and the hold down plates
are removed, the machine can be rolled off the crate
bottom. Thiswill requirefour peoplehandlingthemachine
onitsfour cornersand carefully rolling themachineoff the
crate bottom (see diagram). The machine can now be
rolledintoitsfinal operating position.

Choose aspot with sufficient space around the unit so
that there can befront and back work tablesand adequate
spacefor efficient materid flow. Thus, atypica roomarea
requirement for the ORCA 80-99is20 X 24 feet (6.0
7.3 Meters) to allow use of work tablesin front and to
therear of the machine. Seethe suggested layout in Fig.
1-1 (page 4-4).

Oncethe Orca80-99 Laminator hasbeen placed inits
final position, optimum performance is obtained by
installing the supplied leveling pads and leveling the
machine. Install one leveling pad on each foot-balt,
tightening securely.

Lower theleveling pad to thefloor by turning downthe
foot bolts. Turnadl theboltssufficiently tolift all four of
the castersoff thefloor.

CAUTION:

Somegener ation of static electricity is
unavoidableduringthelaminating processdueto
thenatureof thematerialsused. Inorder toavoid
any hazard of ignition, fireor explosion dueto
static spark, it isimperativethat the operating
environment isfreeof dust, flammableliquids, and
vapors.

Then, facethe machine and place acarpenter’ slevd left-
to-right on oneof theidlers. Adjust theboltson thefront
twofoot brackets sothat themachineisleve left-to-right.
Then, movetheleve totherear of themachineand adjust
therear two leveling pads.

Next, placetheleve front-to-rear on oneof theair cylinder
brackets and adjust the bolts equally on the two foot
brackets on that side. Move the level to the other air
cylinder bracket and repeat the procedurefor the other
Sde.

After both s deshave been level ed front-to-back, go back
and check the side-to-side level condition of the front

and rear of themachinetoinsurethat it hasnot changed.

If it has, repesat the procedure until the machine’ sfront,
rear, and both sidesare all level. Tighten thelock nuts
securely to thefoot brackets.

8. Atthispoint aqualified electrician connects power to
themachine. Make surebefor e supply power isprovided
that themachinecircuit bresker isintheoff pogtion. This
isalso the point where the appropriate supply of clean,
dry compressed air isconnected to themachine (see power
andair requirements).

Electrical Requirements

The ORCA 80-99 isdesigned to accept 220 to 240-volt
AC, 50/60-Hz, 60 Amps, single phase 3 wire (USA).
The peak power required by theunitis55 Amperes. Or,
in Europe only 3-N phase 230/400 VAC, 50 Hz, 25
Ampsper phase.

Befor eattempting to e ectrically connect or operateyour
new Orca80-99 Laminator, aqudified, licensed dectrician
should be consulted to ensure that an adequate power
supply, having the appropriate capacity, overcurrent
protection, safety lockouts, etc., isavailable; andto ensure
that the power supply of the Orca80-99 isin accordance
withdl established national and regional electrical codes
and standards.

CAUTION:

Theair supply totheOrcamust beclean and dry
or themachinewill bedamaged.

GBC Pro-Tech, will not beresponsiblefor damage
to the equipment caused by improper connection,
incor rect power supply or other incorrect electrical
installation.

Beforeinitial power isapplied to the machine assure that
all toggle switches on the front and rear control panels
and themain power circuit breaker (inside/bottom of the
| eft-side cabinet) are set to OFF. The AC connectionis
located on the bottom/front of theleft-side cabinet.

© GBC Films Group June 2000
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Work Table
6' X 6' E
[2m x 2m] g
(on w heels)
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| | =
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§ 5
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Fig. 1-1
SUGGESTED WORKSPACE
LAYOUT
ORCA 80-99
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I nstallation

Air Requirements
CAUTION:

Do not useaknifeor other sharp object toremove
thepaper coverings. Thiswould causeirreparable
damagetotherollsand necessitatetheir
replacement.

The Orca80-99 laminator requiresfiltered air at 2 cubic
feet per minute (CFM), (50 liters/minute) at apressure of
at least 100 pounds (700 kPa) per square inch (PSl).
The air supply must be clean (free of dirt) and dry.
Moisture will cause corrosion and particles can block
pneumatic controls. Either can cause the laminator to
ma function.

Itisthe customer’ sresponsibility to provide appropriate
filtersand weter trgpsfor theair linebeforetheair isrouted
tothelaminator.

GBC Pro-Tech suggeststhat the best approach totheair
requirement isto provide adedicated small compressor
for the laminator. A standard light-duty 1/2 to 3/4
horsepower (1 kW) electric air compressor with 1.5to
2.5 CFM output with a2.5 - gallon (20 Liter) storage
tank isappropriate.

Airisfedtothemachineviaa1/4-inch quick-disconnect
male connector. This connector is located below the
cabinet on the | eft side of the machine. (Oncetheair
supply and dectrica power are connected to themachine,
proceed to the section on Operation inthismanual).

