Model SM4

Allen Rotary-Style Gasket Cutter
Operating Instructions




INTRODUCTION

Caongrotubdiions! You are the cwner of the finest rotorystde gasket cutler in the world. Oniginally developed and pofented in the
1230%, the haawy-duty Allen 304 Rolary-Shde Gasket Cutter 15 1d=al far the customn fobrication of both metdlic and ranmetallic
ring ond Aange gaskets. Thousands are In use everyday In a wide range of Indusinies Indluding pefrochemical plards, shipwards,
power plants, brewerles, pulp and paper plants, refrigerated focllities, and ol refineries. Easy to operate and wirfualky
mainterancedres, the 34 will ot pefed gaskels ond provide iroublefree cperation for years o come.

MODEL SM4 SPECIFICATIONS MODEL SM4
Waght: 78 pannis Maximwm Recornmonded Materiol Thickness (Indhes)
Confgrton Recommended i Rl cpertion Cuhar Set Cuktar Sat
Mourting: Bendh mat GASKET MATERIAL for Non-Metal for Matal
Throat B Part # M429 Part # M428
Cuttag Diomeers: 2710 to 26°00 wih sindord sco by Non-Matallic
28" Din 540D with q:l'i:l1l|!||ﬂi- bar (ot (ndndesd] Ashestos {195 HR
54”0 o BOO0 sith optonal soole bar fnat indudead) 0953
ket With: 1/ B3 Cordinerd {Fil) WR
GoketThidmess (Rzd: 174" (See fubaFor o ikness by atenc) Cloth Insert 1250 A
Fecommented Buckert Mirkriak:  Merodic arnon-maidle Cork 02150 NR
Tap Cutting Disc lnstulled: For metulic quekat makriak Fibar n.1ae N
Tap (ukting Msc Spare: For sonmettlic gaskat meteriak Kovlar 0010 NR
Bottom Cutter Instolled For both metolic ond non-metolic prskat maianok Rubt 0188 N
| Taflen 1125 WA
i
S | Metiic
| B NR 040
| Copper R 0043
Iron {Gahvanized) NR 1040
Lend N 01125
Monel NR 0030
Sheal (Soft) NR 0.040
Steal (Stainless) NR 0030
Tin NR 0040
Tinc NR 0040




ASSEMBLY

Carahdly unpodk the unit. For shipping, the scale bor is siored in an
irvariad position. Loosan e scole bor Tscrew and ramovs the soale
bar. Reinsart tha scale bar inio its propar position and tighten Trcrew.
Tha Miodel 584 comes preadjusted at the foctory.

MOUNTING THE UNIT

(Hgure 1) Modsl 5M4 i o heavy-duty unit and is fypicadly boled
o the flat wrloos of g waorkbsnch using tha Four /8" diamebsr holes
on the mourting base.

(Flgure 2} Proper hand cronk redalion o viewsad from sids.
HOTE: In the insiructions that follow: luming the hand

crank in the direction of the arrow above s considerad
clockwisa,

- Pt

OPERATING THE UNIT

Modal 3844 is desigrsd ho cut both metallic and nenmeiolic goskst
maizrials. i ships with a fochory installad hop culiing disc desigrad
for culting meial goskst materials. A spare jop cutting disc dasigned
for culting niorvmetal goskst materials is alss includad and can bs
inshalled in the fald.

HOTE: The pre-installed bottormn cutter will cut both
metal and nen-metal materials.

Seladt the shaet gosket maerial fo be odt. Measure the moierid and

cut iro @ rowgh square moking sure that te shertast sids mesosures
larger than the oulzide dicmeisr (00 of te gasket io ba cut. Trim the

comars if necassary.
For metalic gaskst materials, punch, or drill, 3/8" guids hale in the

opprosimats certar of the rimmad goskst mabarial . For non-metallic
gasket materials, punch 11732 guida hole [#13 punch].

NOTE: Pundiing the axad dismeter guids hole ansures
that the gasket material stays centered and that the cutter
tracks properdy.

[Fhl.lrl :Ij Lonsan the scale bar Tscrew and dide the scole bar to
the desirsd O s=tting. Hand fighten tha Tecrsw.

HOTE: Markings on the scale bar designate radus, not

(Figura 4} Diz==rgage the op cutling disc by robaling the culfing
disc lever courar-clodowiss.

—



OPERATING THE UNIT

A §

(Flgure 4) Unscres ond remowe the scale bar knurled nut from the

scale bar assembly.

NOTE: The 5M4 scals bar knuried nutincorporates a
laft-hand thread.

Llsing the guide hole, position the gosket material ondo the threaded
scale bar spindle. Scraw the knudsd nut bock onto the spindle to firmby
s=curs e moerial. Hond fighien.

(Flgure 6} To cut the OO, engage the top culting disc by rotating
the cuiting disc lewar dodewise. The top cutting disc should ncw per-
etrate ar contoct tha gasket materia and is now in the propar posilion
For auiting .

