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Your No.1 choice in advanced tube

TUBE BENDING GUIDE

forming solutions

www.herber.se

Bula vid slutet
av bocken

1. Justera dorn bakat tills bulan ar borta. Detta ar
ocksa ett bra satt att fa dornen i ratt position.

2. Justera i programmet dorn bakat vid xx grader
fore uppnadd slutvinkel.

3. Oka trycket pa stodskenan.

Hump at end of bend

1. Adjust mandrel slightly back from tangent until
hump is barely visible. This is also a good system
to find the best location for the mandrel.

2. Adjust in the program mandrel backwards at xx
degrees before finish bend.

3. Increase force on pressure die assist.

Lasback
Clamp

Utsidan for platt /roret
ovalt, med eller utan
rynkor i bocken

Marke av profilskivan
och stodskenan pa
rorets centrumlinje

1. Minska trycket pa stédskenan. 1. Kontrollera dorn sliten ev. justering framat.

2. Dorn behover fler kulor for att halla ut roret |
hela bocken.

2. Roret ar for stort i féhallande till verktyget.

3. Justera hojden pa stddskenan.

Excessive collapse with or without
wrinkling throughout entire bend

Tool marks on centerline of
bend in clamp and pressure die area

Lasback
Clamp

Lasback
Clamp

1. Advance mandrel toward tangency until slight
hump occurs (most mandrels must project some
what past tangent).

1. Reduce pressure and clamp die forces.

2. Oversized tube or undersized tube groove
from bad tooling source.

3. Adjust height of pressure die. 2. Need more balls on mandrel.

Marke av kulor i bocken
1.

For mycket broms pa roret.
Slapp ut stddskenan
— Oka vinkeln mellan stédsko och ror.

. Vid tunnvaggigt ror och/eller liten radie anvands

ev. "close pitch” dorn (mindre distans mellan kulorna).
Materialet ar for mjukt.
Oka trycket och/eller hastigheten pa stodskenan.

Mandrel ball humps

1.

Too much drag on tube; back off pressure die force
— Iincrease wiper die rake.

2. May require closer pitch mandrel ball assembly.
3. Tubing material too soft.
4. Increase force on pressure die assist.

Lasback
Clamp

Rynkor i bocken fast
stodsko och dorn ar
i ratt position

1. Kontrollera dorn (sliten?) Byt vid behov.

2. Satt mer tryck med stédskenan mot roret efter att
ha kontrollerat stddskons och dornens placering.

3. Minska hastigheten pa stédskenan framat.

Wrinkles throughout bend area with wiper
and mandrel in known proper position

Lasback
Clamp

1. Check for undersized mandrel.

2. Increase pressure die force only after checking wiper
fit and mandrel location.

3. Reduce force on pressure die advance.

Rynkor i bockens insida

1. Testa med stodsko.

2. Anvands stodsko, justera framat tills rynkorna
ar borta eller byt stédsko.

3. Kontrollera stddskons vinkel i forhallande till
verktyget.

Wrinkling throughout bend

1. Test with wiper die.

2. Advance wiper die closer to tangent.
3. Decrease rake of wiper die.

Lasback

Clamp

Djupa revor

i stodsko omradet
1. Justera stodsko. Oka vinkeln mellan stédsko och ror.
2. Kontrollera dorn storleken.

3. Satt mer tryck med stédskenan mot réret efter
att ha kontrollerat stddskons och dornens placering.

4. Minska hastigheten pa stddskenan framat.

5. Anvand mer smarjning eller en battre kvalitet.
Herber rekommenderar IRMCO, saljs av EQSOL AB.

Deep scratches throughout the
bend and in wiper die area

1. Increase rake.

2. Check for undersized mandrel.

3. Increase pressure die force only after checking wiper
fit and mandrel location.

4. Reduce force on pressure die advance.

5. Use more and/or a better lube.
Herber recommends IRMCO sold by EQSOL AB.

Lasback
Clamp

HERBER ENGINEERING AB

1. Profilskiva / Bend Die
4. Dorn / Mandrel
7. Rorstopp / Tube Stop

2. Lasback / Clamp Die
5. Stodsko / Wiper Die

3. Stodskena / Pressure Die
6. Chuck / Collet

Grova marke i
lasbacksgreppet

1. Kil mellan verktygshalvor
utsliten. Byt kil eller justera.

2. Lasbacken ar gj parallell med verktyget.

Bad mark at start of bend

1. Removeable clamping portion of bend die not

matched properly to round part of bend die. 1 $shack
2. Clamping portion of bend die not parallel Clamp

to the key way.

Grova rynkor i bocken,
glidmarke pa
rorets klamstracka

1. Minska trycket pa stédskenan.

2. Kontrollera placeringen av dorn och stddsko
samt smaorjningen.
Herber rekommenderar IRMCO saljs av EQSOL AB.

3. Oka lasbackstrycket.

4. Belagg lasbackarna for battre grepp typ microsvets,
|attrat eller rafflor.

Lasback
Clamp

Heavy wrinkles through bend area
only and linear scratches in grip area
indicating clamp slippage

1. Reduce pressure die force.

2. Check location (and lube) of mandrel and wiper die.
Herber recommends IRMCO sold by EQSOL AB.

3. Increase pressure on clamp die.
4. Use serrated or carbide spray in tube groove of clamp die.

PO Box 203, SE-331 22 Varnamo, Sweden.

Phone: +46(0)370-69 95 50, Fax +46(0)370-156 25, info@herber.se

www.herber.se
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