9. Next, removethe paper coveringsfromtheroll. After
theroll coverings have been removed, you will need to
open the accessory pack. Theaccessory pack contains:

Qty  Description

Set, Allenwrenches
Sittingknife

Manud

Bottleof |sopropyl Alcohol

100 % white cotton terry rags
Set, sparefuses

PRRRRR

Additiond ditter knives
T-handlewrench, 5/16"
T-handlewrench, 1/4"
Masking Tape
TapeMeasure

Rubber Cement Pick-Up
ShimSet

Levding Pads

Outfeed Slitters
O-Rings, Brake

Qil, Air Tool

RPNNRAMRRPRRRRERREN

Theseitemsare needed to put themachineinto operation.

RECYCLINGINSTRUCTIONS:

Thecratecomponentscan bereused for shipping
themachineagain, or may bedisassembled and
thewood and screwsrecycled. Theshrink wrap
however, isnot recyclable so therefore must be
discarded.

In order to begin operation of themachine, the Up/Down
ratesfor themain and pull rollsand the nipsmust be set
(seethe Operation section of thismanual). Once s, the
machineisready for operation.

© GBC Films Group June 2000
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Operations

OPERATION

Safety

Safety isalwaysthe primary concern. If you have not
read the safety information at thefront of thismanua,
do so now. Do not attempt operation of the machine
until you fully understand thissafety information.

General Precautions

1. Keep razor blades, knives, and all other sharp
objectsaway from thechromeand siliconerollers. They
areeasly damaged and very expensiveto replace.

CAUTION:

Insert shimsto keep thelaminating and pull rolls
apart when themachineisnot in use. Donot rely
on theair supply. Prolonged contact can damage
therolls.

2. Harsh chemica ssuch as Tolueneor MEK will
destroy the silicone covering onthelaminatingrolls. The
rollsshould be cleaned daily following the procedure
outlined inthe Maintenance section of thismanual.

CAUTION:

If siliconeadhesives contact thetop or bottom roll,
removeit IMMEDIATELY usingisopropyl
alcohoal. It will harden within an hour.

3. Donot dlow liquid silicone adhesivesto contact the
top or bottom siliconeroll. Thesematerialswill bond to
theroll inmuchlessthan one hour. If someadhesive
doesget ontheroll, wipeit off IMMEDIATELY using
isopropyl acohoal.

4. Thelaminating rollswill developflat spotsif Ieftin
contact with each other when not in use. Alwaysinsert
the shimswhen shutting off thelaminator. Do not rely on
theair supply to keep thetoproller intheraised
position, astheair supply canfail at any time.

5. Use a 100-percent cotton terry cloth to remove
heat-activated laminating residue, whiletherollsare hot.
Follow thisprocedure every time hest-activated
laminatesareused.

WARNING:

1. Never placefingersor armsbetween the
rollers, both mainand pull, or inroller dotsno
matter what the oper ational statusthemachineis
in.

2. It isvital that everyoneworking around the
laminator rollsavoid wearingloose-fitting clothing,
tiesor danglingjewelry, which could becaught in
thenip.

WARNING:

Extracaution must beused when operatingthe
laminator with the provided foot switch. Thefoot
switch actsasan “over-ride’ tothephotoelectric
eye; i.e., it allowstherollsto continue operation
even if the photoelectric eye detects an
obstruction near thenip.

Thisfunctionisnecessary a) to allow initial hand-
feeding of processmaterialstotherollsand b) to
prevent damageto the processat theend of a
sheet dueto“curl-up” of the sheet end.

Operatorsarecautioned to usethefoot switch for
asshort atimeaspracticable, and to exercise
caution when doing so.

© GBC Films Group June 2000
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TOP UNWINDS (3)

ON/OFF
AIR PRESSURE
O
/ ADJUSTMENT
(TOP BRAKE)
TOP BRAKE CONTROLS TOP REWI ND
ON/OFF
TOP CLUTCH CONTROLS /_@ LAMINATOR ROLL
AIR PRESSURE UP/DOWN
GAUGE
LAMINATOR ROLL CONTROLS /_@ BOTTOM UNWIND
ON/OFF
o
TOP HEATER SWITCH @\ /@ EE/TJS:M REWIND
ON/OFF LAMP
/@ RUN/JOG
SWITCH
BOTTOM HEATER SWITCH @\
ON/OFF LAM P BOTTOM CLUTCH CONTROLS \
\O @/ /@ FORWARD/REVERSE
\O e (08 SWITCH
PHOTOEYE @/
Nr— \®
MAIN POWER SPEED CONTROL
ON/OFF ; OTOR CONTROLS
LAMP
MAIN POWER SPEED READOUT
SWITCH

Fig. 2-1
FRONT CONTROL PANEL
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TOP HEATE@\