=

(Flgure T} Turn the hand crank clocksiss. Simultansousky, with

the cther hand, maintain o constant downword pressure on the cuting
dizc levar. As the outting discs rotale, the gasket material will be droen
towards the outting discs iniliating e cuiting procsss. Continus crank-
ing urkil tha entire CI0 of the goskst makerial hos besn ot Disengage
the top cutting diso. Discord unwaried mabarial.

MOTE: Cutting thick and/or tough materials may require
mare than one revelution threugh the unit. Ripping the
muaterial over and repeating the above process |5 offen

advantageous.

{(Flgure 8]} To cut the inrer diamessr IR, locsan the scale bar
Teoaew, and slide tha scale bar to the desirad s=iting. Hard tightan
tha scale bor Teoew. Engogs the fop cutting diss. Turn the hand
cranik, simulonecusky mainhoining downwords prasszurs on the cutting
disc lwer oz before. Continue cranking until tha entire 10 of the gaskst
material has ksen cut. Disangogs the op culting disc and remowe tha
nerwly oot gosket. Unscraw and remows kroded ot from spinde.

Diizcard urrvanted material.

v~

(Flgure 9} Tocut imegular shaped gaskeds, mark the shope dasired
on the goskst makerial with a pancil ar pan. loosan the scals bar
Teaew. Remove the scale bar, and monually feed the material through

tha cuttars while cparating the unit in tha sam= manrer oz obove.
An oddilional set of hands may be raeded 4o guide material.




BOTTOM CUTTER REPLACEMENT

HOTE: For the steps that follow: first disengage the cutting disc lever.

o | 4

(Flgure 10A] To reploce the bottom cutler, other componants of the (Figure 10B) Remove gsar guord by loossning wo hex head cop
unit must b ramowad first to gain occass do the bottom cuther. screws using 7/ 16" wranch. Pull off gear guard.

(Flgure 10C) (Flgure 10D}
Ramows the top shaft assembly by First removing the hex cop screws which hold the top cutter lifter beoring (Figura 10.C)
and thrust baaring housing (Aigure 10D] in place using 7 /148" wrendh.

{Hgure 10E)} Side top shoft aszambly cut of tha frame assambly.

—



BOTTOM CUTTER REPLACEMENT [mntiued fom poge 5]

{Flgure 10E) Ramove bottom cutter support baaring by ramosing two socket besod cop soews holding the bottom outier support besaring in
place. There ars beo localing pirs which olign the bottom cutter support bearing o the frama assambly. The pins do not nesd to be ramoved, but
you moy reed a normarking hammer to help sose tha botiom cutter support besaring from the frome ossambly as the pins Fit ightly.

{Flgure 10F) Liff botiom cuttar out of frome aszeambly. {Flgure 10G)

NOTE: Be aware that a bushing is locoted inside the hols
holding the bottom cuttar. This bushing should be revsad
whan the bottom cutter s reploced.




(Figura T10H) Assambly is the reverss of the previcus sheps. (Figure 11) Diserngoge cutfing disc lever. Lsa spanner wrench

NOTE bl b lincluded] and plocs inke corresponding holes in top outing disc. The

p When bly for E : :P"‘T!.L ! P r:::.l-l‘hl top cuting disc is loosersd by holding sponner wrench and uming the
assembled with a pin which ines up twe washars and the crank hondles courbsrclodowiss. It moy be necessary to give the crank
top cutter disc Bfter bearing. Tighten this bolt so that mod- hondle o sharp blew with the palm of your hand fo inifially loosen the

arate rasistance Is falt when engaging and disangaging autting disc. Place new or shorpersd culting disc onto top shaft ard
cutting disc lavar. tightan by holding with sponiner wranch and haming crank handls

dockaise.

HOTE: Figure 1] shows crank direction for loosaning top
cutting dise.

SHARPENING THE TOP CUTTING DISC FOR NON-METALLIC GASKETS

{Flgure 12} Shorpen by holding o smal, hard sharpaning stone
to bewel side of the cutfing disc. Slowly turn the hand crank. Then held
thes shome ho e Hob Foos bo remose rolled sdgss o burrs,

NOTE: Sharpening the fop cutting disc for metalic gaskets
15 mat recommendad.

—



CUTTER ADJUSTMENTS

The pesitions of the culting discs are pre-sst ot the fodory. Howewer,
crear fime, as cutting discs wear and for are replaced, adjusiments may
nead ho be made to maintain propar operation.

Chedk the cutting discs to maks sure that the culting edges ars sharp,
hove no nicks or dings, ond are conceniric. Raplace if nscassary.
Ersure that the discs ars tight on their respedtiva shafts by tightening
with s sponner wrench. To adjust tha ostisr refer o the

CUTTER ADAISTMENT DIAGRAMS on pog= 9.

