
TRCDUBLE SHOCDTITG CHART

TROUBTE CAUSE REMEDY

I .  V IBRAT ION
Occurr ing when sty lus feeds into
template or  meels prof i le change.

(a)

(b)

In feed ra te  loo  h igh .

A i r  in  hydrau l i c  sys lem.

(c )  Hydrau l i c  p ressure  too  h igh .

(d) Slylus pressure too high or too
low.

(e) Mcchanical looseniss.

( f )  La thc  V ib ra t ion .

Reduce by  ad ius t ing  in feed ra le  knob.

Cyc le  s l ide  fu l l  s t roke .  Check  fo r

leakage a t .  va lve  and lank  f i r t ings .

Check  fo r 'adequafe  o i l  leve l  in  tank .

B lecd  o i l  f i l te r  on  tank .

Reduce to  175 ps i  o r  less .  Check  fo r

faulty pressure gauge.

Ad ius t  (see  Page 9) '

Check mounling bolls, lathe compound
and c ross- : l ide ,  too lho ldcr .nd  templa te

bracket for t ightnesr. Tighten itacer

slide 9ib if nccessary.

E l im ina le .

MARKS ON WORKPIECE (a )  V ib ra l ion  in  t racer  sys lem.

(b) Templatc edge not smooth.

(c) Incorrect tool grind.

(d)

(e)

Mcchanical loorencss.

Looseness  or  v ib ra t ion  in  la tha .

(0  A i r  in  hydrau l i c  sys lem.

(S) Sticky tracer valve.

(h) Exce:sive stylus prcasure.

( i )  Uncven l racer  s l ide  movement .

fi) Loo3e pislon rod connection.

S e e  l .

F i le  o r  Po l i sh .

Chcck for rdequrtc clearance and

cor rcc t  rake  and re l i c f  ang les .

Sec I (e).

Check  fo r  sp ind le  runout .  Check  fo r

loose carriagc or crosr-slide wirh dial

indicator. Takc rtraight cut with lracer

inopr ra l i ve  and chcck  fo r  s im i la r  marks .

See I (b).

See 5 (0.

Reduce.

Reduce prcrsure to 50 Psi and chcck

for  un i fo rm s l idc  movement .  Ad ius t

gib if necessary. Chcck for binding

due to dirt or distortion and for ade-

qua le  lub f ica l ion ,  l f  t rac ing  f ine  taper

incrcase rl ide anglc to provide faster

t racer  s l idc  movcmenl .

Tighten nut (Sec Pege 2O).

3. EXCESSIVE VARIAIION BETWEEN
TEMPIATE AND WORKPIECE

(a )  Too l  no t  on  cen le r .

(b )  Iempla te  no t  a l igned w i th  la f  he

ax is .

(c )  Var ia t ion  in  cu l t ing  load over

length  o f  par l .

(d )  Incor rec l  t racer  s l ide  ang le .

(e )  lncor rec t  too l  9 r ind .

( f l  Incor rec t  too l -s ly lvs  re la t ionsh ip .

(g )  Excess ive  s lY lus  de f lec t ion .
(Can cause bumPs a t  sharP

corners ) .

Cut t ing  po in f  shou ld  be  exac t ly  on

cenler.

Check  w i th  d ia l  ind ica tor  and ad ius t .

Prov ide  un i fo rm a l lowance fo r  f in ish

cut  over  fu l l  con lour .

Rese l  lo  ensure  fu l l  con iour  coverage.

See 2 (c).

Too l  cu t t ing  po in t  and s iy lus  con iac t

edge mus l  have same Pro f i le  and be

proper ly  a l igned.  S l igh t  compensat ion

may be  needed fo  s ize  o f  s ty lus  rad ius .

(See Page I  8 ) .

Reduce in feed ra te  to  |5 -20  ipm.  Set

s ty lus  p ressure  near  mid-po in t .
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TROUBI.E CAUSE REMEDY

(h) Mechanical looseness.

( i )  S t icky  t racer  va lve .