ON/OFF

TOP HEATE

CONTROL

TOP FAN BANK@

ON/OFF
PULL ROLL CLUTCH ™|

PRESSURE GAUGE

PULL ROLL
PRESSURE GAUGE

TOPHEAT

OFF ON

/

COOLING FANS

OFF ON

o
BOTTOM HEAT

DFF@ ON

oboogd

/

DFF@ ON

BOTTOM COOLING S

PRESSURE

PRESSURE

/_@ BOTTOM HEATER

ON/OFF

/_® BOTTOM HEATER

CONTROL

/_® BOTTOM FAN BANK

ON/OFF

— AIR PRESSURE
ADJUSTMENT

@ PULL ROLL CLUTCH

ON/OFF

—  AIR PRESSURE

ADJUSTMENT
@PULL ROLL
BOTTOM UNWIND | UP/DOWN
TENSION PRESSURE
GAUGE — AIR PRESSURE
ADJUSTMENT
@ BOTTOM BRAKE
BOTTOM REWIND ~ | ON/OFF
TENSION PRESSURE
GAUGE —  AIR PRESSURE
ADJUSTMENT
@ BOTTOM CLUTCH
BOTTOM CLUTCH ON/OFF
Fig. 2-2
REAR CONTROL PANEL
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Operator Controls
The operator controlsfor the Orcalaminator are

operator position. See Figures 2-1 and 2-2. The names
and functionsof these controlsare asfollows:

FRONT CONTROL PANEL

Please notethat in each of the control sectionsthereisa
Pressure Gauge, an On/Off switch and an Air Pressure
Regulator. The Pressure Gauge showsthe operationa
pressure. The On/Off switch turnsthe control function
onor off. TheAir Pressure Regulator adjuststheair
pressurefor the control function.

A. TOPBRAKE CONTROLS- Regulation of the
upper unwind shaft brakes.

B. TOPCLUTCH CONTROLS- Front upper rewind
shaft clutch regulation.

C.LAMINATOR ROLL CONTROLS- Regulétion of
themainlaminatingrolls.

D.BOTTOM BRAKE CONTROLS- Regulation of
thefront lower unwind brake.

E.BOTTOM CLUTCH CONTROLS- Regulation of
theshaft’ slower front rewind clutch.

F. RUN/JOG SWITCH - Changescontrol of the
machinedrivefrom afoot switch operationto
continuousrun. It also dlowsthe operator to“ Jog” the
rollsfor ashort period of time.

G. REV-FWD - Thisswitch controlsthe direction of
thedrive system, forward or reverse.

H. SPEED CONTROL - Adjuststhe speed of the
machinefrom zero to maximum asthe control isturned
clockwise.

|. SPEED READOUT - Digital readout of themachine
speed and total throughput in either metric or standard
units

J. ON/OFF LAMP (Top Heater) - Denotes whether
thetop heater controllerisonor off.

K. ON/OFF LAMP (Bottom Heater) - Denotes
whether the bottom heater controller ison or off.

L. PHOTOEYE LAMP - Denoteswhether or not the
PHOTOEY Eisblocked.

M. MAIN POWER LAMP - Denoteswhether or not
themain power isonthemachine.

N. MAIN POWER SWITCH - Turnsthe
main power on and off.

REAR CONTROL PANEL

A. ON/OFF (Top Heater Controller) - Controls
whether or not thetop heater controller ison or off.

B. TOPHEATER CONTROLLER - Controlsthe
upper mainroll’ soperationa temperature and provides
areadout of the actual temperature.

C. ON/OFF (Top Fan Bank) - Controlswhether or
not thetop fan bank ison or off.

D. ON/OFF (Bottom Heater Controller) - Controls
whether or not the bottom heater controller ison or off.

E. BOTTOM HEATER CONTROLLER - Controls
thelower mainroll’ soperational temperatureand
providesareadout of the actual temperature.

F. ON/OFF (Bottom Fan Bank) - Controlswhether or
not the bottom fan bank ison or off.

G. PULL ROLLERCLUTCH CONTROLS
Regulationfor the bottom pull roller clutch.

CAUTION:

Usetheminimum laminator roll pressure
consistent with good results. Excess pressurecan
damagethelaminatingrollers.

Page5-4
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H. PULL ROLLER PRESSURE CONTROLS-
Regulation for the upper pull roll pressureand up/down.

. BOTTOM BRAKE CONTROL - Regulation for
the bottom rear unwind brake.

J. BOTTOM CLUTCH CONTROL - Regulationfor
the bottom rear rewind shaft’ sclutch.

Setup

Set up of the Orcalaminator isquick and
straightforward wheningtructionsarefollowed directly.

Whenyou first receive the OrcaLaminator thenips
must be set before operation. The proceduresfor
setting themain and pull roll nipsareon pages8-1and
8-2.

Laminator Roll Pressure:

1. Y ou should use only theminimum amount of roll
pressure needed to accomplish thetask. While higher
nip pressure can make the adhesive bond faster, excess
pressure can damage therollers. Wrinkles, bubblesand
such have causesthat generally cannot be cured with
more pressure.

2. A typical roll pressurefor soft substratessuch as
Foamcore or Orca-Board is between 20 to 30 pounds
per squareinch (PSl) or 32 to 205 kPa.