Note: Propar cutter adfustment must precesad In the
following ardar: Top Shaft Assembly End-Play: Ceamnce,
Dapth.

Removing Top Shaft Assembly End-Play

Disergoge tha top cuting dizc (&) by rotafing the culting disc kvar
[H] counterclodowise. Using 1-5/14" wrench, loos=n jom nut [ €]
Presst thrust bsaring (¥ to o spoce of 1,/B" with the odjustment pin
fincludad]. Tighten the jam nut ogainst thrust baaring housing (&) with
1-5/14" wrench.

{(Flgure 13} R=move iop shaft oszembly snd-play by unsaesing
the outer hesenut (B) with 214" wrench ond adjusting the inresr bex-
nut (E} in, or cut. Once endploy is removsd [hop sholt assembly will
niot slids back ard forth), ledk the ipner hesrut in position. Hold the
inrer hewnut with @ wrench and lightsn the outer hescrist snug ogairst
the inner hexniut, baing carshd not to change the position of the inrer
hexriut. Doubls chack that endploy bos besn ramovad. Craonk outher
handle to moke wrs the fop shalt oss=mbly has rot been adjusted oo
tight and Heat it robates with just slight rasishance.

Clearance Adjushment [x axis)

First, set the initial clearance babwassn the botiom cuttar (B) and top
auting disc (). Locsan the jam-nut undil the thrust baaring rotaiss
fraaly. Engogs the top culting disc by dosdy robating the osting disc
lewar clock-wise, making sure that the bop aulting disc lines vp odjacent
b the bottom cutter. Ad just the thrust bearing in or cut as necessary o
ensurs this o ignment using odjustment pin.

(Flgure 14} Ths comed deorancs odjustment For the cutter is
achiswsd by placing a pisce of 0.003" shim stock bebwsan the lop
cutting disc and the bottom cutter ond odjusting until there is slight
resistance on the shim stodk.

Note: When making the clearence adjusiment, be sure
the avtermostedge (damater) of the top cutting disc doas
not intarfere with the bottom cutter whan angaging cuf-
ting disc levear, or damage will occur to the top cutting disc

sdge.

Depth Adjustment [y axis)

T - . N
(Flgura 15) The dapth of cut is odjushed by screwing the depth
adjusiment soresy (1] in, or out, urdil 132" dapth of cut is achieved.
Lock adjusiment screw in place with locking nut using /18" wrench.
Note: The correct dapth adjustmant allow s the top cutting

dise o ba fully lowered adlacant to the bottom cuttar with-
out mechanical inte rfarance.




CUTTER ADJUSTMENT DIAGRAMS

NOTES:
1. Wrench elza for Innar and outer hax nuts — 816"

2. Wench slze for jam nut - 1-5A8"

3, Wranch siza Tor depth adjustment locking nut — 716"
4. Use 0.003 shim stock to adjust clearance (x-ads)

ar

DETAIL AA

f— 18 PRE-SET ACIUSTMENT

{¥-AXT5)

DETAIL BB

G:j THRUST BEARING HOUPSING

(Flgure 14&)

—'



GENERAL MAINTENANCE AND LUBRICATION

{Flgure 17} The Model SMd is prelubricaied at the factory. Like
any piace of precision madhinary, regular deaning and lubricafion of

al g=ars, and moving parts is recommendad. Light machine o should

e ) . TO SEE THE M4 IN ACTION
pariodically b applied to points A, B, C, D, E, F, G, and H. SCAN TNE OR CODE BELOW

Of>A0

Replace worn parts s necesssary.




REPLACEMENT PARTS

Rsplocsment porks are ovaikable from your looal distribuior or
direct from e fociory. Comtoct our Customer Servios Department
For pricing irformation.

ITE®  @Ty FART H) DESCRIFTION
1 1 L STAMDWRDSOALE DR [2°.397)
1 1 T3 [EON ML E R (2072547
1 1 1 LG SCALE BAR (S -10%)
i 1 R SCAE AR KRURLED NOT
5 1 Bl BTN CUNTER [GEAREL)
i 1 Bl 154 TOP CHTTING DESCFOR METAL
T 1 Mz TOP CHTTING D FOR MOR-SETAL
{Flgure 18)



HOLLOW PUNCH TOOLS & HAMMERS
Also available from Allpax Gasket Cutter Systems

Cut perfect bolt holes washers & sealing rings.

Saloct the dasired diameter auting
sn anto hundln, position on fop of gosket matedal,

shrika!
Halaw Punch Tossl K e
HOLLOW PUNCH TOOL KITS 7 ploce i b}
dreiekls iy Sirndesd (18" 1 007
nd ey [P By S O rlear
HOLLOW PUHCH TOGIS Hamvyrhat-brdsd beod mums rabaind & shsarls mpart
Prixsd laking prim B peid o sery Saft fros almnatar meming s pas

et laxtisd havdls axvoms ngariv gip
Araliskloin 5 st e 3 b
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