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SET-UP INSTRUCTIONS
1. Place “Safe-Arc” on hench and boit down,

2. Snap mouth of Dust Bag over lip of Dust Collector Elbow. Insert Elbow in
exhaust hole and tighten Setscrew. Elbow can be turned so that Dust Bag will
lie on the bench orhang down.

Figure IB

3. Tore Iace Abrasive BeIt remove the two_Allen Screws from the Abrasive

Belt Retaining Clip. Pull the Retaining Clip upward and away from the
BeIt or s?p hge BeP and Clro off the A goor g J

When Rlacrnrlr a_new Belt on the Belt Re?arnrn% Clip sIrde |s molded
rearnrnrr; rnoCr groove Fi ure 1A Place the B elt and |passem
bly over the Arbor ( ure 1B e back of the Belt oontacrng the
Arhor first. Work the Belt onto ‘the Arbor from he back forwar and down

until the Belt contacts the lower lip of the Arbor comrflete é’ around |
crrcumference RernstaII and tighten the Retarnrno Clip Allen Screws. W

anl)é looseness out of the Belt with your hands until the BeIt IS Snug on the
or. DO NOT OVER TIGHTEN ALLEN SCREWS!

OPERATING INSTRUCTIONS
le Use AMMCO’s Model 8500 "Safe-Mike” Brake Drum Micrometer to deter-
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g]ine tge diameter of the drum in which brake shoes to be ground are to
e use

2. Release Slide Lock (G-Figure 6) and pull out Slide Index Pm (L-Figure 2).
Move Slide Table to ﬁro er drum dlameter on Drum Size Scale 2F|%ure2
Adjust Micrometer Di In

by turning it.

3. AMMCO recommends grinding to an arc ,030" smaller than the actual drum
diameter. See page 9 of Brake Shoe Grinding and Recondltlonlng section.

EXAMPLES:;
A If the drum Is 11.040" diameter, set the Slide Table at 11" and turn the

al' (3-Figure 2) to zero setting. Seat Sli ex Pin

Micrometer Dial (3- Flgure 2) clockW|se from zero setting 0 040" (Fi 1g
ure 32 This seglng would grind tes oexac drum diameter. To
undersize grind by 030", as recommended, back off (turn counterclock-
wise) 030", which will give you a reading of .010" (Figure 4),

Figur« 4
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B. The Micrometer Dial has a lull 1" of travel and thus can he set for ANY
diameter within its full rane Each fuII revouron ofteMrcrpme er qives
ou 25 travel. Thus, If"you wish to get Safe-Arc” for a 9500
lamete drum set t eS e Table at 9" a urn the Micrometer Dial
cIockwrlsle past the 400" posrtron on the Micrometer Barrel (4-Figure 2)
to .100" on the Micrometer Dial.

C. Tighten Slide Lock (G-Figure 6) before grinding.

4, GRINDING SHOES FOR NON-SERYO AND WAGNER SERVO COM-
POUND BRAKES. This would include the Center Plane and Lockheed brakes

used on Chrysler products and the Wagner self- centering brake used on some
models of Stucebaker and Rambler |t recommended hat shoes for Bendix
Dug -Servo dhustable anchor brakes be ground against a FIXED ANCHOR
as descring Section 5.

enSrew A-Figure 5) securely into the V-groove in the Lower Shoe
C mp. Frcxed i\nch At a?chment yFrngure7 rghust e removed.

B. Back off the Clamping Knob &D -Figure 5) until the Upper Locati |n But-
tons( Frgure5 are’re racte e Wa p De res ever
é %ure rarstp ne Upper Shoe_ Clam J) untrI the shoe erI fit
etween the Upper and Lower Locating Button

C. Place the shoe on the Lower Locating Buttons with the ed e of the shoe
table on the fIa sec |on an]d he]back of the shoe abI ag | Pu
Cen ter the L soe |seI

mpaortant t hat the ca nd ca uttos e seate N
In |[d?rec t contact wrth the soe 8rmq Any rah hnr protrudaing
beyond the edge of the platform mus t be removed.