3. Therangeof typical valuesfor hard substratesis 25
to 50 PSI, 170 to 345 kPa.

L oadingtheFilm

Filmisloaded on the appropriate unwinds. Instructions
later inthissectionwill cover loading and digning film.
For applicationssuch asencapsulation, filmwill befed
from both top and bottom unwinds.

Theprocessof loading and aligning filmisthesamefor
both thetop and the bottom. There aretwo important

pointsto remember when loadingfilm:
CAUTION:

Assurethat film isalwaysmounted sothat the
adhesivesidewill faceoutward fromthe
laminatingroller.

1. Theadhesiveside of thefilm must be oriented avay
(ontheoutside) of thelaminating roller. Otherwiseit will
immediately bond to theroller, creating amajor clean-
up project. Filmshaveashiny sideand adull side. The
dull sideisthe onewiththeadhesive. Thus, thedull side
should ALWAY Sfaceoutward fromthelaminating roll.

2. Thefilm must be centered on the unwind for best
performance. Thisisvitd whentwofilmsarefed
together. If thetwo filmsare not aligned, feed problems,
wrinkles, excessglueon rollsand other assorted
troubleswill result.

CAUTION:

Unlessthetwofilmsfed tothenip arecar efully
aligned, poor resultswill be seen.

Positioning Film

Thefollowing procedureisapplicableto both thetop
and the bottom feed unwinds:

1. Removethebdl detent retaining pinsand carefully
remove the unwind/rewind shaft fromitssaddles. Pay
particular attentiontothedrivesidesaddles. Thedrive
side of the shafts must be oriented so asto not pry on
thebrakeor clutch protrusion. Todo sowould
irreparably damage both brakes and clutches.

2. Slidethefilm onto the unwind shaft.
3. Ingtd | the shaft back into its saddles again paying

careful attention to the drive side end of the shaft.
Return bal | detent pinsto securethe shaft initssaddles.

© GBC Films Group June 2000
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4. Center thefilm by diding it back and forth onthe
shaft until centered. Assoon asthefilmisunwound
from the shaft, the core support will lock theroll into

position.

5. Recheck the centering of thefilmroll with atape
measure.

WARNING:

Normal oper ation of the Orca 80 laminator
involvestheapplication of largeamountsof heat
totheprocessmaterials. The surfacesof therolls
areat a high enough temper atureto causeburnsif
they aretouched.

Operatorsarecautioned not totouch, lean or fall
against therollsof an operatinglaminator. Do not
becomeunbalanced when working near an
operatinglaminator.

Heating

Thefollowinginstructions should be employed when
hesting oneor both of thelaminatingrolls. The
procedureisthe samefor top and bottom:

1. Set the heater switchto ON.

2. Adjust thetemperature controller for thedesired
operating temperature using the controller push
bottoms.

For the Syrlec type controller use the up and down
arrowsto adjust the set point. Hold downthedesired
arrow until the correct set point isachieved.

For the CAL3200 it isnecessary to pressthe* button
at the sametime asthe up or down arrow to adjust the
Set point temperature.

3. When hesating therolls, keep thetop roll down and
turning at amoderate speed to prevent uneven heating.

4. 1t will take approximately 25 minutesfor the

laminating roller(s) to reach operating temperature.
When the pre-set operating temperature has been
reached, themachineisready to use.

Cooling
(with optional cooling fans)

Thefollowing procedureisthefastest way to cool
down themachine. Natura cooling can also be
employed:

1. Set the heater switchesto OFF.

2. Position thetwo rear fan banks so that they aretilted
todirect air flow at theralls.

3. Set the Laminator Roll Control tothe DOWN
position.

4, Set the Forward/Reverse switch tothe FORWARD
position.

5. Set the speed control to 5 fpm (150 cpm).

6. Let themachinerununtil thelaminating rollsreturnto
room temperature.

Paper Tips

1. Alwayscut theleading edge of aprint straight so they
can befed perpendicular to thelaminating rolls.

ProcessControl Charts

Chart 2-1 and 2-1B show ablank set of process
control chartsfor the ORCA 80. These chartsare
whereyou record theway you thread film through the
machine srollsandidlers(called webbing) and the
setting of controlsand switchesfor each product and
process.

GBC Pro-Techlaminatorsrespond in avery accurate
and repeatable manner. The charts provideaway to set
up eachtime, every time, for repeatabl e performance
by assuring dl controlsare set to optimum.

Page5-6
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The processchartsarea so an excellent tool for training
new operators. They providea*road map” for correct
machine setup and operation.

The process control chartsshould bekept inthis
manual or inabook closeto the Orca. Usethe machine
to encapsulate the popular charts so they can withstand
coffeespillsand will beavailablefor ready reference.

Intherest of thissection you will find completed
process control chartsfor the basic operations of the
machine. These are based on Orca-Film and Orca-
Board and typicd prints. If you haveaspecia
application usethe blank chartsto make your own
records.