(i) Uneven tracer slide movement.

(k) Excessive machine feed (or insuf-

ficient tracer infeed).

See I (e) and 2 (e).

See 5 (0.

iee z (1.r.

Reduce mach ine  feed,  inc rease t racer
in feed or  change s l ide  ang le  so  s ty lus

wi l l  
' fo l low 

contour  w i thout  f loa t ing

of f  templa te  o r  over -de f lec t ing .  (See

3 (s).

4. VARIATION FROM PART.TO-PART. (a )  Var ia t ion  in  cu l t ing  load f rom

part-to-part.

(b) Excessive tool wear.

(c )  Inaccura fe  opera lo r  se f t ings .

(d) Mcchanical loo:eness.

(h) Sticky lrac.r v.lve.

(D Unevcn tracer clide movemcnt.

f i )  Excess ive  var ia l ion  in  o i l  tempera-
tu rc .

(k )  A i r  in  hydrau l i c  sys tem.

See 3 (c).

Change or  g r ind  too l  more  f requent ly .

Use separa te  loo l  fo r  f in ish  cu ts .

Use pre-se t  ioo ls ,  over lay  templ . fes .

e tc . ,  to  e l im ina te  opera tor  se t t ings
wherever  poss ib le .

See I (e) and 2 (e).

See 5 (fl.

)ee  I  ( r r .

Le t  o i l  warm up be fore  t rac ing .  Cyc le
s l ide  f requent ly .  Ins ta l l  o i l  coo le r  i f

ambien t  lempera ture  is  excess ive .
(Contad  MIMIK fo r  de ta i l s ) .

See I (b).

SLIO€ WILL NOT FEED FORWARD
WITH VALVE SET TO INFEED and
STYLUS OFF TEMPTATE_OR SLIDE
CONTINUES TO RETRACT WHEN
STYLUS MEETS A REDUCED SLOPE.

(a) Infccd rale knob in retract range.

(b )  S l ide  a t  end o f  s t roke .

(c) Prclsure and return l incs crossed

(d)  No o i l  f low f rom pump.

S l idc  hang-up.

Valve hang-up.

(e)

(0

Turn  fu l l y  c lockwise ,  then tu rn  c lock-
w ise  to  des i red  in feed ra te  (See page

I 0).

Advance cross-slide to r.gain stroke.

Connec l  tank  hoses  cor rec t ly .

Check  fo r  loose mofor .pump coup l ing ,
burn t  ou t  motor ,  b roken l incs  ins ide
tank ,  fau l ty  re l i c f  va lve ,  p lugged f i l te r .

See 2 (i).

See below.

CAUsEs OF
VATVE HANG-UP CORRECTIVE ACTION

| .  Insu f f i c ien t  s ty lus  p ressure-

2 .  D is ror t ion  f rom over  t ighr  f i f i i ngs ,

3 .  Hydrau l i c  lock  in  va lve .  (Can cau3e
d is t inc t  s lugg ishness  in  va lve
ac i lon) .

4 .  O i r t  o r  gummy o i l  depos i ts  in  va lve .

5 .  Wrong hydrau l i c  o i l .

Inc rease s ty lus  p ressure  s l igh t ly  and ac tua fe  s ty lus  by  hand.  l f  t racer  does  no t
beg in  to  in feed immedia te ly ,  hang-up may be  due to  d i r t .  Fur ther  inc rease in

s ty lus  p ressure  cou ld  thcn  damage fhe  va lve .

Back  o f f  T ru-Sea ls ,  make sure  f i t t ings  are  jus t  f inger . t igh t ,  and snug up  Tru-Sea ls
genlly.

Cyc le  t racer  fu l l  s t roke  severa l  t imes by  aouaf ing  s ty lus .

F lush  comple te  sys tem and rep lace  hydrau l i c  o i l  and  f i l te r  (See page l9 ) .

Replace with recommended type.

l f  va lve  cont inues  lo  hang up ,  con tac t  Mimik  fo r  ass is tance.