D. Push the Upper Shoe Clamp down until the Upper Locating Buttons- con-

4A
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5. GRINDING SHOES FOR FIXED ANCHO

No. 8100 Fixed Anchor Grindin
odel 8000 Brake Shoe Grmder.i

R BRAKES.

Set is not standard equipment with the
It Is recommended that shoes for adJust-

able anchor as well as fixed anchor Bendix Servo brakes be ground Using

this method.

A Loosen Screw (A-Figure 6) until Shoe Clamp Assembly swivels freely

and fully without contacting Screw.

B. Select Shoe. Positioning Slegve é?arﬁgqgrreoﬂ

8030, Specification Chart or the

corre[s#ondinﬁ_ to the No.
he drum to which the shoe

i being ground. Slide it over Rod (C-Figure 6) until it contacts Stop Pin.
C. Select the correct Gage Sleeve (D-Figure 68 from the No. 8030 Specifi-

cation Chart. Slide i’ over Rod " (E-Figure 6)

D. Slide the Fixed Anchor Attachment ’glal ldgeum over Rods (C-E-Figure 6%
against the Shoe Positioning Sleeve and Gage Sleeve.

Move the Handle ((15

-Figure
ment is fully seate

2) Ina

Il the Fixed Anchor”Attac

Tighten Screws (1 and 2-Figure 7) firmly.,

E. Select the correct Anchor Sleeve (F-Fi
fication Chart and slip it over the Anc

rg];ure 6) from the No. 8030 Speci-
or (3-Figure 7).
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F. Place the shoe in the Shoe Clamp as in Section 4 above, excegt that the

shoe anchor eye must be firmly seated against the Anchor Sleeve (F-
Figure 6).

NOTE: ONLY ONE SET OF LOCATING BUTTONS WILL CONTACT
THE BRA WHEN_ GR
POSITION.

CLOSEST TT

~

OI_I'I
—=
S
=

When grinding a Brake Shoe with oversize lining to a near standard size drum
in somé instarices. you Wil find_there is not enough clearance between the Shoe
Clamp and Abrasive Sleeve to install the shoe. When this occurs, use the slotted
end of the Shog Positioning Sleeve (B-Figure 6). The slot should fit around
the Stop Pin. Only use the slot when necessary.

6. BRAKE SHOE GRINDING.

A Move shoe against Abrasive, Belt by |Iftln& Handle 5-Flgure,2) out of
threaded half-nut and pushing forward. Re-engage Handle in half-nut
and back off until shoe is barelg clear of Abrasive Belt Swing Handle
away from you (toward Dust Bag) and start Motor.

B. For smoother cutting, advance feed, using Handle, only when the Handle
is on the Dust Bag Side of Machine —clear of Abrasive Belt. Grinding
Scale (6-Figure 23] is graduated in thousandths. Do not remove more

than 005" on any "one Cut. Move Handle evenly and do not try to grind
too fast.

C. Continue grin_din_% until Iining%NcIean,s up across its full arc —then stop.
Additional grinding will only Waste lining.
MAINTENANCE

1 Fre uentlg/_ clean all exposed metal parts with a rag dampened with light
maching Qil.

2. The Swivel Table has a grease fitting. Periodically lubricate with multi-
purpose chassis grease.,

3. Use a few drops of light machine oil in the oil fittings at either side of the
Sl?ge Table oﬁce a \geek. J

4. Qil the stud projecting down from the Lower Shoe Clamp casting weekly.
5. Empty Dust Bag frequently to assure maximum efficiency of vacuum system.
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6. To adjust V Belt tension, loosen two Hex Head Bolts ,securing Motor and
move Motor to obtain about 1/4" slack in V Belt. Re-tighten Bolts.

CAUTION

. Use only AMMCO Abrasive Belts. Results positively cannot be guaranteed
If substitute Belts are used.

. Be careful not to let the Shoe Clamp hit Abrasive Belt when a shoe is not
loaded in it.

. Do not tamper unnecessarily with Setscrews in the Micrometer Dial.

. Takin? too heavy cuts will slow down motor. This will drastically reduce dust
collection efficiency. Do not remove more than 005" on any dne cut. Also,
do not try to cut foo fast.
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NO. 8050 STANDARD CLAMP ASSEMBLY

Ko &@ Description K Rt Deacrlpt
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