I nformation:

When trying new productsand processes,
remember that GBC Pro-Tech’scustomer service
techniciansareonly aphonecall away.
Mounting Only

1. Setup:

A. See process chart 2-2 and 2-2B.

B. Set Shims:

C. Upper Laminator Roll Pressure: 40to 80 PSI, 275 -
550 kPa.

D. Speed: 3.

E. Upper Laminator Roll Heat: 245 degreesF, 118
degreesC.

M ounting Only (continued)

2. Procedure;

A. Lay theprint ontheboard. Using atack iron, tack

theleading edge of the print down onto theboard soiit
isheldinplace.

B. Put apiece of contact/rel ease paper over the print.
Otherwise, adhesivewill be gpplied tothelaminating
roller which can cause damage and theink from
electrostatic printswill be deposited ontheroll.

C. Feed the print/Orcaboard package though the nip.

Mounting/L aminating

Thefollowing procedureisfor one-step mounting and
heat-activated laminating using mounting board with one
adhesive side such asOrca-Board.

1. Setup:

A. Thesetupisshownin processchart 2-3 and 2-3B.

B. Mount thefilm and web as shown in chart 2-3B.

C. Shims; Set thetwo front shimdialsto 1/32 lessthan
board height.

D. Laminator Roll Pressure: 40 PSI, 275 kPa.
E. Speed: 3fpm (90 cpm).

F. Upper Laminator Roll Heat: 245 degreesF, 118
degreesC.

G. Cooling: Off.

H. Film Roll Brake Pressure 20 PSI, 135 kPa.

2. Procedure:

A. Feedthe Orcaboard dull (adhesive) side up with
the print positioned asdesired. A tack iron may be used
to hold theleading edge of the printin place.
Encapsulation

1. Setup:

A. Refer to process chart 2-4 and 2-4B for webbing
ingructions.

© GBC Films Group June 2000
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B. Shims: none.

C. Laminating Roller Pressure: 60 PSI, 410 kPa.

D. Pull Roller Clutch Pressure: On, 80 PSI, 550 kPa
E. Pull Roller: Down, 60 PSI, 410 kPa.

F. Speed: 4to 6 fpm

G. Top Roll Temperature: 220-230 degreesF (90 -
110degreesC).

H. Bottom Roll Temperature: 220-230 degreesF (90 -
110 degreesC).

| Cooling: Optiondl.

J. Useof therear rewind for thefinished material is
optional. Itisagood procedurefor longruns. If a
rewind isusedin thisapplication the clutch pressure
shouldbe15PS.

2. Procedure:

A. Feedthework into the nipwith theleading edge
tight and entering the nip evenly from sideto side. For
thin paper from electrostatic printersinroll form, itis

best tofold over theleading edge approximately 6
inchesto create asquare leading edge.

Two-PassM ount and
Laminate(Hot and Cold)

Cold/Mount Laminate

A. Seecharts 2-5, 2-5B, 2-6 and 2-6B for settings.

B. Assurethat themounting film from the bottom side
hasthe sticky adhesive sideriding up around the outside
of thebottom laminating roller.

Procedure, Pass1:

A. Runthe print through to apply adhesiveand
laminate.

B. Trimtodightly larger thanthedesired finished size.

WARNING:

Takecarewhen repositioning rewind/unwind
shaftsor other heavy partsor materials, used in
thevariousweb-up patterns. They areheavy and
can causeinjury tofingersand/or toesif not
handled properly.

Procedure, Pass2:

A. Prepareto put the print through asecond timeto
mount the print to the substrate. — anything from
wood, to Masonite, to Gator foam. Start by setting the
shimsto the appropriate spacing for the material used.

B. Trimtheboard to the size of the print.

C. Alignthework to the board and assure an exact fit.
Place weightson the center of the print to assurethat it
does not moverdativeto the board during the next

steps.

D. Raiseoneend of the print and peel back
approximately two inches of theliner to exposethe
adhesivethat was applied to theprintinpass 1. Fold it
under. Lay theprint back down evenly and extremely
flat. From the center outward, tack the exposed
adhesiveto the substrate.

E. Position the piece so that theend with theliner
pedled back isfacing thenip. Insert thefirst oneinch of
the board into the nip.

F. Very carefully wrap the print back and over thetop
laminatingroll. Besuretherearenowrinklesinthenip
area. Carefully ped off theliner astheboard progresses
through thelaminator.

G. Trimthepiecetothefinished size.

Hot/M ount L aminate
A. Refer to charts 2-7, 2-7B, 2-8 and 2-8B.

B. Encapsulateimage. (see chart 2-7)

Page5-8
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C.RaiseMainRoall (Hot).

D. Reverse Motor.

E. 2nd Pass. Set Nip Height and tack |eading edge.
Runthrough asliner isbeing pulled off.

Cold Overlamination (Using a Sled)

1. Setup:

A. Refer to charts 2-9 and 2-9B

B. Setmainroll shimsto3/16"

2. Procedure

A. Useadtarter board to get thefilm started and
feedingwithout wrinkles,

B. Lay imageontheded and placeit up against the
leader board.

C. Feedimagethrough thenip following theleader
board into thenip. Maintain paper tension ontheimage
until itisthroughthenip.

D. Cut around theimagewith asharp knifeto remove
it fromtheleader board.
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PROCESS CONTROL CHART 2-1

Process:

Materials (top/bottom):

Front Control Panel Rear Control Panel
Adjustments Adjustments
Top Brake Top Heat
Top Clutch Bottom Hesat
Laminator Roller Top Cooling Fans
Bottom Brake (front) Bottom Cooling Fans
Bottom Clutch (front) Pull Roller Clutch
Forward/Reverse Pull Roller Pressure
Speed Bottom Brake (rear)
Laminator Roller Shims Bottom Clutch (rear)
Pull Roller Shims

Helpful Hints/Notes:
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Chart 2-1B
IDENTIFICATION DIAGRAM
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PROCESS CONTROL CHART 2-2

Process: Hot Mount, One Pass

Materials (top/bottom): /3/16" thick Hot tissue coated board

Orca 80-99 Oper ation and M aintenance Manual

Front Control Panel

Rear Control Panel

Adjustments Adjustments
Top Brake OFF/ NA | Top Heat ON / 245° F (118° C)
Top Clutch OFF / NA | Bottom Hesat OFF/ NA
Laminator Roller ON /40 p.s.i. | Top Cooling Fans OFF
Bottom Brake (front) OFF / NA | Bottom Cooling Fans OFF
Bottom Clutch (front) OFF/ NA | Pull Roller Clutch OFF/ NA
Forward/Reverse FORWARD | Pull Roller Pressure OFF / NA
Speed 2 - 3f.p.m. | Bottom Brake (rear) OFF/ NA
Laminator Roller Shims 3/16" | Bottom Clutch (rear) OFF/ NA
Pull Roller Shims NA

Helpful Hints/Notes:

Lay the image to be mounted on the board and push the board into the nip while the rolls are not
turning. Then, quickly, depress the foot switch to turn therolls. Make sure to maintain good

paper tension while mounting the image.

Page5-12
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CHART 2-2B

ONE PASS HOT MOUNT
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PROCESS CONTROL CHART 2-3

Process: Hot Mount and Laminate, One Pass

Materials (top/bottom): / 3/16" thick Hot tissue board

Front Control Panel Rear Control Panel
Adjustments Adjustments
Top Brake ON/20p.s.i. | Top Heat ON / 245° F (118° C)
Top Clutch OFF / NA | Bottom Heat OFF/ NA
Laminator Roller ON /40 p.s.i. | Top Cooling Fans OFF
Bottom Brake (front) OFF / NA | Bottom Cooling Fans OFF
Bottom Clutch (front) OFF/ NA | Pull Roller Clutch OFF/ NA
Forward/Reverse FORWARD | Pull Roller Pressure OFF / NA
Speed 2 - 3f.p.m. | Bottom Brake (rear) OFF/ NA
Laminator Roller Shims 3/16" | Bottom Clutch (rear) OFF/ NA
Pull Roller Shims NA

Helpful Hints/Notes:

Start the overlaminate with aleader board the same thickness as the board being mounted to.

While maintaining paper tension, lay the image to be mounted on the board and follow the leader
board into the nip.
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IMAGE/

AN

CHART 2-3B

ONE PASS HOT MOUNT AND LAMINATE
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PROCESS CONTROL CHART 2-4

Process. Encapsulation

Materials (top/bottom): 3 mil Gloss/ 3mil Gloss

Front Control Panel Rear Control Panel
Adjustments Adjustments
Top Brake ON/20p.s.i. | Top Heat ON / 230° F (110°C)
Top Clutch ON /20 p.s.i. | Bottom Heat ON / 230° F (110°C)
Laminator Roller ON /60 p.s.i. | Top Cooling Fans ON
Bottom Brake (front) ON/ 20 p.s.i. | Bottom Cooling Fans ON
Bottom Clutch (front) OFF/ NA | Pull Roller Clutch ON/80p.si.
Forward/Reverse FORWARD | Pull Roller Pressure ON/60p.si..
Speed 4 - 6f.p.m. | Bottom Brake (rear) OFF/ NA
Laminator Roller Shims 0 | Bottom Clutch (rear) OFF/ NA
Pull Roller Shims 0

Helpful Hints/Notes:
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UNWIND

Chart 2-4B

ENCAPSULATION
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PROCESS CONTROL CHART 2-5

Process: Hot Overlaminate with Pressure Sensitive Mount Adhesive

Materials (top/bottom): 3 mil Gloss/ Mount Adhesive

Front Control Panel

Rear Control Panel

Adjustments Adjustments
Top Brake ON/20p.s.i. | Top Heat ON / 230° F (110°C)
Top Clutch OFF / NA | Bottom Heat OFF/ NA
Laminator Roller ON /60 p.si. | Top Cooling Fans OFF
Bottom Brake (front) ON /20 p.s.i. | Bottom Cooling Fans OFF
Bottom Clutch (front) OFF/ NA | Pull Roller Clutch ON/80p.si.
Forward/Reverse FORWARD | Pull Roller Pressure ON /60 p.si.
Speed 4 -6f.p.m. | Bottom Brake (rear) OFF/ NA
Laminator Roller Shims 0 | Bottom Clutch (rear) OFF/ NA
Pull Roller Shims 0

Helpful Hints/Notes:

The encapsulated image will have waves running 90 degrees to the feed of the film. Thisisdue
to the moisture in the mount adhesive' srelease liner. Once mounted the waves disappear.

Page5-18
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UNWIND

UNWIND

Chart 2-
5B

TWO PASS HOT OVERLAMINATE
WITH PRESSURE SENSITIVE MOUNT ADHESIVE
FIRST PASS
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PROCESS CONTROL CHART 2-6

Process. Hot overlaminate with Pressure Sensitive Mount Adhesive (Second Pass)

Materials (top/bottom): / 3/16" Foamcore

Front Control Panel Rear Control Panel
Adjustments Adjustments
Top Brake OFF/ NA | Top Heat OFF/ NA
Top Clutch OFF / NA | Bottom Heat OFF/ NA
Laminator Roller OFF/ NA | Top Cooling Fans OFF
Bottom Brake (front) OFF / NA | Bottom Cooling Fans OFF
Bottom Clutch (front) OFF/ NA | Pull Roller Clutch ON/40p.si.
Forward/Reverse REVERSE | Pull Roller Pressure ON/30p.si.
Speed 2 - 3f.p.m. | Bottom Brake (rear) OFF/ NA
Laminator Roller Shims N/A | Bottom Clutch (rear) OFF/ NA
Pull Roller Shims 3/16"

Helpful Hints/Notes:

When mounting keep an even wrap around the upper pull roll to eliminate any wrinkles due to
uneven feed of theimage. During the mounting process, it is also helpful to have atable the
same height as the pull roller nip to help feed the board and image into the pull rollers.
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Chart 2-6B

TWO PASSHOT OVERLAMINATE

WITH PRESSURE SENSITIVE MOUNT ADHESIVE

SECOND PASS
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PROCESS CONTROL CHART 2-7

Process. Cold overlaminate with pressur e sensitive mount adhesive

Materials (top/bottom): PSA Laminate/ PSA Mount Adhesive

Front Control Panel Rear Control Panel
Adjustments Adjustments
Top Brake ON/40p.si. | Top Heat ON /115 F (46°C)
Top Clutch ON/ 20 p.si. | Bottom Heat OFF/ NA
Laminator Roller ON /40 p.s.i. | Top Cooling Fans OFF
Bottom Brake (front) ON/ 20 p.s.i. | Bottom Cooling Fans OFF
Bottom Clutch (front) OFF/ NA | Pull Roller Clutch ON/60p.si..
Forward/Reverse FORWARD | Pull Roller Pressure ON/60p.si..
Speed 4 - 6f.p.m. | Bottom Brake (rear) OFF/ NA
Laminator Roller Shims 0 | Bottom Clutch (rear) OFF/ NA
Pull Roller Shims 0

Helpful Hints/Notes:
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UNWIND

RELEASE
PAPER
REWIND

MOUNT

ADHESIVE
UNWIND

Chart 2-7B

TWO PASS COLD OVERLAMINATE

WITH PRESSURE SENSITIVE MOUNT ADHESIVE
FIRST PASS
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PROCESS CONTROL CHART 2-8

Process. Cold overlaminate with pressure sensitive mount adhesive (second pass)

Materials (top/bottom): / 3/16" Foamcore

Front Control Panel Rear Control Panel
Adjustments Adjustments
Top Brake OFF/ NA | Top Heat OFF / NA
Top Clutch OFF / NA | Bottom Heat OFF/ NA
Laminator Roller ON /30 p.si. | Top Cooling Fans OFF
Bottom Brake (front) OFF / NA | Bottom Cooling Fans OFF
Bottom Clutch (front) OFF/ NA | Pull Roller Clutch OFF/ NA
Forward/Reverse FORWARD | Pull Roller Pressure OFF/ NA
Speed 2 - 3f.p.m. | Bottom Brake (rear) OFF/ NA
Laminator Roller Shims 3/16" | Bottom Clutch (rear) OFF / NA
Pull Roller Shims N/A

Helpful Hints/Notes:

When mounting keep an even wrap around the upper main roll to eliminate any wrinkles due to
uneven image feed.
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115
RELEASE _— 42
LINER

Chart 2-8B

TWO PASS COLD OVERLAMINATE
WITH PRESSURE SENSITIVE MOUNT ADHESIVE
SECOND PASS
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PROCESS CONTROL CHART 2-9

Process. Cold Overlam only (using a sled)

Materials (top/bottom): Pro-Gloss/ 3/16" board (to be used for the sed)

Front Control Panel Rear Control Panel
Adjustments Adjustments
Top Brake ON/40p.s.i. | Top Heat ON / 115° F (46°C)
Top Clutch ON /20 p.si. | Bottom Heat OFF/ NA
Laminator Roller ON /40 p.s.i. | Top Cooling Fans OFF
Bottom Brake (front) OFF / NA | Bottom Cooling Fans OFF
Bottom Clutch (front) OFF/ NA | Pull Roller Clutch OFF/ NA
Forward/Reverse FORWARD | Pull Roller Pressure OFF / NA
Speed 4 - 6f.p.m. | Bottom Brake (rear) OFF/ NA
Laminator Roller Shims 3/16" | Bottom Clutch (rear) OFF/ NA
Pull Roller Shims NA

Helpful Hints/Notes:

Use a starter board of the same thickness as the sled being used to start the laminate into the nip.
Lay the image on the sled and follow the leader board into the nip while maintaining paper
tension on the image being overlaminated.
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Chart 2-9B

COLD OVERLAMINATE
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M aintenance

MAINTENANCE

Introduction

WARNING:

Some maintenance procedur esrequireopeningthe
cabinetswhilethe power and air arestill
connected to themachine.

Because of the potential for electrical shock from
wiring and crushing of fingersor armsinrotating

apparatus, only properly trained personnel should
perform thesetasks.

CAUTION:

Never attempt maintenance on an oper ating
machine unlesstheinstructions specifically call for
it.

GBC Pro-Tech laminator srequireminimal
maintenance. However, regular maintenanceis
essential to keep any piece of precision machinery
at peak performance. Thefollowing procedures
aresegmented into daily, monthly, biannual, and
as-required procedures.

Daily
1. Clean theLaminating Rolls:

Theslliconelaminating rolls can be cleaned of dust and
dirt by passing an adhesive-coated board through the
nip. (Of course, the nip should be set for thethickness
of theboard used). A mild dishwashing detergent can
also be used to clean therolls. However abetter
procedureisto useisopropyl acohol and a100-
percent cottonterry rag.

Samplesof thesetwo itemsweresuppliedinthe
accessory kit shipped with themachine.

Monthly
SettingtheNip:

The gap between thetwo laminator rollsand the
secondary driverollersiscalled thenipor roll nip. It
should be checked once amonth. They should be
adjusted according to thefollowing procedures.

Main Roll Nip Setting Procedure:

1. Make surethat the machine has both power and air.
Itisalso necessary to make surethat the up/down rates
of the upper mainroll are even prior to setting thenip; if
not follow the rate adjusting procedure on page 4-2.
Please notethat themain rollshaveto be cold (room
temperature) when performing thisprocedure.

2. Removethe shimsand set themainroll pressureto
40 psi. Notethat thismust be donewith the upper
mainroll initsfully up position.

3. Loosenmainroll air cylinder capsand spinthemto
their fully up position.

4. Lower theupper mainroll and spindown themain
roll air cylinder capsuntil they arefinger tight and
secure.

5. Raisethe upper mainroll. Themainroll nipisnow
Set.

Pull Roll Nip Setting Procedure:

1. Make surethat the machine has both power and air
and that both cabinetsare open. Itisalso necessary to
make surethat the up/down rates of the upper pull roll
areeven prior to setting thenip; if not follow therate
adjusting procedure on the adjacent column.

2. Removethe shimsand set the pull roll pressureto
40ps. Theupper pull roll should beinthefully up
position when making these adjustments.
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3. Loosen both pull roll air cylinder capsand spinthem
totheir fully up position.

4. Lower theupper pull roll and spin down the pull roll
air cylinder capsuntil they arefinger tight and secure
them. Thepull roll nipisnow set.

Cylinder Up/Down Rate Adjustment:

If the upper laminating roll or upper pull roll movesup
or down unevenly, the cylinder flow controlsneed to be
adjusted.

Turn them clockwiseto sow the up/down rate and
counter-clockwiseto increase the up/down rate. To
correct for uneven motion, whentheroll isgoing up,
adjust theflow controlsat thetop of theair cylinders.
Toadjust for uneven lowering, set theair pressureon
thelaminating roll regulator at 100 pounds per square
inch (PSI), 690 kPa, and make the necessary
adjustmentsto theflow controlson the bottom of theair
cylinders.

Six Months
1. Lubrication:

Disconnect the power and air supply to the machine.
Then, removetheend panels.

L ubricatethe bearings on theends of each laminating
roll (two per roll) with ahigh temperature grade of
bearing grease, such asL ubriplate 930-2 or equivaent
from astandard grease gun. Also lubricatetheflange
bearing on the bottom secondary driveroll (pull roller).
L ubricate by hand the d otsthat both the upper main
and pull rollsdide up and downin.

Completethelubrication by wiping the entirelength of
thechainwithan oily rag. Itisasoimportant to note
that over-lubrication of bearingsisaleading cause of
bearing failure. Closethe side panels, and reconnect the
electrica power and air supply.

As Needed
Chain Tensoning:

1. Makesurethat themachine hasair only, no power,
and that theright (drive side) cabinet isopen (seethe
diagram on page 8-3).

2. Using alarge adjustablewrench turn the appropriate
chaintensioner until thedesired chaintensionis
achieved. Make surethat the chain tension of each of
thethreechainsisfairly close. If notit might cause
stuttering inthefeed of thelaminator.
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